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A Model for Real-Time Tool Allocation and Operation Sequence
in Parallel Machines

O|&%, c8U(EE0E7|ad T CAD/CAM STME]), A4t g3 etnh

Abstract

Manufacturing environment  is getting characterized by unstable market demand, short product life cycle and time-

based competition.
part’s set-up time.

For adapting this environment, machine tools have to be further versatile functionally in order to reduce
Unlike existing manufacturing systems mainly to focus on part flow, it is important to control tool flow

using fast tool change device and tool delivery device in parallel machines, consisting of versatile machine tools, because
complete operations on a part can be performed on one machine tool in a single machine set-up.

In this paper, under dynamic tool allocation strategy to share tools among machine tools, we propose a real-time tool
allocation and operation sequence model with an objective of minimizing flow time using autonomy and negotiation of agents

in parallel machines
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Fig. 7 An example of sequence tree
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