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Abstract

This paper deals with the modeling and scheduling for FMC(Flexible Manufacturing
Cells). The FMC system composed of unit or multi cells is capable of improving
productivity with flexibility for machine. However. the properties of multiple jobs and
various alternatives results in tne dynamic states which make system management very
complex. The extended Peti nets are used to represent for complex properties of FMC
which performs short-term scheduling and dynamic operational scheduling. The
hierarchical control structure and integlligent scheduling through expert module are
adopted for efficiency of FMC operations. The computer simulation reveals that intelligent
scheduling method is better than heuristics in various performance indices.
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loop
y = min cost(Hx)
if cost(y) = cost(x)
then Load_seq = x
exit
else
X =y
continue
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resource “current tool)) (first _task
_completed))
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Table 4. Production results of unit cell by
intelligent scheduling.
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