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Fig.1 Schematic diagram of distributing shelves
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Fig.2 Algorithm main flow diagram
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Fig.3 Distributing shelves algorithm flow chart
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Cutting Stock and Distributing Shelves Integration Optimization Method for

Workshop

YAN Douxi, LENG Jiewu, ZHANG Hao
(Guangdong Provincial Key Laboratory of Computer Integrated Manufacturing System,

Guangdong University of Technology, Guangzhou 510006, China)

[ABSTRACT] Aiming at the integration problem of cutting and distributing shelves in traditional manufacturing enter-

prises, by analyzing the production site constraints such as the number of manufacturing racks and production processes,

a heuristic method is proposed to solve the cutting stock problem, and the distributing shelves algorithm is transferred to

make the sub-material fail down. The heuristic strategy is used to optimize the cutting sequence of the cutting scheme and

the sequential optimization of the single-piece material falling frame, which solves the problem of integration of the mate-

rial and the rack in the manufacturing workshop. The practicality and effectiveness of the method are verified by examples,

which meet the actual production constraints and production requirements, and realize the intelligent production of the en-

terprise.

Keywords: Integrated optimization; Plate production; Cutting stock; Distributing shelves; Heuristic algorithm
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