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Comparative study of the performance of pure and
hybrid flow lines using computer simulation
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There has been a great deal of interest in the arca of group technology recenty. They suggest
that group technology’s formation of cells of machines which are dedicated to production of families
of parts will bring many of the advantages of cellular layout of job shops. In this context, Yoon
[2] designed and suggested 3 types of the layout structure for a small firm, by introducing the
cellular layout into the traditional flow line of an existing factory. Also he found that P5C, ie.
process layout /5 cells layout, outperformed the rest types. However, he performed the experiments
in the standpoint of the existing factory operation and did not consider other operating methods
including changing the dispatching and sequencing rules.

Therefore, in this paper, we compared the performance of 3 different layout by the simulation
technique using the real data from the existing factory, considering a newly suggested dispatching
and machine selection rule.

1. & g of

EETH (flow shop)& AEZ AZE the] AU%l gd 5AE 7R A LES l UJr[IZ] E} e
04”1 e Hste BRleRA, A& ¢ ¥ A sguele] defelA glel ¢ o] MEHo

A

goz olEshn WAl Aol BE AYFL FAW £4 B $IEL A gold 3REAE A

2 A%E %S P ek 7 Agels B0 [ oh ol Aol @ ES H2® 5 A BHo) ¥
D7) Ao ol YUY SIS BA AU (oo shop)l BT AW AUE FRAL 24

%+ ek S sgs) AR fek olF Sla e hES A

* Eathsta el okt
“ Qg rEY st 3t



76 st Al a0} A15t8]

=2X| M4, M1ZE, 1995.6

5 el agHoz AHeatr] Ha) A Alcell)
SUE FEE AAE 2] 4% 2y 34 Ao
a8 8o £23% FAZ dFdth 3 o] 383
L8 AFFE AstA Eohe Ade 28ly FEA
ARl HEA YA FHRY Fgo] Solx 497} uty
oH6]7].

ofefgt F&el tujsted 71EAFES Jolak ¥ ¢
25 qHAZ Hla AE sk ek 3}[2]% A%
A 2pAl a0l BaY 42 8 FEE A2
1 43e] g RIS, Flyan and Jacobs[6]% A
& SYR T} 42 WAE ol 2 AR 3 7
258 FRAUEHT UL 438 el £ g %
Fh Aok

42 B8 T TaE 49 $8ol v 41T A
¥8 & 9 @A ek #1209 Aol Ueht 4
o] o] &-&-& Hl 35.8%0]3L oo thu]gt FRAIA e
3RS 1249 ol 882 AL Atk o AS ¥ ¢
8o B3 FHE = 27 7129 A $AS 2
B2 AHEE JElA AT Agol7) dzoltt, ey
4 T ARG S AN gE AR e 5
ek

workload transfer) & & C{J }0:1 ﬂﬂ Aol AnE 7fAlskn

T3], olelsk ATk A% Bk ol E9] A% F2)9
A% AE slg 7ol AR

webd, B ool 232 Az A9) 3 o)Fo] b
& T2 &S Ak o9 d4A HE&S A
sl Atk o & fla ¥ Aol M= F210] AAISE #
gol 7ot ol Hdd AuE A vl g ¥
A e o] Wl B AgelA AQbeh 7)Ag 5 a
A whg TFH e 28-S ARl ARE vl |, vt
A ZEEQ FATZE MHSEE su A7 2is)
°ojFol 7hed FE7F AAUS WA LA g}

ek & Qs AR ARl izt olng, o

A8 tloh R HAHO R S8R Aol HPH of
A 4 553 FA] 93 2y dneld

EEY 5 FoddE A o Fee 348 &
stof St AF 71E ot AckE Felzre] dut
: Hlalske Aol w3 Aojnf2] [3]

H

gol ok g A,

- A B 4 349l Al
%) SYE AQratn
(Jupta and "Iunc[ JE A3 7AZ FAE 2dA B
d 55389 TAY 22ARHE Higlshe ke &
LSS AA s Sl

Narasimhan and Panwalkar[ 9]+

Aol A AANA 1] 7NAZ A& T o,
T VAR FAE 29AR A4H 0 AL o|FElE
A s CMD(Cumulative Minimum Deviation) TF2
5 AN Bk SPTIFRake] A3t o) wastel, 717 &
FrAZERE A A 7IA TRl 9919 AntE B9 1
Y1 2159 &g Eg A5k, Narasimhan and Mangi-
ameli[ 10]= 49 7IA2 FAHE 2da2349 A |
FRGANA D5
lative deviation rule)< A|otatsl chekst &
P AR el A5kE e,
Paul[10]2- 2 &7] 29l9] odtA g pAE B _‘3_%
e FAE nEstded, 196 A= 1) 7
et 2tAle] HFV|AR A&H0 R Rolshe *Jf?}
ot} 1% SPT (Shortest Processing Time) 7+3] 3} ¢}& 2
Aol Adud kel Aakg wwsto, spTel 43}
AN EE Hastch

# EERR N

:1
{:
%
r'n
L
r2
~L
=
S

’

2HAZ Y sEg
lj

F

O

A #Hal ﬂlﬂ(;’cncra ized cumu-

& Z A5kl A

R

Goll gt Aol ALEH A 2Y

of AL WAR 29AlE FAE ASoln, A 19
7h 1ehe] VAR AdE A-9H10] [14], BR g
AE ASR[9] vl Rk 1 vl 3R AR 3
(177} A 3etAe) A= wQl7best &8 wote]



Algafoldol ot HEY sBae

2o 43 H|D 77

wgyoz A8 sgaTst =¥ Aol

Gle) £24E BAG) 8 AgH0l RN
elel £3e A AL AL FoF ol
4710 olo] Agjo] Folal Heieln BEAE B
£ 408 BAa2], Aol FFREA Uy FoA
oz =AsH: 392(1] v 4+ Atk 71 47l o
s, Fo AYuAste] vie ¥yow T48 55
gols) Aeole 4 el slold, SPTHAS Agah
Aol el 348 ehAH1]

ool A 23 uts} o], 7] = 8!
Fol7 HEE aZelol] Bak Ayl mEw LI
A A th4e] Alo] 9= A A A A
A 2b 7)Ao M e ZduAe) w7 =
8% sele 497k gk we ¥ ol
Aol 248 Fi 1 RS BAT Aol +.

WN
’L}
2
>
I
(%]
5V
X,
ku

i

3. GToll 2jgt E¢t &
28

Eajol AlAgo] et

F2]2 A5 FEE AAshs 71990 site) AA A
g ol&std, e A A9 Al weh §
FEE 2R U, olES ZMO}‘“ IHE F
ol o) gt T FHEM (cluster analysis) 3 7} Al £ 2
S 2 e ERY A 48 2Ug
M 7@ & ARbEATh &, 71E el ool 24 —U’JL
57H4 A E?J 27WA fr 8 -& Ajkstal, Al oA &

ol oz 7t dA Fxo g Aag EAs ﬁf_z’]
°] TEE A

B Aol M® o] site T4F
olstoll M 10 Haf Uy "?}L}.

% ol o m:

o 5
53
37

ru,rL

g dyes sug,

31 7|1F Aaglel 74

€ AT} dges it 4YY 53U 722 4
Habs] Sial 940 AlAde] F2E AYan deoz &
[e]

P e FEY Wf‘é:z AA g
HoAdprt digeR ste A2 67 THeE T
ME]-“H] AFA 2l (flow line) o] ejrt oF7t W
74o]r+ L}A]% uj %zﬂz%o] & -g]ro]o“ ok7}4 job
sh0p o g FHaetu e Olaﬁ} 23888l (hybrid

8
al

flow line)o|TH(5]. ©l& Yehl® (28 3-1D3} 2t} A
29§ AL e 2 3 e o2 g

ol | AAs >
] ;35 ol I [za2] | [on
>H 2Ae g b 1L
gg @ [ | @
(B) P ]
(a8 3-1) BYI=

o71A & Fe (a9 3-1Do] ekl 34 Fol A
}*" ] 340l %

FEH 24

5%1 1 Ajgho] it yejRle] 3HL ¥
o] golsluz fs—ﬂﬂoﬂ A7 ke ol
D}.

Al BHFQ 7HR719] d%e (E 3-D3 2 ol
Asa C2 EAIF 500 8 7FH71E 40, DE 1000cci=
2t), E8 M20002 6t), F& R2000% 6t 221 748 1
Zholw A &aFol & G¥ 4000cce 12 B4t 9}

Z A719 B8 S s dAE e, FHo)
7 & G8 7IAE UE C EE PN AHese AL
B AHYE 5 o, Mz &3] 71 2e ¢ 1A

= ok A Aelsk R e 4 gk weby
o] 4% 384 am. = 230) 2 28 3
2 A g 4 9
(E 3-1) 7RIS A

el 58 PEYES 581 7158 7

C * 500cc 4 DEFG

D :1000ce 9 EFG |

E : M2000 6 T fG

F : R2000 6 | G

G : 4000cc 1

3.2, GTOf| 2|8t A|AE|9| M

A9z sael FRE mes b kel A
o3 5o Aoto] Yu cAet FHl A 5AL 37}



78 BHZAIE 0| 2M&5 =2X| XM4P, 15, 1995.6

Al v]go] glo] o] spgati wH Aeko] gl (B 3-2) RERY 384M
A3l AOTE, M FHE BEHOE L4 5 9) B
- ' B | =Es ‘ =5 2N
T rRRY ide] w4 Adel Fivh gk webd 7p [
7719 @ato] QJzste], Helsfo s v ES 43S W | ! VBEH | %
o FHENS AN 7] wge) M e, | ¢ ABEH]
olof Z& v)zatel A F[1904]2 Sito] Al E Fl I - \-B-D-H-) j
& GT(Group Technology)oll 2}sted 37} Al e} 37} | 4 o ABEH _7(
Tl S gk AAStel A, AA PR B | 5 | ABCH 1
M (custer analysis) & A8t 1 AxE 44 6 A-B-C-H-]
ol 7128 ARk 2]. 7
94 o] 7)gdo] MMelL e LERFY ¥REMN A | 8 |
25 8 o] 7o) AL Sk AW HEFESe 9
FHEAE YEE L 3-2)9% Z%E}. 7h REo FAHE 10
A il gAkAE 3ede) 4RA A Rolg el |
i Aes & 5 Ak 12
WA 719l s7F bt Qe A FEREe 227t 13
A=A, 1 M TMe A9 e 7EeR T 14
A (cluster analysis) & AA18 A3} 57)e] fvto g EFE ‘P 15
QoM 1 Yge (1@ 32 YeIAL (18 32 16
o4 ¥ 4 Qivbel ol 35EolN 17, 22, 37, 43 T
a8 3 5708 Wrolth ofF Brte §AMES 17 5 [EEETIE
sl Aokl ) £uel spgor BN 9 e
olol mqow F21e 7 FEUz YT A% | w T RN
Ak = 1570 AW vheh o] A LEGHS o o | B L]
% Aol a* o H1E Ak A, 2ENe vl 42 T e
SutS WL M g 2. 378 & g2 4e - ave)
Aatod Aglshs wraolut. 1]l 350l A Yl b)
s 2ol 1, 2,3, 4, 529 six HEel S e T ]
HO]'CE}O]E}_ AA 1R i
olelgh WAooz 4 AN A Ul el duet | e |
S REe gyl gAY FUW Amsh A 3E = we |
& ANER, ¥YeA Ee 4ug vFeR 48 ‘, | i I | ) l
gote gl ehgatr) moleh gwaagdd s T T ] 28] (0] speas
fradel ages dgcks AW 1= it 2ol Ml / 19 K 3 S| |15 | &R
28 el n, B4 7)5e FYE £k B AL o o] |
9} 7o wietofa] ofr} 5
(713 .-2 ol A 152} 2742 2000cc?] #el&o] Ha (38 3-2) 2R Zux
Bhal, 3t 1000 cc®] §30] 2w, 448 7 AL
500@4 %10» 7b4 2 4000cc9) *W% Ao B 9l & 5ol 43t gAE 5 AT, BiEE A7 Aol
o} 2574 5t ek 4to] Ak 2 Huos | A A2 7] uFolc}



Algao| Mol ofst S5 &2l 2

0x
i
=
Ef
<
©

1O ekt sk o] 49 4 1ol i
9] el S FHEAAONR, 2 R EFR e ol
del 4 1AE SRR SYeEt. £ 0% YERE

&, 3ut

& b HE A, e B, 2 B
D¥E, 43¢ € 181 .{.0“%:} G¥ol @yE et ofof
weh 2t 7] A wid LEFEE W, CF 7 A &
FH8 56218, DYPAE 38 12 4, E
10 11 13 17 20 228, Fgll= 17 i
de 18 198 “HD"O]"—
A 2 Aoz L}E}JLHZ pp.287-289].

el We2 e #[2)e ol b 24 £
e A }G’L} Z, AA7E 14 A pAHEE AR
(Process Layout Interchangeable machines, 0] 3ol Al &= PIM
olgt &), 27)9] M2 PN A28 (Process Layout/ 2
Cells, o]3}ollAs= P2Ce}ar &), 1)al 570¢] Ag 74
5 Al 28] (Process Layout /5 Cells, ]}l A+ P5CEtat
ez ARG, % 22} e ollg gk

o] A v‘%%%?{}ﬂ ‘W‘/\]’]x:/}'

@ PIM {34E wja)j4E a8 s 7)A: Process
layout | lnterchangeablc Machines) : o} §38& A

o) e 52 g—%ﬂ& Fglo] 1he) A2 74

g AFEHE ARA B ol & E 48

T

2 &7 Z}OW wet A2l g 7bs s 7HR717E 9l

©
9
&
o

. Process layour /2 Cells):

Oil A 270e] e

B

e oy, 7t “f*oﬂ aiA e A8 A3t
fraolnh g g3 Ao Qe A Erhs

g Aol 2 AR o]fHlofeb g
&L B2} 570 A Process layour /5 Cells)
ol A HERAS A9 AR
37k Ack] A wre] Me LA s
Colele ke Y vREAR A

sto] Aol Qlorg Ag faF nu}
Aele 4 Sk

- BEFRS WA AR, 5
1 PSCE ZF R E el dishA 8
1S PASE JSoln, 2hel dE PsE AL
AU VERRS 2R BOE W 4 Bel e
£9) o shopid 2102 el ) Bk el hel Az
TR PIMol A = d Aol zhedoll thsh job shopd4] Q.

0:[

2 Ags) ",

olelgh +27h AE 7Hak) FaAlE ol Holg
g7 & 7bel] B o) Qlofof shtl, Z} ks
A5 EBNAR AT 5 ol v g%l TR
slone gl b Sege olod S THEe
M,Q ?,iL]— LV\] ‘* Bl fo £ L,ko] #
o] )1 z}oj o}H PR
= ..al:o] :lL]/q Ao
& gk e gigo] 2
VR Aol opyel frelsjol st

3 ROk Sl & 7157
H A% oA glol el
712 fol

1 DS E S}
r\nthonv*‘ %]FFJ%L“E‘?O‘ 2 ek 71]§(stmtcg1c pmmng)

J /(4 01 *5'3} b

49, fﬂﬁ} Y o %a\:@ AAS & 5 A 7]
A A BAS dete] £ 289 BA 3L Lo

geh e},
Boolgtzh iAo g sk BE 58l glojA &8
o #AE alol ek AoRA Y MH =y
Aokglo] shd7bsshg A7 5 %, 7R 3
of wHol el 52 Aoko] WAL, 3@»41 4
i 29 F8 4o Heo] 227k €)%, pive|
AL WA 7Rzl sl A *“”‘ shA ¥, PZ( o 4t
ZH A ol A e A4S deek, psce] 4 2 g
F3ol sl 98 Aol w4so} Qo Aol Hue
Hiee) #7512 gt

o 1A o LA S8 3ol A S e Bl

el e

I«'Z

L 7};{]?;’;
A4 }“ 1‘/“1 c’| ’LC{j & v ]ﬂ 2‘3*71]51 T

%: ‘111]7} ‘j“l } “H Helg ]fﬂ \HC’HH ‘}C{l-Q “H
4 eAE sk S MUr. oA/ el 71
Aelrfao] Agun el A|dul gt Ho] ARgET
Rt vEA o Wb digole d1d Me g
of AbEE[N, ol 2l Melat
A (job selection rule)o] I @.3hc}

® A e e gl 7]

(queue selection rule)

Aol A #a AR5}



80 Al E 0| M &S|

=X M4H, H1E, 19956

U TFEL 7)1AHE #H OS2 LIT(Longest Idie Time at
present)& ARE-SEIL SlTh. o] HEE Z+ 1A 71AE
Aeg Aol A 7z l i AR e Al 7H
A 71AE ks A0, 49 Afo] 4sHA 7]
s gl ANTe Teeke Zold. 94, AP 7

4o 2 s WolEelA EREoR 49e By s
1o m 2 FCFS(First Come, First Served)& AFMR3la ¢
t},

A—]i]-"\ Z_]-
Y TAS e AE A4 442 BT 454
ol ds the HHe

H1
— © =2 up
ok s
o
> 2
FFI

—
oo =

A 2 ZL 7HeARe MAA A

APINE A FFADE 2ol
%
Z Melahe SBT(Smallest amout of usage

bl
>
v

o
~
=

(Busy Time) from beginning to date)Z AF&-8 A& A<t
ok o] A2 LITS Ate = gt Ho] opet FFAIZE
o) TSI dEnE Aola FAolet, 12T i)
4 rHeg AF7A AH L 3l FCFS il SPT
(Shortest Processing Time)S AREE HAS AQtsic) o] &
& FHFEATY B5E M S o] 7ldH R, a8jn
AR 48 8l 718 AF[1ldAMT FEe] HY
Folth
ol gofstd ofefs} #tt
@ 71EWA: LIT/FCES: o] W& 7|ANY Faoz
LIT( Longest Idle Time at present)2 AME3}IT 74
AL 71 gl o] A WA FE 02 FCES(First
In First Served)& AH&3HC}

D AREA: SBTISPT ¢ o] WAL 718 Hoz
SBT( Shortest Busy Time to date)& AFE-3lal Zt 7)

Ao tf71gol A Z}Cghﬂnz* & 22 SPT( Shortest
/\].REHZ]-

Processing Time )&

4. Algdljold Aol MA

ol A8 SLAMSYSTEM/ Window HH & A}&5lo] 4
Akt

41.1. A¥9 A
2 AN AN Algdold gy dA sl
A8 deg B2 S E
L2 A2gel #ar A5EEd g2t EX R
= A0 Y, 1 FEFE A AT HH 83
“ﬂﬂq

o2
il #5e

2 Fe w94

hul

lo
u
b1

%
10}
neHgel SlaiA g un A
fEFgol offurRE A2 o] &

14 =t

2 1
i) o
il _ o
fu o g Mo
e o2 fo to
B . —H
o o £ oo X ool
Y ﬁ.‘ R o rir
=4 AT
e oo mo I gy
= Jo o R
> 2w
2 H SouT .
flo % _V.L‘]: "
>
o 1 +
) w oP
N w °F
L O
N §2 o=
|
ko)

o,
>
ko
o
o
e
fu
o
rir
Il
=

4.1.2. Al Edoj4 2

2 Ao AAE Algdold Ade AHL (18
4-1>3} gk

WA 9231 ol A Al Eg o] Mo a3t Hlog
g}, dlojeole FHATH ¥F
Y Farh AT a2y YEARE vl

O
= o
TEANE A (job) & BN H, o8 e

[e3

mlm



AlE3l0|M0]| i3t oty SEalol 2ie] 43 H|D 81

Azt

dlelg] 4¥

Ay
(job creation)
]
241 %)
(job input)
|

33 A 3B
1

=)
(assembly)
|

\ (cell sel‘éction)

]
| eaue |

F333
33N

L
|

ZY A3y
i

R

B33
T3

|

[ mAzAn |

(38 4-1) AlEgjolM AT

jiio4

of 712 v, el F4AAE B

geldl FU= FGAS 3BT FAlo FHFH o}
o, £ 3ol 45 AYL o]& AR tE WA,
s g o2 FUEch driie de] 72 e
AE At ¥4& AFF o, 34 SMEC o
F4 H &2 F4 12 FY950 &4 APE gpstn
nAo g 7t Zqle)] ddE BAFE PaA g

;0

b

=2
=

BN gm

42. MEol MA

2 Aol Al ol e de Avelee
37HA 9] 34 frEe] AnE vasle Aojug,
ol diaiA Fol A[2]ellA AN E & F
£ A B A3t Agksle A2 AN WA
g & Wanie afelg BAMsy) g Aol

mebA 37he] #F Fze] disiA 271A 24 w2 o]
Wi 2 AnE "l BAsH Hug & 67iA] 9
Agzgol Aok olE 7 Hgzxddl disf 1039 49
& Rl 1 ARE vy g sto BAE AAEG

1

okl 2

2 o oX L

7+ 34
39
£

.41

421. 34 7%
Bl e AAskE 37HA] 24
& ofzf 9}

99 et

O PIM (3 W&/ 4Eng 7H5 718D Process
layout | Interchangeable Machines)

@ P2C (A w278 A Process layout [2 Cells)

@ P5C (A W&} 570 A Process layout [5 Cells)

422. ¥4 ¥4

2. &
v Qolx fola AN BHTEY A0E
7] HE FEEAE ok
@ 71E% A LITECES: o A8 71414
LIT(Longest Idle Time at present)&
Aol di7|gellAe]  aqldEstA o
Come First Served)& AFR-3ITH
@ AL SBTISPT ¢ o 42 A4 FHoe
SBT( Shortest Busy Time from beginning to date) &
ARE-8ERL zt 7 A 9] 7oA AGAdE s
SPT( Shortest Processing Time )& A},

H] sk

de 750
At 2t 7]
2 FCFS(First

43 "WiplE

dutHo g FRFHE Hristy) A 7lE °}Eﬂ9
(F 5-13% 2ok 23y 2 A7) ggeg 3
S5 Aedle Hit Ol%ﬂale wE @} T 9
th EE3Ae] AL o i HEHOF job shop?
el g d AL Ao ddsiA 9 #Hle] e



82 StEA|E8o|Mets] =X M4H, HM1F, 1995.6

AAA G2z, 2d LA 9 el Q] Aol v
A5 AL HE §YE DAl HEPOR U

Aojeg 24 |
oupg ol A= 2UE 4 QA {Hmake-span)o] 7
A7b HA ¢ AdFe FAEA G

e -13 A Ohx} dt. ]é 1ol el GR4-Del Al

A] O}ME}.

(E 4-1) 39| Mzjof| it BIP[E

oy Z}ﬁ%}ii } make span): FOIZ Al SAlsle
b Ae5E Aa 2A7t

| @ BfrEAltHaverage flow time)!

- e iMzu B

xeje] €elsola Be

i) aLEH7] -4
i) Ji:VLT/H 7117t average waiting time )
Qo] th71 Algke) |

; ‘:'3‘3‘7]74] o} 88 (average machine utilization): A7} & “
el 3l 71 FE AN W A 0| ALt TKEE

2 Azl ulg

lol(averagc queue length)
7t 7)ol 4 %

&)

44, A

o
>~
Fu

rid

2 Al Ageold Ao AgHE g
o A Walde 3% (ol 7
tal e ol 2 4

- 4
HJo ™ wlo o“:; ShalE. 154
i
o
-
N oy 2 9
o
o~
l:H
..L
\D
N~
o,
=
N
it
i plo of ko 24

(o oft 10
=
=

ey

(E 4-2) BYAR % S0

T T T _

\ |

N‘;;If»wA\tB!C\DE Fla H 1| J oy

gt | 1 w | : " ‘

Tro*Jr N I T | -

‘ 177: %00 300|184 | 160] 3348
[ 189 627 8 |62 5

l 3 13Fo1>4 51904 18357 gy 7w

RGeS 1999 703

|5 335l W L 2% 45

6wy ||| R

K f{r) 513 | s e s 532}

8 [ ITeiame |6 RE:: 574

C9 el |07 59 | 57929

R 172162 %6| 9

l_n i \oﬂ—— o %
o o P

u o wlod b j

ITRES 44% o [26600

i - !

T sulzel b ‘

| 157{183 5538 5900
R |
L 601377 632

| T”owiZﬁk 88 1871 1014] 276) 634

\ 9 sns | 3201 219831801496 692]

‘ '>u‘ IR 5371571 |1672] 886 |

e S e ﬂ

EREE: 9&# 631748 9921 1650 |

=

|2 s 5579 511,147‘?L7,19J1,?921

e A B SR A

SAbe] 6o FREs B Agelr AalE 37hA9
2AEY HZ ZAdF A }(makc span)-3 H| g A3} 5
Aol Az TR 5O A e Hag Lou 2l
(51 #x). A4 #gdAlre] ke ti7]Azie] of
ol ks Wby gl=d), v)EhE o2 ,{Lcd 9 E0l3 7
gole 5/0e] 4z pAE b AY e AuE Bl



AlEdo|dof 2|8t ZEd s&atel o] M2t H|n 83

ok B gltvh Aok Mo E EQhHe spAE A (£ 5-2) FEAIZIY o
2 P2C7F MY e kg Boli Qlrh & p2ce] A9 - U
oAl AR NS FESERR Agi%ks AR A el G Pec
gho g 20) 2 9)So] Ut} who) p5ci Q3w B 1B | 265008 1 10,9008 | 91304
or7te) Asiv} AstEl= AE 7H geo] folsot 8l Hohkal | 8660 3430 3,880
o}, aaug 71ERA L O3L000% | 93008 | 74708
o] A¥el A= Ang md Willeyo Ao} A ahe C AR T 9800 4820 7.210
Aoz, Azte] Ajlole s Sgshd Auzt Adsle s g IS W A . .
AL olm i}, thA]w o}m pg( = pscof s el p4 AghgA LI3 1 14l L8
& s A% $UT A4S pAa erg psco] | P R i z,;ewﬂ 22637 | 2,263
A7 19 o] FS 6148 Ak e idolrt o debgs | 2263 2263 | 2263
LAY PrCE Ao EQl vhil o) tﬂﬂ.oﬂ HE w7k };\]
g ovt P2Cu PIME F2H2R] G2} /1o UErstt 5.3. CH7 |2} CHIIA[ZE
T18) 3 SARe 7)E \ﬂol- ]o 2= Pyl Mg E8H 019 R
Ao AlRke i e 2 sfadetd paCE &t t71E 2t h7)A ke FHo A= p2cet psCe) At
R A=A P 2EEQ) Aew dehwtth Agelar qleh 71EA I*ﬁv A _E Ao Aol tﬂﬂ
o) Babde gt glong YKo uv|de &
(B 5-1) Hjeimeoazt @9 7b gaetal ek olof ILM TA A Hat 7] e
_ . 7k gl
& 55 P P2c e FR7) QA i g de Bobu, Aok s AL
dedga | VIS0 | 100008 | 573308 | SLE80% 8= 74, PSC7F 31539, PIMO] 45914 [1eli pRcUh
w Ll alobara) L 62,6804 25,1103 52,060% 57162602 VR, P2C7) 7FA A28 A a2 wol a9

v ko] Hy o) 7)A) 7 Sl A Aok S ALgE)
B 74, P2C7) 338345, P5CYY 51314 S18]al PIMoO| 6047

52. HAgSA{ZHmean flow time) =
& '3.01 3 Qlof p2C7 M EE AibE Holx 9l

2ef el 5 A low time)ol]l ti$h A e o}ef ¢ Hhof o lto) A okgt vhy o 2 2kl S we] s poc
H9p gk sARe] vIE Ao R YR ste Al o] Hgoll= M| ol&8ol T3R%EMA] Agdte] &
PSC7E 71 v AdabE ol pIMol vhd W Akl A9l g8 FUE B S qloh 3id) psce) Aol
vk A BHFFEA T (mean flow time)E 43 7 w2 wpatol e ¥)st faEel 356%E Kol 0)\0] ol-&
A E ATl oigk dH) Hitoln® SR L Y & oA sfado) o] oj A A e g-& vERY AL Qlth. PIM
g Myt \IJr. P5CE WE A4 fho] 0.818, P2C o 7ol Bt frEoll ahrlut vEuaof visjA] A
= (.856, “12]a1 PIME 1.17°]tt, ob WA o) o) 4k g wolir vt

e s k}]‘r Algkst Wy or 29lE et

Aol = pRC7F 1309 W3F 3430401 2899131, PAC
7} 3,88040] A5 o] pacel AHapfAe] dxskA L*E}
U oolth v9o] pock HFSEA 7t 574 1
AR0ROE A A ehba glo] 74 Qg g
2 ghlo] MR dgE Ho T glvh



84 LAl BH0|MES] =2X] M4, H1E, 1995.6

(H 5-3) ci7|AlZt 2 Eo

g2 | o7 LR B | MARE | kw0 | ' 7
4 THE EuA Az | @mes | mEpie | mRgpa
o e 0 0.019 2012 2
- ARhk4] 2.408 8.944 134747 112
o« pl 5885 18.867 5985.272 120
- Aghg4] 105.461 79.25 17212.98 384 71EWA 71ESA
ot |y g L EY 14161 57.327 3600.410 480 89.84 14166.62
U Aok 73707 169531 289299 | 1077 | o Aok
s 48.355 135.889 7644.021 72 4591 :6047.01
) 42.835 88.748 4760.00 1077
ol s 380.8 256.730 53601.42 867
T Aohgy 5.236 15992 2625.307 125
NG 14508 315 2938.893 28
- A4 162.038 89.286 7200.127 565
< pl EE 1.208 3974 1551035 3
N Aghga] 12,510 18.642 2804.185 112 71&42] 71EdA
e | p R 10.767 24,609 2695.469 229 11602 +8007.57
Rlohua] 56.956 44.054 3723.761 B | goma AoriA
gl 231586 276,575 10165.62 1306 57.16 :3383.83
T Aehy 43465 51.281 1013191 | 1077
<Gl R 161.059 105,001 22685.86 407
R 10.844 18449 | 2177889 125 |
< oL 18443 44,688 4352.282 218 | T
T 3584 8.672 851.938 218 |
< pl7E 87.725 57563 207014 209 |
Tl Aehy 72.146 43.379 17149.85 219 7|2 eI
pc g A 140.685 261.805 6405.745 | 1135 6401 8084.20
T 34.457 62.761 158043 | 1135 | jopun Aok
| o 66.188 123157 6034087 | 565 J 3153 513117
R|Shi4] 1228 73.112 3895.766 565
LT 7.032 19.229 2907.489 125 |
1 Aohga) 5.229 13911 2177.890 125




ATE3(ol Mol o3t =aiy

2lol zte| M3 |

85

N S A

54. dH|0|EE

AR 71E SAHe) WA oz AS FYshs 7
A Aol AREF 2S A Site) Ay o] &
A \JrEMﬂ Atk = Azt 7h Fo el pse
A 7Hg&o] 35.8%°l Batatar, 7HE %o pIM
R 15.2%011 Easteh. of A A4) 9] Lt ufe}
3 =MAEo] ol FolAA] ggod Au|e) THER

Al 57) ot

=2
ar
g
-

wE 2 do fo mo —o
N

0o, 45k ol B FE RS #4594
FERES 249 HE QUOR BRE 9, o5 4
TP P e

a, # ‘?} ﬂ‘{f?} “J*-lilsr_
Y Mg WA g Ao 28 Ayl p2cy) A

q A o7 ﬂcz]—ﬂ m/klo] MJ,} 7}{110] {ﬁﬁg}gﬂ S
Abe] 3o 9] ER1) HAS st EH W o
¥

5% 9AE 5+ U AL BAHUGT § F Uk E
ol 7
1

A—] -ngl Frojc}, &,

hsa el felet gk el 3
W ol g5 ol w; EBEERIE DS
99 %9

3t ,,_7].14'9 A3l AR Arg G297t 9
Aw Aol Au] Az} 7hssiehE Ao o4
- WAY £ glonz RN FAE WAL £ b

(H 5-4) 4ujo|&% & Wnt

g2 | mRoIBUS | 4l |Edol| MymR
=x (EEUR) (e $loge
712 [ 0.04 (0311)
N_( 4 4 4
Aok | 0.43 (1.213)
712 | 029 (0.699) 7;
N.D 2 2
" AIRHT 198 (0.167) RAESTSS
| 72 1056 (L745) 012
COPIM [ NLE fot - ‘
‘ Aok 574) |
| - !
|
] i |
|
I
1

%98 (U )24

71E 017( 5());

|
BT
T
6 |
Alghipy
T o
[ | ‘
! ! |
1 —
o
T {
o { |
i (
! |
: ' 2 2
Ak | 1.98 (0.091) | |
e 192 (2799) +0.358
PC |N_E 6 6 ‘
| B Aok 1191 (2.761) | AohiAl
| 71E | 194 (2799) ' 110356
N‘F ‘,__N, ....... R — 6 6 0356
Aok | 192 (2795)
T oE T :
o 71 016 (0369)
IN_G e 1 |
] | A%k 1016 10.368) ] ,
IR

(1] 444, 002, 459, “Bu4 AU 4 5
gael A A A, A AT, A3



86 Sh=A[E20| M85

=FA| H4H, H15, 19956

A AlLE (1992), A atekelsta], pp. 111-143.
g

(2] 1, "ok 29 4t vleel 2849 40 )
A 239 2 437 A A8, 299 K
5 (1994, 12), §-773% 848), pp.281-302.

[3] Ang, C. L, and P. C. T. Willey,

of performance of pure and hvbrid group technology

“ .
A comparative study

manufacturing systems using computer simulation tech-

nique”, International Journal of Production Research

Vol. 22, No 2 (1984), pp.193-233.

[4] Anthony, R. N., Planning and Control Systems: A
Framework for Analysis, Harvard University Press, 1965.

[5] Barbara, B. Flynn and F. Robert Jacobs, “An
experimental comparison of ccllular(Gmup Techn()logy)
lavout with process layout” , Decision Science, (1987),
pp.562-581.

[6] Flynn, Babara B, and F. Robert Jacobs,
compatison of cellular (group technology) layout with

Decision Science, Vol. 18 (1987), pp

M .
An experimental

process layout”,
562-581.

(7] Flynn, Barbara B, and F. Robert Jacobs,
comparison of group technology with traditional job
shop manufacturing”, Int, ). Prod. Res., Vol, 24, No. 5
(1986), pp.1171-1192.

{8] Gupta, Jatinder N. D. and Enar A. Tunc,

“ . .
A simulation

“Schedules

ofxI =

A A
RCECIERDE
s 2 %
#el Aol et

H=

q_/g] j= 1 O}:*J Lo

® Aa47 @

duieha Aty tage A4H Fol
vpoll A ghat, AR HbA} S}

A4 Ol FEA THEe
Auekd) Flgo @
SHAAL 1e) o 2B shol A A od ehubalit

FH

for a two-srage hybrid flowshop with parallel machines
at the second stage”, Int. J. Prod. Res., Vol, 29, No 7
(1991), pp.1489-1502.

[9] Narashimhan, S. L. and S. 8, “
1 two-stage manufacturing process”, Int. J. Prod. Res.,
Vol, 22, No. 4 (1984), pp.555-564.

[10] Narashimhan, Seetharama L. and Paul M. Mangiameli,

Panwalkar, Scheduling in

“A comparison of sequencing rtules for a two-stage
hybrid flow shop”, Decision Science, Vol. 18 (1987),
pp-250-265.

[11] Paul, R.J.A,
glass container industry”
(1979), pp.290-302.

[12] Tsubone H, M. Ohba and Y. Miyake,
scheduling system for a hybrid flow shop - a case study”
OMEGA, Vol. 21, No 2 (1993), pp.205-214.

[13] Yang, Kum Khiong and F. Robert Jacobs, “Comparison

“A production scheduling problem in the

, Operations Research, Vol, 27

“A production

)

of make-to-order job shops with different machine
layouts and production control systems”, Int. J. Prod.
Res., Vol. 30, No. 6(1992), pp.1269-1283.

[14] Panwalker, S.S. & lkslander, S, “A survey of
scheduling rules”, Operations Rescarch, Vol. 25 (1977),
pp.45-61.

AV sty 2odst

o [eXe]
5 A5 AW KR ﬁ LKA A e
] e A stk
Aol A fgt o]g L83 oAb YA A~

o)- loﬂ a4 75 Sl

oot Aeeka aw A4 Folm, @A) A A
Ql Folt}. -

gelstel A} o] bl ot shae] ] 4]

3
AEslolv}, njuk njAjA)g] Fel

[s]

Wetmeld wasw e AT e i,
EERET R

Arspol 2ol S 74T Sk



