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Development of Hierarchical Production Planning and Control
System for Mixed-Model Assembly Manufacture—an Application in
Refrigerator Factory

Hyun Joon Shin
Department of Industrial Information and Systems Engineering, Sangmyung University, Cheonan, 330-720

This paper presents a scheme for a hierarchical production scheduling and control system for a refrigerator
factory with mixed model assembly lines. The setting of the factory is as follows. There are three
mixed-model assembly lines called main line A, B and C and two batch lines that supply parts to the main
lines. For each of the main lines, three work-centers are dedicated to them. The sub-lines and work-centers
produce parts in batch type. An incoming production order from the master planner is characterized by its
product type, amount, and due date. Under this situation, the proposed scheme has several features to
schedule and control the above mentioned factory; 1) select the starting time and the place (assembly line)
for an order processing, 2) devise a way to control orders to be processed as scheduled, and 3) reschedule
orders when something unexpected happen. Finally, this paper provides a case study where the proposed
scheme is applied to.
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Figure 3. Hierarchical structure of mixed-model assembly system.
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