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INTEGRATED OPTIMIZATION OF
PRODUCTION PLANNING AND
SCHEDULINGFOR MULTI-STAGE
WORKSHOP

Zhang Xiaodong Yan Hongsen
(Research Institute of Automation,
Southeast University, Nanjing 210096)

Abstract: An integrated optimization model of production
a kind of

manufacturing system is presented, which consists of a forward

planning and scheduling for multi-stage
chain of three kinds of workshops. They are a job shop, a
parallel shop and a flow shop. The end products are assembled
from the parts made by the upstream workshops, so that this
kind of production is very complicated. On the basis of
analyzing the batch production, a dynamic batch splitting and
amalgamating algorithm is proposed. Also, a heuristic algorithm
based on genetic evolution is used to solve the problem. At last,
the experiments for comparing the proposed integrated
optimization method with the hierarchical method show that the
former is effective.
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