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Saving Tool Costs in Flexible Manufacturing Systems:

Optimal Processing Times and Routing Mix

Jeong seob Kim

Department of Business Administration, Daegu University, Daegu, 712-714

Tool costs can comprise a significant part of the total operating costs of Flexible Manufacturing Systems. We
address the problem of determining the optimal processing times of individual operations and routing mix in
FMSs with multiple routes for each part type in order to minimize tool cost, subject to meeting a throughput
constraint for each part type. The problem is formulated as a nonlinear program superimposed on a closed
queueing network of the FMSs under consideration. Numerical examples reveal the potential of our approach for

significant saving in tool costs.
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%@*ﬁﬁ‘l’/\]i@(ﬂexible Manufacturing System; FMS)<& —’Fi] Xﬂ
o] 7] A|(NC), +-4H3=](Material Handling System; MHS),
T’}Z}i]( utomatic Storage/Retrieval System; AS/RS) 5= ﬁ%ﬁ
£ o] &5t Alofste x| FHMIA LT O A Y

@Xﬂﬁl% FASFAEA FAAH 24 28 nFAE 2
BE 4 3l A4S Y 1t (Gamila and Motavalli, 2003).
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etal., 1993).
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Schweitzer and Seidmann (1991)¢] H %2 A|=8td 25
A AFE A= FMSol A el o] Bl 7)Aol A 2] 7}%]7}
H A3 WS o] f3+= AR 7AE 1 A5 2SS 1173t
AANEL] ol AR H $3 AFE F T S Bt
Askin and Krisht (1991)-2 ™ 7|38 Z(Queueing Network) &2 &
38t 44 s ¥(product-form) S TWEE FFARAA|2E o
A S AFS AN w) TR e} AR A
ato] W85 FHAosbohs EA1E TRl shAIE o] 23 Tl
Al 58‘% o AlFS Aikehes A9l vis 288 oi‘:}
1ol frE AITHE A S o] 7HA] AlEo] AR ARE-skE AL
A7) UHEOﬂ AF 2 A s Aol wg- %’SOHXV]
o|tk o & 5o tEFALY A5 WY WrEdS
gubA o 7 JY3IA] SF=T} Kim et al. (1996)-2 Scheweitzer and
Seidmann (1991)< g7gste] B4 AlF-S Ak FMSolA] o
g 717k st AR E 2 A mlE AR ALEE
3] 2t ZATNA AN FTRE-E H A8 A8t 24 $4E
o] 7 AIREE 27shs £ A1E T Kim(1998)2 & A+
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FMSOM AR 9] 2% WAZ HA 2" (maching
loading) I ¢] U= H
& d¥9 717417}* 4
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A3 24

S fa2g o] ol w3
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1996). o] A s} FFERE 7bedH(EF) 27 A4 H a4

B SuHx7) sl ARAbe) YA E o MER Sulal
W 89 E P S| S350l shte REo 7 A FET
FEEE o 3N sk HAIZH2 W E(bottleneck)
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“E"‘l‘ ﬁib =4 7174H ol dAH
27| &olst] £974 ol Ho] AthrET
S Ao AE] EAMgto 2 3

I
49129 7134

S 5 A ot
7} BT (Kouvelis, 1992). 0] 2] 4729 o] H & A HA]
kg vl & o ol AE 4 gls Aolghe Ao] ¢
=R F7olg FAFOE, o] mRME 74 BES By
o ARE T3t AN & A A9 7 A9 S
tEo] A2 ISR JAEARASFE HFFOEZHN ¥
o1& AE Y Hehe Alo] Aotk

FMS AoA 2 olgls 5 7} & o2 714 AA 4

&4 Aol A A FFE BoFe 9L
(closed form expression)©] $ITH= 7)\0]\3} SA| Rk, —T—Cﬂ A xz

A2 ZA st A WHEA(terative) AlAYO] 3t A

(throughput)& & 4= = Hv) 718 D 2.3 (Closed Queuemg
Network Model) 2 714 1t} (Kim et al., 1995, Z12] 3L o] &
2E FuEF). o] AT A=Kim et al. (19955 ©]-8-3}
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ko] obthE Aol e GAMS/MINOS S A3}, whA]

o e Ao Aol

2. 2714 79

B Ao Ao 2 313l JEFMSEM YA2EH ] AER
TAE ] glon o] 58 A4x(index) i = 1,2, .., MOE FA|3
=3 ﬁmﬂ Load/Unload 2~H| o] A(L/UL)Z} MHS = $J = 2~H| 0]
Moz 7hatn 742 A4 13 MOZ A et 7} 9324
Vﬂ% 1Z‘—r(Flrst Come-First-Serve; FCFS) AH] 2~ Y 2S w}
9d Mo ALY F-3F AMWample server; AS)Q FHOZ
7}23 giek. A 7]k %%6}04 7 H(blocking)7} L L}
h=l o] dojubA| = Ao F
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Ai= V=V ,uid 0, (4)

mebd BANG AL (1, ) SR B Y

= &7-H]-8(the rate of cost accumulation by an operation type) 2}
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measure machine) 241, o] S0l 2] ZHJAIZHE A4=2 A4 H F
3t ool opk 9 2H 0] 9= AGVIH £& FCFSA]
B2 2383518 5 QAU o] AL R &L Ao uhAY
A71A) Shom 2 Relat ofel tv) oA 2= BEel
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il U% <Table 1>4 UW‘%‘ 3( Shase) S 7 A 2)
o2 3= = Hbase case) 2= A oJ3it}, 7]Feke] 7
5 Az *3 AR Kim ef al.(1995)9] WO 2 Z91S 1)
A=(7.653, 4251, 4.035 )o] At} & d A M= o] HAFS
BABEE 4G,

o) sl AR &3} AFAHE BE A A A
CPUZ} 1.6GH Pentium©] 3. 512MB2] RAM<S 7}zl PColA
GAMS 2.25/MINOS5.3 (Brook ef al., 1992)Z o] &3}] Z31&
wf 0.11% AFck A9 27]¢ w2 CPU Al7He] Wsle 5
2 Fo] THo| AYstn 9 FuelEst 1 FH L8

o 258, & = 2o ALGAMNOS®] A5, 1 AN
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Table 1. Input Data for the Example

r t i Vi S :—ﬁ Ayt B i S rzase

1 1,2 1 1.0 1.0 1.0 0 0.000 1.000

1 1 2 1.0 1.7 4.0 771 1.860 2.139

1 1,2 3 1.0 3.8 6.1 2871 2.000 3.800

1 1,2 4 1.0 3.5 6.5 3871 2.000 3.507

1 1,2 7 1.0 1.0 1.0 0 0.000 1.000

1 2 6 1.0 1.7 4.0 771 1.860 2.139

1 1,2 8 0.2 5.0 5.0 0 0.000 5.000

1 1,2 9 5.2 1.0 1.0 0 0.000 1.000

2 1,2 1 1.0 1.0 1.0 0 0.000 1.000

2 1 3 1.0 4.5 7.5 1347 2.860 6.137

2 2 4 1.0 3.5 6.5 3871 2.800 3.507

2 1 5 1.0 4.5 7.8 1118 2.368 6.530

2 2 6 1.0 4.7 8.5 3198 2.125 8.000

2 1,2 7 1.0 1.0 1.0 0 0.000 1.000

2 1,2 8 0.1 5.0 5.0 0 0.000 5.000

2 1 9 4.1 0.5 0.5 0 0.000 0.500

2 2 9 5.2 0.5 0.5 0 0.000 0.500

3 1,2 1 1.0 1.0 1.0 0 0.000 1.000

3 2 2 1.0 3.9 7.8 3576 3.575 3.900

3 1 4 1.0 4.0 7.4 2531 2.015 6.216

3 2 3 1.0 4.5 7.5 1347 2.860 6.137

3 1,2 5 1.0 43 8.0 2078 2215 7.534

3 1 6 1.0 4.7 8.5 3198 2.125 8.000

3 1,2 7 1.0 1.0 1.0 0 0.000 1.000

3 1,2 8 0.2 5.0 5.0 0 0.000 5.000

3 1,2 9 6.2 0.5 0.5 0 0.000 0.500

71Z 0k (Tlet]), REW R A (AT AFEATEH 2,4(S,,) 7} 9.5 7484 (concave decreasing function)©] 2 ¥
A3k AUt 1), 23 7k AR B2H &S Sl 7HEE EolR The AR 9SS et o] o &
A3 ZHdigt el st o) 22 ARE =12 50 330 8E A3 Eol A HEE Wkrade-off)o] B a5k 2
A eI 28} B o] A0] WP AL g S olrk A
A, 4 29N BN ANG 5 AL FFNE Y 2,2,4(S,0/ (AuS,) = 20,/ S5t 0] e o]

E(the rate of cost accumulation by an operation type; Ci)& AHS: @ 21¢}o] ZH] L8 T719] AR 7FEA7EOZ Ui gho|BZ
shedl o] A& T Agfe] T HISoll 7]ofshe AEE UERIT o] Hlgo] £44F S A wdle 22 £ FrElaEo] E 7}

utebA, ofE o] A7k FHlE B EC] FOH IR
Al Ao B 4 il FHA st AN FEEAY 1 &
o] &3 A2 Hlgo| Yropd Aoz dlAgs| £ 4 QlTh
S, FCFS AW $1328[ 0] 2] 4 7HE- o] & 8-21 24 15t
gk Apl o]tk whebA FCFS $a2-H|o] Aol A e v = oW 2]
(r, 1, 1)) AP T8 B ES T500] YAzE o] Xig] o] &
E(utilization) 71HEE Ve & m =4 ug (S )/ A uS 1)
< A, 1, i)7F Bk fasE ol o] &89 SHAHE

(marginal cost of operation against utilization) ©] T} ©] 22 &4

57301 3

AR AR S ES FET 3]
2>, 4 HA 7NN S*, )T EAIT
18 ( mm)%
Qb Mol 7% A=W HH AL ((,=1.000, 6,
=0.000), ( 9,,=0.099, §,,=0.901), ( 95,=0.000, @,,=1.000))°]
=l o= 319 A9 A2 1AM Sl BE 2E A2 |
328 BF ALESE AzE A es oF 192 A3,
7E39 AR AR SE ZS o] gt

=

= =
=54

N

O
e
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Table 2. Hourly cost accumulation rate ( C ;) of operations and unit tool cost

Part Workstation (i) Unit Tool
Type (0 Plan | Route (t) Total Cost
yp 2 3 4 5 6 (Saving, %)
I 1 1434.65 1521.53 2408.68 5364.85 701.04
1 il 1 44775 1086.38 1264.22 2798.36 365.67
m 1 45991 1199.83 1234.39 2894.13 378.18
I 1 31.93 55.87 87.80 20.66
il 1 77.57 64.70 142.27 33.47
2 1 7.70 3.64 11.33 26.88
m 2 338.03 129.71 467.74 122.15
Subtotal 7.70 338.03 3.64 129.71 479.08 112.70
I 1 257.21 95.69 155.49 508.39 125.98
3 il 1 574.56 86.56 136.69 797.82 197.71
I 2 111.23 73.63 10.47 195.34 48.41
I 1 1434.65 1553.46 2665.89 151.57 155.49 5961.05 373.99
il 1 447.75 1163.95 1838.78 151.27 136.69 3738.44 23455
' ' ' ' ' ] (37.29%)
Total 1 45991 1207.53 1234.39 3.64 2905.46
m 2 111.23 73.63 338.03 10.47 129.71 663.08
Subtotal 571.14 1281.15 1572.43 14.11 129.71 3568.54 223.89
(40.1%)
7t REWE RET F7HE 7} 9o §S <Table 3>9] 502 7N AR5 7H AR Hl8-o] Hels A EA
AE &3t AAEE LrolA] Albet o] & S0 BF 19 <Table 2>5 B 7] ot )9 A4 AIRES HIE 5 2F90%
A% digh 1914 A2 19 AMESH o] ARE whaba] AlZE (=100%5364.85/5961.05)= F 12 Qlsle] HAsiH 53
7653702 AAFSIA A 5364 8572 9] FHH RS 2P ste HALEHO]A 2, 3, 40X F& M-S WAL QlTk <Table
2 IAE AAZ Yol (£, 5364.85/7.653) Q) ol 7| 40lM o5 AYPE A Y AR A
2% BRI A AASA G AL 7 #A A5 TTHE(m,,)S A 87651, 52322, 89TNOE TE
e ogk QAo 5] T2 PEAME Folu v AEel BIsty v wo O] ek o] 52 v g
A o3 e oA o]9} e Aol ZeE Aol Aoldt HAH3E HAe] st} ik TMelMe oS0l
o} oot 9] A9 REAT 247 £ 7px|o] AR2E A}E3F  TEHA2.139 — 4.000, 3.800 — 4497, 3.507 — 4.841)
E o] o] &t pA| ek ALESHE AR 2L Aoz e etk 50 14.627, 31567, 341272 Sopith 53 A4
won oo upe} A= A& % Aakg o] QIh(<Table 3>). 1 (1, 1,2)= AU FEH I o] A 7E5|o)M 280
2 ojot Mo) 2% g 708 F /1 Az vl 2 3 dolMe] AR F7ulgol 2z 143465 — 415,
o T Il AR B AMZ 0] 30 2 Uirolol dhr) of2 152153 — 1086.38, 2408.68 — 1264222 3F23t3{t o]
So) RE 29 oI A% % AN ul gL 4908 T 191 Y SIS 701040014 365672 HAS]
o] 31 A7V AFE 242510 B 7 ARE B} = 112.70 wrolHnt SHA| Tk H37 2= Tt 1ol Blske] it 11 oA 23]
o] ©t} slA|ur A2y BRI Zru g g 3} 7K (S o15° 6.137 — 4.500; 5215:6.530 — 6.138)F AAT o] &
= tan Az A2g0 taneg Az Bnxg zon AU AA 7T SHIE BAE(m,,)7H olA
&S A E ST A Z AN T Yt B F7H1EL 2066904 33472 o7 F74E Q0T B
AA Al 2 39) 739 ik 13} Wik 11 & wlwahd, ook melM 2 (3, 1,

%
=
A7 AAAHGS BS 712 o ok37% 9] Aol 9)
on] JFFAZ WIS BA AHBHGE B PolE
o} 40%9] A7l 9182 HelFw gl

HE THEHAM (85,6216 — 4171) AF FFHE

B E0] 257.219014 57456 0.2 Bl 2 (3, 1, 5)= A1E

ZEFom 2 (3,1, 6)S H ALl A Mto] gitk
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Table 3. Optimal processing times ( S* ) and marginal cost of operation against workstation utilization( 5, ;)

Workstation (i)
Part Type(r) Plan Route(t) | Throughput
2 3 4 5 6
2.139 3.800 3.507
I 1 7.653
(87.651) (52.322) (89.750)
4.000 4.4 4.841
1 I 1 7.653 7
(14.627) (31.567) (34.127)
m ) 7653 3.943 4.279 4.899
(15.242) (36.639) (32.927)
) 4951 6.137 6.530
I (1.224) (2.013)
4.500 6.138
: 4251 (4.055) (2.480)
2 1 : :
4.500 7.800
1 0.422
(4.055) (1.106)
m ) 3.829 3.859 8.500
(22.878) (3.985)
6.216 7.534 8.000
I 1 4.035
(10.254) (3.147) (4.816)
4.171 7.883 8.000
3 o 1 4.035
(34.134) (2.721) (3.985)
3.90 4.50 8.00
m 2 4.035
(7.068) (4.055) (0.324)
Ao 2 v g ago]| 29} 63 A}E8lo ZH) HalE B Table 4. Workstation utilization(%)
AAX HFZHO|HEL o] &F #8S N7 (FFHA} Plan Route(t) Workstation (i) Aver-|Standard
an|Route L
7} x%o] , <Table 4>) _,_7};9 H| A 7-S ﬂToiE]’ 1311,]. ] ) 2 3 4 5 6 | age |deviation

HE 19] YJA2Ho] A 3o o] A Q8] 71K §,,,:4497 I 1 [27.28] 91.95 |86.53 [96.93|53.81|71.30| 26.68
—> 4279)5]01A A]7Hg FHE EHAE©] 1086.3891141 1199.83 I 1 [51.02] 89.24 [89.79 |96.51|57.17|76.75| 18.77

02 ol Al 7]~LA] g 3HlE BAEE 31567904 1 |5029]| 57.74 |62.48 |5.48
36.639% oIyt FE 19 Yaxso]A 30014 o3t 7l M| 2 [2623| 3027 |24.63|53.81|54.25
o oqia]o]xq4q]x1 FIVER (5,484 —4.899)S 7155} Subtotal| 76.52 | 88.01 |87.11 |59.29|54.25|73.04| 13.97
Al AT ()T H| o] 20 M = o] w] H Ao Qlom g 713
20 0lojur 2 99Th, ol 92L B AH3jo) o3 Aok Ao} Felay
[e]

mAEo g <Taple 40 A2)E fJA2EO|A o]4E VI
(utilization) 2] W3}E K72 AL 7]F2F (HiQt Dol vl
EHOF el oot Mo BF o] &350 Zypstges B 2 7hvle 534e &
g o] A AR B 7&Eges ousit) o on]  E 29Hd @2 OME} LE}EW £ A7 232 FMSY
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