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E LEL AN B9, A4 25 2 B A, LY A5E
Z7t §9 #7489 gL AUY F Aok

FMSel X FF3te 53U ZEFE FI94 (Flexibility)e] 3H1.o]%]
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A 234 FMS 2 7294

2.1 FMS

<Y 2-1>2 o8 9 7E 71A FFol47]1(Tool Carrier),
AGV T8 &R®717], F7E A (Tool Storage), FTuAZ(Tool
Magazine), 3 T4 ®7](Tool Presetter) 2 Tool Az #x, 181
AES Aste AFEZEYFLoad/Unload Station)o. 8 FAE A H
1l FMS9 #2& Y¥edt

FTFo|F7| T TFoiAA

<19 2-1> FMSY T4

E A7dA tFn g T7IZ2EA AdFdA FMSY gubAql
AENT AR AFo) AEZYF =237 HdE AGV So ox
FA o] o8l A gutsn ol" slAe AEL ¥IFY AAsE
Dispatching '3l @t ALY, A9 TTAG7IINE 2 AF
o BLF FTTE ARIT. AYY FTTUAL FFo|F/Z AFo|
29 AR $AA ZFIW sEol AZEL. AF spFe] BY
A HE AFL AEEYFoz sy oy 71FE whA sAe A



TTHAZRLE FFolF7]d 3 FTAU7IE ¥t ¥ ZF 3=
Aol FTFRUF BAHAY B ZIAdA 877t UEA AA
gt

FMSe Ajxst 2, Hul7l5 & § o2 FHd= 278z 1 A=
Hel BExdes ds) HA 2 A, LIE2AA BE o Feol Uk
AE EAole AAE AF 9 ZA, Product Mix, Machine Loading, &
T A, dAHALY T oA AV Ao AU AEFY AAHLS A
717k Hell Basjor & AFS FFE ZAAL Product Mixd A&
AxE AF9 A v]go] AP Machine LoadingS A §7)
el ol|d FFE oW T A FHE AJAE AAse EAolth
FFEF dF2 A FTE V1Al ou oz v A G
AJAE AAste Aot 79 FAHHET 3L 7|AY 28 H
F3t, FMSe] A3 o 82 938 7134 HEE AF9 43
T W o ¥ nEEte HEF PP dEstoor ok AFH
79 FR7E FUHEHA HE dAAYE o B3R e £A%
gt 71418 7t EE UM AFY AAANLE dEA7]7] AF

Ao YAAGo]l Pasi),

fr

2

oft

2.2 FMSA A9 T 94A=

FMSol A AES Arstr] A3iMe 714l 377 ZF s ojof 3t
g, FFE ZIAC AFEE dxAHA FT A E Tool
Sharing, Dynamic Tool, TT¥d2wA Ag Fo] At} Tool Sharing

AL AF7IzE ol AFe] R e FTE 7|4 A TP



WAL RS Ageltt AFEL TAAY we eI &
77 BFE JIAE BESHEA S e o AFLE TTLY
ok el oy AAE Wdstd tigsty] olfn 74
o] F3 BEFPEES zyd T F dds dHol kKoo and
Tanchoco, 1999). Dynamic Tooling& o] F7&ut ¥ w3k x|
o] &3t n&shel AAIZE AAFEAI2=] 28] ) JbesiAE
AFos 7id 378 Z82 @ do 2% 3 7|Ad st A}
|3t HdFgolt}. o] dHFL AYE F&FHoE BEu FoWstY
Aadg el wste] fAstA di-gse & Z1ANA § AFS] BEE
TAE AT F de FHo) oy, AAtezZ A} AAAFA
EE Agste Az AoAA 2 159 7R FAE B8
2 ¥4 s7LdERA A AU F dFe EE FHE sy
AEFo] 7tFHor & W WRF RE FFE 3t o)F AN F
Zsta 71 Al et Y AE
o] A2 AFol & 7IAdA 1FE FHddA BE FHo FYPHE
Dynamic ToolingolA9] FAHE fFASHA n&e] FTF FHFAY
AA)Ee] AR digk ool adr
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TAstE JIAFTE RS FolnA sy FFMANCE A8 AF
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23 71&E A+ 3%

FMSAA &T&F2 Al=d9 FdA4ES FRsted T83 Ade
RBztea Qo 7 agdA e Fad
g od Wio = A ¥Fsto G Al
gt olty, FFEF FAlo] @3l Stecke 9 Solberg(1981) ol ¥
& A7t o] FolA gk Stecke(1992) A FMSS FEH|EA A
FTTEZ FoYE B2 Carries} Perera(1986)c 3789 &
A dBAY A 43 4FE Tus A& 29 FAY% Koo
and Tanchoco(1999)+= Tool Sharing A gFo] FFEGo] 7HHsITHE=E A
Hol glov g7 Wstel gEsl7] ofFd 7| At §3t BT S
zd ¥ F dvde ol dvde RS FA}AT. FFY 3Fo F
8% Az"eM e FTolF A2dY T4, &4 714 de FT9A
e &%, AFY FL 7 A= dstd F¥FE& oA "9
(Veeramani et al. 1992). T 74 ZuA Hd&F2 F79 o]Fol st
AFL & 71ANA RE FAES FA7] o AFol TAHAGA
et ZIAE HES 7tES 2 AAFEHESD 77 FA Agdn
(Zeleny 1985). =& & 7|AlA RE S FYFJEE AFY F2
o] &4®(Han et al. 1989). 22y 43 AEFE ABidste 4% #
& 3T A AF7t FUksA o] Z1Al FYAtel HelAA o
olglgt FAE A7 AT WAoR FT FE2EFHY HAgo]
2 d7dMeE 7 22HP A did duaFF o] Ao A

T8 AR &FS AAste HaE AA .
FMS 943AEL FMS Az &R30A AFES AA ofd 71AA
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FMS Loading ZZ°] wel FMS7} A" Aejol Al Tool Sharing #
A stellM AFe 5F, VA R 78, dATAA Y Flexible
process planning), d7], }7]Ak, EHAIZF 5& 1Este $3 Ho
St (Lee and Kim 1999, Basnet and Mize 1994). ojw] T3 ojo] 7]
Aol &=l 71 i) Azt mE FFY SHEAL ARA B
¥ A ¢=vHLiu and MacCarthy 1996, Basnet and Mize 1994).
=wolAe FMS dAAYLS FMS MY AAo] gle Aol 48
g o= HAX 71Ee AT 9 Aoz} ek olH @ Ao A
e 377 A8 A6 g8 FHH=Z FTY slgAde mes)ol
ot T 55E 1B FMS YAAY Uy A7Es =z g
o ZIAZ ol FoAR A2foN FF BB HAE 379 A==
Aol ©HE 2AS7] 98IA ol FoltH(Bard 1988, Hertz et al. 1997,
Matzliach and Tzur 2000, Hertz et al. 1998). o8& YA A HoA =
2d 7IAE Bz A2 TTE F4 14 SgE A o)
LA 77 HA7h HEE st 37 28 EAJ 22 BAA o)
o 2O dubAQd FeE o7 JAT 21E FHEA 2 o 2o
7H84S 2Este ARAYE Yt Aoloh Han et al(1989)= %
A 7IAIZ o] F0]F FMSAAM Al2® A ZAle AdAAE 2=
HFAT AAE R AAzke] Ba FH L {RAEA FF9 o

AR = e FEZ 33 AYY dAAY BAE A4 o}
73 At Koo and Tanchoco(1999)& ®#slats FE87 slo)r] 27
o 7H8AdE 18T F9 IAAYE 2 AEY Y YAAAA YL
HESZ 585 X¥S HE83d FHsdLt B =2oMEs 293 o
o 7IAZ = FMS Az @704 379 58¢ ndog fdgw
YEg ol &3 UFPAY HAE AA 3



A3F TEH2HHY

1 2722699 77 2 54

TTE A st AFol B2 "t 2 AFd wE FTE

A}d (Setup)siob ot FFHAIL A Al FdolE 71749 7HE
o] Fdo] HedH BEF AAAY 22 AF wE2 ALY J5E I

Al715L Z1A18] 7HEF e AlZke] AR A d4. ol2d EAE A3
7] 91 o8to]l FARE A F dF FTE e T wiAR R
st FrEeaHAPo . o] HFqME st FFuARN MJom
oz AFS AAFe=zH T A SFE €4 + A ok

A

@442 2AE G%7) 9d FAAFE %oz st Fxg Ax
g Audch ANY FILH) ARE 47 YHBH
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Tk @ AN 27 HE2A Hug FF $F % JA FUo
FaeA gk oldd JA T HAZ 7] dstd Tre 2y
93 FPALAAY AHe] ePPke 4L Bt dHU

32429 9 vd
B FolXe s7LERAY} T EULEHPAMY T 35S A3

3t #Hzeo FH2EYE AT FEHRLE AAIH.
STE2RAE 7 AFEE d8% EE FTE st FFuARN
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oo F Al mA|Hojof gt AN b AYEL AsA A
EE TT AEJ #4H s, old JAE TTE g ¢
d 7hEol XMoo Fadth g AFQ FuF FTF MG
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13 FTE 2
88t Ha9 T AY 352 ATSLS QA £ 9L Aot

A EF 1 A EF n-1| AE n

ouT

<a¥ 3-2> ¥7Ee=Ed 399 FTEE

shiel TF2e2ds e FTUAY FRHL onjatn gabA
Hao) 3FIU2EE BT AYd A% NANE 9L Haz dn
2 Fol2 BTFUANL §F sl Ahe) FHxEE FAGE Aol
Fasith Bge ¥ AT A8E 750l

xy; 0 AF 9 F¥2Y ;o @9 o8 (01); i=1..L j=1,..]
Y- & T k7Y EEEE ;o 7 4% (01); k=1..K
y; » B 2E ;o &3 A% (0,1).

2 ; cRE ‘?j'}T: (0,1)

rat AE 9 FT EER AR (0.



c: BFHAR £

Jugel 2 TTHANY §3F HlA sAsed gL A%
ARG 5 =S FIAADC] FTE ARAY. 3, Feizve 43
ge

HAzlslE EAloltt. FelAEeY £8 HAA2 7] Y3 a3

min ;ly, (1)
s.t. glx,-,:l Vi (2)
3 yusc Vj 3)
it ra— 15 vy Viik (4)

—( y;"_].)SM‘ Z;

Vi (5)
g:l yui<M-(1— zj)

Xij, Y, ¥, 2;=0,1

]

A @2 & AFS T S22 FFddE AL BAEY 4 (3)
2 e FAE T FE TFAAZ

Atg RogFD A De T AFd A} BE FT7E o AF
e Fel2Ed FAdds AE gl o B AF vt
l2E o 830 Hu (x;=1D AF 7t FF £ E TRE G
H( ra=1), T7 kv 22 ;o &3] AN yu=1). °l&
A Yoz BEFT o] 4 (Deltt. 4 B SH2E FAHARE
Uebdth A714 ME 299 & & Jehdg 2k Holx sl
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B77k a8 o WIHJHAC P yp0), FA2H j = A

s Bt y;=1. 919 4%e AARY G T AH o]
F BE57]) AANE  z,=0 o Holok @h B z,=0 ol@ 4
G)e] R @A Aoy, & 1¢ Akt A vy Fay
b EAsA getd, 46)9 F 9A He14 2z, & 03} 19 F @
27 % A1 G A AA ANy, £ 03 19 F &L A
F Qou, 2RG4I FULHY £8 Aosets Zo)y) Wy y,

09 @2 sk Bk wehq AG)E HE se] B} 2o

rr

2E el @gEelol @el (X y,»0), FAAH j & EA

9 2y ohdud BAle S48 Feelt dadud 2

rr

Folzl B9E 2t 2EESL AR diu, 674 Hao 4R 48
Fahe EACl. AL BAE oldsh 2o EEWL

min ,21 ¥
s. L. leijzl VZ

i wix;< kjy; Vj

1=

¥ A7y sERge gRdNd TAS Loz so (A
(Mol 27159 2A08 2AHAG GAdud E£AE NP-hard
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EAolx, wetA B =89 FeRPE NP-hard ¥Ao|t},

ol Al R FH2EH WS EAIVI AXE dAdHo=w
HE FS F gk B A7 FAAA 27y FAE sEsE
93t Similarity Matrix& °| &% FI2HE AAIT. {FAATE
o] 8% Fa2HL Group Technologyyt Cellular Manufacturing ol A]
Bo] o] &Ho] gt B =EAANY FAHATE FAIR FTE AHES)
T AFE 2§38 37 f8 FA2EHEE JPgs UrtEA 4 S

Bl $Eo2 Agatt F79 AEE vhehug,

9A 1 A AT 2F FTEI( tw, TTUAN %00 T F

gl 2 Hiato HQ3 7| xDatas =t

@A 2 ¢ FAHAS MatrixE 74 @0

Z:tilz © i
S5~ min(;tﬂ,,;t,‘k)

A7|H EAE AEQ] FEOZ AESHE BT +8 vehyo,
250 min0e § AF 34 $7E 47 ez st AFY B
58 guse Aoz s,e gl U@ Wel EE5 87 A%
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ZAoltt.

944 3 : Matrixeld Mg sy max{ s, & FeEd e

max{ s;}=0 °o|d @A 42, 234 ¥oH v 622 2t

et

A 4: 399 F Jobo] e T e RE FT7Y F (nDE AN
th Y 4T > c ol s; = 12 F ©A 28 7tn, 2%A &

oM % Ny Jobe ZF#2HF 31, Matrixel A Uz 3 ¥

A 5 A 2004 ©A 48 wEan
7 6: AA9 Ze2H £& Bty TR

SAAFS gol & AYFE AFR) FEo2 AEHE IR

o

= ZFo £ 8 WA AAgL o] gto] FFUAX £FEY AAHW
Similarity & -1 FA Hed € s, gel -1°] HA ¢ o]%9
Fe2g o] 2THA FEYE 9vlelmz FH=HES vHAA 2o

4719 Ferd AAE <ad 3-3>9 8tk

...16_



HE 24AHE
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=

<2y 3-3> 28 2HYg Feag dF

34 43 9 ¥4

B A MAF TTFYH2HA FYP2€e AT At o
2] ZAS 7tz Al 228 AAE FEREF e HHAe} FHLHd
9% A#E vudt =3 dAALS 3o TTEHLHY Y ITY
2w A A2 A o] Makespan X 7179l 7HEFEALE vluET HH
e A7) 9sid FE2¥L AMPL(Advanced Mathematical
Programming Language)E °l&3ad =4 3z, CPLEX 6028
olgste] ZAZS EU £ dAld ALEE BANA 7 AF] 8T
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279 9 1 AF " FTTF 5L Y2 AN THE
g2 NP-HarddA EA 7271 AXNE AFE o3 3 Erbsst
o AZTL g 152, TTFE 107404 15702 EAl F2E A%
Aoz BAsgr <E 1>oe AFH T+ 27, FTHARNY &
ZFo e Y2y ZAE Uedth

<E 3-1> FH& FFEH2HY Fel2E 2%
=g 27) 28 2H

AF ¢ |F7 5| AN 8% | 4F8 | F2H
8 10 6 5 5
10 10 6 5 5
10 10 7 3 3
10 15 7 5 5
10 15 8 4 5
15 15 8 5 5
15 12 8 6 6

<E 3-1>oAM BAAFE A go], A" FH2EF FH=H

22y mygdA UL HHo FexH 59 tE ZIAE FT B

10708 AE, 15709 7 28z FTFWMARAY] &Fe] 82 A o],
Gelx gE RE ASdE 598 498 48 & AU A¥ow
e Axz ddxoz vug o 3%%F Cluster® ©f HEX Jloh
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o5& H4Z 37| AFolth o] HFHV AR AF22 AF 5074,
7174 3d, 79 FHE 507HAZ dto 48 Ak & AFl B8
2 3 FTY FHE L A Hd 6740l AFY BE 7HE
A ZEe oF 0%tk Z AP AFS £8FTE JE TAANA o
AN A A$E AFstd Figez Y. 48E 749 7
9 7144E nEstd AF L 2 A dBAYE stz olE

wudoz Afsd 74 F& APARL AUt PUe AHY
. <E 3-2>% FTUADY §39 Wt nE FITULHY
FTARTA S Makespan® 714 FEALE Yehin gow 37

Copy & 607§°]c}.

<E 3-2> ZFuARA L= ©E Makespan E FEA|7H

I FTTEE2EHF FTTYE A
Makespan | F9A17t | Makespan | T @A
6 557.8 137.8
7 5709 168.2
8 604.7 2359 572.3 165.2
9 651.6 365.7
10 720.3 5334
Frdg oA E st FFYANSE F AFQ HF d
8% FTIFUE AFstEz FFuAZE LA BAglel YAT

Makespans} 714l @AIZ-S YERATh 714 FRAIE o2 ZA)d
A BTE FRULZA 4B BAY T YA 2 T e
g WA Jlteln Bgste FeARY ITHALE Adshe B
AAZF FEHE F AN 497t Atk <E 3-2>9 AFelHE 3T
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AR &Fo] FrtstdM FF7t 71A|d HFEE AZko] HojA T+
o] BA g2 Q3% Makespan@ 7|4 FGA|Te] SIS & 5 Uy, 1
Ay 43 FTuARN £%9 A9e 7Y FAR 2yE V1A
FTHAZY] TR IT MY HFE FYLEA op|HE FEAT
o] ZaFEol ¥ A YvehdA "o FTuARY &Fe] 64 Wt o
B A2 FTEZuA A v Makespand 7|4 FEA|ZO]
FL& 435 Hojx Uoh

<E3-2>9 A#AE o] &8st FTTUAN &£FE 62% st MY H
S(HTAZFZ7EETAL dH AQAIE ¥8)F 57T Copyel & WAHA
A 7tdA AAE FFEe2HY Fe2HH} IFLBRAATY o
AAYE 2FAT

<E¥ 3-3> Alg] v]&o] & Makespan ¥ FHAIH

Al v | sz FTTEH2HE TTEENA
Makespan| % 4]t |Makespan| & ©A] F

0% 0 508.0 0 507.8 0
1% 0.3 510.7 8.3 5154 86
2% 0.6 5134 16.0 519.8 154
3% 0.9 516.2 224 520.7 29.2
4 % 1.2 519.7 32.6 524.3 27.9
5% 1.5 5214 38.0 528.0 46.6
10 %% 3.0 535.0 68.2 038.4 804
15 % 45 546.9 1055 555.2 1188
20 % 6.0 557.8 137.8 5724 165.2
30 % 9.0 582.0 192.0 998.3 239.1

<E 3-3>% A v&E ¥sAIIn 2AAYE 3 AFHE YERY
I Ul <F 3-3>9A B F5o] MPA o] E7}EEA BEFE
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2~H 83 FFLdgaH A9 Makespan B FEAI7He Aol7) o
AXNE RS B F Qo 2 APdA&e FE2g ¢neEE 5% &
o} AEFQ F7F ZA Aol U] Ftn APH|Eo] HL 7
< FTTEH2HYH FTTLZAAAHS Makespane zko|7F A9 @l
Rk 28y 2826 £ AF £ o7t ol vz APy ol
wow 7174 FEALE T AQ RFol 9FE oA geEz v
AA FTE #:l HAFSE FTTESHFEG TTLBRA 0]
o U4 Z23E Ued ez q3dd. 37 Ay dAsE Ha2 3
E AANE FTEYU2HP LS AQARY vFdd & AAEFAN o &

&
>
a
do
4

opy & WIAI|Y FTFEHLHYY FFLB
AA A v TEY A AAE FFEH2HY FEgx2€gog 4
AAEE & 9 g2 JEET AHAR dFE F2 HAFHE A
. F7F Copy7t 8% A9t 714 AL F2 7 A4
ogalA EAE i, BtE FF Copy F7F AL Aeole 79 ¥
A2 A3 71A FGEA ] FUtstA "Huh <& 3-4>94 ¥ Copy
7} 130704 80711 ASAAE 77 TE3] UAA FEAITS
TT AY 5o 9FS Zo] wn gloh 2 FF Copy 7 A

& 60/0Y "W FTF A 3SR AT JAFERUGE FTY FAR
NA Fa@AIZre]l A F7HE Aoz #ddd. 37 Copy &7 © #
28 50701 AS FFEEHEH FTLdZuAMPFAM Y FEAD
Aol7t EOlE AL B F U AL FFEHZHEL FTTE
Z1AN A 2 REL AFFoEZH FTFYZAAHAFRG FEAZo] o
Zol Z7tstAlE RAolth & AAE Fe2€L& FF Copy T7F o=
A Eo] & of AFPF WAL & & Utk

Ul

ek
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<E 3-4> FF 9 & Makespan ¥ FHA|ZH

Copy % g3 28 TFLE A
Makespan | @AIZt | Makespan | S2 A3
130 507.8 0 508.6 0
100 519.0 220 5248 36.7
80 535.0 60.6 536.4 66.4
60 557.8 137.8 5724 165.2
50 573.4 1836 582.5 196.8

e OYEL F 3-D, <H 3-3>, <¥ 3-8 4 a2z Y
1220 <=2

Makespan
750
. * - 33PEHAEE

700 ......‘// ........ ; DogmDY
B50 e ,0‘ .................
BO0 Foomremmeene e L R,

% W a3 P23 X
S50 b e
m 1

6 7 8 9 10 SPUHAHT 2

<1Y 3-4> TFHARN £ wE Makespan H]
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Makespan

620
—& -SFEAHALAHEY
600

—X—SFLEFUN

580

560

540

520

0 1 2 3 4 5 10 15 20 3 U (%)

<2g 3-5> Ay v &) @& Makespan B

Makespan

~e -BABUAHY

—>— S LM

510

50 60 80 100 130 23 Copy &=

<2¥ 3-6> &7F Copy F°l w2 Makespan Hj 1L
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35 4%

B ZoXe FMSY 37 &9 AF oA s74ZuAAHR &
g9 @3, & 7 2Ad 0 JAVE e #E 3T ag
ANHE AFstnat FAGE Al Fol RE = T1E FEHE
Hote dsld. $4 FTE JHox FHAHYN e FHEY
& AAstz, AAHA FAE HAE7] Astd FAHATE VHes
st Fa2adg HAE AN AAE Fe2gHd ds FHURY
A U HAHse} vudty 1 284S AT =T E
ge 3 Axe FrdguAAFoz AAHAYE &t Makespan R
A FaEAzE slnsdn. FTeAZY &3] w2l Makespant
7NA FEAzte] AFF J3dE vn HAHN FFuAZIY §FE M
gt Aol Wasditdes AL & F ANy 4 S T HH ¥
FuiAZSY $¥S AFT F AN}k AANE FTFEHSEHF L ALY
Hgo] ELFE IFYdEuAAEEYG o U ZAFAE BYen T
Copy7b o= AXx wFo] & of AFS UYL v & UJHL
B AN gFe FTEH2HY AFLS TTE TELE AHESE

SAAZSE shte BTUARNCE ANt T Aol o 7]

2k

rr

N

A 7teFes #aAd 4 Jok. wdd, o] e st FTE 8
o] ZAA Q2 E9 AFEsl7] W&o o] 7|ZHEQH tE 7] A

Qe wdol Atk wabA
of 449 FTLAWYL
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A4F FALGAHES o] &3 FMS
AR A 3

4.1 FMS 2AA g A7

FMSel 43 4448 7149 583 o 2§ BT BY
of o8l ZAAG. FMSINE 8 AEL & A2PelN A
ue $7E BaE AN, o FFE A A} FFoE
Age7] qEol AS Ade xAel Wadth BFAL TT ALS
e AAZTE fuen wed Auge BXE 2o goh & 3
A ATl B Aol 4 A F & A AAM ol FoiHn
e Tt AEZ FAHC] AFHE FPIH I A%k 1
FMS A4QAA8e £987) Astel RAguedEe Moz 3
434 AASD, 49e Botel e URAY PP vE 2D

b

s

oy

42 A= 2 FA439

<ag 2-1>00A4 o2 di9 7tF 714, FFAYY, FTFERE, AF

9% S22 748 AFAHJ FMSY T7xE Eyd 7tE 2 AF
2 FAHIAHAGV)Y 3 AFEAZAA 7IA= itdn. 4 A
Fe oy FR/Y 77 Ry o T FTAA7IANA &7
ARl FF=o] 7]A utdch AFo] ZAd &AL FTAe
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Z1Ale ZREH FHAG met T AFY RE HE FAH0 FF
Aot AF9 spFol dRHE AFL AGVe 93 AFESUFoE
el dF FF WA™E FFolETld sty FTAYTIE 4k
o] A7 fEH 2 FT BRAF RAFHAY dIFHP S A3
AN2E TTHAZC ZFRE

i A2 AFG FF7F FA ALF WE o]Fdtn Wk
LA AN2E £F & HeAMe o] F AU 32§ AYo Ha
stth. 2 dpodA Fyste FTE 2t AALAAGL FAAd F
TALAGE E7 o] FoPE Sju]rh

B dFqHE AT el B ok & AFY FFHY FHFS
AZAdA v A4 glcka 7A@t <29 4-1>L 3d9 71A
Z F49 FMS9 ¢AAEE BdF3 . 3tk AFel 71A
A b w7 g e SigEe T BFHoek st I FTE
ge 7AdME AR F 8§71 dEC FA 22 FTE E8E
= 7147 gE & ZAR stEEHz UnAe d7 &7 7HE
& wj7b=] 7ltieier & Reolth. 2¥ 264 AF4E FT 3H} FT 47F
Bedd o TFEL 74 17 714 204 AE1H AF2} 7HE &
g3 3o sHgsleg FFE 7y e Ae] TASA d9 & 47
dAME olgd e FTEE HAZE 1 Z ZA FIE I A
71 Aol dAAYY HFHog 3t ol AFS BF A &8
A7, & 2GS E A M Makespan)S HASFo A ST F 3o

Ho o

.ﬁﬂ

re

<

rir
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A
»

AA1LAE1EF249 | A5 23728 |

NAz AEIEFLIL | AF4EF34 |

NA3 AF5EFT L)
L %,

sreadan O

NA 5

¥ 7 Setup \7}§

<2¥ 4-1> FMS ¢AHA g9 o

OS2 A FEURPAAM AHEE 7150

m: 71Ae ADA (m =1, 2, .., M)
trANY AdA (¢=1,2, .,

p: AE S F J7HEAH(Batch A4 B¢ Batch®] F 7HE A7)

4

dy: 3T kS 27%
ra s AE 9 T8 F TT k] R 9% (O D

o

s .

T2 FFUAR Adsed
C max - Makespan

o)

AQ8FE A7
X - AF 7F 1A moll A AT el F9Y €5 4945 (0, 1)
dAAE A3 g 23 EHIgFE Makespans FH A3 I

min  C
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Ak e e 2o,

(1) Job Completion: EE A|FEL Makespan ol ¢ g5 8o F,
Z} A &L Makespan WolA ¥ 2 e do

ﬁ i =1, =12, .. N

m=1 (=d;

(2) Machine Availability Constraint: 3 Al A & 7|4l st A
FWE 7138 + Avh & AFl VT (¢t = ¢ =< t+p,—-D W
o] & AlF ¢llA grddE AR relME AFel 7tEEHI UG
E AL g g, 714 AF 210 g 2ol x@LA

t+ -1
33 xsl, mel2 . M 12 (T pi= 1)

(3) Tool Availability Constraint: Z} Z|AlolA 3t Al @] A&

= 79 F& BT Copy® WA 2@

t+p,—1
ﬁ ﬁ Y i ximS dk s k=1,2, ,K, t‘=l,2, ,(T + ;- 1)

m=1]1 =1 q=t

(4) Makespan Constraint: & A% ¢FAHL Makespan TE &

& £ gt &, 7= uRgoz Aol d5d AFEY AJFHA

(5) Integrality Constraint

Xm=1lor 0, for all 7,m,¢
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A9 FHRYPANA BEIAE o7 tiY trls AR FAEE FMSAA
Makespang HAZ 7] A dGAH LS Parallel dAAY FA 5
Udsta ole FAY Size’t AAW AZEE ++ g NP-Hard AZ
g2lAd A g&el 79 JHEAEE AT LdAAYL FAE HE
EZsA e

43 FALRAE7I FMS 43 A

o2 o] trls 7142 FAHAY FMSYA Makespane HAE 3}7)
A% dRAYL HE dFAY FA FYda o] NP-Hard £A]
2 4#HA Ao dLo] T+ 7HEAES 1T dHAYL FAE ¢
< EFsA weEd. B =fdAe F7F et FMS dAAY S
Fgst7] 98 ALY ES /Mo E e FYP2=HPYPL AA
o},

A& 1EFE Hollandoll ol& @757 Al&sted B 2§HA 5
A S&HI Jot. FALRYFS ASAEN FAYPIE 2
&4 g7t G FL BFAAY A EYoEHE oddy
7 e ojx Aol sty g FEsteH WElo, fHdn
HFS E5MY AAHER o|Fo Y JEE &3t Felth
ojlg1dt siFolN AAddEHR FHHAHL HAYUFS HEstq A
g JPA7IEA s3te g . fAgzedES 2 g o

MAdgol Frste &3, AAFAE EoHE oty
2t Bgs £ A3 FHE T o7 Eobe HAHI T gAHE A E A
gFstA A8 7hs st
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FAgneEL TAY FANE BEI AAERE ol FolW G E
ZHX 2 A& 2de o Adinig A 9 AHAE FA 54
A Zk Adieick i A HAEEE H7E UE AdE AES A
Ag AEet o]FgA BEF AAE TAM R AAEL BAE 3§
o MR AL TEVIE s EdWolst B E ¥ mA=

9tk fFAGnEFL 2} FA¥o], HEEE HUlsHA AdE
AYPANAY Faxdol HFH 7R ol FHF & vEEA Ao
AR SZd A AAE dMA(Chromosome)olgt B8 1, z+ 744
g o]F & e B9 E FHAHGene)old REL. FHALnFY 8
A28 9, 27239, ¥ Hrh, A, 1947, FH g

2 d77t AAT BAAY dBAEL AT AFES " 7]
oA o FM=2 stFsior ¥AE AAste FAH £ EAAA
2 &%+ Makespans H7igith ZF JiA|e] 2 FA 9
FHL oA ste=Ad mA HE 28 HNE & do. 2 A7l
Ao dAAZGEAY dBY A (Travelling Salesman Problem: TSP)
g} Zol ¢AE AR FAE 9 HE, F MAE F= £

3
oz FAL Wb we odEPoE AME Yehddy zAY 59
Wol e FHAAL e Zo] F¥ £ Aout 17 09 F2 £4

ks
g A4sE AL 23 A& Lol obd Aotk 2ITHE 03 140l
n Fu8 Uit gon AREd -
2 ¢5E 27) £22 oAl wpRolFojol st RAMAI g A
ot AAE ¢APHoz EFSAND BE AR o] AAE
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2 FEA delge F gtk E dFdME AN FHAAE
AFoz FARATG. AFEL 7MF3e 7142 AAE Yehiz gL
RAE FHAZE 71AE Yehd7] dEd ZAA T3 st AT
HeeXE YetlZ] siA dxe dArE dedtr] gEolt. A
7b shue] AFE detgezA AA e de {ARY &4 vtz
AFe 7hEEME HEdY. ol @ olfE B AFdME MAE &
ddor @3t 22y o] EEWRAME BAE ol glojA
B 7bs 3 (Infeasible Solution)°] Y& & 2B =2 7158 (Feasible
Solution)2 kel & 4 v EAZEAs adt RAARE £3
oA Al AHRIZ Fr},

et

N

ol

FALRY SN ARAY "aE ohds 2o AN PoE
A ol X mPEE o)m g,

GA 1t < 0
B GA 7| (Pop_size)®] WA P(t)E A et
P8 ASx 7}
G9A 2t -t 1
P(t-1)o|~ 44 (Elitist A 2 8)
@A 31 Pop_size X TAE(Po)Ne |44 mat
v 7bg el & 72 vt e By A
@Al 41 Pop_size X AEE&(Pm)7ie] A S0l
A 5 P(t) ASx #7t
@7 6 If T5XH WF Then T8 Else @A 2
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Zt GACM Y FHHEAE AFHo R dolud U3 g

@A 1 273 ¥ 27 F&xE ¢ndEE FI37] &8 RE @gE
S 27|33, 23 P)Y AL A2 Pop_size®rE 9] 74

BETH A7) A BYEY =7] Pop_sizeZt YF AW ) ©A
Hes WA AdAZe] Frbe WitiE uF ZA =Y g
o] Folxlmz AHAHJ =A7I2 ZAAsIAob o HEEY Hrte
Zk AAAM HFHoZ AAHE AFY 7MFLEAZHQ) Makespan
& Ao EN o] FojHr),

m\m

9A 2 Y AdE F7HA I oA Adie R Dol A Elitist A ol
o5l AE HAEFY. Elitist AL 2o HEEE e
o HEEIl £L& A9 Pop_sizexPs He MAE dSAdzE A&
A71E Aot o] AFL Ayt FPHo wat BIPG Yo 4%
NAE AEH o2 AAAAURTGE Fo] Uth

@A 3, @A Pop_size HEY UFE FWAA 1 58 A A
of ggete] LAL(Pe) BT AL W4E e ANBL W)
o dolz T AY AL Aol WAL Bk B ATNN @A By
e %RA Atole] Ao wAYE AT
H 27 d9d @ $Po SEY(Swing)¥ e A&l AEg A4
St YHRAE AguTh BAHe ANE SAALS 2 AES}
F Afolol J|AZY Azte] % 2 2L P TAE FES @

o
@
5
2
4
1
t
fru
M

o 2z At HZbEEzE e 5 ded NAAAN FTE
FHAE AAE sl AEo e FAAE AHZE A2 AAY

Aol AEo=2X 752 vife fAE A

&

L

| 4 Edplo 2AE dFE ZF AA TPt EAW ol &(Pm)
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B e 3 E JHA e AAE dYstd 23 E A &4

A Foll Z1AFTD Aol & XE& HAHIY

I xXEVIFeE AAY Ve 43 AE vhEH. diFes E4

Hole AAWY FAadae &L vFEAY F HA oA e R

WEE Fa o]FolAU, dHAY FEAAME FAA

o ;S v e AL AYSA ¥erz AFY tEcHE HHEA
U FAQAE AYTdesny EadolE 0.

GA 5 FSEFH 2+ AY Makespand AAMG o 2N HSEE H
3=

L
N
)
2
R
e
2
[@)]
e
(L
JFI
4
o2
ol
L

<aY 42> FAYDIEY BAE AFHOE nelFu Yok

Pt P(t+1)
o =
(1 2 3 4 5)0UI & 71 2345)
5 432 1) (352 1 4)
001 o Xt J\>
(4135 2) L—1 (3 2 1 5 4)
l\
=050 >(2 15 3 4
(5 3 42 1)[[II g )
2 543 2 1
\(3514)J \( )/

<a¥ 4-2> FALnYEF EA
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1A & 2
&7 2 Tool Copy

FTFHI 1 2
Tool Copy 1 1 1 1 1
AEFHE
AFHSE 1 2 3 4 5
7+ A3 5 5 6 8 10
283 FF+ 11,23 2,5 1,5 3 3, 4

37 Setup A7F =1
28 A7 (Pop_size) =5, HU AP34(Max_gen) = 10
AEE(Ps) = 02, 22AE(Pc) = 04, S99 &(Pm) = 0.2

9A 1D 27 2FG AA

vi=(5 3 4 2 1)
v29=(3 51 4 2)
v3=(4 13 5 2)
va%=(1 2 3 4 5)
vo%=(5 43 2 1)

% val(v®): Al *ol A HLT gt
Agx Pt

vi? ¢ ¢ % H7} (makespan) <Al

25 , val(v3?®) = 27,
29

val(vl?) = 25 , val(v2®)
val(vd?) = 30 , val(v5)
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makespan

25 j}\la

6 10 11 16 19 20
DA 1 5 > 4 o
J01H 2 3 @ 2 < > 1
JIAH S
TA 20t =1
Pop_size X Ps =1, & t - 1AUoAN HALE F&
vi¥ 3 v2¥ ZelA oz st dgd v1¥ AR
REA T
vi¥ =v19=(5 3 4 2 1)
A 3t -1 At ZF AAe] G €3Ee ZaER

e dFE JHAlE AAE DAADH.

7§ A

A~
aF

]
vi¥'=(5 3 4 2 1) 0.35 Yes
v2V=(3 51 4 2) 0.50 No
v3%=(4 1 3 5 2 0.12 Yes
va = (1 2 3 4 5 0.48 No
vo” = (5 4 3 2 1 0.64 No

71Al FHEFTEAIZO] & XE nAH LR P

GA 1 435 BIEA Z1ATEAL Adde] HEs
2ol AAdY.

7R 2 st A2 HA F e e 2o
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vi=(534121)
SN o1(°1=(m|21) 01®=(352 | 14)

v0=(411352)
vV =0619=(3 5 2 1 4)
v =029 =(2 1 3 5 4)

A 4t -1 Al ZF AAC G EFet EdRl &R

4 Uarg He AAE S AU}

74 A 4 ooy
vi'¥ =(5 3 4 2 1) 0.83 No
v2%=(3 51 4 2) 0.54 No
v3%=(4 1 3 5 2) 091 No
v = (1 2 3 4 5) 0.12 Yes
vo” =(5 4 3 2 1) 0.25 No

B FadAdMe 714 7tsFEAIe] M & XE
FAoz g3 HE HlEH,
v39=(1 2 3 4 | 5)=>v4P=v3%(5 1 2 3 4)

tAd oA dA BEIG 5 0B 2 ¢ - 1 AltioA
Ao o3 AdE MNANE ALF Uoix] A Fol
e st L2 3 AME AEAIH

vo! =v2? =(3 51 4 2)

WA 5 A B wA 1As ke A2 44E
9 Y] 43EE Frhad
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@A 6 £3Z2A S A3
Max_gen = 10 > t =1 o|B22 A 2

4489 2 24

ANE dAAY WHPe FYPEE Lolr 7] Aty dris VAR o
FoR 29 Aol FMSoA A8 7kx 4AAY Wilel &) ¢
g 97t oh. Model FMSolA & 50 71 79 2 Ee] 50 719
T3 o stEEd. 7 AYEL H2 4N Hd 749 T
A HEEY zt FAHL 4oA 8Fo] A_F0 F 208N 4HE7
9] 7bgAIZYe]l st FF FolE F87F 27 gFo] R =
AR 1HE © Z2a lE AR o s AAELS @ 1AM 2
E 7tEEgo] g9 olgd 7tFFde] 28 Y RE FTEL I
A" 719A 7+E "ol Z1Ae FREd. 77 o] 7HEEHA
Eate AS Azkol Ay F37t OE JA A Aol &

Aol F&=7] YA E FFAY Aol sty

2 AgoAe o] wo duddS Foto sviEE &3 2ol

st

2H G A7) (Pop_size) = 20
A8 &(Ps) = 02, Zx&(Pc) = 02, EdHo]&(Pm) = 0.08
Zazd: YA Y3 F(Max_gen) = 100 , 39 vl/AARSE = 100

AANE dBAY el 284& FFTstnA 71E9 B Y wn
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4 std. 9ty oz BHEI|AY A YA Makespand HA 3
AN7lE A2 ¢eA Longest Processing Time(LPT) ¥4, 713 #
& TR FTE A AF 4 A9 MAXTL), 71 32 &7
g Agste AF 4 AYMINTL), 7t §3t7F 28 37§ AHgst
T AF AY9MAXLD), 28z 7 #3471 AL Toold Al&ste
Part Ag(MINLD) W& AA g 2d3 vlm £45=d o] &34,
T3 AY A AEL Adstd A FT7Y HEAES nBistd
AAYE FE3}L ol WE FYstd 1F M FL AAYE A
g3} = Iterative Random Selection (IRS)#= vlx #A4%ic) £ Ho
Ao AYe ¢ AP 34 vV R 2 F AFY 28T
TE ZAANA OA M AY Z$E HT o2 Ul Aot

<I¥Y 4-3>& £ FoA9 dFZAGYR(GAS)FH & HPEY F
P g vl Y Rolth AAE Bye] B e v Makespan
o] & YAAYE AT A& ¢ F Uk B WY Fee <
oe] MHEHoZ dojzl YAHAYQ IRSHHe] HuH FL FPL &

LPT MINTL MAXTL MINLO MAXLD IR

<Y 4-3> AXNE LBAY ¢ Ee s FI}
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<E 4-1>& A4 v g9 ¥ fE FYEE tE WHEF Hu
g Aol 714 £ 3dE2 nAHA I T Copy € 607E 3}
Hok AAE @Syl g W vE § U ZH}E Heo|n IRS W
HE £2 dAAYE AFFS & F vk AY v Eo] FIEHA
AAE B3 & 4 EHo Makespang] Atele ¢ 3 A UERG T

<E 4-1> A v g BE dAAY Y= ¥

A ¥l Azt | LTP [MINTL|MAXTL{MINLD|MAXLD| IRS | GAS
1% | 03 | 5443 | 5595 | 5343 | 564.7 | 5333 | 5129 | 509.9
2% | 06 | 5474 | 5628 | 5393 | 5738 | 5374 | 5167 | 512.8
3% | 09 | 5508 | 5639 | 5420 | 5778 | 5413 | 519.7 | 5158
4 % 12 | 5539 | 559.0 | 5449 | 5773 | 5473 | 522.8 | 5184
5% 15 | 5547 | 5682 | 5486 | 5850 | 5515 | 5244 | 520.5
10 % | 30 | 5744 | 5906 | 5700 | 603.8 | 566.4 | 5376 | 532.8
15% | 45 | 5950 | 6056 | 5942 | 6265 | 5896 | 5514 | 547.0
20 % | 60 | 6148 | 6320 | 6134 | 6514 | 6116 | 565.0 | 559.2
309% | 90 | 6514 | 6694 | 6534 | 6946 | 6658 | 5954 | 5842

—— —+— MINTL —%—MAXTL —3— MINLD |
Makespan —o— MAXLD —%—IRS —=—GAS
700
680 /(
660 /I
640 4(///‘
620 ///
600 //‘/
580 /X//'/
560
540
520
500
1 2 3 4 5 10 15 20 30 NS HIE (%)

<Y 4-4> A ¥ Lol wWE dAHAY FY= vjw

- 39 -



<E 4-2>AXe A2d e 714 £& 3 2Agn F79 F
€ BAAIIEA o4 PYE FYEE ¥IY EARE BAFH 3
o a2 FFFEAM AANE PYPol F& AFRE =F3, §

o 7 AL 75l e YHEY PR v FL 2HE RAE

o] WAstA] govg FFY F7 FUtHEt: Makespan

ol Wate 2FWel WaHA #%n = wEXHQ [RSHHE H O H

< 4-2> 7 Fo 4E 4FAY FY= v

Copy &=| LTP | MinTL {MaxTL| MinLD | MaxLD | 'IRS GAS
130 521.2 5234 | 5174 | 5266 542.2 509.2 507.8
100 572.8 5542 | 5492 | 5946 570.6 521.6 520.6
80 594.0 6004 | 5788 | 6050 586.2 540.8 534.8
60 614.8 6320 | 6134 | 6514 611.6 565.0 559.2
50 619.4 6480 | 6060 | 6740 630.0 585.0 571.6

[—A—— —+—MINTL —%—MAXTL ——MINLD
Makespan —— MAXLD —€—IRS i GAS

680

660 T~

620 — \’\

620 bl \'\\
A
] e ————

e S
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Tooling Strategy and Scheduling in FMS

Doo-Young Pack

Department of Industrial Engineering, Graduate School,
Pukyong National University

Abstract

In flexible manufacturing systems with versatile machines, system capability and flexibility are
often limited due to tooling constraints. Among the tooling strategies, bulk tool exchange provides
a complete dedicated set of tools for each part type. At the completion of a part run, all tools
are returned to the toolroom, to be replaced by a set of tools for the next part type. The machine
waits idle until the tool set with tools required for the next part is prepared and delivered to
the machine. This paper deals with tool clustering in which similar parts in terms of tool usage
are grouped and the tools for the grouped part are clustered. The tool clustering is expedted to
reduce machine downtime due to the tool setups. A clustering heuristic procedure based on a
similarity coefficient is proposed. The experiments show that the tool clustering strategy provides
better system performance when the size of tool magazine is selected properly. This paper also
proposes an FMS scheduling heuristic to be used in the system under both the bulk tool exchange and
tool clustering policies in each of which tooling constraints are taken into consideration, The
proposed heuristic is compared with other existing FMS scheduling methods under various FMS

environments, The experimental result shows the proposed method results in less machine downtime

especially when the tooling is a major resource constrinat,
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