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TITIYA VAPEENAE : COMPARISON OF EFFICIENT SCHEDULING
RULES FOR JOB ORDER PRODUCTION WITH TRANSFER TIME.
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SIMULATION/TRANSPORTATION/PRODUCTION SCHEDULING

The goal of scheduling the production order is to manage the resource which is
limited to achieving the set goal. Prioritizing job orders to assign to set of machines
and routing to the product to meet the needs of customers in a timely manner, resulting
in good production is one important things that makes higher efficiency to resource
management.

This thesis presents the development of a heuristic method by condering the
distance between machines and workstations to get a better scheduling rule. The job
order of production system was considered which the machines were layout parallel to
study the effects of the Shortest Process Time (SPT) and Longest Process Time (LPT).
The approaches compared to our heuristics algorithm. The objectives were to
minimize the average flow time, the maximum flow time and minimize the number of
works in process. The real world data used to verify our heuristics algorithm. There
were 8 products (4 round-shape products and 4 square-shape products) that were
processed on the same finishing process; sharpening and polishing. Although the
difference was, the machines were specifically to produce on round and square shapes
of each product. The process time and the transfer time were following on uncertainty

with known probability distribution. The input data collected from the real world



production system. The simulation models used to examine the algorithms. The results
0 show that the heuristic algorithm provided the efficiency over the SPT rule at
55.56% and better than the LPT rule at 86.32%. The sensitivity analysis investigated
by the change on the process times and the transfer times. The results indicated that
the processing times were increased, the number of throughputs were increased, but
number of work in processes were decreased. The sensitivity analysis of interval time
shows that the interval times were increased; the number of throughputs and number
of work in processes were decreased. These results implied that the production reflects

the reliability of the system although the input parameters were changed.
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