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Heuristic scheduling method for steelmaking and

continuous casting production process
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(State Key Laboratory of Synthetical Automation for Process Industries, Northeastern University, Shenyang Liaoning 110819, China)

Abstract: There are multi-converter, multi-refining machine and multi-continuous caster, multi-stage refining and reen-
trant line in the steelmaking-continuous casting (SMCC) production process, which leads to the difficult scheduling. Exist-
ing scheduling researches only focus on simple production mode and are difficult to apply to the actual production process.
Manual scheduling method is low efficient and easily leads to too long waiting time, the molten steel temperature drop, and
even causes casting break. The paper researches the scheduling problem of SMCC production process in the largest iron
and steel company (BaoSteel) in China. A variety of scheduling sequence methods and equipment assignment methods
are proposed. Many heuristic methods are studied by means of simulation experiments for various scheduling sequence
methods and multi device assignment methods. At the end of this paper, the best proposed method is applied to the SMCC
production in the large iron and steel enterprises. The real-time application show that the proposed method can dramatically

shorten the redundant waiting time for molten steel.
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1 5|5 (Introduction)
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fift. SCHR[2-3 1K IR AN e A6 7= B 1n) U i 22 o B
VR A flow shop a] @, 4 37 BRI Y SR FH 4%
B H 7 AT R S AR DT VAT KA. STRR[415%
RPN B A P R B T R M T —Fh o SR e
V4 B A TR B BB B M R ) R i g 2 A K 1)
JBL, ROK BRI T ) () SR A e B2 SCHR[S17E BT E B 1
FEAitth bR FH A8 s B SR R AN e 4 A = R B ) R A T
IR, HR AR R R AT SR AR, SCERIOTIE 7T T )
BN —IZE B A R R I R R RN ARV, SR T DU B
M Ja R AT WEGEHHL ERBRIR. Irk st 2
BRI RIURS g b« 6h B P RS gk b b A R HE AT HE
JF~ B P IRAE V2% b B BARAE MV (). SCHR[ 714 )
N8 A U B ) UG /B VR A flow shop i) /8, $i2 Y
— P B 3 T O SRR A AR e AL A T v AR R
L, SRS RPN B, L B R RN T
WA FITE &2 BN TN, 55 28 B 8 IR FE %
VBB ). STHRIS 1K MR AN %45 A = 1 P VA 45 K
1A flow shop M EUEAT THEST, BN TR & BEH L
AR SR RS B H AA 5t 5 VAR R & Be J1 2V A THR
5l K il 1) R AR S R S - i) AT A 9. STHR[9]
PRI 85 A = T B A 45 TR A flow shop ) /EIEAT
THEF, K S F A AU RL I 75 060 18 B A A
W tEEAT T Rk, fEE R RAGESE T, R &4
XA AL SR LRAUE S FPER R B A = B v A7 M. [
I, BT P B BRI A A B0 AN 2 T R A 7
FERATHEF. SCER[101EH % B AT VR & flow shopRFAEFK]
Yo R 7 e ) - 511 N S VAN e e S G 2 Rt
e 7 —Ma R AT B R R SR, BE e v
RE S 4 1 —F N T RESRVE. H AT O BN &5
AP BERI SO RN I A P B TR A SN B
— FRE BN ERE IR YR A flow shop [a) /8, S+ i) R A
TR Ak, T H TR RGN a2 &
B, Z ORI 2 5E%NL, Z2ERRESZ R
FE A, DL R ] BN AR P 28 W MR N e 8 A T
] P I FE L/, HE DUIE T B AR B RN 55
PR ISR TR EL 0 H BT Sebr A el R AN TR
AV TR AR L AR AR, W) 5 i B IR A
W& AT AR SRR (A 4, SR IR R, 2
T SO W S
AT R [ AN S R BN — ERE R 5K
] AR F=2E T BRI 8 A = R B ) A T
T, N TERE G L 2ot AR AL HE 22 SRS AT
A ZEEGIRE, HAAAEN IR 2 IR T Z R — Pk
KA R R] B NAE PR, DU IRAEAR ST B4
i TR AT B /NN B bR, 85T T IR A P R
TG BEHON IR, B3 2 0 3 R X7 153 AT 0 AL,
e 73T A R AT A RN s A = R B

2 PRON-IE 55 A 77 I BE ) 8 3R (Problem
description of scheduling for SMCC)

21 EW-E A5 T2 i FE(SMCC production
process)

IR —JE A I R M ORI B R SR
ST RARIR. BKAE R 2 0] R 2N & Bk AT is .
TEF AP RN AR b, S Hh IR K s S B 4 fe F
JRAN— A BN preh. SR 05, i ek B b b
BRI AN N T35 5 BIRAS AR 7K, 25 B o B 2% i
FEAE FLAX 7K I 25 b s B (R LU, (RIS, e 4
HH AN 7K BEIA B — 58 1 AN B LR . RS M2 HEAN K
BEATIAC WA AR, 32 S0 AEN K ) R R B2 L 23
BRI 2 i B AR, BB 20 il K 4
HEFENLE . A5 it VIR M R 3R
TCERFART . WAEHZIRER RS 232 AR IR, FE ARG
Bl e B A st B 1A AN A R A RN
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Fig. 1 Workflow of SMCC production process
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[y NS5 a s e R 1B NSO = ) W P s A £ 55 B i
NI BE A P B ) AN [R) T-flow shop/job shop/iR &
flow shop/ Z&1%job shop 5 i & v, Lt LA F 70 I
X U R ) AR 2.

IR TRARLE [P R IN H — B K,
BHR G AN BIE BIRS R & AT RS R, SR 5 BIERS
MUK BRI &, 55 ARG H s (SN AL )
HATHREE. — MNP IR IR 2 — SR — b bk
HIAMK, I BAG IF e N — MR AL TRk T is B AE R —
BIERHL SR P IR A PRGN — “ 5%
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2.2 5 HIZ%0E X (Symbol and parameter defini- SE SU IR L IV EE RIS RN W, P R S AR R 1 25
. N,;j
“;2) I R TELEAN, BIW,, = S wyjp, ASCESLHTE YK
1) &4l. k=2

i, 11, G2t BRIRTF T

Js Jis Jo: XF@?%,

k, ki, ko: BB 5,

g WERS g=1, - |G, GREREHELIE
, g = G: REHYHAY,

m, my, me: WHTFT.

2) ZHL

0: FIRANEL,

Ji: BNRERELR R EL i =1, 6,

Nijo BRI GANP R BN T B EL

Oijk: i MBEIRIRES J AP IR R B kAR

Gm: EmEB RN RRR T

My H N ERIRINE PRI AR TR E
TR & T 5;

M,: ERgHR & B 2

M: &% B2

Qi HNRIRIES AN IR S R AR RN T
WA,

P HNBRIKI S NP R S R A BRI b 3
iRIETR

T2 Hmy 6 WA 5 Hime 6 B 2 8 1) i
TR

Sit HNBERITTT BRI Ta]

U: 5 RIM IR

3) RHAE.

Lijk: EM/EOijkE(]}FIHﬂ‘I\Eﬂ;

yim.: ONAR e, 2 HAUCA SN GER IS j PRI
5 kRIS m G e IR, g7 = 15 A0

Yie = 0;
ZIee O/VIE R, 2 HALA R — & %k LA

BRI 1 AP RIS by AMRAETE S i TR
55 o NP IR () S koo N BRAE Z BTN LI, 20292k — 1,

ik i1,71,k1
AN 12,J2,k2 __
':'m‘uziujl,kl =0.

2.3 MR- ¥ A 7 B B A 2 S7(Scheduling
model establishment of SMCC)

FE SRR A2 7 1 R v P IR - T 1) 4D ) B
IR, B T 3@ B I IF) Ab, S5 4R I R) SRS /. 5 X
Wik AR 0,5, A6 0 T2 B B S R 8], FHAE A
Vw1 H s 4 g1 Z T8 RV R T 1) 5 BTN 1 1 4% 1 it
[T o%, B ZEME, R

Wijk = Tijk — (Tijr—1 + Pijr—1) = T

My j,k—17

sttt 18] 2 R /N T RS E b

0 J;
HliIl Z Z Wij. (2)

i=1J=1
W FERLAY G e L R
1) BANGERAER T 5e:
Li1,Nyy — Sy, i=1,---,0. 3)
2) [A—ANGEIR N BIABAR I IR R A4 S 5 -
Lij+1,N; j11 = Lij,Ny; + PiJaNij’
i=1, 0 j =1, Ji — 1. (4)
3) [Rl— NIk G — MR L A B HaT— A
BAEM e R A R 1
Tijkt1 — Tije — P — T2 +
U<2 B y;ﬁ B y?jz,kﬂ) = 0,
4y A=A B TR AR QR R 2 TR AN BE H IR
VRNV TR, B [A]— & 1% Fn LA SR MM,
WAER R — NMEEIN LA R 2 54 e aa F—14
ERAERI I
Liz,ja,ke — Lig, g1,k — ‘Pi1,j1,’€1 +
UB =45 o = Y joea — 2 gits) = 0,
ilaiQ = 17 70;j17j2 = 17 7Ji;
klakQ - 17 7NZ] - 17
m = 17'.' 7M;Oi1,j1,k1 #Oiz,jz,kz‘ (6)
5) BN IRERAEA H R BEAE AT B N Tk 442K
R —a W BT

ijk
My
g=1
Yige = 1, (7)

ai]-kfl
m= >, My+1

g=1
1= 7"'79;j:17"'7Ji;kzl?"'7Nij7
y:";kzo,’l:]_,’e,]:]_,’t]“

k’zl, ,Nij; gm;ﬁaijk. (8)

6) [Fl—&&& LN TRMANELE, B
D[ )5

i2,J2,k2 i1,J1,k1 m m
Z +z +U(2_yi17j1,k1 _yi27j2,k2) 21,

i1,J1,k1 12,72,k2
21722:17 T '76;]17.72:17 T .7Ji; k17k2:17' ' '7Nij7
m=1--- M, Oiy j1,k1 75 Oiy,jaka» (€))

i2,J2,k2 1,51,k _m _.m
i1,J1,k1 + i ja ke U(2 Yirgr .k yiz,jmk;}) <1,
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m=1,---, M; 04y j1 k1 7& Ois jo,ka- (10)

7) AR L L AR TR 2 1IN
T B

8) FE— MR I XA E AL 0 T e

AR 2 O 0 T T
4, +1, NG j41 1
i,4,Nij -

i:17... 79;]':17...
9) EHUELIH:

Tiji = 0,
i=1,-,0; j=1,-- Js k=1,--- Ny, (13)
yise € 10,1},
Z':L... 79;3‘:1,... ;Ji;
k=1,---,Ny;m=1,--- M, (14)
22 e {0,1} iy e = 1o+, 0; i, jo=1, -, Ji;

ki ko =1,--- aNz’j; Oiy j1 ke 7& Oiy o ko (15)

3 BRAN-IEE A R B ) K i SRR (Sche-
duling strategy for SMCC)

IR A ST I U AR A I MINLPAE RS, A 5 35 K
LR TTE . B U B A &, R AR T
YRR BEDILA 7 V2 5 e ALE AT 50T ) Y #EAT PRag R
fife, TCVFH 2 I ) SIS 1 SR PRI A SCR
R A TTERZIE I % 0] B3 AT PR PR IR SR i
ARCJA R ATV R B e 35 75 B
RAERAE), RIG D9IZH IR RAE)IEFEIN T8 %, e )m i
SEIP IR (A RNV ). 72 5 R Ok g # e,
B A2 B e LA P IR (AR ) PR T S MR« AP IR (e
BRI T8 FR K.

4 IRR-ER A B K X7 ¥ (Heuristic
scheduling method for SMCC)
4.1 AT (Scheduling sequence methods)

1) FRAEFIIT A T DG 381 57 I A 2 e 3
UAFAER AT I E (Seql).

AR SRR R ERAE 24 AE B /N B TR B2, R R
Tt 78 wh A2 X PTG AR 458 A W e HG R BE IS 2 S I
Seq 1 42 HEFR AR R FIU TSF Ta) MG 21 58 (80 oL 1 5
BRI I . RN BRI T E R R HL S TR
IS TR AR AR o8 b IR AL B TR] 2 L, DRI mT Bt
FAF P IRAEIEENL AR E R HUT T A):

Tiin, =95, t=1,---.,0, (16)

i — 1. (12)

Tij Ny = Tij-1,N, ;1 T Pij_1n, 1>

t=1,---.0; j=2,---,J,. (17)

AR RAEEBGEHL_L FRFOT T 8], 77 DA HETH 547
OAEAR RS T _ERITOT T 1A

m
Tijk = Tijrr1 — L2 — P,

%t F X (18), & #EAE 04 5 k+1 NN R ERAE,
0 j k1 RN B g A, H ooy N T8 £my K
0, BT BASR8) T2 AR, 3 BOb ST L [
[ iz A (5] R MELE T > F U, B

e — min {77}, (19)

ma

ajip—1 ijk
m= >, Mg+1,, > M,
g=1 g=1

EEX(s 0ij,k+1 Al Oijk BN R T B R AE I
0i7j1k+1Er:]jjuIi&%’mlﬂ:ﬂoz’jkﬁgﬂuI&%inéjﬂi%D,
P EAERA8) T2 R A, A SRR M v (K T A 2
FH G R M j g BT B A 2 8] 38 i TR
ANMEAENT (OHE, B

’
mo . m
Ty = min {77 }. (20)
i1 gk
m= Mg+1,-, > M,y
g=1 g=1
;g k411 g k41
m' = > Mg+1 > M,
g=1 g=1

ZR ERTIR, MR = (18)—(20) ik T LATH 5 Hi B A
VER TR TR TE], S8 5wl T DA% HE AR TR TR ] A
GG 1R R P AR OO B A B X Sk AT R

2) MR¥E X 16)-(17) T H A IR AEEFEHL L T
B[R], SR SRR IR AR B AL O s [l
U 3B IR AN R EAT R BE, FEXTZ IR B
PR R T 2R 7 IE B8 FE (Seq2).

3) MR A6)-(17) T F I IR AR & 5 WL 1 U
T [A], SR R IR AL TR T (R 38 7
R 3N e BN R AT PR, HEXHZ IR BT A
PRAEFEIE T 2SRRI 5N B (Seq).

4.2 BAFEIR(Device assignment methods)

IR A E R A B IR A N IR I B AR R
RGP N 4, I8 D o B[] | 3% 5 M e
R[] R P AE AR AT 15 £ [B) R S AR ] A SCH BT
FRMPIE A 25 11 15 24 FE IR 7 7 A E TR MV ) i S AH
e/ NERUI | 525 B Az sy T) 5 /DN K U AT Lz ECRIE )
A B S H% HE T ) 8] fe /N ER U A E R YR 4%
MIRIREE RN Z G AT, W IR L1 £ % iz i
B 18] S /SRR A E R IR T 2% s AN SR TR IRSE RAI9R N

B A, M AIX L1 2 AL — & W&
YERIIN L #%.

1) BAEMENL I TRl S AE fe /N

ik em b CIRIRIIEENE Mo, j, x,» T LITA]
NEi, k- B R0, FRIR BB & m BTN,
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Tijk = Tijrr1 — 1% — Py 21
L fr e m Lo Moy, e, Z 1B AR [E] 5%
18, HAEH

m

ijk —
min{@ije + Pijk, Ti, gy ey + Piy ik f—
max{T;jx, i, j1 k1 }- (22)
= ZJnk < Oﬂi OijkﬂEDOil,jl,klEiﬁ%i&ﬁﬁﬁiﬁzﬂk
AR, WERAE 0 j o r FEVE A m LI EE RN [ w4,
S0, 2 f7 > OB, 055 Mo, 5,k FE R LR AAE
MV RIS, WA 0; 5 gor FEBE R _EFIAFAFIN [B]
Wijht1 = Tijrer — Lo® — Tiy jyky - (23)

BN, j k1 = i + Pije + T2, BITEA

Wi, j,k+1 =
(Tije + Piji + Tp?) =T — @4y, py =
(@ijr + Pijr) = Tiy ju ks = fijr (24)

ATLAE Y, Mo Mo, j, g TR B AARLI [E] o
RIS, #4E0; ;o LRV B ISR I [A] B A AP s
IR SRAEL £77, . DRI e A FiR RO A AT AU T
AR 2 6 A] I B a8 e B A A5 4R AR [ A b sk [R]
MRAB f5 /N I BERAE AR BN 5046, AT RAERAIE
ERAEAE R SRR TR S d S, AL R — 4
IAEAH AR 2% 2 18] A #8085 AR e R B e /).
T ERAE TR Mb IS 8] v SRAB S5 /N B PRI HR IR 7 2l 2
MM, ,,, G TG Rk B AR AL SR T8] /N
N0 BN, B

m
Yijk = L,
m = arg min {72y, (25
aijk—l Aijk
my= My+1,, 3 M,,
g=1 g=1
k<Nij

2) A&k [A] R R.
kg m b CFRIRIERIE N oi, ) ks IR
Tiy iy b — P gk (26)

BTN, W0, 5, o ITT TS (8], j, g, 1R
K, TR AR X @2)ml 50, HAbERAE So,, 5, 6 KEAE
F 8 30 5 (R RE M b )s. AR A DA B 20 A el e, 24 4
AE TR MV B[] i SABL Bk /N, S IR AE W 2% B = AR
(RS RIS [A] S B e /)N, AT A2 4P R FEAH 2115 5 TR 1)
PRI TR TR /. BT () ey 1) %
TR FRIHEIR 77720 I BERS I TARAE I M, 6 T
T e X L 5 282 T 1 % () 3 i s 1] 55 K514
THRENENTR 01 (K < Nyij) e, Bl

mo
Yije = 1,

— _ma
= Liy g1, k1 +1 Tml

m = arg min

‘lijkfl

Loy @n
mi= Mg+1,, > My,
beNy

3) WA ISR ] e/ IR

LI, N &m EWRER S, I, = {n},, 72,

oyl ek, OB m E IS AR,
b WM LI TR RAE B8 & F, Nedm LR
AR B[] FAEL A
b1 b

EF.=> > rnax{O,min(:zzwl1 + P,

=1 lo=l; +1

Too + Pis) —max(z o,z n)f (28)
B R RIS () B MU FRAE R A 0,0, BEAT I 75
TRURIE, ABERE N TARAEHI M, ,, B W& ik s
Sl PRI T e /N B A A iR 040 (K < Ny ) BN
Tz, HI:

g=1

m
Yijre = L,
m = arg min {F..}. 29
a1 ik
mi= Mg+1,---, Z My,
g=1 g=1
k<Nij

4) WA et B/ N
2 B, NI4T, HAESE T4 BT
BRI UR R A B TR) SR -

b’"L
Ep =3P . (30)
=1

Bk PR e NN ARAERHRAF 0, 51, BEAT B ARIRI
MBEREIN TARAE ) M., 65 B TP PSR T e/
B E N o (b < Nyy) BN T34, B

m
Yijre = 1,
m = arg min {E..,}. (3D
ajikp—1 gk
mi= », Mg+1,-, > My,
g=1 g=1
k‘<N,;7‘

5) FF AR SR

DA R RN BEUR AT BT ] 260, Bt DAZE G BN g
VAR B TRURITFE T, BRI K 3 A I
PP AT B ARIR. (ESHR R AT B AR IR, ik
AT AT R T [ Foe WG 1 15 %A D B AR 1 I L 14
#, A A A RV ETE 2% L 00 ST [R) R i 1] 45
i 171 g5 /M. T T ) MR 2 R A X 4 o, 5 10F
AT VA PRURES, ABERS I LA DM, & WA ik
PR AP T 0 ) e M 1 12 8 AV 4 B o (K <
N )T, B

y:?k =1,

m = arg - max {zij(m1)}, (32)

=

i ""ij'
mi= Mg+1,, > Mg,
g=1 g=1
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6) BENLIZEHEI.
BEHLE B JE 45 M, B AT B AT ik
W—EWIN LAV Eoy i (b < Nyij) &, /)
y;?k = 17
ajp—1 Qijk
m=random{m,|m, €{ > M,+1,---, > M,}}.
g=1 g=1
(33)

AR IR TR IR KN, 2 7 R R AR S 2 1)
WATRIR T4

1) AR SEH(Agr): AR MV 8] e A B
NI V6 ) T i T BRI AT LIz ERR

2) HENAR 26 2h2(Ago): V£ [H] 12 i BN 18] 5 %5 K0
U $ERAE TRIAE b Ta) SRR s/ NI L BEATLAZE BRI N

3) MU 26 h3(Ags): V£ S I 5 N [8] B /)N K
W) Az st 1) fg R R | AT Lo BRCRI U

4) MRS R A(Aga): B AT e /NI L BE AL
R

5) B 5 (Ags): FF LIS ] e KLU L BE AL
.
4.3 Ja k35 (Scheduling method based on heu-

ristic algorithm)

R T P P AN 25 T IR B AR S 4 R AN

[ AT DIAS R iR 1 B s R B ik,

&1 A K XRAE T ik
Table 1 Heuristic scheduling methods

e BEIRENE  FRIREIRSEg 8 Rk
1 Seql Ag1 Hyq
2 Seql Ago Hyo
3 Seql AgB H13
4 Seq1 Aga Hyy
5 Seql Ags Hys
6 Seq2 Agl Hoq
7 Seq2 Ago Hoo
8 Seq2 Ag3 Hos
9 Seq2 Aga Hoy
10 Seq2 Ags Hss
11 Squ Ag1 Hsq
12 Squ Ag2 Hso
13 Squ Agg Hss
14 chg Ag4 Hsy
15 Squ, Ag5 Hss

ASCER T (A R AR AR

TB1 L2ONIEINIREERES, O 1
REAE R E N,
$B2  KiERL016)-0)iHEOF BT A b Ik B

YEIFIT TR ]

SEEI MY v R
77\*’5‘1:%1/501']'1@;

TEA4 %oijﬁﬂﬁ%ﬁﬂiﬂuiﬁﬁiif&{’ﬁ, A
T TR E RERE LB % m] . EDyZ-L,i""‘ =1, 50
MR B TR IR TV N A F 0,0 AT WA FRIR, 1B
T4

TBS  HOTMATEERERES R, N2
BRe, B NERIDIE3;

TE6 Hiksh
5 iR SZ5 (Simulation experiment)

5.1 {FESLK T (Simulation experiment design)
5.1.1 {iEZSHit (Simulation parameter design)

AL E SIS, AN B A3 6 HATHLI A,
() S 15 46 AL 3 A () A (). AR T MR BN I 45 A A e
TERRB AT, AR UL T S HO6 i B T AT
BFE:

1) JREES: Rom BRI B R R
FREE. S 3R/ NI B, So 3R S FUE )
R, Sz Fm KM IR AR, BeRomh ikl
B2 D, TR (R B T/
IR ELS,, e € [15,30]; % T H S5 AL 19 47 I 2LSs,
£ € [60, 90]; XF KA KELS,, & € [120,180].

2) KitIT R RN IRAERG LI BB RS
77 . R, 4% RH — LF — IR-UT; R, L #§5: LF —
RH — IR-UT; R;f4%: RH—LF—RH; R, 45 RH
— RH — RH; R;f$fi: RH—LF—IR-UTHILF—RH
— IR-UT; R¢®4%: RH — LF — IR-UT,LF — RH —
IR-UTHIRH — LF — RH; R;f3#5: RH — LF — RH
FRH — RH — RH; Rsflff: RH — LF — IR-UT, LF
— RH — IR-UT, RH — LF — RHFAIRH — RH —
RH.

5.1.2 1 ESEHI¥H (Simulation case design)

MR E 3 X677 FL 2 50 4 A vl R, 7% E RT3
8 = 24F 5 A L 7 /W 7L i R 2R B AR Bk
BRSO AR AR Rk, ASCwet iR 241
24ZAJ LS, FF H R B9 543 IBEA L= 4210
AR, AT T, ) L ELE i FE P IRAE R A%
AR AL FE N [R) R FH AR 2 BT s s

& 2 RA&K LR

Table 2 Equipment processing time

R

B LD RH LF IR-UT
AEFERFR] 35 20 30 30

5.1.3 B4RV (Simulation results evaluation)
XTSI A5 IR, SR AR 3G K L FR AR (rela-
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tive percentage increase, RPT)>K sz Bt £ Fft ] & 15 ¥2: 1)
PERE. XA bR FIRAW & E K 071245 2
THRIPEREFR PR AE A S L BE 4R PR B A A 6 1 K B
il RPME BRI B B2 T V208, AR TSR T
RPI(R") = R" — R*/R", (34)

Horpr: R R R XI5 A9 2 R FETHRI 25 R
PERESRFRE, R* vt HAnE. TRl s H
PMETCIERR B, BRI R G R P JA R R BT 545 3
(5 AR B
5.2 {HESZEZEH (Simulation results)

R4 S BRSNS 1 07 N A F AL &, 74

24 ] B 26 3), KetIX 24 e BIUR FH 2 1 T 73 (1) 4% o
Ja R TT 5 240447 ESEAT I B B2-5FR N
Fla AR OTIRS B HERMERFELE. BN a TR
AT BV E AT EORTT DY o L e 2k A
BT SR A R ATER BN HERER A L. 245
I i3 & AT VR IRPHE LR 3R, M3 AT LAE H:
TEXE IR 7 A R BB B, Bl 0 VBSOS Fr 388 K,
Rl R AR IERI R IZHI AR 2 . X RUNBEE b IR
HOMAIE K, I IR AE % b3 S ] R KR 1,
MNTTAE AP R AE ¥ e b (RS R TR AR K A A )
F, 77 9% Ho s 1 g B A0 BR. 75 V% Hgy 1tk B IR T Ho5, 1B
1ERZHE L Bl 5y k.

k3 A s K X7r ix69RPIHA
Table 3 RPI values of heuristic methods

I EZ%¥ Hyw Hi2 His Hisa  His Hoy Haa Haz Hay Has Hsy Hsy  Hsz  Hsg  Hss
Pl S{— Ry 6971 14252 0 7842 7855 O 4235 0 2254 3904 O 4237 4675 2547 2880
P2 Si—Ry 6972 12752 0 7914 8178 0 3568 0 2106 3834 0 3694 4824 1791 2651
P3 Si1— Rj3 31 50 0 31 31 3 14 0 8 10 0 9 16 5 15
P4 Si— Ry 7 13 0 7 7 1 5 0 1 1 0 7 5 1 2
P5 S| —Rs 22 40 0 25 25 0 14 1 9 17 0 17 21 9 16
P6 S1 — Rg 24 34 0 31 28 1 11 0 8 15 0 10 18 13 13
P7 Si1— R7 8 11 0 8 8 1 3 0 1 4 0 3 3 2 4
P8 Si — Rsg 25 39 0 29 29 0 7 0 4 11 0 9 15 13 11
P9 Sy — Ry 78676 146664 0 81865 81860 O 45273 0 10527 30849 0 48649 49904 10003 13987
P10 Sy — Ry 78678 136073 0 82178 82475 0 40680 0 10349 30513 O 43014 44734 9851 18391
P11 Sy — Rj3 98 131 0 98 99 14 30 0 22 38 2 35 39 17 20
P12 Sy — Ry 6 9 0 6 6 0 3 0 1 2 0 3 3 1 1
P13 S5 — Rj 78 130 0 81 80 0 40 0 9 38 0 43 47 13 23
P14 S5 — Rg 88 124 0 87 88 1 35 0 10 38 0 30 43 13 13
P15 Sy — Ry 9 12 0 10 10 1 4 0 1 4 0 3 3 1 3
P16 S — Rsg 45 61 0 46 45 1 10 0 7 22 0 12 20 7 5
P17 S35 — Ry 328839 605826 0 335391 335476 0 183960 0 19460 118191 0 199503 183521 31568 27274
P18 S3 — Rs 328839 560979 0 336208 336729 0 163869 0 18875 114112 0 184053 167922 32933 28826
P19 S3— Rz 203 275 0 203 203 33 65 0 42 73 2 71 67 27 26
P20 S3 — R4 7 10 0 7 7 1 4 0 1 4 0 4 3 1 1
P21 S3— Rs 156 264 0 157 158 0 86 0 14 79 0 85 85 18 30
P22 S3— Rg 165 229 0 166 166 1 77 1 18 84 0 60 63 12 6
P23 S3 — Ry 14 18 0 15 15 2 4 0 3 7 1 4 4

P24 S5 — Rg 89 116 0 90 89 1 33 0 12 42 0 26 31 8 5

P24 0 25l i) L 25 s e SNBLR s AT I
(] LA L. T BEN Seq 1 & AR K X7 iE
AT 1] LE AR R BN T (488 b 5 & O s 4T
1) AMR 22, 3 2 PR A AR I BEU Seq 1 A%
RATTERIF AV TR AT I FRARE I AN 250
Aok AL R, T AE AR FENUS Seq )& AR K
HINERHFRAE AV [B] AT 1 SRR I 0 oAby
U R R, 3 B B REAT B R IR 1R SR A AL,

TSN T B2 SR AR ). 728 FE BT Seql ™ 1%
TR K AT, BEH s Ria AT I (Al B K. AR
NI ¥ Seq2 T (1) & Fi g e X7k, 5L Hos 14T
B (a) /b, RV BT Seq3 ™ B4 Fi s X077,
S5 Has IS AT I A e b 7R A &M ke X077k
o, BVE Hys, Hos il Has RIS ATIN [A] L. IX 2
PR X 3R LY () IR & TR IR T VAR ], FF H AR 2 7E
XA AR S O A TR IR Z 5 FERHEAE /R B (]
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MRIEAT IR
30T T T
’ H”
250F — H,,
+H11
200 _“_Hl-l
w +)t.{15
E 150
100
50
| t—gy

% 2 4 6 8 1012 14 16 18 20 22 24
i i

Bl 2 Hy—Hys B2 1IE AT (]
Fig. 2 Running time of H11—H1s

L e o
9000 - zg, d
8000 7 fix -
7000} 7 Hax -
+H2-l
w6000 ~+ H.. il
E so00t R
T 4000 F
3000
2000 F
1000
0

0 2 46 8 1012 14 16 18 20 22 24
]

Bl 3 Hay—Hos IS AT [A]
Fig. 3 Running time of Ho1—Hos

“)OOOIIIII!ITIIIIIIIII T T 1T 117
go00 -~ Hj,
.. = H;,
70001 g
6000 F —— H,,
2 soo0f ~ His
= 4000 F
3000
2000 |-
1000 -
i -I-“l_l_ri ——t—t

[

0 2 4 6 8 1012 1416 18 20 22 24

i
Kl 4 Hs—Hss SEREATIN H]
Fig. 4 Running time of H31—H3s

6 MEFNFEEEBFETHERETH
[ F (Application of scheduling method in
actual production scheduling system)

Hh ] AN SR BUERAN ) I 250 ti% )3 HE(4LD,
5LD, 6LD); ¥% 14 & %65 35 RH(SRH-1, 5RH-2,
3RH). 25LF(LF-1, LF-2). 1 5IR-UT; i£ % Hl3 &
(4CC, 5CC, 6CC). HAIRAEARERH LI L IIbR

AL ER B [B) AR 3P, IR TE IS E L b 1 G i
6] 5 20 R 2 5% P R AR K ) s EL &, P O
HAR IR P2 LB, P iR TR R A SRR R 1~
Bk AT TR L AN LB,

IS s A SCRIF S P R B i 1) 3 R X572 H
RN SRR AR =R B R Gl B 0 A = R B TR o
FHIHT . BT A SR R B 7 V2 T e K A
AL RN -TE S R PR A R AR, fE3 G
—3EEHHL H P A= U665 AR AR
T, P H SRR A RN TR B 234 min FRE
BIA I EN 2 J5 166 min; 7547 56 15 B 18] |
TN K TUA SRR (] 7 TS T S35 B

5 A R AT S RAE AL = R G ) SR
Fig. 5 The interface display of the production scheduling

7 25 (Conclusions)

SR AN 5 2E 7 e R R B AR B A A PP i R
FRRZO L7, T LEER. W&E 2 A5 5N
— RGP FETH R G ME FEROKR. O NI
B A e P T VI TR 2 B 0 fal B A A kAT
T, WEXNZ 2B 24T, DU Z R
[Py AR = 7 SAEAT AL, e DAL F B R 3 AN
VRGP R R TR T H AT SERR AR I AR R LA
N TR FR A FE TR E FE S RAFRFEAIS, T )i
AP IR AE B [T TU AR S5 A N [, 3 30N KR
B B, B2 0l O S B . AR SCE R B
e FAIA A PR A A RN i = Bk 07 20
HAFAEA AT E NI BT A AN e 56 A0 77 1 2 1)
HATHEIE, X & B0 E R X078k AT 7 AT, il
HH TR 7 &M R ADTE IR AL R AR
TR I R I 1 R X OT VRN T2 K AR A
MV R R 5 A PR B, AE3 B e —3 6 &
Blv BPEAE PP EON66) A= 1B, P H
SEAREIST TR A5 R N T FE #9234 min T B 2 A ST
1ERN 2 J5 166 min.
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