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Abstract

: This paper presents the fuzzy optimization model based scheduling methodology for the efficient

production control of a FFS(Flexible Flow Shop) under the uncertain production environment. To develop the
methodology, a fuzzy optimization technique is introduced in which the uncertain production capacity caused by

the random events like the machine breakdowns or the absence of workers is modeled by fuzzy number. Since
the problem is NP hard, the goal of this study is to obtain the near optimal but practical schedule in an efficient
way. Thus, Lagrangian relaxation method is used to decompose the problem into a set of subproblems which are

easier to solve than the original one. Also, to construct the feasible schedule, a heuristic algorithm was proposed.
To evaluate the performance of the proposed method, computational experiments, based on the real factory data,
are performed. Then, the results are compared with those of the other methods, the determimistic one and the
existing one used in the factory, in the various performance indices. The comparison results demonstrate that the

proposed method is more effective than the other methods.
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