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Production Scheduling Improvement for the process focus:

A Case Study of Manufacturing aircraft Parts.
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Abstract

The purpose of this study is to resolve production scheduling
problem of the case study company, whose business is a
manufacturer of aircraft parts.

The study presents a design method for production scheduling
of the process focus. The features that are commonly applied for
process focus scheduling are variety of products, small volume of
order, machinery with different production capabilities, priority of the
customers, and focus on the utilization of the facility. The study
proposed a basic three-step process, including 1. clearly define the
capacity of the machines, 2. plant layout, and 3. time span of the
production schedule. Then, 5 routine steps are proposed including, 1.
classification of jobs in compatible with machine group, 2. grouping
jobs for easing machine setup and reducing setup time, 3. input-
output control for increasing utilization of the facility, 4. sequencing
jobs by priority rules, and 5. readiness review for preparation of raw
materials and cutting tools.

Performance indicators of the production scheduling are
average job lateness and percentage of machine utilization. An
experimental production scheduling of 40 items were performed.
Priority rule in the 4th step presented an answer as a rule of thumb
for scheduling. To achieve the objectives of this study, the Earliest
Due Date (EDD) rule was proposed to resolve delivery delay problem.
However, it turned out to have low percentage of machine utilization.

In this study, it is advised to repeat 1st step through 3rd step until
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increase of percentage of machine utilization. At the end, all the
steps can be written as a guideline of production scheduling for the

company.
Keywords: Production Scheduling for the process focus, Priority rule

1. A1
o A A o S A da o @ 4
N33ae1T9MINEa D e b duAanIsunisndanuddude

FNITOULATHAN NANNABRINITNTIAMTINIHNAANFUTIOUSEN N
. A X . ;- . -
mlmunummamgwu WAz 819N TIU YRINIAI W INEAB N
NNy uanitmsdaasemandadialdldausinusgenulalsnui
Mlalasie lasanizag1sdslunsdinnszuinnisndadainududon
A o a o ea a a <
g9 ma’uaQamswamLmz’;mqﬂizaaﬂumimaUuLL‘LJm"LiJ@’mnm annJ
fdp9nTIaanTInINAa N L Nw I u wInIINLE Hi001319n3
a =3 3 a o X a £
WAaRIzdaIRuIA M I ARaUINIuANaR 8
NITLIUMITAAYIUUNTZLINANT (Process Focus) IUITNT
a Ao o A o a o ' \ A o
Nammawﬂﬂmmaaansnszmumsmmnuaglunqummﬂu wwnng
WEAUTN AN Lmﬁmmﬂmﬂumu;ja (High Variety of Outputs) N3
naamlandszunusasas 75 iunszuiunmsnaaaudadse (Make to
A o A a o € W1 v A a
Order) [1] T9UUNANURAINAIBVINTAA U e LU AUTN NS
HR® ﬁaNﬁmluﬂ?mmﬁﬂmﬁawﬁmﬁuﬁwhwﬁmflumjuw%auﬁ'u P
NITLIBMITANURAINARBE
. o ¥ . o
msa@1mswammamﬁmmmuimmmugﬂﬁumu‘[mamm
w3asdsuame sreisnslingnmssadiaunulasendunissises
unudwn (Simulation) uazldsunsueauWiaestislunisiaansng
nINGaa lun1sAn ¥ Na®IIINII90aN1 TN INEA NN AN bain
NYMITAFIALIU 2 35 NnaaastasiauulugIsasiinnmsdinm
S { N %
Fygraaaniiendnwlugrsusndanisldng SPT  (Shortest
Processing Time) Wazny) LPT (Longest Processing Time) ANITIMN
PIMIAUJUAIIUIINVDITUIUUARETU FIuTI9Ia1dauNIRan
Anwndenisldng SPT waz LPT ARasananandjuanulu
& Py A & | A o
IUADWLINVDITUINY TaduruaeuiiagnInaaa1a N1H1N1T
a a o o o o A o o Yoo oA o &
Lahm_lmmunuwamsaﬂmﬂmmwhag“luﬂaquu Ssandodszauniyal
Wunan laoddtnissadrauaudanulanifiiruesivaunanazyin
' o AA A o ' o o A Aa
new dlunsdifiuladinuesinauwsaunuaziianuiiiainy
1Y a o A a o o '
gaanInRauInEIviian 49350139an1399Na1HIINFINNIINNG
EDD (Earliest Due Date) uazg@nmaaldadnm [2]
o a o [ f a A § % o
MIIAANTHMNSHNAAFRTURIIHRALLLIWIY T9LN8ITaIND
MIUSLAIATOIFIRILENNTHAANTZUBNLEA TRINTLIRLUG ITWLE
a:muﬁﬂ’%mmtuﬂﬂ@han"’uvl.éﬁm:ﬁmuﬂmumu;’uw§mn"’mfrﬂm:fu

fMuasIney 1281U05uAIAT8I9zuENBaNINLIAIUJURIN N3

@ '
o o A

divasatasdiniudasiinnass dmivdywiansaci inaiioniim

o
< @

@h'ﬁ'ﬁﬁqm:ﬁﬂmmﬂﬁmﬂ aaiuiagUszasdvainsdnm fe dos
RAIINIZLIRMITAMINSHAALULESadad tNawenenavinlwiaan
LaAppasn U iR MRALe: nanUTUAse3asTInTAd [3]
MIANBINANTTNUABARIZRINNYNIIAMAL 9 N UazNg
nsLienta309sns 4 ng luszuuniswiauuudangu (Flexible

Manufacturing ~ System:  FMS)  lasltnisdnaasuuudaninig

ABNMIAET WUT1 NYMILRENLATEIINILLLLIAIIEINIUNINAATIABY

A

agluuninananfiga (Work in Next Queue: WINQ) @figanungms
I0AGUNN ) NP UANYNITASIGUUYY SIO/TOT  (Smallest  ratio
obtained by dividing the processing time of the imminent operation by
the total processing time for the part) ﬁ]:ﬁndﬂﬂguuuﬁuﬂ lagiane
LWUY SIO (Shortest imminent processing time) [4]

MIUAUYWINITIAAITIMINAAUWRII BBRLUIWY Tasd
5’@1qﬂs:aaﬁﬁaw"msmwﬁammmﬁ'ﬁLLa:fuﬁmum\‘maamu SRt
a . . = o & & @
WA Family Setup Time Faiflunsdrilatamsminanunansau e
1495n13 Branch and Bound ufiwdaunuidnarsnuiNoniansauni

A A & A o & o
Wanazaansaaaianlunsadnded Immmqﬂsmaﬂﬂuaamsaﬂmﬁa
minfaluuidvatvfgatunaaanudsiuugiga (Maximum
Deviation) l#iifndnfiga [5]
AR & A a

lulsssunsdidnsin Lﬂuisaawuﬂﬂszﬂaugsn alu
AARIMNITUNIINAATUFEININIADIU LOUIZUUNITHA ALY
NITUIUNIST NYIMIRAaRAan i Uszian drudsznavulassaing
muﬂs:naumaayﬂmuqu muﬂﬁznaumadaqﬂnsnimmmaﬂ
' A & Y
FanlIznaulaIasaua muﬂi:nawaaﬂszgpﬂmms uazlasaaing
aoulnia laulnfan s Nyinn1IHaAUTzN1M 40 — 50 wUUGBLABY
AATUMIHAAN UL TINUNTRAN G WAUMTULUNAAANAFI (Make

o & A a ¥ X ° @ . v )

to Order) asnutiatiatymanazyhldmssswsuatininiimue uas
ﬁﬂﬁmsﬁ’@mmamwﬁﬂzjammm:ﬁﬁ’wﬁau Faianuiududasdnmn
Wasunueszidsataisaiiuazinunaiduusimagiulunisda

a9l Juans

2. amwﬂrymﬁLﬁﬂﬁyuuazumma‘lummﬁ’ﬂzym
2.1 anmiamfinadululssnunsdidnmn
Tssnunsdidnmitdfiunsniatudimniasdnenmesuid
PUNAVBINAA S U AT VUIALEN @Twm%iaﬁﬂsﬁmuquﬁms:uu
AauNILADY (Computer numerical controlled machine) n39A219
w3asanslulysemn Jdgﬂﬁi”mn"h“hiLﬂwm@myjmué‘ﬂummmﬁ
nazumIngudsnwililiamansninuluuinadeans mold
msmugug}ua“uadwﬁmmﬁﬁmﬁﬁﬁ'ﬂﬁwﬂﬁ“u Lﬁmﬁummﬁﬂmjuh

MIkAaFum lananraiolszian



o '

da & a & A o a
dymAfiadwlunszuiwnIndais sunisananniuwusia

]

o ed

YDIHRAN U NAINTATY hazhdazNAaAmainia ludSualdunn
#aNINI SeUMIFINaUnau-nad wazaraulunmIndavasTuaIune
arguiidudgnindirldifaaugsoinlunisdaarsisniuia
LLRIINTUFIULA R TUTTUA D ULAZITNT IR THEANUANA1INH U9
Fuaralud 4-5 Tuaan IuwmeNU19TuanadTuaaulunINEaNIND
24 duaewu udninuaivinaguuiaIoInalionaiadds &6 9
wait Sudusingliiiasaumntaniviven vldndaanns
a A o o & 3 o
nmanfafanzanduldldon daunszuiunisiadugdeas
A o A = o a AN a o v a I
1A389N A TINININITAA1TINIINAAT LidwaanavinldiAadynn
guidsaINMITenssmMs gLisnnmaiedauds Ugnidneg
waftarai lgniaifiaanuartilunsssnanFudildnugne uas
803119l tUszlu e aiaIadans (Utiization) lunszuinwnisazias
A >~ o o G ° @
an Sdludagtiunslsnuldlsdszaunsaiainmahnuaniaa g
mandadusiulng ladldardunginasimmnejla g Auiueuluns
AMTHMIHER
' A a ~ o AR
nandaarnisnaaludagiuveslssnunsdidnm az

0 °

ﬁnﬁumﬂ@mt\hmw,mml,a:chmwﬁmiﬂmmé‘f’mmagammu%umu
”@lqﬁuﬁﬁagluﬂaﬁﬁuﬁw ﬂi:nauﬁ'mmuﬁadmiﬁuﬁwﬁmmngnﬁ’ﬂu
waaztdauNNduAIMRUAAINNFRINITHR AT RN kLGAazLAaN B0
i o ¢ & o A X o & oA °
waazalayt sadunsaaarsenmsnaalidasduringu Aa aevinns
ARUAUSU N IHNAATUEI LA RETULAZFINRUATBFIN UL LA
1aldinINansan1Tsadiaun st winaInasnaatuaIulananu-

789 INAINTLAEN MLATEIINTNG DI RUITFNNLINUNABINTHER

2.2 uwamelumsuniym

MMMIANBIFNINRIABVIRARIANTTY amwﬂvzym AN
WAINWANLTBINEA U TosnABILATEISNT Tarimuavadgnen
Ganlvrasnissaaseminga ddnenldiauanuinislunisda
asmsnaaie lwlditnaineuesnssaassmInaa Usznauds
Tunouliodn 3 Tunow uaziuaaunan 5 Tunan adalUil

THADWLE BIAH N1TLATHNUNITIAETAAIIIINITHAS
Usznaude 3 Tuaouda

IwABWA 1. MItmuafaININAAadAIasInslRTALIL

Lﬁaqmnamwﬂ?gu”uu‘%ﬁﬂmzﬁﬁﬂm galidnnsRansande
MAINITHAALARZ WD BWMINES FenaufiasrinmIsaansensnae
A179INNINNINTIMAININAARaUINMTIAANTIIMITHAR Lasas
ganalinIsammenInGa JUseintuanndu

dwaauit 2. Lanalirinnissansdaniessnslug danns

Wiauan il iadiniang 1AT9INT N LUSENATAIANE 1wl

M790219103843N70ANABAARDINUNTZUIUNINIAULL UYL
A o o, ' o a
uINNT Tz bdisdansdiiinan
anaani 3. MInualidsi93zaz1a1 (Time Span) Va94n3
M ITNMINRANTALIN
A £y A o a % A o o
iasandayafildluniidaaimanianie doafisadony
. ) ' A o °
TUNUHER UASTINURTLERYS WaN8 ) 8% TIWINIIeNTINue
JaUTEzIANNTiINNsAa 9NN anTau N TaLauLE azvinlw
a (% P a & ' o o
iaanuduaundayaluamimnGe Saazdmalionumadaniow
FuNuNamMINGa Jana menﬁmﬂzymmsmmu,ﬂawuaaﬁmﬁfuagu
ludueng g
ARADBRAN N1IALABITUVITWABUARAN UTeNauelIy 5
& A
Juaan Ao
TR 1 MIULINGUY (Allocation)
TUADUNIULINGY (Allocation) iJunsaaiulanaunansu
' o f A \ ' A a o
WAaz WU NI N ALARZWIIE FITLTATITHANNAN B ULV I
A v o A o ' ' ° ' va A
amudanlutoinavesiaiasinsudazngu lasfmuainli@nga uaz
walt
& A a o & A o
Awnani 2 R Iaana lumIUIuAILaTaI9nT (Setup
Time)
Iﬂmmﬁ'ﬂﬁm‘"ﬂmulﬁﬁ'ﬂLm'azmg;umauﬂ?aaﬁ'ﬂmm
& { A a A a o
NUazfaTasIaeun 1 TudunTARNTMILANULAUATNEN LI
o & A v Ao A o 2 o . =
MufFINEnYaInANAULUUNAdBARINY (Family Group) uazd
o ' a A a ] a
anwaziduiunisnda (Batch) Seazidunisfansanianunaznialu
fAUAaN (Sequence-Dependent) [6]
Twaawi 3 Mievaudaiindiuazlaivinasn (nput —
Output Control)
A A Ay o A a ) a 4
ueTasdanlfiianiugumandalwidulyaaununniad
laraasonlilasazNansantamasnmInaaueaTaddnITuazasinmua
A32% (Loading jobs) lANLIATRIINTUGARZIATEY 1WalANNTZU
WANNZRNALMAINTNAANLTIRS
& 4 o . e _
ADWN 4 N1IIAXNAUIU (Sequencing)
1uaaudaldgdnmldldngnisiadrauainuddry (Priority
A % o o @ o o
rules) G9azlgngnissasauau 4 ng suldun
ngieanMuNInauyiniawn (First come, First Served: FCFS)
njiianauildinaasngaunvition (Shortest processing
time: SPT)
ngiennuilndinuesinauinnfigannviion (Earliest due
date: EDD)
ngiianiuilfinarhausiwuiigasyiines  (Longest

processing time: LPT)



AN159081aLIRLUAITHNITHER  WRIINHUITYNNNT

=t a & a I A o oA A =2
LthULYIEJUﬂQYN 4 ﬂg ']Lﬂi']:ﬂLLﬂzﬁEﬂNﬂﬂvlﬂLWaﬂﬂ:LﬁuaLLu:ﬂ@ﬂ'}i
Lﬁaﬂl“ﬁ’ﬂg@hdﬂ ﬂ']llaﬂ']uﬂ']sfliLLﬂ:ﬁﬂ'\WLL?@ﬁaNﬁLﬂuqzﬁNﬁﬂﬁ

aansnth ldszgndlglunmssaamenmssdazeslsanunsdidne
da'ld

> '
o a

ARADBN 5 N1TATIVFAUNITLATUNAINNNTBNNBUNITHER

. = % b A Y e
(Readiness) Fodunirsudladynuisinualnuldnsanaes

o a

o = & = o a a
Tanfu wiasdauazguninidns g Mufismsakuauuaninaud
A o A o A o A A Ao
Wignuldsunsufidaslilunsmuguieiasans idud lusunufidas
Iluminuquiaiesia Giduidu (Coordinate Measuring Machine)

I(ﬂ EJﬂ’ﬁﬁ’W\uﬂlﬁﬁﬁﬁ]ﬂii&lﬂ’ﬁﬂi:‘lj&lﬁ’lNﬂyuit%’hdﬂ’m’l’mtl,&luﬂwﬂ

=

o a A o A o a a @ ' a =2
ﬂwﬁquﬂﬂﬂﬂﬂﬂuqﬂiuﬂﬂiﬂﬂLﬂiﬂﬂﬁﬂﬁuﬂﬁ%uﬂqﬁ ) LNaRIIIRDUD

ANUNTBULNDADINIHRARUAIL Y

3. NMTAURBATANEN
3.1 MIANHBNITVDI 3 VWAaULTBIAK NAUNITIAAITNMIHES
AWAAWA 1. MIMAUATRINIHEAVDILATOIINTIATALIN
A - o a o AR o LA A =
WasnnanwdatuuIsmnsdidnm g3lafinsNansunde
o o a ' ' a_ & { ° o a
ARINMINAALARZAUIBINUNIHRG TINaUNVINNTIAANTIINITHES
° a o @ a ° o ’~ A
AIFAFINMITNATINAITNRINTHAAT A UFIINTIAANTHNTHAS FIaz
o v a a = a a g
lAnsaaasensude JUsedniuanndn
o & o= = o A o oA A 4 o a o
muu;;jlﬁﬂmm"lmuuumuwumumnmmaw 29U5 1N
nIddAnE  Wadnsuasinue 8a3adInsHEa (Rated Capacity)
A { o o a o
1] snﬂugﬂﬁ 1 ﬁanswﬂagﬂwaﬂmaammmswaﬂmwamm

A o & .
Lﬂiad'ﬂﬂi‘ﬂd%“ﬂluuﬂ%ﬂ Machining

nnnnnnnnnn

@

FUN 1 MSINMINEANIINAIINLATEIINTNIANG

v 1 ' 1

waanil 2. LU lRYINNTINNNNATEIINT mwﬂmiﬁgﬁn‘m
WEWD

o A o Vo v A o ARk % a

N137198940309907 latuaualiuSdnnsaldnus ldinadia
aa A o A o .
AEnanegduazunuulaslssnu Sudumasdueiesansluuiiom
goy 9 M?@LL@ia:na;wﬁm waziinaia Spaghetti Diagram [1] 374
- 4 e o e .y
NTLALINUMLazBuaasdalyil

1. aaszEzIILAzIAIMSIARaud18Iag MIvinuidan
vl

2. °11':;uﬁﬂﬁf@q%iu%a"l.ﬂ"lﬁsmﬁa ez IUIUWITIeR
ﬂvmvmtﬁmﬁ'umsﬁwmﬁﬁmﬂLﬁuvlﬂ

3. eazanalumsduines lasudaileAnelulssnuly
LAANZE LT ToIMaLin AWALAL AU ﬁuﬁw”m”@lqﬁuua:v‘iruﬁ
Yuanu ﬁaw‘"ﬂ%umuﬁtﬂuﬁuﬁﬂﬁwﬁagﬂ

4. USARITUMIH MIduazifionuvasiui t!ua:aaa a1
$ou naumIthenasanme 1udn

5. auNWNUEN 9 EvasluntauanusuAaTeutaan 1w
Lgaviam:mumwﬁﬂLm:dm@iamimuqu

6. saneiuiliiislomlasradad TlwiAanuiinads
wiagaulan

7. ammwm%‘meﬁaﬂvtym@mamﬁm wazaIaNlsaany
Twnuminau

Puaand 3. msmmualidtisszaziaa (Time Span) 289mM3
$RAINIHAATITALIN

LﬁaamnﬂTaga‘?{"lﬂ“lun’lﬁﬂmswmmﬁm Faaftaany
TUNUNRA UASTIUNURTEU RA18) §I0 Fathwnaamamnue
souszEznMfisinmIsamsnsnaaseulwifiTaanus asvnle
ieanuduauandayaluaimnia FaasanaLFaniumIsaLasY
NUMIHAAAI me:tﬁmﬂ”zymmsmmmau (Shortage) #9789
sivayuludmeg S'fﬁﬁmm@;mmnmwmﬂﬂaﬁ"l,&iman”u Ve3TaYA
lua9nsnda

danwuaualilimadmueszoznavaszansainsdnan g
mndalna lasdmualddmaiudysayaluasniinie dlaw
aznilinss uazmssamansudalnadluudazasssdasansanlid
m*maummmm“lﬁn”uLﬂéaaﬁ'ﬂﬂmwiazmg'u MRgInaFmSLNIHAR
Tuniladan gﬂ‘ﬁ' 2 LFAININNT MR (Flow Chat) 289m1590A1519MT

NRALAZIDLIZHZLIN

(®)

—

mremsiendn

El]ﬁ 2 LLﬁG‘I\‘leGﬂ”Iivl%a NMIAAATNNINAALRZIOUIZEZLIAN



3.2 NMIAURWBNITHAN 5 ABABH RRINNFUHWIITTUADY
X [ v A o Yo A & <& '
Wasduudr darnualidnidnnismuniu Dasz 2 39 sruduaauds
& . e . o ey
fla Tuaaunan asUsznaudiuTuazdaadda Ui
TuAani 1. N1IWOUNUILITUATNNFUVEILATEITNT
(Allocation)
Ium”umauﬁa:L?uﬁmﬁmmsﬁmmﬂﬂﬁagjamamumwmaa
HAAATIH uazdarmuadisg anufignddeinis lasdansdhonia
mnﬁfu’immmzJNﬁm:Lﬂu;\«fﬁmumﬂim’?ﬁmwﬁmme@nlué’mﬁm
A % a A o A o A9 o o a
F3dsznaudiggazidaiieany 1a3e99nINlTvin1sHEauas
Iﬂnmsumuqmﬂ?aﬁﬂi F 18U § snndanusNsaluisasves
- e o 4 a o . a2 v
mwmswaammnm:mmmaaﬂummLiﬂummm%mmiﬂﬂ
§OAARBINULIANNIAIIUIUNIINER (Standard Time) nasaniuny
'mLmumiw5@1ﬁﬂ:ﬁrlil”ayjaﬁvlﬁﬁa%mmﬁm’lﬁ@mﬂdmmﬁm
AWABWN 2. NITNBUWNILINULNaaaLIa1 b un15UTUA S
A o
LA3893NT
=] =2 o P ' o & A o
danmislainafiafiezsisaanailunslivaiaiasins
oo = E X 4 wa a o A A a
WlEnuudnEaTIit FIAAaNITRINTUAALRENINUWNITHAAAINNN
ldauadoadenu (Family  Group) uazdansuziuiuninia

(Batch) #u13al3sauazNaUnnswllg9aTeanIvaduaaznan

q

A3 ANNNIVINMITIAANTINMINES SuanmsAnsnlusing adsld
Qnﬁmuﬂ‘fmamm:i‘%msﬁﬂam ﬁmuﬂqﬂﬂim"lumiﬁ'uﬁﬂ%mm
imwg\uﬂéaaﬁa@mq AdaslEiunnaa saufanmsimuavunauss
TAAVBIAIDITNITMANZFUAUNIHER FoaniueBIILHRNITHES
FIFINITNIITUIAALA D NI UANU A NN N UBIAINNARIIARIN U
(Family Group) Lm:mummmm‘lﬁﬂ”ﬂLﬂ‘%f'aaii"ﬂimaatwiazmjuﬁaﬂmi

o A °

o Aa Y 2 o v a ' A o
IS usdreuuniainuasoaainulilanfadeitosns tduns
AUl I6u
v , w “
Fwaauh 3. inalianimiuaulassiidiuazdadsineen
(Input — Output Control) [1]
danw ldRansanfls dArdsn1suinaanuuy (Designed
Capacity) [1] 289tA3893NIUARZIATES lugﬂmadnmsmﬁmmsm:
naalavasndazaUony muualiidulasvineananuunmu anvudn
myfmuataspiudiauunwlinuiesasansudazinges laginaun
TanaununslinuiaTasinsudaziaasundwiamidusaluanains
a | o s & o 9 o ~ Aa
HAaTINBBIUARzALUAA Mntuddnmn ldnanasirnasdymiidaiy
o A4 o - v = o -
duldldfiasszifedunumnfaaiuaniizuiadeudagivasuien
nydldnEn Finnsdwiamadoaunazan (Cumulative Deviation)
vasdavpianuazladuiean gareasidunisdiwim [7] n3
wWasuulasazanulusonsnfandesdnsag (Cumulative Change in
Backlog) WaztnNAaNEN laN1TaTerwRe SundthaualwInalunig

urt ltlyw

& A @ o @ .
AN 4. N1IIAAALIW (Sequencing)
Tuaaniranm ldlingnisdadrauaiudiaty (Priority rules)
19 4 ng) M3 Tazving Lm:ﬁnﬁuamsﬁmsmﬁLﬁaﬂlﬁ’ngu,@ia:ﬂg
AUANMUANNZRUVDIFDUANTAIAS
ARADBN 5 NTATIIRBUMTLATLUANNNTBNABUNTHER
(Readiness)
A13¥1AaNITN Readiness Review Ldun1snseyinnisasia
Uzt dua 1999 neunazfatinuaIaIMINaaa uLNuAiIRualy
a A o ' @
ANTHNITHAA TILDUNITNIUFAUFAIWAINNTONAIINUN 1
(% & a A A o ' o a a o oA
FUMRNOWNIINEG Lwawﬂmmﬂmumuvlmmmemauuagﬂm
o o A ' % A a ' a A
wiouudd Geaztralinisndaduldagiesiuisoy Waa1s193e
o &a P A A o ' o a v
FUMAN 1 gjnm"lﬂtwmmwmmwsau naulazdunulniddranle
a o A o o o @ o &a
A1319NINAaLIzdnaen azaavinIslsul e Teyavesrlan
=) 1 =3 1 a 1 U
widariaw waddedanAuaulrditn iy
& X om A o o o AN o o & o o @
AN dvaunsirin WRIIINT LEHAIWEINNN1TIASIAU

1% '

NUANNTUABY 4 WA WINWLITRaanThuinlidaanasls

Uyzlowiianniasesaninen waziwalwnasanivasdransinisld
Y o -
Uszlum1iannia3ad9nTaU% A13N2YININ1INANTINITAALIAbANS
o & § o & o & § &< A A ° [
USUAILATEIINT NTUADWAAN MUTUABUN 2 BNATINII Taazyinlit

v

msﬂ%’uﬂgamﬂﬁ'@wmﬁamw5@1 SLﬁLflu"lﬂmm”mqﬂs:mﬁ“ 29717

4. d91

muﬁnmfragaLﬁumiﬂ%’uﬂ@amsﬁ'ﬂmswamm561‘11@@
NITVIRNININFAULUUIIEUNIZUIUNT (Process  Focus) 184
m'%f'aaﬁi“ﬂmuummuﬁhi5ww°u§ﬁu1uqmwnsmmsfugﬂ%ud’m
NMALWALANNEINTANUANGITH HEAA IR INRANY 1
MIkAaLRawazUIzN 40 D9 50 TIUMNT MISHAATAILSENNIHANEN
naaawlusida (Make to Order) %aﬂvtymﬁwuﬁa N139AANINNT

Nﬁmﬁmmgia PINUATTUTDU NMINAANRAN AN UAINUIIT dATINT LT

°

Uszlgmianiaiasanse
= & o 9 aa A s o
Twnudnmigdnmn ldeanuunifnmnungislunsdaana

a v a a & 4 o Aa o
Na@ﬂ.% YILANTNIWUINT Y ‘]j\‘jmNﬂzawﬂuﬂtyﬁﬂ“/mﬂ’]ia(ﬂﬂ’]iﬂdfﬁi

=

amﬁmq'ammm:«ﬁ’u&ﬁau L899I W U VBINITINANTIINITHES Ao

a o ed &

nAaAMAna ANy wazlSinmdnsiteluudazassfdysunalienn
n3assnsdanumansalumsrmindadanaii uasdidasdrilede
AMNEINYVDIZNAD Tutuaaunsuiiymniseldinauaisnisud
ﬂvzgmtmumgumamﬁmﬁu 3 dunon 43leun 1.msmunuamaINTHEe
yasndassnilidaian 2. aualiinnssansineiassnslug 3.m3
fvualWitnaszozaa (Time Span) 189MITAAIIIINIIHAATITALINH
Fsinnouniiiosduiazduinnmnuniu 2 asidad wazitnsuitym

Ln.n.lﬁafmﬂs:ﬁmﬂé'ﬂ@'lﬁl.l,a:ﬁa giinndnduvastuaaunan 5



& A v ' ' a o &
FUABUTI AT 1.AIULIN N 2. Asanmsaanan lumTUsuad
LA38IINT 3.m§muquﬂa'«n”mﬁn%tl.a:ﬂﬁ]ﬁ'ﬂﬁmamJauwia:m%aa e
ATHUILINU  4.M1TIEALINY 5.NITATIVFALNTLATHNAMUNTEN
daumInAaunatuayy asndanuminzauiudyningienuas
TUTDY
FIUTIAUTE AN TN WU INITIAANTINITHEA T1ATIN ;j
= v v A o ) & A o
dnw lalgamantisiueds  wazaanmsitUsslomianiaesans
aslum1397 1 AanaTaInIsIamaLNRaNNgMITasIeUANNEATY
& A ' o a
AWUWINUNG 4 NP FILAWIINMITAANNTININEAGIBNG EDD 4y
P A . v o A A ad " o o &
"L@ﬂ'n,'smmaﬂm’muaqucﬂma@ﬂq@ wiaasMsisUszlosian
A o A4 o & s = vo ad PR & @
LATBIINTNGN A9 @jﬁﬂ‘maamua"lﬂmaﬁmsﬂgmﬂuawumamaﬂ‘lu
Juaand 1 89 3 lasuiuiasanmsaaanlunisdsuasniadssns a0
MmsRasandiudsinsiaanensnandnaiivik RRINA bAIA
A o % A ' v Fo o o
@39MINAAGIENg EDD l&Sausn  Svaztaglddndiaaansld

{ o 2 X
ﬂi:Iﬂ‘ﬁiiﬁ]’mLﬂ%ﬂﬁ‘ﬂﬂiLW&l“H%

oAl 1 apdnslingmisamauanuiAYTaINUMILIING

1194 ng
" B X . dasms s
PitlEms | rauadseee | Swsemnds v 4 o
o .. o naasnag | Uslominn
| fhewivaon | swiagiszon | souliie . P
.o o . @) 19500905
(@la) (@l A () e .
(1Josrbue)
FCFS 288.2 88.97 6 8.92 50.74
SPT 240.6 74.8 3 8.06 60.32
EDD 217.2 1238 2 5.43 36.54
LPT 195.5 1576 ] 95.93 28.64

ua15197 2 waaIn S sUNBUNa289INTITINANTIINTHER

o A

FERININAVBINTIAANTNTHRAANLULUATIA NV ILSENATALAN N

WSHUMUNY HaT8INII3AA1T19NIINRAAINBLLA TN AN s Ta

U

£ o '

o = . o
WILRUD I@Uﬁm’mmnmagamama 40 319NT DIWWLIT NI

A o d

ms’mmmﬁm’mLmu?ﬁwaﬂnmﬁwmua ﬁ]z‘lﬁn AT URALNGN LAz

A

o % o { = ' o a
aﬂ‘ﬁﬂ’]‘ﬂ“ﬁﬂ‘itlﬂ“ﬁﬁﬁnﬂLﬂiad%ﬂiﬁgd FIANINNTIAATHMITHRAA

LUUATLENVRILSENNTAAN N

AN 2 MIUSULABUNAY2INTIAMTIINTHER

C . x .
. . N naEEatY dasailfils:lomian
WuurisresndnmemMInGa v i . e .

(@alug) waiasdny (afidud)

manudiianasuiEnniiidnmn 8.6 35.70%

o v

A sTusindansnsinaus 7.2 58.30%

LONE15971999

(]

(2]

(3]

[4]

5]

(6]

(7]

Heizer, Jay H.; & Render, Barry R. (1996). Operation
Management. 9th ed. New Jersey : Prentice Hall.

e efRdou. (2547). miﬁ‘i’@mi’mmswfﬁmhmwfugﬂ%uﬁm
Tasssaaedoadsuanme Snenfinus 26 (AenITuga
W), NINNY : TUAATNERE IWNRINTDMMINLIAD.

el qty“nmaﬁfuﬁ. (2544). NI TNMINRAFINIY
mumanaauunzwn lasmitefanmusuanedauas Tu
funassluaanndanszuanldasndnsauaud AnmaAnus
9.4 (TANTTVPATIAMT). NTUNWY : TaiAaInenae
wmnInmsmalulabwszaaundsuys.

Robert. et al. (1991). A review of empirical research on
manufacturing. Journal Operation Management. 18 (4): 485-
501.

Schutten, J.M.J.  (1996).
release dates, due dates and family setup times. J. Production
Economic, 18 : 119-125.
Allahverdi, Ali. (1999).

Parallel Machine Scheduling with

A Review of Scheduling Research
Involving Set-up Consideration, Scheduling of Characteristics
Based Grouping. 27 (2) : 219-239.

Uremis Uszilawansd uazame. (2547). MSUSMITMIHAALAZ
maUfuanis. nyunwy : lanew Bu dafiialida.





