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Determination of Machining Speed Considering Failure Cost

Chan-Woong Park'

Dept, of Industrial Information System Engineering, Kyungwon Univ.

This study presents a single machine scheduling algorithm to minimize total cost(lateness cost, carliness cost and failure cost)
by controlling machining speed. Generally, production scheduling uses the information of process planning and machining speed
is not changed at production scheduling. And failure cost is not consider for scheduling algorithm. Therefore, the purpose of
this study is to consider the change of machining speed for efficient production scheduling, And performance criteria for algorithm
considers total cost. Especially, failure cost of product by increasing machining speed is considered.

Keywords : Machine Scheduling, Machining Speed, Failure Cost

L25dY AL AF3d §" AHE T 5ol
Astel A= do EF 7Y £F

S Az A %Bﬁﬂ 4% A2 AE
AFH ZEIP o3 AFer Y= ik F
A Fol A U= ERPS 2 ZR o] 9fF 7)
Ao Aty dFEo] %“*%‘JHE A ol Az
Mk vER7EA otk ERPE TR Qe REAAN A
ARELS AFY F i‘ bkl OME} A G o
T gAHER S = 47E olEd 844 A
FAGAN SN FAAGH YA AFA
AR WS T3 THY ARIAAG S sHstan gt
Aarste] g a7 7449

A
=

1

A
Hgel 540
o]

;‘é l
3ot
A

Z\,_
A

FEE AES any A
AE HER e AT 9R Feol aRozyY
E&sHA HY, AEE Azs] A FAAYE +9
=2FTY 20104 1Y 05¢ =2EY 120104 128 01
¥ 2 A2} cwpark@kyungwon.ac.kr
# o] AvE 2010k AUdighn A glef gt A gl

A H FAAG A g o] AUAGe
FHstA vt A 2% dEHY THAY
9 oAtAY W& FhEAztelgta & 4 gl At
AL s AsA= 4 AN FHEHE
AFL 7hEAze] Bashy] wiEolh. FEAAA
Ae 249 FEo] AdA oud ez T4 AYA
dFo] Brhssich. metA ol §4 FEEZ o
3] AsiMe ALY gAapdAe] B4 Bd=
TRHA A} Fr} EF JAYRAINE Hed BE
FEE Feste T Aotk %A Y] AsiHE 71
HEERE FTHNACK s ol AR T4
7}%'*3]%2 7t A7 %J‘” 2 EF BAEE ol
lo] 7% @}, 7|& AMe B e
o FHEl W l?“i‘f‘—:—”@ A8 27]34k] 8
A ol 7AY Jtesk SV wWE
F AN EE IEstA gtenms wELHolz

lo,

F

7(

o
o flo b

é
s
H
=

AMEE 20104 12¢8 062



2
Ead

154

30
S
k)

A £ dFME 71AY HEdE F7t
7 WRuE&S nestua g
HA, 7IAY JtE&E AA
2 AHEIA @k Al&ge) X Ho 9l
F9 B4 9 AN v 24 sty 71
&5z AAso ok 71AEY ZAH
%’:ﬂ]"ﬂ g Az AT Tayloroll 98] AA|
OFHETTR FTFTHE
I o AR BL dTEC] 34
SoHT). 131‘4 A7AA e QR A7 AL
: %101 HE&FH o R Al2Eyd EA3E
Aa7tE BetdEE A3 Aol
HAAAZ S #EA vl R FHAE
©] /‘th»— 98] o] gut dE Weld2, 5, 9], wat
A B A7dXe FRAGANAY GAEARAR] 7HE
& AR5 AAIAAE -l Ao 71E8AY |
AA H43} 274408 Bk ohug A7 g we
EdA 084S 183ty ?ﬂ’““‘ﬂ v EEAE 9g
szl gk VIE AN E ZEE R WElE 1y
A Fornz JHFEE St g Bad4 vge
2 Fart gloy, B dFdAE HEEE 23S
AR, %%‘%’f@‘ﬂ]%a Hkodato gt

A 27%1‘011/‘1%‘7 AzbEe] "agt darty 2ds
= F7 fﬁ}e B #A&S a3 FuE
i A 3FME FHAAGAN AR Bt
T3 AAl o - 2oME A 4%
cﬂlﬂl%: a8 Y WY s JAje)
A 5FAAE BE F5 47 #HAE
Al gt

X
eitet
1o
e

=

2, ek
-

cg it

-4

2,

X

r\r

rJ
It

7

=

s

Al

ool
ol 1o
N§

7

it lo
i
¢
i
J
Jd

(oY@ o ol
ol

)
,:S—‘:

4w
=
ot

Moo 2 B oo M
jn
ﬁizjg

B

Aot & 3

Jl‘

i

ol Xy o ofh of
o @ o 2 _1&
[>
ey
2 1o m&‘i

t

4 I

-

o
P

e Ho2 b
ko
-,-HU

2, Zgio] M3

2.1 HAg1E

oy

£ AAAE AN BASEE 2H87) A% 4
452 9 AT Y@ AT mdn 2 AT
o BA v g oF FRLE YgHr)

audow FA7|Ae AMEAE FHEFTY 3
Ao Agde oldgon PR AT
Agselol ¢ AedEse 139 2EEY 74, 3
4 FF 4 AMEHE 37 58 7122 ATEE, o
FEE Fol ot

Aol Bt AFsd dF A4 FEE
% g Ee 4 2 el A uge2s w3
ste] A%l Bk ABEEE FTAAA HE, g

1Zte] ZasEz AWAS £Y F gou I
R st FTHge] 3 Hum, ATEES
BN, AFAN] F7hste] Aol Fasta B
FHgol HA 2880 B AEEEY 3k 4w
g gojme)y] sjo} A B PVl AAE AF

S7IE B3, 4, §). <2Y 1> FHES AnF A
@ 7HEewe AR g AL HAFE Yiol
tHe).

H|-&

CE 1 JES0 tE SH|IE " YHE

2 d7olA melshe SRS 24e ABLE
SRAAAA ATEE)% S8 AY ABEE

9]
Aol

oMk o] FolZitt. o WA FrtekeE THEEE
g T 24 vgvke st o
AA7FE oA TSR A B b SE AR

s 7HE #E8A7E
m : AF EA W& J|ANs
AF AN AE9 7FERd Fdd Had 7}
SAE dutg oz A (1) o] FHHTHS]
t(v )=3s +%— (1)
714 Z1AS me& 4 ()8 Zo] At
wdl
~ 10007 2)
de Y29 713 Holn, L& 7ha3dololH, r&



BN JRBAMS BT

t(?)i) + 8 (3)

22 S HE 2Y

ZNAZRE A LA BEEd o
w| o) gk A o]l .%a}. A

o
ofl

R
-

ot e e

o
>
=

£ 15 o o
N
of!

%y lo
f
R

is
¥ 1o

(0 ox

xgzwm ool Gt F
B Aol B wav o) vl

—{o{
2
-4
N
>
e
i
Ol

)
fo
i.#{
Lo omy

)
g
>

o

)
4o 2
2
2
N
)

).._\2,('10“"(‘
>
O
ok
L
2L
ok

AA AFY AEE
ady o] FAE o
2 35 %Lﬁrzal“’ YAE A} o
TFolME o B 2
Aoz —L?ﬂé_\"'_ } zsl—l:} = t‘%‘t g Hge b
Lo vt sHgshd, AF 19 ¥ A 2
A @ 2 2
o gtow B

z
o

of +HT ¢ ‘21“% A (@l 23 EE
FEAn&-E Edetazt

e
ofl
M
o
=
o
>
Il

8

=
=

X, AE 9 B 3

H &
tl cAFE 19 24" TSR

%l”}ﬂ«é?(?’ézﬂ@ HEE )

Uy © A THE

oAy B B duEs gddvE o
2 9oyt qepg B dTdAde hEER Ft
e A9 Hgd o3 EFEL Ay ol T
3 B dANES wkedstuzt @tk 2 dAelA e
FEo dg FrIAd vE, 27184 b8 Bk oy
g AT ERSY F7F Al HAsE AE EREA
H 28 dlgdsles AL 2Aow g gleme T
e BEAAG zhw Qloka & 4 gt

2y HIgE A2 Vs 230

OE 01 155

Min Y (CT(C,— D)+ CE(D,-C)+ QX)) (5

CT: w8 AT AN &
cE: w9 AE 27 AN nE
O : AE e Beg wg

¢ AE 9 HESEA

D, : AZ 9 ¢l

7 AE ig) PANANL

3. siide] JHe

FolA wE st YA zEe g gl 7|A A

FYPFOZA JhEo] dErHE FY }%"Oﬂ
ANxdo g ANAGAY Y FREE F
Z0gd = 971G B, 27| AL vl 3’Jr

‘ﬂ%*% 8 gt}

B ApoMe duglE-g ohgy 2k WA EDD(Ear-
liest Due Date)iﬁ’-’“[ 1ol g8 BALAAYE FHsn
7t A Fo] g BIIAGARY, 27| AAAIL R FH RS

Azt AAdAAZ e FEA HEE 1A

% o 8

Ao ooxl
o “110

O

mr = o g
nw o

o o & 1 rlm

ox H
oy

~

i
s
4

O

wAE AE] sl Er|AAAE AAT F AE
VBN TS AES AEE TFEAME 248 e
NEEEE A 3o g3 24 n, 29 SRS
NEgErgd S wwste] GAde] EAstA HY thA
AAAYS Fysta, %A Fod, AFAAAY 55
oA W71x¢do] wAE vl2 A AEFY JEAE dE

R -

<hwel v

(&A1) : EDDFE o2 dAA S 1

(HA 2) - AFY AL E PAANTE A
st dAAEY EZAM Hzxz drIAd
g AF s 44

(GA 3) : AF 1Y AR 4

ey < LOTE AR i NBEEE o E A
A5 (A S)E Z}E}. aZx gow (4 5 itk
(24 5 NHEEEE HAUMESER Aalstil b



156 7o
N7 3
t(v:)=s+%
(27 6) : AF i MEFSBALH IR AN L
T4
C = C—(t(v,) = t(v}))
T;=C -D,
(2A 7) : RAEY BEE9 ¢AMolA AFE 19 oA
A AZFE AE i-19 7}EEE FHE
Al =i- 12 BT (HA 3)e2 i)
(24 8) : BAE MEE&E 2 /EAReE AN
AAE 55 2t AFEY 7EAAATL,
FEEEANTE FAZ
(A 9) - F71AA B &, 2184 v &3 Bguy
H &S AAst F8]4S A wy
Fulgo] old AFY Fujgrt Fow
Z83ln O8x) god (44 10)02 7}
MnE(CT(C}—Q)—kCE{Q—Q)-&-Qi)Q)
(B4 10) : oA 29 e} /HEEEE 2RIt
Uyrﬂ U
t(v)) = +~2”-— (34 6)o.2 7t}
. FXIolH
2 FoAe EFudn$e 8% ME3se 24
of o AIAAAY Y 2L NEFEE AA gag
9 &4 HAE FAAAE Fdlo BoRT) $x 4
o] 7HAAdE =R st dash v 1,.-‘1?1 7HEe
&3 2
D Aage deo AYe 7S £ 9 199
NC A= FA =)
2) 24 AFY 7ML 9d FHOE o)A Yt}
3) AFY WA uHER %}%E‘r
4) ANLFEAGS] HAx HFARATL 028 T}
5) 7hEul g a#sa gEuh
6) 714 Hx 7134E 9 AU NFEEE AE
HE BE 5Y @ Aoz Mg dv

Ao i
7y AF B LA HEe 5YF Aoz A

: 100m/min
: 120m/min

s : 1.0min
r: 0.251mm/rev

FE 458 AFY /EAER € HEAEE €
Ao Ag AHgEY, g3 2ok Adul g, 2788
g EFH L AFd g&FHolmz Yoo g T
U3 greg HEsian.

<E 1> ME2 J1EHER Y t(v,)

2E | P p2 P3 P4 P5 P6

dimm) | 200 | 100 | 150 | 100 250 300

Limm) | 3060 | 300 | 350 | 300 300 350

(min) | 851 | 476 | 757 | 476 | 1039 14.14

m 751.97 | 375.49 | 657.11 | 37549 | 93872 | 131421

97y | 10 24 21 15 47 39
AAu & | 10 10 10 15 5 10
Z7¥) 8| 8 10 5 8 10 8
EFu|E| s 5 5 5 5 5

ol 4 Z& Aug VMAHAFLR £ Aol AA
& el dake ol g2l

(2A 1) EDDTFE] &3 AadAAF

HEEA Pl P4 P3 P2 P6 P5

index (i) 1 2 3 4 5 6
(A 2) @714 AF AF

H OB Pl P4 P3 P2 P6 | P5
BEMNZH 851 | 1327 | 20.84 | 25.60 | 39.74 | 50.13
EIXI4AIZE - - - 160 | 074 | 3.13

T,= C,— D,= 256—24=1.60
(G4 3)
t(vy) =t{v,) — T,=4.76 —1.60 = 3.16
(A 4

* 57.
2
(2A 5) vy=v,,, =120
357.49

to)) = s+ 2=1.0+ =3.98

v, o 120

U= v, (BA 5)




EA JRBAIML)

(A 6) ¢, = C,—(t(v,) —tlvy)

B W HI§Q 12D JIFAE HFO| MY A7 157

= 25.60 ~ (4.7 3.98) = 24.82
T,=C,—D,=2482—24=0.82
(G4 7) i=i—1=4-1=3
T,=T7,=082 (&7 3oz 7}
(SA 3) tlvy) =tlv,) — T, =7.57—0.82 =6.75
(GA 4) vy= t (v:;—s': 66‘?;}*11:114.28
Upin = U3 = v, OVER THEEHES ;2 BAISt (B
§)= .
(A 8) AR AE e A2
H F Pl P4 P3 P2 P6 P5
EsE 100 | 100 | 11428 | 120 | 100 | 100
JEBAIZE | 851 | 476 | 675 | 398 | 14.14 | 1039
(A 2) 27| AAN Y &
H OB T Pl P4 P3 P2 P6 Ps
TISSHBAIZE | 851 | 1327 | 2002 | 2400 | 38.14 | 48.53
HI7IRIQAZE 1.53
Ty= Cy— Dy=48.53—47=1.53
(‘%}74] 3) t(vs) =t(v5)-T5

=10.39—-1.53 =8.86

* m
(& 4) Us:——t(vﬁ)*—s
=§9;—8;%:119.43
Vi = U <0, C1EE VEERE o 2 728 (B
8)& 7t}
(WA 8) < 2> o] AAHAL Sy
<E 2 HE SHAE ¥ YyAE
H B Pl P4 P3| P2 P6 P3
P 100.00 | 100.00 | 114.28 | 120,00 | 100,00 | 119.43
JHEAIL 851 | 476 | 675 | 398 | 1414 | 836
ZIBAIRAIZE | 000 | 851 | 13.27 | 2002 ] 24.00 | 38.14
JREBRHEAIZE | 851 | 13.27 | 2002 | 24.00 | 38.14 | 47.00
= 10 15 21 | 24 39 47
IR A2
B di8 357 | 5 485

(G4 9) Ful&S

B2 H]8 =857
0]%.9] FH|§=37.74+1342
= 51.16
Zu)go] ALIAPYORE TR

B e
2,
Bl
i
2
i
1o
okl
ox
2
,ﬂ&l

o 4
>
ol
Jb
K1
ol¥
-l

i

H)gr
b= ol

o
oxl
e

N o -y

ol
. 2
=
OR
E
o &
H
_OT(_,
_EL
_@“
O
..\,L
" o4
t b
1o
BN
)

th

42
=
s
i
N
b
offt
o
2
2
>
2
=2
2
okl
ol
N
ok
3
i

o
o
)
ox Jo r8
gl
Bl
)
-0,
>

o rg
ox oft

it
ot
itd
o
=
oo
fljo IO
e
o %
3B % 3
2 o
;{i 2 g r
o = ¥ |y
e o
O‘L': i
5
~
ol —
flo o=
N =8
=

N

N

2,

i n
o

o

X

Ol

o

ST A Nt
3
0%
)
AN
)
N
§
e
=
t Ob
o
i

T

rir

3

ol
b
o M
£ o
ks >
Z o
oo
2 8
Lo, i
el 3R
ek o
1%
_J)J

)
o
ol
£
k=l
ok
okt

W ol o

o B b
Mk
= oy
o

=
.
4
> S
ol
¢orr
post
o
i

1o 1o

oflt ol:o

mr
]
0]
ok

N
of
o
~

7%1%%%‘@” &7}, 1994,

ksl%, “THxA F WIAA 24

281312, g, A1E, 2005.

4, o]9%; “n&7hy Al2de

= 3 A, 7| AEE] 2004

ZASEY 8=, Apr. 01 : 335-340, 2004,
A44, a2, 44932k “Influence

s b RS N AL BACH ¥}

M
= O,
;é

rLood b b o d
ot
Sl
2
N
fiacd
o,
o
>, of
l%

Mo g

=
op
fol
oft
oy
pul
Jo

of Surface Roughness as Cutting Condition on Cutting
Processing using Micro-End mill, “3=740-353)
200935 EAISt= U] =E A, June 03 : 97-98, 2009.

[5] Baker, K. R.; Introduction To Sequencing and Scheduling,
John Wiley and Soms, Inc., 1974.

[6] Hitomi, P. E.; “Analysis of optimal machining speeds
for automatic manufacturing,” Int. J. Prod. Res. 27(12} :
1685-1691, 1989.



158 HEG
[7] Koulamas, C. and lakovou, E.; “Machining economics with machining,” Journal of mechanical science and technology,
interference considerations,” Int. J. of Prod. Res., 33(1) : 21(10) : 1622-1629, 2007.
71-78, 1995. [9] Rodelicks, L. M., D. T. Phillips, and G. L. Hogg; “A
[8] Lin, S. Y., Cheng, S. H., and Chang, C. K.; “Construc- comparison of order release strateges in production con-

tion of a surface roughness prediction model for high speed trol systems,” Int. J. of Prod. Res., 30 : 611-626, 1992.



