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Integration of Process Planning and Operations Scheduling
by Process Net Model and Genetic Algorithm

Ji-Hyung Park*, Min-Hyoung Kang*, Hyung-Min Rho*

ABSTRACT

In order to provide a manufacturing system with efficiency and flexibility to cope with the changes in shop
floor status, the integration of process planning and operations scheduling is required. In this paper, an
integrated system of process planning and operations scheduling based on the concept of process net model

and genetic algorithm is suggested. The process net model includes the alternative process plans. The inte-

grated system is applied for prismatic parts.

Key Words : Process Net Model (3% Y E 29), Genetic Algorithm (#3 23122]%), Process Planning (3% Ag),
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Fig. 2 Data structure of the developed system
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Fig. 5 A screen of process planning-scheduling interface sys-
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Fig. 6 Flow chart of semi-automatic scheduling
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