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Transfer Batch Scheduling for a Two-machine Flow Shop with
Attached and Separate Setup Times

Joong-Soon Kim*

8 Abstract m

This paper considers the transfer batch scheduling problem for a two-machine flow shop with setup times
consisting of attached setup time and separate setup time. The attached setup is attached to the processing and
cannot be done while the job is somewhere else. The separate setup is unattached to the processing and can be
scheduled in anticipation of arriving work. Two cases of the separate setup are addressed. One is the case that the
separate setup can be done only when a machine is idle. The other is the case that the separate setup can be
done even though the machine is operating. A scheduling rule similar to Johnson's rule is suggested to minimize
makespan. The scheduling rule developed can be applied to most of the two-machine flow shop scheduling
problems if some parameters are adjusted. A numerical exampie is presented to illustrate the scheduling rule.

Keyword : Attached setup time and separate setup time, Two-machine flow shop, Transfer batch
scheduling, Makespan
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