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[ABSTRACT] This paper has studied a kind of flexible production line scheduling problem with the objectives of minimiz-
ing the tardiness and increasing the use ratio of devices. The executed sequence of operation tasks was determined by their
priority which was computed by dispatching rule with multiple constraints. The dispatching rules were optimized by means of

Genetic programming algorithm, then complete the whole scheduling scenario by using the optimal dispatching rule. The re-

sult of simulation experiment shows that using GP algorithm to solve the production line scheduling problem is effective.
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Fig.1 Form of flexible production line
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Fig.3 Multiple constraints of production line
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Fig.4 Flow chart of scheduling simulation
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Fig.5 Process flow of operation tasks
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Fig.6 Gantt chart of production scheduling
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Table 3 Application termination character set
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Table 4 Compute result of reference rules
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Table S GP algorithm calculation data 1
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Table 6 GP algorithm calculation data 2
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Rule6 min{NPT, (PT + DN) * (PT/DTW)}
Rule7 DTW - NPT
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Rule9 PT * (max{DN, min{DN, NPT}})
Rulel0 min{PT, NPT}
5994
600
E 400
gz 360.2 3574 3533
N i L EEE]
i Aia
o o
€ A
H 200 P &A A3
AR
g A AN
BEEE]
TR
FPhraam
g B AN
BEEE]
TR
Fhaam
FELFELY | I ]
EDD FIFO SPT Rulel Rule2 Rule3 Rule4 Rule5
AL
E8 THFHHER
Fig.8 Average of tardiness
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