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An integrated process planning system through machine load
using the genetic algorithm under NCPP

H.R. Choi*, J.K. Kim , H.M. Rho (CAD/CAM Research Center, KIST)

ABSTRACT

The objective of this study is to develop an integrated process planning system which can flexibly cope with the status

changes in a shop floor by utilizing the concept of Non-Linear and Closed-Loop Process Planning(NCPP). In this paper,
Genetic Algorithm(GA) is employed in order to quickly generate feasible setup sequences for minimizing the makespan and

tardiness under an NCPP.

The genetic algorithm developed in this study for getting the machine load utilizes differentiated mutation rate and

method in order to increase the chance to avoid a local optimum and to reach a global optimum. Also, it adopts a double gene

structure for the sake of convenient modeling of the shop floor.

The last step in this system is a simulation process which selects a proper process plan among alternative process plans.
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