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Abstract

This paper is concerned with developing fiow control method for o dynamic muiti-
stage manufacturing system with interstage buffers and unreliable machines. For the
effective control of proposed manufacturing system, the three-leve! hierarchical scheme
is introduced. At the top level, we collect the system data and then, design the buffer
sizes and hedging points, Shert-term production rates are calulated at the middle
level, At the bottom level, actual dispatching times are determined by Clear the Largest
Buffer Level rule. The control method utilizes the moterial and the space in the buffers
to alleviate the propagation of o feilure to other machines in the system and keeps
the production close to demand. Finally, @ numerical example is provided to illustrate
the mathematical control method developed ond implemented in a dynomic

manufacturing environment.
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Figure 1. Hierarchical flow control scheme

® Aol Wt g2 3Fed,
i 9A F A W (=12, M)
i RE WE(=12N)

(1i): AL 2P ANA R Ei W3 L,
DogAlie] A4 FdE T
<

p; o A FAFFNN S (MTBF
(Mean Time Between Failure)=1{p;)

vt RS AN SE&(MTTR
(Mean Time To Repair)= 1/1)

A4, @ AL FA e} & (n/{pi+1))

d @ & 78

7 1 Slie) AR B

'}

Wi (t)

FEio 7RI

D AIZRO A Alie] Zhed el A X
ol Ass

1) @ Alghell A dAle] ggel 2

ol 44 HA2EE
bi (8) @ AZhol N WA FE
a; (1) 1 Aizhol A dAlie} ZA[0T G
A Al 7k £ A dHe
By : B (ij)e] 27
H, : elie 2ol FE9 AAY

22 2= =3 E%

Z 71l 2AA Bl Fgxb)E Ha
sete Alx 38 %Kﬂ—] FHAYY EAE
T o, TIN A A ARFEx, 71A ella,
el HH debe] st AdFu(xar)
$ 7ot v FA WHoEA e
2ol 4% Ak

Jlalt), alts), & 1=



A oA AlzA 2 AZH 5E FA 107

gL | glals), b))ds | (o), ale)] (1) Alolsl, AEA(3)S Mg vd 4
e AR AN AESES vehid, A
subject to e ¥ FEoEA, o] 7 A(3)7
(4)= A2de B8 BA4E vehdc Aot
Ty < i=12M (2 A (Gye W Aoz, TRl 4
B FE5Aooltt, mpxztoz A of
=u,-d, =12 M (6),(7),(81,{9)= £ (conditional) 2| 2F2].0.
2A, 2oF AQRi+10 71E @bl A
F=12N (3) W, ug E x; O B o2 Zol B4
. 5, wrek 2igiol Ag Aol gy 9,
7&’1=uﬁ—u(i+l)ﬁ i=12,M-1; uy T owy S BATRER Fo] 24 H)
of 24 A FH L xFAA HAE utet o

7=12;:N (4) Fohe AoYe fEste Aok ol
: aHy, 4 #HXEe A FAe 4%
0=b,<Bj, i=12,-M-1, AL B A, FAF e BA2M, 2
7=12-N {5} &)= Hamilton- Jacobi-Bellman®] ¥ o} &uk4

HezA ol HE 7hesiri23,27].

if b;=0 and a0, then w;u,); webA ghek 7kA] Bl S gE(cost-to-go

1

=12, M-1, =12, N (6} function)7} x8} 1ol #sjA wlE 7152 o]
A A Ao "vhd, HAAde dLs
if bt-}-=BI-}- and a; F0, then uﬁgu(ﬁl)}-‘ Hamilton- Jacobi-Bellman®] #H w]&ul7 2o
=12, M-1, =12, N (7) olFle] ek Ba| Halu(xax)e SHAE
W EAE 2 ke AFAEY EAE

if x;=H,;, Db, (B and %0, Hek o),

then u!}—dj, 1—1,2’-..,;'14, ¥ N
i=12N  (8) MING S 52,

Nonzo (1)
f a;=0, fhen ut-}:O, i=12---M
§=12-N (9) subject to
u,-;-:EO, i=12--M Equation (2), (6), (7), (8), (9), (10}

3=12--N (10)
EARA(1D)S HF BA) gAHL 3L
A2(1)9] glxb)iz <(t)9} b)) A & FE EAEA FH{region) 22 £
Rt 85 0g 52 x,-b,-0 I ol #&% 74 Yol A= Ao ¥AsITh
HA7F fok A9 (2)9 (10)2 %% A ¥



3. AlsH AE EE

A

31 ZAHE SH YA

AAE A B2 98 Kimemia®} Ger-
shwin[11]E°0 ojstd zejd #A 9 & T
7] A Ak A HgorM, 3 %l"’ A
b ARFZF o] b FF (safety level )& VE}
e geolv12]. 7hgelets E5o] 1&g

uf o] g Ak Au BEER Apole] HE
#AE et

£ dydMe ZAAF 5A B dH

HEEA x, @ 2T B4 AFEA oE 7}
Ae Ao FHAYH 9 AE 73t
= Ax 55 FA Haolth ¢ EAE &
&7 Hated 7kA] B R e AR o
<, Hamilton- Jacobi-Bellman €] H v|E49A
g o)gsiel EANODFH 2] 28T,

lonﬁ

o= MEFAEHL] EAE Ho] AMAZuE
T £ 1A Hel olg aglo] dAT Hot

o g5]9 Hige FEshe x3E AAY
H#}a it}

(Ael]

Qo 2t 17 g aol g A1) B B
2171 <1 2% o3 Baekd, 24 71 4
Hlad g x3HE £ AE HEW
(switching surfaces}-S A& (linear)o}] T%
ol A A2 1Azt o] FEHE AAFH

olgtz .

MIN (X)) u

sk D-u=¢ (12)
# = ()

A7 we H(2)9 &% AdAE T
2 3t YAl (slack variables) & X &3
o 43 Mg B4 22 0)R) golm
= 28 ASCOTE BET B

coy = D

= (ZAX +bX+c) (13)
= AX + &
= A(X-H)

A2 (12)0] 4 2L E uE 7)1 A ugdt Y]
71 A a2 e, ofdl uet C(X)¢) D=
o] Atk DY 71A FEL Juoln o
FHo] 7h5g FEolch FAA(12)00A &
2l ARG A wprt AAEY, gH 2
& FA=Z "ok

MIN  Cp(X)T
54

. 14
st uy = 0 (1)

714 upol] thE A2 2 HIUOoH,
Cr(X)T=Cn(X)T-Ca(X)T.Dp " Dy BA T
g H)golnt. e Gol BE QLT ¥
H, ZAA(14)E un=0 o} H¥E 7+ %?H
gt )3 oo HEE wpe FA(12)
of tg HAsg APt 384 9o
FAH(14) = BAE HAFAE 7A€o
o, FA3(12)%% TR FA Dot

C(X)e X9 3‘*‘3]‘:’1 o] FAJoll41¢] 7]
A - H7IM R 2 X &) F 7
A2A FFEHe u—4 AE AL X9 =
o wa} Wk YRl U BE XA,



FHY hetA AzA LRGN AZFH 5 FAH Uy 109

T P BAA(12)9A wel H3Egreld.
a2 2 F9olA GRS FAA(12)Y 7]
A 7R REE EAFT 2HHOE G
(X)= 2 A E9ex 2% g7t Ho
of 38 1 Wre] tg FFA M= ot 7t
24 BES 7HA ok #oh H9Y HAE G
(X)e] oA" AdEo] ‘(o] Hi= Aol A
24 gk 499 AAE C(X)7t Xolf st
of d¥eluzg TR g HFo] fAt}. 27
HLZ (X)) G(X)T, 18|32 G(X)E
AA] Xl t3te] H¥ ol

g, 71A deart 9AE Fell, X 7
9] g4 4= ol A "ok uwe T IY
o ZAMEe YHI}BE dxjfdie FA 43
sth & X+ 2t G99yl = Ad s aet
A olE sl i}, o|9f 22 ML e 3
U EE o] AAe HAY £ gtk
X7} Al =23 o WY, HA dx/de
= HE,

ghor A7} BILEZ A (deflective), X &
o gAY = giztA o 99 W
B8 olFH Eof 7t} oldf v AFE =
vz J= g o)e} 2 A= XA Y
20 (artractive) A A1 Thdul 7R A&}
olw] AEE AA] WA oFEts] Ajast
o, v ZAY ¥Z G degE | A
ol A A4t &2 Alekalol HIFE (edge)d
A ez FE o9 e A7t Al
& 5=, X 319 A (lower-dimension)
AAZR olFdH, uw= Y AH{higher-
dimension) EH O 2 FZ 3} ol A 4
7 A AY wl 4ASA 2W FUd
=3

ghor 07t 5 715 ahE oY AEUS

dolth. ol@ o] Yolg W XE I 4
F7h 99 2 @e BARCIET v M

Tk AEA 2golM e BE BAl W
< weF Alig] AN ZATE 2]
U, Q8E AR JASe BE o
W7t 7S AAG w2 WA Y A
& AT} glo] A4S sokaitt. watA
A2wsl g4 BAE —L-0 o A% BA
7b [Relel odsiA v, &0 F40 299
(hyperplane )& ¥ /3, J& AL3lsle A,
2 BESL o9 2 A2 EA Y9
L7 AHE FEN ) xB VS BSR4
YAE AL 4(13)9] 2R A5t 9
el (1) AFHE 2F 1o
HH o YRS Tohe A2 15T BA
=128

T M N
MING S S A lerly] w  (15)

“ i=lj=1

subject to

Equation (2), (6), {7), (8), (I, (10)

G718 4; FE 7HA] HE )t B
7] A A G o] sofok s, of
2Zi9 ANAQ] e (priority )& ®b
g}, 2 AFAHP AzALHo] BF ¥

o] 7]AE S MTBFY MTTRo| AL §
dg AFelMe tad 2L 2 ol

A

folr S oX of fir

S ole,

A4 = > 35 (18}
i € {machine visthed} ¥



110 x93t - ARF

3.2 AC] B{H $F H|H(CLB) T

7 R ES A4 5 4] TH AW £
Yol et ZHHLE FEL €2
oF @tk old) F7 WA £EL BN
Qedl, o FAE HA Wy 53 A7
(CLB)EH 7o) sl EgHoZ A7

= 02tz F25 A BT AM 714
= o8 A8 TEde ¥ Y vy £ F

< 7 RE et

=
2
o
rx
=

b (T} 2 B(T,), forally (17)

o] A& A|AT] WA E AN B F5
by*(t)7} ‘O] Ev A" T, 7HA] AlgEch

Tppy = T, + (167
(Ta}"‘{l“,.) ’ b}"(Tx)(T,;)), (18)
for all 4, §

714 & JHAle] BEeA TR 24
o] 4y ooyt CLBFE 2] o1& 3} (stabili-
)2 95 9] =70 "},

g = Z"-",} . d}-(L‘-, for all ¢ {19

}

o} CLBElL 937 B]S& A AH(CAF;Clear
A Fraction)T7& 8] E43% A¢2A, 3=
3 STk =8o] F}FsteH[21].

33 BT &¢

7 dAE A Wz 7S ZAAY b
7 o TE gASE MNE Yo
HFE o= shie] @AM o BE

2 7bEehe B AZA 29T W FAE

o mebA] FR e 2 dAldlA 2

HF g FAZHS vis 27180l
o] A wi/lHTE FH87] HslA dadi o
A2H-S ZAMH o Z N B9Y 2RES 7}
FEhe MO 71418 APA LR E2EE
st x| FIsteof gt}

HA me AFA2RAM WA T8¢
T3 F-E 7] A (partial machine) 24 TA]
shuke] TS 7Y + Aok FEIA
moe BALR L 7AIS Al uR 2 4
g Eolol stEE 1FE ¢ &L S8
da7} glch
AFEA Y EAA15)9M £HFH) B
A (2)9] A7 AEE A, The A
24 9,

N _
2 Ta'_;.!' . u‘-j = Ai‘ fOI’ arf.l i (20)

§=1

A7V uze B3Eu,;0) A BELOI
2(20)9A FE71Am 7t 7S+ 0= F
o Bge ofriel Ee] 8% (isolated capacity)
D;E 3ejshd BE4 0] i 422

HeEck

‘I\Y
b Ty Dy = A

i i

for all ¢ {21)

1=1

vdl 88D, (ndu)/(utp)2 He 5
= oz 717 ol v A4S nEEA
o 4P 2gi] 2Fel Ug Fo
o Auee ovl g,

ToF 3F 7h5d w47 Tl 3
W, thgol BANE R £ e, 7]
A oz A(21)0] AUHEE A A=Y
A 71Ai8) 88 AE vepdo.

o



HQ A AzALgARY AFH £F FA W _ 11

d,
D, =i—0'}- for all 1, ; (22)

i

A (22} A2l hdsted &7 Ale,
& ek 2AL

y
pmt T d,  forali  (23)

Bebd A1) S8 FF JhsAe 22
& et 2o, ol AT H19)% 2
geigle & % Ark.

p<1,  for all i (24)

34 HE 37| ¥ ZAE 25
vEe] A FEH FHE G 2ol
Hejdd,
By WH(ij)e] AA FEL2AM, A2
o] AA RN =edu HH o A
= REY

=H; H(i+1

; i=120M-1 ;

=12 N (25)

By 1 BIB(ij)9] AA FUoEA, A2d
o] AAAN =g¥m HH Wl
o] Af FUF
=B@--Bf-’j-, i=12:M
=12 N (26)

£ REIAmLIA 712 o] e
ulg
£yt REANAmolA A dgdo) 24D

H&

ety 2E 2Eol tate] AN
9 2 A SUE B MUYAS
¥ BAS s@gozN AR

M-1
MIN E(B;+Bf-j) (27)

subiect to

b
By _ﬁi-n)j Yiat b s
dj P 7oy " Pia Y

S5 Blewfy Blow fy

T 4 d
e fy 1
Pia i
1=23,M (28)
Eis'i+£L+"{+1+P£+1 A
d}- Tivt Tim " Pin 7

_ﬁ:’-i—l)j _ Bf‘;‘ 'ff';' _ Bf'j ff;,‘

PH—I d_? dj

fi .ﬁx+1) 1
L IC0Y
Pin "a‘+1,

i=12,-M-1 (29)
N
3y < A0 f5-f),
i=12M (30)
ﬁ? = 0’ fiﬁso! j=]—!2}.”r‘?\'r
L f;20,i=12:M

j=12--N

B, B;=0, i=12M-1
=12



12 =5 - RAF

Hal(27)e vy =27)1E 7HeEe
g shz zlolm, A2 (28)S A4t 7]
29 Azke) vgf 8 s o, T
5 A oFA (20) = A A7 HE A7k H|
8/, & BAH 4ol

gg) HugANE AL 2 29 o
3] AAstEolA F NAY FA7) ¥49
t}. o2 BE 7 B, B; @& o1&l o
¥ A7|B;Eg BRE + Atk

B,=B. + B}, 1=12,,M-1
7=12;N {31)

AARE Fab7) A 2 (25)e w &
Ul 248 fEselel B,

A, 714 2gelia 7108 Hy2 2E 1
of Wg A}, 18 7|17 9 g @4
N 199 37 A1E BUEes uAY
B HBRF L4 (average surplus loss)A‘j--“‘;‘-
et 2o,

&_:ﬂ ¥t b Dy

472 (r+p,) - Dyt d;

[( )2 (jj’-)2 (f’f)z],
for all ij (32)
2(32)F o183t BAR H 5 257
e, A H,% 5,9 HERY 4, 5 o,
g 239 Dol 1,3 Agsjer vt
for all 1, (33)

A= H---;,};,

B oy 230 A ANEH 57

3.’,“__9_31:.3_ %L‘]A]-}J]E. J]TyHL-ﬂg,] AgA £ 3o
2G5 Az DAY Y AREE T, 9-,11}:
o] HEE H, S ddshe 7;“1°}K1r
geb A (33)14 Hy,
S5[4)0)2 Hyghe geat 2ol 24
€}

_'_.

Hy, = max[Q,
‘_ii. Tar* Part Dy
2 (rytpy)  Dyj-ry d
fu
[( Pw
for all j (34)
292 A(25)e1A Um A H 3 e

3 o] g€

Hy=Bj+ Hpy i=12,M-1;
.? 1:2) )‘ (35)

3 W H 2719 AAH 2N Fed
B, &, AEEE oI 83 BT ) £

b; = min [ max [ 0,

By + (&g - 2501 Byl
i=12,M-1; =12, N {36)

ek A A zA| 2" e By A
FE(WIP; Work-In-Process) W TH33} 2

o] #& 4 Ut

o N M M
= Z! (_Z:Ib,'j + d}' Z 7,'}‘) (37)
f=t i= i=1



59 oA AxAadeA Y AZF 55 FA T 113

35 2| iy HA}

MEA Y YA NFFO HFE 7
e HE71H a5 2RI oeA Alz:AlS
Aol Ae] e B4 23 28 19 A4
2 7B % &t o3 22 diy i
o3t AT

@Al 7 A7 1A 2 2 S,
a8 3 Fe.gd B3 AEE Y
3=

B2 ¢ RENAmR] el 2(2)E
2271 714 = A Qe (t))
g 7}

A3 0 2(27)2] A ZA A
GINO[17]& <839 B}, B,
fi fy 3% 78 4, HGDE
Wy =27]B,E AFIL.

A4 A(34)9) 4(35)E ol g3k AA
AH S 2R v, A (37)E °
gslo] A HFEWE AL
ok

©A5 : 7iA A AR e()), A
B oxy(0), b (1), 2T whpRA
B, H59 HARE ogstel 4
(15)9] XA Y 2AE A3
g thg, LINDO[24]E °©]&3}v
A4 w2 AY AL

g76 : 9A5Y X gl FAHZ
2 CLBEY A4 9AsE Z
1A e 2 B2 ggE 2
g,

wA7 @ e} sANF By, Hy, 283 4
£ dyt Watd g@A22 7ha, 7
A A AF Qa,(t)), AR
x;(0), by(1)7} WS BASE 7

o} 237 ¢ged njg A A
Z g5 A7) HYE RE AL
Eeguled

4. T oA 9 FRE HF7)

Mg ogA Azl addMe] 58 F
Ay AEL AF F3] dAe Ase &
1, & 28} 2t
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All machines 500 100

Fo] ARE o &% dgA AzAl&Rd
Ao} 58 FAE &7 2ok 8 59
7¥s3 714 gl AL Q = (2, &, a5} = (1,1,1)
oW, EA4)(27)9] WG AYY EAE A
A3}l e, GINOEZ ARE-3l | A, of
Azz 38 ¥H 2718 T oS 2
1=

By, = 12.709957,
By = 13264960, By

B = 23.83566b,
24.865298
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Hl, 223 ¥ %8 Adstd AR
S T 2ol 2%%.

ol
ot

Hy = 16618497, H, = 31.142017,
Hy = 8618497, H. = 16.142767,
Hy = 3350354, Hgx = 6271466,

ez AR A2 HF AFE W o
EHo 7 7676588702 ol&3 = glr}
A AREE 2y = 0, AP 4, =1 2

o, 4158 Hig Asae Adeld
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i

upy = 0.000000, wp = 0333333,
un = 0.000000, ux = 0333333
unz = 0.000000, ux = 0.500000

714 173 4 g8 A7E AFEER F
o2, 27 449 83 A (deterministic )¢
7399} A FE-EQ) FEH (stochastic) Q) 73S
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By = 13, B, = 24, By = 13, B, = 252
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SYSTEM[22]22 #10,000%-] ZAA 109
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11—
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Table 3. The satisfaction rate of
production with CLB(%)

Demand type
Buffer type

Deterministic

Stochastic

Homogeneous

91.96

88.74

Heterogeneous

90.64

86.99

Table 4. Average total WIP inventory with

CLB{units)
Demand type
mand typ Deterrministic Stochastic
Buffer type
Hernogeneous 78.31 105.70
Hetercgeneous 87.47 119.93

Tahble 5. The satisfaction rate of
production with CLW(%)

Demand type N .
—_— Deterministic Stochastic
Buffer type
Homogeneous 91.16 87.74
Heterogeneous 90.21 86.50

Table 6. Average total WIP inventory with

CLW(units)
Demand type N .
Deterministic Stochastic
Buffer type
Hemogeneous 85.67 115,28
Heterogeneous 93.13 126.24
Zeroz 27 $RHoBA $4H
HAE E Ao ZE Andeld Juae
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Figure 2. Machine utilization with CLB
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