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Abstract

Since introducing the “Theory of Constraints” by Goldratt, its effect was verified
by lots of scholars, men of enterprise. These days it is also introducing and
studying in this country with good results.

The objective of this study is to show how to determine the constraint resources
on DBR scheduling. Actually, previous studies based on the line which just think a
load/capacity rate on doing scheduling. This study will show a scheduling method
which reflects multi-parameters. It could be a standard to reflect real
manufacturing surroundings.

On calculating a priority of each resources, we classified factors with subjective
and objective factors. And we propose a decision model to incorporate values
assigned by a group of experts on different factors to select a critical resource. On
deploying this model, SN ratio of Taguchi method for each of subjective and
objective factors will be used. And we propose a procedure which is organized
with 7 steps. To understand the logic, a numerical manufacturing simulation will
be presented. This method is a incorporating decision model on determining the
constraint on multi parameters with experts.
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1. A&
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DBR& 7Ifte 2 3t 2AEHAAE AR S AAsE @A M FLsidn
B3 £ ded, B dFdME AR AxFPL AFzAc® 8= DBR 7wk &
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2 846 gt o ARV A FES AR FA ALY AA d9
o] 840 HE/F FAGF g FHol A3, 2E 9 2ot HL F, o7 AEI}
ol ola) Aol A HYIE v AYL Aoz HAINA 2AZHs}E HYS A
Al g,

3. 71¥ DBR 479 A3 R di¢t AA

Aotagle] zAReY AAAAY 7128 AT Foe A ol 1
49 B us) 28T 2 olft AW EAse AU} T4
3 A Aol T b @4 Ages A =2 AHst vz A
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B A7 AAHE EddME 49 A#A 249 29 F8F 248 17
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NDi=Di/(Di+Dy+...+D,) (2.1)
NSi=Si/(S;+S,+...+S,) (2.2)
NLi=Li/(L\+Ly+...+L,) (2.3)
NSTi=STi/(ST,+ ST, + ...+ ST,) (2.4)
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NSASN,= SASN;/(SASN, + SASNy+ ... + SASN,)  (26)
NRESN;= RESN,/(RESN, + RESN,+ ...+ RESN,)  27)
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Ao AN Hxo wet o= Fx AAHE FAFA

oz zYHE AAFTHS AR FEFo thd GACdA HANFTAHE AX FF
3 qA 2o He AL WAGFEEFY RFo2 Ui xHo| AAdFLEA LS
Eo] BojAZE AE HAEY] Y8 2HFTA el Bol & M ANEF ARz
= = & FAE7] A D3t

olm] Aotz kol HolFe Aue A o FAHAM AALoR E B
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A | oH1]
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