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Production Scheduling Strategies in Flow Shop Production System under

Customer Orders Uncertainty

Supachai Pathumnakul, and Somkiet Rujikietkomjorn

Department of Industral Engineering, Faculty of Engineering, Khon Kaen
University, Khon Kaen 40002, Thailand

Abstract — This paper addresses a problem in a supply chain management with
purchaser’'s order uncertainty. In this problem, supplier plans its production follows
purchaser’s production plan, which could be changed any time based on its sale. The
changing cost due to this uncertainty is owned by supplier. In this supply chain
management, supplier could estimate or predict the changing probability of purchaser’s
order from the historical and real-time purchaser’'s sale monitoring data. Production
scheduling of supplier could be an alternative approach to lessen the problem. Eight
scheduling methods based on processing time and changing probability of each order
are proposed to solve the problem with three objective functions: mean flow time,
makespan, and standard deviation of makespan. Simulation-based analysis approach is
applied as a tool to investigate the relative performances of all proposed scheduling
methods. The analysis shows that the scheduling method, which is the combination of
schedule based on changing probability and job sequences based on minimization of
makespan in deterministic flow shop scheduling problem, provides the best
performances in all objective functions and in various scheduling environments.

Keywords— Flow Shop; Scheduling; Makespan; Mean flow time; Demand uncertainty.
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FamnTuinaluntafiuataaszasinanlunsLiuasunaunisEanan (replanning
interval) LAz taaan Tl A A uaunN A AN (freezing interval)

Gourgand (2003) TumAEAENAY  natlssifiutlsyAnEanuaznstasnd
N19WAR m machine stochastic flow shop Apna Il uinenlunaini1sniee. fanson
Fm//C,,, ~ Nsutanguueasnuly stochastic flow shop Auadaliudueulunginig
NITUBUALILIN "Luﬂ"']z‘q'”q@:v‘hn’1:fﬂ'a‘:Lﬁuﬂa‘:aw%mwmmmmﬁ’ﬁfymmm algorithm
] Useneuse combination heuristic (RA, CDS), Canningham and Dutta  Was

mata heuristic Taaminisdszifunialfiiaulaaas markov chain WAAIUIDLIAN
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udnasam1aude  warinlszunaiAnnanuanddannandslingnisanaasaniunisadiuy i

usiiiied (discrete simulation) A NKAAgLNLAN algorithm 289 Canningham and Dutta
v o i mda A o y . - , :

AL AIARALNA NIUNNLATAANT 2 LAFRY  @91lunstd m machine WU91 mata

heuristic Az lANMALANTN combination heuristic (RA, CDS)

Jung uazAme  (2004) l@ldRENInMUAsTAUARATAIAGdNEANNL AR AT
(safety stock) lunnsdpnisiuaNliutLeuIaIANAEINNSALAN U RANUNITHHAR
WA Iegluenuddeilaldignisanassannunisal (simulation) NNl lun1saAINZ
2R safety stock MmunzansanIuienalazasgnén

Pathumnakul Wag Kruakrum (2004) liMnnnsufseuiaunagnsn1anneuaunig
HAR 4 wun  pennsldansuaendunga (SPT)  nisdnlasldnaisiaeses (setup
. dlg’/ dl o 1 = -;j 1 =
time) Ndungn  n1sdnnulasanianiy ealuunanuiiaoutaziiuaziizluuy
nisuAnuauLLend i iuwide s wazn1sdnaulnglddayanivansdantunindula
TnannsdneuidngiszasAinenazliliinain1avinausmu (makespan) Ndaanganials

o‘ai % v ] 1 dl o alz a dl v
an1INNInINANNARINIITeNgNA llutiueu  asanAdanisnanamnsnlasulagls
stunvaasilyymazinandasiunisuanan LA R T LILATEIANILATENLARN N3

= rij/ I's o aca [ o 1 o
WReueunagnsie 4 nagnsazinlaeiinisanassaniunisalluilymsoetng uazin
M3 BEUNAENSHS 4 nagns  AnNIsRFEuWeunLd) NSRRI
NANEANU T AIMAUNANIINNTA LN R FEY

¥

1R dea9 Krever hazAE (2005) THNINI9ANSET 22EIZNAINIINALNURLAN

]
=K

(replenishment lead time) 5NN0UANNGBINNT WAY UFN1auANAIn199 lusiuew @
unadelAunziinqanisdstalus (reorder point) NTUBLiUIZAUNNIUTNNG (service level)
waznIngzatgANWiaziy 3 uuy Twanuddenudnnis i an1ninaue ianNnsatae
QI [ a a v % % v a ¥ [ %3 dl ol

WNILALILFNNTRRAN I N8 18 s LAUAAIARLRALAN (low average stock)

Pawel w8z Jerzy (2005) lHannguiloynin1sunainisuansan (makespan) 7
HpaNgaLuNITNAALLLABILAY 2 1ATedns  Wanan1sinnuiluwulntueu n9dalag
435aauids (Johnson's  rule) @ﬂﬁﬁi’]ﬁ’]muﬁﬁﬁ@'m (optimal  solution) LLﬁiLfl@ﬂqu

o o A = ~
AalFReulereanainisineui dudueuasinisnisuanuasiuuengidiudaa
(exponential distribution) Talwar's rule lFAsaUNTREgA A MFUAINITUANUAILLILIE
o dl v [ 1 o a o dal b
AmauN braziuuuuAiA1ande (expected makespan) Ineluanuddeilinang
AnsuAtTyuINIIMIRAINIINARTN  (makespan) NHRENGALIUNNINARALLLGDIEY 2

dl o o | . sl
bATRNANT LL@ZZE‘]JLLUUﬂIﬂQﬂ’Wﬁ‘LL’QﬂLL‘\N%I@QLQ@WﬂW?WWQWu@ZLﬂuLLUU Welbulliﬁﬁl”‘\wi@']ﬁﬂqi
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dnansuuunlvsiaunnlaaldia 2 38019 Johnson's rule uaz Talwars rule  fanfiulag
aglfiflunsiifiiae  wanannidarianedanisldadsann ngn1sdpaALTTauell
aun9nilszgne Il aaINsinn U UATRaLar NI UANANLsE AN B AT eI

WP mafldainnnsanaesdnnunisadas lFA1ANANINIaINITNARIIN (makespan)

Xie wazAME (2006) lenvunanldutuauaspusasnisdud lugiluuy L

A Y o o‘d‘ [ o dld% 1o
PRNLRTD (fuzzy set) wazldwmunagninidunisdszacu 2 sydunauetiunisaouRN
AuAAsAAe uaziundszgne g lunisindssdnsninaesldguniu

d’ a o 1 dw % ada o a £

TeannauRsawantlfianeisnimnisudlatiymnisdanisenisnannie 1@
anunisainnelaniunisaiaoaliuiuenuuusne  wazdeianddeauildnisenany
anrunsdlunisuddyminisdnmsenisannielsisluuuaesnisnanuarieulagn
o X
FI9td

Holthaus (1997) 1#eanuuLAENs49ARNII9NITNARGIMSLNNTNAALLL job  shop
TnaWmuuazliulgeaindsnismnniaguds 1w FIFO (first in first out) , AT(arrival
time) , TIS (time in system) , SPT, WINQ (work in next queue) WaZ RR (rule by Raghu
& Rajendran)  WhiluAgn1sluadiFandn combination rule 1M PT + WINQ, (PT+WINQ)
/ TIS, RAN(SPT,WINQ) Wlufi  #fad3maani1s9amnsanisnamnluiiiae flow time wag
due-date  nfFeEulsEAninnrinnisanaasdnnunisainnelsianuliuduen anels
NANTIBINTHAR a1 luN179ndA9AUAT  ANnuaNImMAaednle  SPT , WINQ
PT+WINQ lA1Amaufuinala

Kim (1997) 1#%1n139AR13719n130AR ST UUNNTHARKLLAINN  NTeiNaannng

3 1
v o a

Ansnadunalduiuen  dudusaadanldsziungnisdnaiusiie  dezneudas
average flow time per job, average work-in-process inventory per day, average finished
goods inventory per day, proportion of jobs tardy, average tardiness per job, average
machine utilization WaY average total daily cost (inventory holding cost + late penalty
cost) MANINmaassedanisanassdniunsinalfinainisuninisuanuaaduuuunes
o a dl ul/ = dl |d| =® nl/ a a
789 ANIININURANRAY 2.5 Falue Hdaudaaiuuadn 0.5 9 2.5 Falue Usz@nsnin
1244A7239NT 90% Auauges Ly 15 9 dmiLasnedaasldngisunn 4 deldun

JIS (job of identical setup), SIMSET (similar setup), CR (critical ratio) kaz SPT (shortest

. . o ' A . aa 1 a o A
processing time) HANINAAAY 20 AIBLNWLAIMNANTUN flow time 28 JIS sluﬂ”mmmgm,

Wa19tu1 WIP Inventory/day 35 SIMSET #ien71An714m, #an3au1 FG Inventory/day 35 CR
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AR NgR,Nan30u tardiness/job 33 JIS TiAIANNIgA, NAnstwn Total cost 38 JIS i
L4
ATNENTIgA

Mohamed W&% Richard (1998) l&v1n13AneiTeyvnnsamnmI9nI6amnInLi

= o

HudasesiaiuuummnaesaTesdnsionguuuauiuiednanisinuiuiuuge 38019

1
o aal

AR NMIUINATINTBIIMTINAEsAILAaaTaAIAnIIaTgn uazaNiaziluluniay

o o dlo/ aca d’l Y o acl o .
WUAUALANAAdS AansilATNauedaNNemeULLY EETC a2 dynamic
programming  AINAARENe  38n134AlAE dynamic programming Az l¥AmaLNAnG
nedpLuL  EECT  wanzdnazflunisnszanasnuliannaiunainisinvaesusias

dl o/

LATRIANT

Gupta, A. K. and Sarawgi, S. (2002) l#n1n13anaesaniunisainiglsaniunisal
AraeinanlalunnsNalELNN I AN INNNTNARUAINTTUILNNTNARNAIAFIN (plastic
processing section ,PPS) 139N Bharti Telecom Ltd, Gurgaon, India. %ﬁmqumjm
Tp9udANNdUdauNn  TAIINDNNARA T NNAINUANY  ANAUNIIAARINBUNNTHART
dudasyseny 1ATEIANINRNNTNIULLLLRNIZEENY N1INNEATesN IUNTLLAINNT LAY
BUINEALANNETWUL I789NN1IRANTWNNTHARLATNAENTBNTELWNT - nneld
a07uN19iNAeEndula  THAN99HEKNNIR AR NNITHARBNAUNNNTINLELNNTHAR

o % A = dl A o rd‘ % a a
WULNARENALAZANTALIATRLATAINE MNNTAaaddn1UN TRl aN LN LUsz@nann
294199974 TnerluwanuddetlininisanaesgUuuuan NI AR AN BRI NNITHART

1 % a a L% dl AI % dl [ %
wansnaiy  UszdAninineealsaanuazdunlsanuteuluBusureaniadans, N1zl
YUY, NONIIAAAIALNIIHAR (sequencing rule) uavdu g ldusesnig
wasuudasAniRmesuazanunisaiiuansneiunislinisanaasgniunisaiaz lona
NFARRIALNNINAATR  TWANEAAAZUAAINANIINAAEY lUN19318B9aNUNNRITLINNG
Pnsruaunisilylfeuasalulsenu
Méndez, C. A. wag Cerda, J. (2003) lftinguaimun MILP aulud du5unng
AAANPUNTHARNWLILYIUYIAdALRY multiproduct batch plants Aazn i ldAmaLwnnzaN
[ 1 e dl a d’f 1 [ o a dl M v 1 0 dl v
WAy viusamnniead Weiawnnimilac auetsdunduwazaniaes il uiAneunls
My o Aaa ad o o | X A ' P ¥ o o
WAduAmeunangn Inedsnisiideguunugiuresidymnidinaiuuusielss dadamin
Tunsufuasuansunisnasluilaqiiunzanis rescheduling awiiendeaii reordering

WATANUILNAINAR 11U batch 1NNAARARUNITININENNIT8Y batch Tuu
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szlgunfIas
\Ha9a1nnN13948N 2997 uN199aR1319nsHARN e TH AN Td U vauTaIANN

¥ 1
ﬁmmmmsﬁ@ (demand uncertainty) wazldn1uNTNANNTINTL TN UAINNENAY

=

duassnislasunlasandsdenasdaald  TunnsanfiunisideasliBuaannisine

[ %

a9AUIzNaUNANATUNNENENA (influencing  factors)  AamARanduiinvnne (objective

o

a o

functions) UBINIU Jeil FasenavusieAn makespan, mean flow time WAL standard
deviation of makespan #adanntiLlAtNaIAUsynaLAINA1INN 1T TR UUATITNIR

M1919N19NAR (scheduling methods) ﬁmmmuﬁi@mﬁmmﬂﬁﬁgﬂmuﬁLﬂuﬁﬁymmm

a o dgl
JUIEU
o AlaAa a 1 1 d o . .
o asnsznauniansnanamWenguiinuune (influencing factors)

1
Aaa a ' 1 g

ANALTENALUNAN 2 a9AlsznauNNanInasaA T fTuN NI Ue9 LIS A

A9AUIZNALANAAT MINITNARTRINULARZINU (processing  time) WA

o o

avAlsznauduantraziiluresninlasunlasAndsaeaesddevseddeian

(changing probability) Tuldginu ludnuesdtlsynaudunainisuaniiu d1971u0

a 3| ai 73 a ¥ o a ¥ 1 a 1
gﬂﬂm@ﬂLﬂumumhm@ﬂumim@mmu uazldmnnsnanldudn deniinansenuse

a P o v P a A o A =
LQ@qiuﬂW?N@mﬂﬂﬂ\‘]’]u Iuﬂm:LﬁﬂrJﬂuﬁqﬂquwgﬂﬂﬂL@ﬂﬂ?@gﬂﬂ?ULﬂ@ﬂuN L"J@’]el,u

N19UARAU d1unEnisuas ldudn n1saniananuiuataazldinansenusann

Harduiilnuunauinidn lunidnnisanisuannialdainldniuaurasadedae
Q/del ij/ o -dld a ol v 1 a 1 1 [
295U N17AAIUIIUNRIaT luNsHARAdNdsruLn1INARnNew Wiazily

seTamiifaA N duitIN MN8N 199 ARITINNITHARNINNGT ANTIAIIUNRIIAN

'
k4 ] 1 o o

! 3 ¥ ¥
Tunisnangedngszuunau drinanisilasuulasandsaeaasdaaiinam lusiw

k1l k1l
1 ¥ 4

asflsznausumnntaziilurainsnlasunlasAndstevesyne luldglniu 9
PP . ) = ° I’ 4 = v P
naanazilulunsdasunlasinaslifinansenuredinansznuiessiasn
Herdudimang Tuaueouniauaziilulunisdasuulasgeazinanseny
siaAHerduiinunngAeudege Aniunisdaeunileniavsaantiaziilulunng
dl o k7 ! ' 1 = ] ' oo 3 ! o
wWasuulasindngsruunau iiarinansznusaieiduitimanedasndinisan

. ~ o o y :
nunalaniavizaanuiiasiiulunisnlasunlasgadngsyuunan
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ABNIFAMMITNITHAR (scheduling methods)
ARl AAmMRIAEN199AA119NN9HER 8 AT el lUNNTAARITI9NTHAR
dl = 1 1 [ oI/ dw v % dl % ac a %'/ 434’
WedannuluesuresAdsteresgnAndnuinandes Tnedsnsuanvianuniiaz
[ 6 dlda a 1 1 6 o/ dll %
WannnanasAlsznaunianinasamieriduiiinvunaaesilioym waldnig
2FLNE9N8AZIDYATDIENI9ARNINNINARLLLANG esiandNidila Tuiilas
LR LIS IE R K
] = = dl o d‘ a agll
m : AUIUANN TN UYTRLATR9AN TN M ls L LNINART,
o A [J QI/ d” i/d” [ |
n : AuuUTa A dsTevesiaadan luszuuldeini,
P, RATIUNINARY [ LUANa j,

c.:

1 £3 1
o Anuthazlulunisieu i azgniaeasuduam k.

= ada o a 21/ aa g o d’/
F1UAZLREAITNITIAATINITHARTI 8 BT uAai
AN 1 (R1) {hiAgnnsdnnnsanisuanineendeinan lunisuansanaaaanuiily
Fonvun et TunsuanmuAgaargnandingszuunien aan1sA1ua M

NATNITHANTIINURILAATINUAINTD AU LATIdNAT (1)

B =2 p M

j=1

m

dll | a B =
e P Hunan lun1INaR TN 99U | LUNNADUIY

387 2 (R2) ludsn1sdamsnanisuaa e AagUuiunnsanansanisnaniine i
DAUAIATAIINIDIETULANGA  (min  makespan) Maldanunisaiiliingg
wanuwlasandstenasgndn  alwanuddeilildisnimnedssanndaas  CDS

(Campbell et al., 1970) 11l lun1s9panALNTd gz UL TR

389N 3 (R3) WuATn139an119nisnanineandaainninavilulunisd asuulad
o dsj 91‘5 [ o o 1% U 1 al o o
Adstavesdmennlflun1sdnnisne InenisdnatAunsidngrsuuazEFENanALann
da D e R d 5 o d
uniAeagresanNinaziurenisliulasuaunigangsruuney aanns

AN ANRAEIAIANNUNA LT WTRIN1sU S U AsnsanwETus (2)
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n
Qi

AafgesaNiazilulunslfudasunun s = 22— ()

38N 4 (R4) {UATN199ARN1919NINAR IR NANEANUITNIN978 R1 waz R2 Tneinng

'
= { o A o

nanKauiuagldARFandY fataanudnAty (priority index) TeAuanslAainnig

UaAUNIingsruesnuiunigll R1 snsaniuansunisidngssuuaesanuiiu

o

neld R2 degnau 19w J1 dardunsdngssuunisudmiduansun 1

o a

Bnsdauuy R1 O udluansiReeiuiadunisdngssuuna@mduandun 2

Maldn199pLuy R2 AR J1 UlaaiiaanudAty (priority index) Wwinriu 3

i
TnannsdnandunisdngsruuazGeeansuainanunsatiannddntesngaidng

1
|

FLULNTNAANDY T1NNIIUNINNGT 1 uddsriaud1Aywinae Tiaaneu

v
dngszuunisnaniulnegu

389 5 (R5) HUATN199ARN9 19N INAR IR NANEAN1ITNIN99E R2 waz R3 Tneinng

o o

> ¥ aa ! o Lo . =< o
N@NN@f]uuuqxiﬁjﬂqu?ﬂﬂqq m}uﬂfl’mzﬁﬂfy (prlorlty mdex) PFIATUATU

1
1 = o A

duRgaiueBUNe1dNaE R4 TaennsdnanALNTdngsr UL FENaALAINIIUN

1
o A & = A o

frtpaNAATyTeangadngdssuunisuantiow dunHauNInnd 1 unHGT

1 o

ANANATYWINu Tiaensdngdszuunisuaminine gy

380 6 (R6) uisn1sdnmnsnanisuanineldinainianaaniiulelug (modified
. . a dl o |d9/ 3| dl a
processing time) tagaainisuanny vl nsiiiidunainnzlszunninainisuan
4y o - e A 4
MATENEA (worst case processing time) GﬁwmmmmumimmmmgﬂLﬂ@ﬂu
wuliiinsuanaiaduidauazlignenian uazazfeasnasaulnduny wanlunns
EARNUSUINEE  ANUIDIANNRALINTAUIAINITNARTBNNLT  9ANAUAIANN
ANANIIGIRATDINAINIINAFTAZFRANNTUAMNNIINAFUWIMN T981NI0AIUIN

15magung (3)

1SS
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W P ilunannyfudgsusaesann i

] ]
= =

999 R6 UALAARITINNITHANARNLAU R1 uaazdanaulne 14 P wnudn P gaay

Wun123e981AUN1TARANUARAN P Angaidngssuunass

1 q al

380 7 (R7 ) ludgnnsdannsanisnanmanaiyu R2 Ineldianis CDS (Campbell

'
a o

etal., 1970) usildinanisuaanilfutlyelus (modified processing time) MR

15annaunng (3)

389 8 (R8) UATN199AMN319N1TUA R IABINANNAIUIZIIN9T R6 LAy R7 Ineinng

'
1 ala 1 o o

v ]
HANNAUTRAZ I ANAFENGY  fETANAATY  (priority  index)  TNATUAN

1
valaa

duhgiuesuNe1dnaE R4 TaennsdnanAUNNsdngsrULAFENaIALAINIIUN

1
% = ¥ ! A o

frtANA Aty TeaNgaddszuun INaRneY SaunReuNInngn 1 uniaail

q u

1o

AMANATYWINu TRenaudngdszuunsnastiulasgu

NN9ALATILVIBNIFTANAITNNITHARLALNIFTANABRIAAIUANSAL  (simulation
based analysis)
TunsiFeLtsyANE NN RN AR TN SHE ALAR LU AN s AN
Aaeddnnunngel  (simulation) TagldanaesannunnsnlaedssuLNTNARLLLAS-
FaaTLAasdnasaud 4 a0ninuia 10 aorieu lunedaanudaus 8 v 12
U Lqm‘l,umwammqmLLﬁi@:aﬁuﬁuﬁ@fmmiziuimﬂﬂ’mmﬂmemﬂfmuﬂu
LA (uniform distribution) Al [1, 10] L TRl R LT PR T
nsuanuasANUnaziuwuLendlludaa  (exponential distributon)  nn9
3108980 UNRA TN T N LA LN AT InA NN ERTe sl I AR AU
AnAUAMNUANGNNAY (p - ratio) Uszannd 25%, 50% way 75% LALADUNN I
Fnguanuinasiiuluntssuu fswny (c — ratio) Uszunnd 25%, 50% WAL

80% NITANUITUUIAN D — ratio WAL ¢ — ratio WUASANNT (4) WA (5) ANNANAL

P.
p —ratio = ——x100 (4)
P

K*
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Ci'k'

x 100 (5)

c —ratio =

Ci*k*

Lfi’r] P.=min{P,, for i=1,2,...,n} and P,. = max { P, for k =1,2,...,n}) UaL ¢, =
min{c,, fori, k=1,2,...,n} and c¢,,. = max {c,, for i,k =1,2,...,n}

n33AzAlReENNgaNaesd D 1uNTlas i uANNN TR AUALNNLAARIeY  Holthaus
(1997) TnannimagauuAazanIunITd 20 51 uavanAuNFIATLINeaTAlae

1% ANOVA wa=38n13 Duncan's multiple range test (Montgomery, 2001) T9n13

NARALAINAALN WIAAANNRANAIANNEDALIsANA 1 e of  luiAu 5%

Tnedferiduimnig 3 uuuAe mean flow time (M ), makespan (M_ ) and

standard deviation of makespan (G__ )

NANI52Ae
al a a o a :l/ aal :J/ [~ o dl

NANTIFeL N ANTNINUBINFIAMITINNTNARTIY 8 AT 1T11FIM137199)
2 Faau9oulsualadnnaleand13ala lun19an s wulunsiidnans 10 911 Ananlunig
NARUDIULARZIN U UL R AN AN AT UABUENNHNN ¢ - ratio = 25% LAZAINNUNAY
Wulunsdfunlasuanulanuuansneiuaeudnannn p - ratio = 25% 35017 R5 A l¥ua
Q}d 1 Qddl aa 1 a o o o 6 o/
nanddnaulunanmesaltadAny lunnieidudaunne

dl 1 ad [~ add‘d 1 Qdd‘l 1 al o o o aa 1
ANA13199 2 Wu913s R5 HUAENANI1ATau et elddAnymneadia Tuynen

! v
WarfFutlNusng F91NN1TANABIADIUNTAINIINNA 36 ADT1UN1T0T (TUIANIL 3 AUIA, AN

'
1 adad

p-ratio 4 AN WAT A1 ¢ — ratio 3 A1) 38 R5 tuNIEN1sNNU s ENENMAANIN3EaulN 26
gonuntsallunsdlreafaniduitinuung makespan  war 20 @aunnsadlunsiiaidu
wune mean flow time wazlunsailanduiiinuune standard deviation of makespan 4

HANNTLLTELNLLAAIAI LU 5, 6 uaT 7 ANANAL
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AN5199 2 NALLFEUNAULTERNENINITNIFANAITIINITRNAALLILIFN

FNUIUNY
8 10 12

M | Mo | O | @M | Mw | O | W | Mw | Ou
p-ratio = 25% R3, R5 | R3, R5 R5 R5 R5 R5 R3, R5 R5
c-ratio = 25% R4, R5
p-ratio = 25% R3, R5 R5 R5 R5 R4, R6 R5 R3, R5 R5
c-ratio = 50% R4, R5
p-ratio = 25% R3, R5 R5 R5 R5 R5 R3, R5 R5
c-ratio =75% | R4, R5 R4, RS
p-ratio =25% | R4,R5 | R4,R5 | R4,R5 | R4,R5 | R4,R5 | R4,R5 | R3,R5 | R R5
c-ratio = 90%
p-ratio = 50% | R3,R5 | R3, R5 - R3,R5 | R4, R5 R6 R3, R5 R6
c-ratio = 25% R4, R5
p-ratio = 50% R3, | R4,R5 - R5 R5 R5 |R3,R5| R5 R4
c-ratio = 50% | R4, R5
p-ratio = 50% R3, R3 R5 R3, R5 R5 R3,R5 | R3, R5 - R5
c-ratio = 75% | R4, R5
p-ratio = 50% | R3, R5 - R2,R5 | R4, R5 - R2,R5 | R3, R5 R5 R5
c-ratio = 90%
p-ratio = 80% - - - R5 R5 R5 - - -
c-ratio = 25%
p-ratio = 80% - - - - - - - - -
c-ratio = 50%
p-ratio = 80% - R4 R7 - - R7 - - R7
c-ratio = 75%
p-ratio = 80% R5 R4, R5 | R4, R6 - - R6 - - R6
c-ratio = 90%
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30

25

20
15

10 ]

Number of cases

R1 R2 R3 R4 R5 R6 R7 R8

Scheduling method

5% 5 wansilFauiisudgnisanmsemenannATNen Ui uang makespan

25

20
15

10

. iml _

R1 R2 R3 R4 R5 R6 R7 R8

Number of cases

Scheduling method

519 6 man1sifFaudiaudgnisanmsranisnannAWenguiiuang mean flow time

24



25

15

10

Number of cases

m e | [ ]

0 T T T T T T

R1 R2 R3 R4 R5 R6 R7 R8

Scheduling method

s 7 NanT S L g UAEN15ARANS19NTHARNATNINTWLINNNY standard

deviation of makespan

Tadgl wardalauaLue

TusasaitlananielyulunisdnnisldgUniuiuuaegaaunss lame

a

geaunIsy  anfanarlasd  ANnsdansligUnulaanisdennedeyavisanisunitaya

semanegdedan uazdaaluldniniu TuduiBuiunisanauazununiugs Tnaddeianay

o

Yy a S./d” L] = 3 dl ] a
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AMANUIN

NANNINAZAL MUN1TANABIADIUNITIRATNNTIATIZTNAN NADA L1WIADI1UNTOS

AA9U 8 U

c-ratio 28019 p- ratio = 25% p- ratio = 50 %
M M, . Std,, M M. . Std,,
R1 80.7 90.5 4.432 81.4 90.1 4.891
R2 85.8 98.7 3538 82.1 90.3 5.378
R3 *70.8 *84.0 4.576 *78.5 92.8 6.345
R4 80.7 90.6 3.432 81.4 90.6 4.891
25%
R5 *71.4 *85.3 *1.033 *73.1 *85.5 *1.836
R6 84.2 96.6 3.563 83.5 95.0 5.678
R7 83.9 96.9 1.254 85.6 97.0 4.987
R8 88.3 95.7 3.765 83.5 95.0 5.678
R1 81.2 90.0 3.785 83.0 93.8 5.451
R2 85.5 98.5 3.556 88.5 92.0 4.456
R3 *78.5 *86.2 4.668 *80.8 92.3 4.789
R4 82.7 93.1 3.661 *79.7 *90.4 4.567
50%
R5 *75.6 *88.4 4.913 *79.7 *90.3 4.567
R6 82.2 97.6 *2.456 83.9 954 3.215
R7 83.5 97.0 4.456 87.6 97.8 *2.231
R8 86.3 97.0 3.567 83.0 93.9 5.451
R1 82.4 92.7 4.678 83.1 92.3 5.789
R2 84.5 94.6 5.378 83.4 94.5 5.345
R3 82.3 89.0 7.345 84.0 93.5 4.321
R4 84.7 95.0 6.351 84.5 90.1 6.743
80%
R5 82.5 90.5 4.567 85.6 93.7 6.498
R6 83.1 90.0 7.546 83.5 954 7.875
R7 82.5 90.5 5.581 86.3 97.9 4.281
R8 83.1 89.6 6.124 85.8 95.3 4.567

* AEaUANINAIRaLAW Rt g Ayniealis
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QAU 8 U

c- ratio 2809 p-ratio = 75% p-ratio = 90 %
M | Mw | St M M., | St
R1 82.4 90.5 2.289 85.3 90.2 4.571
R2 84.1 92.4 3.241 82.5 89.5 4.891
R3 *80.3 90.1 5.789 83.9 87.3 4.568
R4 *80.9 88.0 4.667 *79.2 *83.6 *2.349
25%
R5 *78.6 *85.0 *1.367 ¥79.2 *83.6 *2.349
R6 84.6 95.2 5.678 83.1 87.6 4.568
R7 83.2 93.5 6.754 84.6 92.1 6.345
R8 85.3 95.7 4.569 86.1 94.3 4.390
R1 83.4 92.0 5.458 85.5 96.9 4.345
R2 83.5 91.3 5.451 88.7 98.7 *3.567
R3 *79.7 *86.0 4.931 *84.4 95.5 6.561
R4 *82.1 88.7 5.543 85.8 95.1 5.313
50%
R5 *81.1 90.0 *2.556 *82.2 95.0 *3.936
R6 83.5 93.4 3.567 89.5 95.0 6.543
R7 84.5 90.3 4.912 87.8 95.3 4.567
R8 85.8 95.2 5.678 88.7 98.7 *3.567
R1 85.6 98.7 7.543 86.4 100.1 6.345
R2 85.6 98.7 7.230 87.9 104.4 4.345
R3 85.4 98.3 7.081 90.7 98.0 6.890
R4 85.6 *97.8 7.459 87.1 *96.9 *5.054
80%
R5 86.3 100.0 6.871 *86.3 *97.6 6.071
R6 88.1 102.1 7.456 88.8 98.3 *5.012
R7 85.5 99.9 *5.310 87.5 100.1 6.871
R8 87.9 99.4 8.123 89.6 100.1 7.021

* ARBLANTIAIRELRW RN Ayniealis
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AAU 10 91U

c-ratio 2809 p-ratio = 25% p-ratio = 50 %
M | Mw | St M M., | St
R1 108.7 120.7 4.432 115.7 124.1 4.891
R2 105.8 123.3 3538 117.8 126.3 5.378
R3 100.8 119.6 4.576 110.8 120.5 6.345
R4 100.7 117.9 3.432 112.7 *116.5 4.891
25%
R5 *97.4 *108.1 *1.033 *109.1 118.7 *1.836
R6 114.2 116.9 3.563 118.2 *116.2 5.678
R7 113.9 127.7 1.254 119.9 127.5 4.987
R8 115.3 130.8 3.765 117.3 131.3 5.678
R1 111.2 1241 3.785 17.7 120.3 5.451
R2 115.5 123.9 3.556 120.5 130.4 4.456
R3 *108.5 120.5 4.668 110.5 119.9 4.789
R4 112.7 *117.8 3.661 17.7 120.7 4.567
50%
R5 *105.6 *118.4 4.913 *107.8 *113.6 *2.167
R6 112.2 126.3 *2.456 112.2 116.4 3.215
R7 113.5 127.8 4.456 116.5 127.6 2.231
R8 116.3 129.5 3.567 118.3 125.2 5.451
R1 112.4 120.0 4.678 117.4 130.6 5.789
R2 114.5 123.1 5.378 121.5 124.7 5.345
R3 112.3 119.0 7.345 120.3 129.5 4.321
R4 114.7 117.4 6.351 124.7 127.3 6.743
80%
R5 *109.5 *108.3 *4.567 124.5 118.6 6.498
R6 110.1 116.0 7.546 1211 126.7 7.875
R7 116.5 127.4 5.581 124.5 124.5 4.281
R8 117.1 130.9 6.124 119.1 131.5 4.567

* AABLANTIAIABLIBUBEN

o o

AdpdAryniead

=)
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AAU 10 91U

c-ratio 2809 p-ratio = 75% p-ratio= 90 %
M | Mw | St M M., | St
R1 118.2 129.5 2.289 121.7 130.9 4.571
R2 115.6 133.7 3.241 125.8 133.6 4.891
R3 112.7 129.0 5.789 119.8 129.7 4.568
R4 113.7 127.4 4.667 177 *127.0 *2.349
25%
R5 *109.4 *118.6 *1.367 *117.4 *127.0 *2.349
R6 124.2 129.5 5.678 124.2 136.4 4.568
R7 123.9 127.0 6.754 123.9 137.7 6.345
R8 119.3 130.3 4.569 125.3 136.5 4.390
R1 121.2 134.6 5.458 127.2 134.4 4.345
R2 121.5 133.2 5.451 129.5 133.0 *3.567
R3 *118.5 129.4 *2.556 128.5 139.9 6.561
R4 122.7 1314 5.5643 *122.7 137.4 5.313
50%
R5 *118.5 *128.4 *2.556 *121.6 138.6 *3.936
R6 122.2 131.1 3.567 132.2 136.2 6.543
R7 123.5 130.0 4.912 133.5 137.6 4.567
R8 126.3 135.9 5.678 134.3 140.1 5.901
R1 122.4 132.5 7.543 137.2 134.3 6.345
R2 124.5 133.3 7.230 132.5 133.7 4.345
R3 122.3 139.7 7.081 138.5 139.6 6.890
R4 124.7 137.3 7.459 136.7 137.9 5.054
80%
R5 125.5 138.1 6.871 134.6 138.3 6.071
R6 1241 136.0 7.456 131.2 136.2 *5.012
R7 123.5 137.5 *5.310 133.5 137.1 6.871
R8 123.1 140.8 8.123 131.3 140.6 7.021

* AABLANTIAIABLIBUBEN

o o

AdpdAryniead

=)
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AR 12 91U

c-ratio 28019 p-ratio = 25% p-ratio= 50 %
M | M | St I M. | s,
R1 128.7 140.1 8.432 129.7 142.5 4.891
R2 125.8 143.6 5.538 130.8 142.3 5.378
R3 *121.8 135.8 5.576 *123.8 145.5 6.345
\ R4 *120.7 137.8 3.432 *119.7 137.7 4.891
2% R5 *117.4 *128.3 *2.033 *118.4 *130.2 *2.836
R6 123.2 136.1 3.563 129.2 132.3 5.678
R7 123.9 137.0 3.254 130.9 142.9 4.987
R8 125.3 132.6 3.765 132.3 142.0 5.678
R1 125.6 141.4 3.785 132.7 140.9 5.451
R2 125.8 143.9 3.556 135.8 143.0 4.456
R3 *123.8 135.0 4.668 *127.8 135.1 4.789
\ R4 *121.7 137.4 3.661 135.7 137.8 *2.567
o0% R5 *122.4 *127.3 4.913 *124.4 *129.5 4.567
R6 128.2 139.7 *2.456 133.2 145.6 3.215
R7 125.9 137.1 4.456 138.9 147.5 4.231
R8 127.3 135.8 3.667 135.3 142.3 7.451
R1 130.7 140.5 5.678 132.7 140.5 5.789
R2 129.8 139.2 5.378 135.8 143.4 5.345
R3 128.8 142.5 7.345 131.8 145.2 4.321
\ R4 129.7 146.5 6.351 131.7 147.6 6.743
o0% R5 1324 145.2 5.567 134.4 148.8 6.498
R6 129.2 137.1 7.546 133.2 146.4 7.875
R7 132.9 145.8 5.581 133.9 142.7 4.281
R8 135.3 146.5 6.124 135.3 148.9 4.567

* AEaUANIIAIRaLAW Rt TEd Ayniealis
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c-ratio 98019 p-ratio = 75% p-ratio= 90 %
M Mmax Sth M Mmax Sth
R1 131.7 145.6 2.289 132.7 *141.3 4.571
R2 135.8 153.3 3.241 133.8 143.9 4.891
R3 *131.8 145.7 5.789 *131.4 145.0 4.568
\ R4 *131.7 150.3 4.667 135.7 147.3 2.449
2% R5 *128.4 *140.9 *1.367 *130.9 148.7 *2.349
R6 133.2 146.1 5.678 133.2 146.7 4.568
R7 133.9 147.3 6.754 135.9 147.2 6.345
R8 135.3 146.7 4.569 135.3 142.0 4.390
R1 132.7 150.0 5.458 138.7 150.2 4.345
R2 133.8 153.3 5.451 135.8 153.6 5.567
R3 *131.3 145.9 5.556 *130.8 153.7 5.561
R4 135.7 147.3 5.543 135.7 157.4 5.313

50%

R5 *130.4 148.1 *2.556 *129.9 147.7 *3.936
R6 133.2 146.7 3.667 133.2 146.9 6.543
R7 133.9 147.8 4.912 133.9 157.2 4.567
R8 135.3 152.4 5.678 135.3 148.1 5.901
R1 138.7 150.3 7.543 138.4 150.2 6.345
R2 135.8 153.5 7.230 135.5 153.3 4.345
R3 135.8 155.7 7.081 134.2 155.7 6.890
; R4 135.7 147.3 7.459 135.7 147.8 5.054
o0 R5 134.4 150.8 6.871 134.7 158.5 6.071
R6 133.2 146.9 7.456 133.8 156.3 *5.012
R7 133.9 147.3 *5.310 133.3 160.7 6.871
R8 135.3 152.7 8.123 135.5 152.9 7.021

* AABUANIIAIRELAW RN Atyniealis
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