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Abstract

This report presents a two-step approach to the Order Acceptance and Scheduling (OAS) prob-
lem of a make-to-order manufacturing system. The considered manufacturing system has flexible
job shop characteristics with complicated processing routes of final products. The diversity in
product types, hence customers, is an advantage for a make-to-order production system in being
robust to fluctuations in market conditions. However, this brings a challenge in planning the
operations so that different types of products get produced simultaneously and efficiently in a
given time horizon. This project is mainly about developing an automated planning system to
tackle the aforementioned challenge.

Since the company under consideration has stable business relations with customers and the
model finds short-term schedules, it is assumed that the problem set has deterministic data. All
the operations in the production system are assumed to be deterministic as well. Last-minute
order changes from customers are neglected, e.g. cancellations and amount changes. The dy-
namic aspect of the application is left partially to business implementation and to further studies
under the collaboration of the company with its academic partners.

The proposed OAS approach is performed in two steps. The first-level workload optimization
approach consists of a Mixed-Integer Linear Program (MILP) to determine orders accept and the
required deadline through setting system-aware production targets. The Second-level scheduling
approach is realized by using a branch-and-price framework which solves the flexible job shop
scheduling problem. The model determines how to schedule the orders in order to minimize the
deadline violation.

Computational analyses show that the proposed OAS model is well able to determine the pro-
duction target of orders to be produced, and based on the production target, create a production
schedule of the corresponding orders. The model is benchmarked based on the predicted on-time
delivery of orders. The results show the desired on-time delivery targets can be achieved using
the proposed two-step OAS approach.
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Executive summary

In this master thesis, an order acceptance and scheduling model is developed for a make-to-order
manufacturing company where production has flexible job shop characteristics with the goal of
minimizing order tardiness. The OAS model is implemented as a case study at AME, an inde-
pendent developer, and manufacturer of high-quality electronic products. With AME’s current
planning method, on average 76% of the orders are delivered on time. However, AME aims for a
target of 85%. The goal of the OAS approach is to improve the production performance so the
target can be achieved.

An order is a customer’s request for a deterministic quantity of a final product. This product
consists of a composition of sub-products, and these sub-products in turn consist of a composi-
tion of sub-products. This relationship can be seen as a precedence relationship since the final
product cannot be produced until the sub-products are produced. A product can be produced
by performing a set of operations. For each operation, a set of machines on which the operation
can be performed is defined. A job here represents the execution of the required operation for
the desired order quantity. When the production of a job is started it cannot be interrupted pre-
maturely, preemption is not allowed. Orders have deterministic order sizes and order deadlines,
each order consists of a set of jobs. Each job has a deterministic processing time and the setup
time is included in the processing time.

The scheduling model considers a set of schedulable orders. The goal when realizing the planning
is to minimize the tardiness of the orders. First, the model ensures that if the machine capacit-
ies are overloaded, orders are rejected prematurely so the maximum utilization is not exceeded.
Secondly, the accepted orders must be scheduled in the production schedule.

The proposed OAS approach consists of a two-level production planning (Figure 1). In the first
level, the workload optimization model makes order acceptance decisions and determines the
production targets with precise deadlines of sub-components to be produced for accepted orders.
The scheduling model of the second level finds schedules of operations by employing decompos-
ition techniques from mathematical optimization to minimize the tardiness of the production
targets.

The workload optimization problem is formulated as Mixed Integer Linear Programming (MILP)
model. The model respects the capacity of machines and determines target deliveries of accepted
orders, possibly by delaying the original deadlines within the customer tolerance. If the deadline
of the order is still infeasible, the model can choose to reject the order. The results show the
workload control of resources is accomplished by rejecting orders. Based on the results, it can
be concluded that the model is able to achieve the workload control.




Production Production
target planning

Customer — Order

Adjustment delivery date order

Order confirmation (or rejection) with confirmed delivery date

Figure 1: Overview two-level production planning

The second step scheduling model includes a branch-and-price framework. Branch-and-price uses
Column Generation for finding lower bounds at nodes of the branch-and-bound search tree. The
scheduling problem is formulated as a master problem that is solved to optimality via a branch-
and-price search. The objective of the master model is to minimize the sum of tardiness of orders.
The master problem chooses a schedule for each order from the set of alternative schedules of
the order. By solving the master problem, the duals are generated. When the pricing problem is
solved using these duals as input, a new schedule is generated for each order. If these are found
to have a negative reduced cost, this schedule may have the potential to improve the objective of
the master problem and is added to the set of possible schedules of an order. This process keeps
repeating until no orders are found with negative reduced costs. If no promising columns are
found, the optimal solution is found and the node explored. However, due to the relaxation of
the variables, the model may still consist of fractional values. This creates an unfeasible solution.
By applying a branch-and-Bound optimization method, the search space can then be explored to
reach an integer solution. For the branching, the highest threshold selection method is applied
to define the schedule to be fixed, and the search tree is explored using a dept-first search method.

Based on the results of the implemented framework, it can be concluded that the proposed
branch-and-price framework is well able to minimize the tardiness of orders. There is a large
decrease in the objective tardiness of the greedy planning method and the branch-and-price
framework. The model performs as intended, the on-time delivery performance is improved and
the percentage of on-time completion of orders increased compared to the current scheduling
method.

Based on an analysis of the previous planning method, an average of 76% of orders was delivered
on time. However, AME aims to deliver 85% of the orders on time. The computational results
have been analyzed and, based on these results, it is found that by implementing the two-step
OAS approach, on-time delivery of 92% can be achieved. By implementing the OAS model the
targeted on-time delivery performance is achieved.

A further recommendation for AME is to enhance the precision of job execution cycle timings.
AME has a good collection of process time, however, the precision of the execution data might
be enhanced. The Manufacturing Execution System will be especially useful for automatically
recording job executions so that the planning models can leverage dynamically changing cycle
times.
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Chapter 1

Introduction

Production scheduling has been a popular research topic in operation research. Production
scheduling is an essential task to help companies to improve their production process. Com-
panies that implement this automated scheduling approach can consequently perform further
optimization through sensitivity analysis, this makes research in this area highly relevant for
companies.

Companies are producing more and more customized products. This leads to an industry with
high product diversity. Production with a high degree of interdependence between separate
products results in working with a high diversity of different production paths. Creating an
optimal planning has therefore become more complex. This problem is also known as the flexible
manufacturing system (FMS) scheduling problem [2]. Scheduling problems are highly difficult
to solve optimally and are found to be NP-hard [3].

Production scheduling in a complex production facility with order deadlines and capacitated
production units. Due to the high diversity of production of orders and order requirements,
it becomes challenging to define the planning considering the available capacity and required
delivery deadlines. This challenge could be overcome via a prescriptive analysis to determine the
optimal schedule.

Companies that implement an automated scheduling approach can consequently perform further
optimization through sensitivity analysis. Therefore, it makes it very appealing for companies
to consider an automatic scheduling approach.

The research is conducted as a case study at Applied Micro Electronics (AME). AME is an
independent developer and manufacturer of high-quality electronic products located in the top
technological region of the world (Brainport Eindhoven). AME’s goal is to create innovative
products that exceed customer expectations. AME does this by integrating product develop-
ment and manufacturing and keeping a clear focus on the product and its function. Driven
by technology, AME strives for the best solution combining the disciplines of electrical, mechan-
ical, software, and industrial engineering. Through creativity, passion, ambition, motivation, and
a highly educated level of their employees, AME secures its goal of being a profitable company [4].

The objective of this research is to create an Order Acceptance and Scheduling approach for the
production process of AME by developing an optimization branch-and-price framework for the
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production scheduling that aims to optimize due-date-related objectives in order to minimize
deadline violations of orders.

1.1 Automated planning approach at AME

The proposed production planning consists of a two-level production planning. The first-level
planning is an approach to determines which orders to accept and the required deadline. If
deadlines determined by the customer are infeasible, the deadline can be adjusted by the model.
In the case of two many orders resulting in not enough machine capacity, the orders will be
rejected. This first-level model is further referred to as the what-model because it determines
what orders to accept. The resulting output of the what-model determines which orders have to
be produced, which orders are canceled, and the deadline per work center. The output of the
what-model will be further referred to as the production target. The Second-level model focuses
on how to schedule the projects in order to minimize the deadline violation of the production
target. The model is further referred to as the how-model. This study is a follow-up study to
the work of Firat and de Meyere [5]. The previous research proposed a production target model.
The proposed model will be expanded and used as a production target model. In addition, the
focus of this research will be on the second-level scheduling model. The two-level production
planning is shown schematically in Figure 4.1.

Production Production
target planning

Customer — Order

Adjustment delivery date order

pm———

Order confirmation (or rejection) with confirmed delivery date

Figure 1.1: Overview two-level production planning
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1.2 Research Objective

This research focuses on how to develop a two-step scheduling approach for an order acceptance
and scheduling problem. The first model is used to determine the production target and define
the accepted orders and their corresponding deadlines. The second model is to determine the
schedule of the production target with the objective of minimizing the deadline violations of
orders.

Based on the specifications of the different work centers, a planning must be constructed. This
scheduling task is constrained by, for example, task deadlines, job sequences, machine capacity,
and employee capacity. A schedule must be defined so that the AME can use this for planning
the orders. Per job it should be specified when, and on which machine, the job should be per-
formed. The production requires a robust approach of scheduling for the how-model.

For the first model to determine the production target, the model of Firat and Meyere [5] is used
as a basis. In this study, the model is extended to improve the accuracy and efficiency of the
model.

Because flexible job shop scheduling problems are computationally expensive to solve, the effi-
ciency of the model must be considered. Branch-and-price is an effective approach to solving
large-scale scheduling problems [1]. This study will focus on solving the how-model via the
branch-and-price approach.

The goal of this research is to create an Order Acceptance and Scheduling approach for the
production process of AME by developing an branch-and-price optimization framework for the
production scheduling that aims to optimize due-date-related objectives in order to minimize
deadline violations of orders.

The existing literature does not fully match the characteristics of the AME production process.
Furthermore, the models in the literature are tested on smaller instance sizes and it is therefore
questionable whether the approaches can handle the instance size of the AME case study.

This research will contribute to the current literature because there is currently no branch-and-
price based method to generate an automatic scheduling approach for job shop type manufactur-
ing companies that operate with make-to-order convention and have a high production diversity
and characteristics as AME.

1.3 Research scope

The model to determine the production target proposed by Firat and Meyere will be used as
what-model [5]. However, some adjustments are made to the model to provide a more realistic
representation of the situation at AME. The generated production targets of the what-model
form the problem instances of the planning model. The how-model is solved via the branch-and-
price approach. The output of the model must be applicable for production. It must be clear
to production in what order the products must be produced, an overview should be given of the
number of products that must be produced, and when the products must be finished.
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1.4 Research question

In this section, our project goal is clearly stated in the form of a research question and it is further
decomposed into steps by formulating sub-questions. The main research question is formulated
in the following way:

How should the highly complex order acceptance and scheduling problem of AME be solved effi-
ciently by using a branch-and-price search?

In order to answer the main question with well-defined steps, several sub-questions are defined.
The sub-questions are defined in the following way:

1. What are the main characteristics of the production system of AME company and what is the
current business practice for planning the manufacturing operations?

First, the AME production process will be explained in more detail to get a better insight into
the production process. Each work center will be explained with the requirements to achieve a
realistic representation of the process. This question answered in Chapter 2

2. What are the state-of-the-art approaches in flexible job shop scheduling in the literature and
what are the comparable OAS approaches to the production situation of AME in literature?

The second sub-question has two purposes. First, the current methods in the literature are ex-
amined for scheduling of production systems. This complements the main question because it
clarifies which optimization techniques can be applied. The advantages and disadvantages of the
different methods will be discussed. Furthermore, by means of the literature review, the literature
where similar OAS approaches have been applied is examined. Relevant literature on the pro-
posed two-step planning approach will be discussed. This question will be answered in Chapter 3

8. How should the workload optimization, so-called WHAT, model be adapted to generate the
realistic scheduling problem instance? How can the highly complex production scheduling problem
of AME be decomposed by employing Column Generation, and how should the smart enumeration
in the form of branch-and-price be developed?

Based on the literature review of the previous sub-question, it has become clear what the op-
tions are in defining the branch-and-price framework. Answering this sub-question will lead to
the definition of the branch-and-price framework for the specific AME production process case.
The column generation formulation is examined, the branching method selected, and the enu-
meration technique determined. After answering this sub-question it is clear how the workload
optimization model and branch-and-price framework for the production process of AME are im-
plemented. This question will be answered in Chapter 4

4. How does the workload optimization model perform in terms of solution quality? How does
the resulting branch-and-price framework perform in terms of solution quality?

In sub-question 4, First, this sub-question is to evaluate the performance of the production tar-
get model. Second, to evaluate the performance of the branch-and-price framework. This will
be done through a sensitivity analysis. Different instance sizes will be examined to determine
the maximum capacity of the model. The model will be tested for different instances to display
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possible performance differences. The results will be compared to the current scheduling per-
formance to validate the quality. This question will be answered in Chapter 5







Chapter 2

Application background:
Production system AME

First, the AME production process will be explained in more detail to get a better insight into the
production process. Each work center will be defined with the requirements to achieve a realistic
representation of the process. Based on the general description of AME’s job shop production
process and the detailing of the work centers, it becomes clear what kind of production process is
involved so that the literature that best fits AME’s production process can be identified. Then,
in the next section, the relevant literature is discussed.

2.1 Production System Description

Each manufacturing company has its own production system descriptions. The purpose of this
section is to explain the used production system terminologies to get a better understanding of
the system structure.

Work Centers AME is an independent developer and manufacturer of high-quality electronic
products AME strives for the best solution combining the disciplines of electrical, mechanical,
software, and industrial engineering. These disciplines are therefore all realized in-house. AME
makes all the parts in-house. The plastic components are produced in-house, the printed circuit
boards are soldered and the products are assembled. These different processes are performed in
different departments. These departments are described as work centers. Each work center will
be explained in more detail in the Section 2.2.

Resources Resources can be both people and machines. For each operation type, a set of
resources can execute the operation type. Each resource is identified with a unique name. Each
machine is committed to one or more operation types the machine can perform. The machine
is dedicated to a single work center. The number of hours per day the resource is available
is specified for each day. For each operation, a set of identical resources are available that can
perform the operation type. It is assumed that these identical resources have equal processing and
set-up times per operation. Because these are identical resources, the resources are operational
for the same period per day. However, it can happen that an employee is not available all day.
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Products Each product is related to one work center. These unique products are intermediate
products or final products. The products are determined as final when the product is purchased
by a customer. FEach product has a unique product number (PN). The products consist of
several sub-products. It may be the case that several identical sub-products are required for
a product. For this purpose, a required quantity of sub-products is specified for the product.
These sub-products must be present before the product can be produced in the work center.
This is therefore a predecessor priority relationship. It may be that several sub-products are
needed to produce a product. However, it is not possible for a product to have more than one
successor relationship in the same production order. A predecessor product can be requested
from a different work center. To produce a product, a set of sequential operations must be
performed. Each product is unique. However, often the same resources are used to produce
different products. For example, two different electronic products both contain a printed circuit
board. The boards are configured differently because different components are placed. However,
both products are processed by the same set of machines, because both products must be marked,
components must be placed and both must be soldered. These umbrella processes are revered to
as operation types. However, the different products are not produced in the same way on the
respective machines because the number of components and the type of soldering, for example,
are different. These unique processes related to the product are described as Operations.

Orders AME applies an MTO production strategy, where products are customized to the cus-
tomer’s specifications. As a result, the products of the different customers are unique. Each
customer orders a quantity of a specified product number (PN). These products are further
defined as a final product because it concerns the final product delivered to a customer. An
order consists of a set of jobs that must be performed to produce the order. A job represents
the execution of an operation for a batch. Jobs have deterministic processing times. A job can
be performed on a set of alternative machines where the production times are the same for the
different machines. A job can have precedence relationships, in which there may be one or more
predecessors and at most one successor. When production of a job start, the production cannot
be interrupted. Preemption is not allowed.

An order is a request for a quantity of products. In order to produce this order, a number of sub-
products are needed. An example is given to describe this situation. A customer wants an order
of 10 products A. Product A needs two products B to be produced. So this means that the order
consists of 10 products A and 20 products B. And the product can be produced by performing a
set of operations. A final job represents the group of 10 products A. For this job, the production
time is calculated by multiplying the processing time of the operation to be performed by the
quantity plus the setup time of the batch. The predecessor job is the production of 20 products
B. If a product is produced by performing several operations each operation represents a unique
job. A distinction is made between sequential orders and in-tree orders. An in-tree order is an
order where at least one of the jobs has multiple predecessor jobs. An example of an in-tree
order is presented in Figure 2.1. An order is sequential if all jobs of the order have at most 1
predecessor.
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In-tree Production Path
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Figure 2.1: In-tree production Path

2.2 Work Centers

In this section, the different work centers will be discussed to give indication of the production
process and the performed operations.

2.2.1 Electronics Manufacturing

In the Electronics manufacturing (PRD) work center, the printed circuit boards are manufac-
tured. The manufacturing of PCBs consists of a set of operations that are manufactured in a
fixed order. Depending on the product, certain operations are carried out. The processing time,
start-up time, is specified per operation. Each operation can be performed by a set of alternative
machines. The processing times are the same for the alternative machines. These alternative
machines are assumed to have a fixed and equal operative time per day. However, it can be the
case that a machine is not available due to maintenance. This is indicated in the availability per
day.

In the Electronics Manufacturing Department, the following operations are carried out:

Laser marking - The process starts with a bare PCB. Meaning that no components are mounted
on the board. The PCBs arrive in boards where several PCBs are mounted on a board. One
or more circuit boards are mounted on each board. The first step is to mark the circuit boards.
Each board gets a QR code which is marked with a laser marker. Two alternative identical
machines are available to perform this operation type.

Surface mount devices (SMD) - The next step in the process is attaching the small components
to the PCB. This is done on a surface-mount device (SMD). This is a production line where
small components are placed on the PCB by means of an adhesive. The boards are placed in
the machine, then glue is applied to the locations where the components are placed. Next, the
components are attached to the PCB by means of a machine. The components are delivered in
rolls on which several of the same components are placed. These rolls are supplied and placed in
the machine by an operator. When all the components have been placed, the boards go through
the oven so that the glue can harden. During the process, several quality time controls are carried
out. If it turns out that the components have a deviation, it is kept separate at the end of the
process. There are three identical SMD production lines where the components can be placed.
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In the case that no further components need to be placed, the next operation is the depenalizing
operation. In the case that conventional assembly is still to be carried the next operation is
conventional assembly. If the product needs in-line programming this operation is done after the
SMD operation.

In-line Programming (IPS)- if some components placed in the SMD line need programming. The
component is programmed in this operation. There is one machine able to perform this operation.

Conventional Assembly (CA)- Parts required to be soldered on the bard are placed on the board.
The Conventional assembly (CA) operation is a manual operation. This is a preparatory stage
where components are placed on the board manually or automatically with a machine. In the
next Selective Operation, the components are then soldered to the PCB. This operation can
be performed either manually or by machine. In total, there are nine workstations where this
operation can be performed.

Selective - After the components have been placed on the board in the CA operation, the com-
ponents can be mounted mechanically by a soldering attachment in the Selective Operation. Two
alternative machines can perform this operation. After the Selective operation, a Through Hole
Inspection is carried out to validate the qualities of the soldering attachments. The selective
machine can solder components on one side of the PCB. If the product has components attached
on both sides, the board must go through the CA, Selective, and Through Hole Inspection op-
eration again.

Through Hole Inspection - After all the components have been soldered, an inspection is required
to check whether the soldering has been done properly. If an error is detected, the component
is sent to a repair station. The Through Hole inspection workstation is directly placed after the
Selective production line.

In-Clircuit Testing (ICT)- Some customers require the printed circuit boards to be tested in
advance. If the customer requires this, the In-Circuit Testing (ICT) operation must be carried
out. This is done after all the components have been placed. This operation can be performed
in two alternative machines.

Kitting - Components soldered to the PCB may be large, and the solder attachment may not be
strong enough to hold the component in place. To strengthen the fixation, an additional kit is
applied to hold the component in place. There are two alternative machines where this operation
can be performed.

Depenalize - Once all the components are in place, the PCBs can be removed from the boards.
Two alternative machines can perform this operation type.

Bozing - After the PCBs are depenalized, the PCBs can be placed in crates. This is the last
operation and the product is finished. The product can either be a final or intermediate product.

Depending on the product, a set of operations have to be executed. This is done in a fixed order.
This sequence is shown in the flow chart presented in Figure 2.1.
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Table 2.1: Operation Sequences PRD

Operation Sequence Occurence
[Laser Marking, SMD, CA, Selective, Depanelize] 43%
[Laser Marking, SMD, Depanelize] 22%
[Laser Marking, SMD, CA, Selective, CA, Selective, Depanelize] 7%
[Laser Marking, SMD, CA, Selective, ICT, Depanelize] 5%
[Laser Marking, SMD, CA, Selective, CA, Selective, Kitting, Depanelize] 4%
[Laser Marking, SMD, CA, Selective, Coating, Depanelize] 4%
Other Routings 15%

2.2.2 Injection Molding

In the Injection Molding work center, plastic parts are produced via a mold. Plastic pellets are
heated to a highly plastic state and forced to flow under high pressure into a mold where it
solidifies. AME has five molding machines, which vary in size. The size of products affects the
size of the mold. When the size of the product increases, more material is required. Per product,
it is specified on which machine the product can be produced. The size of the product influences
the required amount of raw material and is therefore also influencing the batch sizes.

The name of the machines represents the number of tons of raw material the machine can work
with. In total there are five injection molding machines: 80T, 120T, 120T/2k, 300T, and 500T.
The products are categorized into seven groups. Each unique group has a different set of altern-
ative machines that can produce the products. Table 2.2 represents the alternative groups. Each
of these groups is handled as a unique operation.

The shape and size of the products affect their manufacturability. Products are categorized into
three groups, namely: Automatic production, where the products can be produced 24 hours a
day, semi-automatic where the products can be produced 18 hours a day and manual where the
products can be produced 16 hours a day.

Table 2.2: Operation Types IM

Operation Type Alternative Machines

IM_OPO 120T, 120T /2K
IM_OP1 120T, 120T /2K, 80T
IM_OP2 120T /2K

IM_OP3 300T

IM_OP4 300T, 500T

IM_OP5 500T

IM_OP6 120T

IM_OP7 120T, 80T

IM_OPS8 120T, 120T /2K, 300T

11
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2.2.3 Cable and Wiring

At this work center, the cables and wiring required for the final products are produced. Wires and
cables are cut to the required length. This can be done automatically by a machine or manually
by an employee. Each job is identified to be either of the automatic or manual production
type. The production of a wiring product consists of a single operation that is defined on which
machine this product is to be produced. Per operation, the processing time is defined.

2.2.4 System Assembly

System Assembly is often the final step of production assembled several components into a
product. Making a product involves performing a single System Assembly (SA) operation. This
operation is performed by a worker. Each worker assembles the product at a workstation. In
total there are 28 workstations where this operation can be performed. The employees work
an 8-hour shift. The working day consists of two shifts where the workers take over from each
other. So, on average, there are always 28 workers per shift. However, this can vary due to
holidays. Employees indicate their availability per day. In the actual planning, the planner takes
the skills of the employees into account. However, insufficient data has been recorded on this
and it is therefore not considered in the proposed planning model. For now, it is assumed that
the employee can perform all operations.

Furthermore, special tools and testing equipment are required to assemble the products. How-
ever, the requirements are not yet well documented and therefore cannot be included in the
planning. It is assumed that sufficient tools and testing equipment are available. The main
factor influencing the schedule for SA is to allocate personnel to production orders.

2.2.5 System Assembly in Clean environment

This work center is comparable to the SA work center. However, this process is performed in
a sterile environment. This work center is further referred to as CLEAN. The capacity is lower
compared to the capacity of SA due to fewer orders of products requested by the customer,
requiring to be produced in a sterile environment. Just like in SA, the employees work in two
shifts per day. Each shift lasts eight hours. Each shift employs 3 workers.

2.3 Current scheduling approach

The generation of the current production planning is conducted in several steps. First, the mas-
ter planner determines which orders are to be produced. Each work center has an additional
planner who will then generate a more detailed planning for the corresponding work center based
on the master planning.

There is the senior production planner who makes a rough estimate for the entire planning. This
planner considers which orders need to be produced in the near future with a time horizon of
approximately two weeks. Based on experience, the senior production planner knows roughly
what is needed to produce the various order. For the order, the quantity of products is known
and based on the deadline, a rough estimate is made of when production should start. The
master planner tries to take into account not to overload certain machines and considers orders

12
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one by one.

The constructed master planning is then presented to the various work center planners. If the
planners of the work center anticipate that the intended planning cannot be achieved, this is
communicated back to the master planner and the planning may be adjusted.

2.3.1 Current business practice

AME has kept track of the internal delivery performance of each work center handing over work to
other work centers. This is represented in table 2.3. It is notable that PRD performs particularly
less in meeting its internal delivery deadline. The overall performance, CLIP performance,
indicates the percentage of jobs not making the deadline requested by the customer. AME’s
production performance is relatively poor: on average only 76% of the orders were delivered
to the customer on time [6]. AME strives for a CLIP performance of 85%. However, this
performance is often not reached. Therefore, AME hopes to improve the scheduling approach.

Work Center On:tlme
delivery

PRD 1%

WIRE 89%

M 93%

CLEAN 92%

Table 2.3: On-time delivery between work centers(2020, Q3)
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Chapter 3

Related work

First, general job shop planning literature is discussed. The different methods are explained here
with the advantages and drawbacks of the different methods. Among other things, the reasons
for choosing a branch-and-price framework are explained here. Second, production planning
methods are discussed that emerged from the literature review with similar characteristics to
the AME production process. Similarities and differences with the current literature and the
situation at AME are listed. Third, the column generation decomposition techniques of math-
ematical optimization are discussed. Finally, the literature of the branch-and-price framework is
summarized. This is used as the foundation for the model formulation in the next chapter.

3.1 Job-shop Scheduling

The job shop scheduling problem is an optimization technique where jobs are assigned to a ma-
chine at a specified time. The most common objective is to minimize the makespan. However,
other types of objectives are to minimize tardiness or maximizing profit. The job shop optimiz-
ation problem is often NP-hard.

Because the job shop problem has considerable potential in business, this is a popular topic in lit-
erature. There are several types concerning job shop scheduling. In the case of AME; it is flexible
job shop scheduling because each job can be performed by a set of alternative identical machines.

The optimization algorithms for scheduling are mainly divided into exact optimization methods
and approximate methods. The exact optimization methods include efficient rule approaches,
mathematical programming approaches, and branch definition methods. The approximate meth-
ods include constructive methods, artificial intelligence, local search, and meta-heuristic al-
gorithms [7].

An overview of the considered scheduling approaches is represented in Table 3.1

The first mathematical models concerning job shop schedules were initially studied by Johnson
in 1954 [8]. However, these methods are not good at solving major problems. A branch-and-
bound algorithm is a mathematical optimization technique executing a systematic enumeration
of candidate solutions using a state-space search. However, for large instances, the solution area
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becomes large and therefore takes longer to calculate [9].

The exact optimization methods, such as efficient rule-based approaches, mathematical pro-
gramming approaches, and branch definition methods, can achieve the exact optimum solution
in polynomial time for specified job shop scheduling problems. But only small-scale problems
can be solved with the exact optimization methods. As the best exact optimization methods
for more complex problems, the branch-and-bound methods can obtain the optimal solution in
theory, but it is difficult to have real practical applications because of their complexity [7].

The priority dispatch rule method uses priority rules such as shortest processing time, earliest
delivery time, or selection of the same machine. These priority rules are computationally easy
to compute. However, with this method, there is no guarantee that the solution is of reasonable
quality [10]. With insert algorithms, a pre-selection is made which jobs are scheduled. As a
result, the model only takes a small portion of the jobs, making it easier to solve the problem.
The resulting schedule of this subset is fixed in the master schedule after which new jobs can be
added at the available spots of the schedule. However, there is no guarantee that the generated
result will lead to an optimal solution as only a small fraction of the jobs are scheduled each
time [11]. The bottleneck procedure takes into account the bottleneck machines. When applying
a neural network, a machine learning model is trained to make the planning. The model is
trained on train data and then applied to the test data. This requires the arrival distribution
of orders. The risk when using a neural network is that the model might overfit the test data [12].

Meta-heuristics are strategies that guide the search process through the search space. The goal
is to explore the search space more efficiently. Examples of meta-heuristics are the Tabu search
method, genetic algorithms [13] and nature biological based algorithms such as ant colony al-
gorithms [14] and particle swarm algorithms [15]. Meta-heuristics have been applied extensively
to solve production scheduling problems because of the promising results compared to standard
heuristics. However, designing a good heuristic requires a lot of domain knowledge and is very
depending on the type of problem. Furthermore, it is difficult to validate the quality of the
solution, as the method is not exact.

Van den Akker applied column generation successfully in job scheduling for common due date,
parallel machines, and single machines [16][17]. A disadvantage of column generation is that the
solution consists of fractional values. This makes the solution possibly infeasible. Achieving an
integer solution is by itself an NP-hard problem.

Branch-and-price is an extension of the branch-and-bound method and column generation, and
is better suited for solving large problems. The advantage of branch-and-price compared to
meta-heuristics is that the quality of the solution can be validated. With meta-heuristics there
is a risk that the model remains stuck at a local optimum. For this reason it was decided to
continue with the branch-and-price method.
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Table 3.1: Scheduling approaches for job-shop scheduling problems

Group Method Literature
Efficient rule approach [8]
Mathematical programming [18]
Branch-and-bound [19],]120], [9]
Column Generation [21], [17]
Branch-and-price [22]
Constructive methods Priority dispatch rule [10]

Insert algorithm [23]

Botleneck based heuristics  [24], [11]
Artificial intelligence Neural network [12]
Local search Simulated annealing [25]
Meta-heuristic Genetic algorithm [13]

Tabu search [26]

Ant colony algorithm [14]

Particle swarm algorithm  [15]

Firefly algorithm [27]

3.2 Recently conducted studies at AME

The scheduling is based on the two-level scheduling approach. The what-model determines which
orders have to be produced, which orders are canceled, and the intermediate deadline per work
center. The how-model focuses on how to schedule the projects in order to minimize the deadline
violation of orders.

In an earlier study, Firat and Meyere developed a production planning model, the what-model,
to pre-determine required deadlines and sub-deadlines in order to minimize the number of tardy
orders [5]. The study proposes a Mixed Integer Linear Programming model that converts the
customer non-rejected orders into feasible workloads of production units by possibly delaying
some of their deadlines. Consequently, the overall tardy jobs will be minimized. However, the
company cannot implement this tool immediately because only the deadlines are determined,
and no actual schedule is produced. This model will be used as the what-model.

As a follow-up study, Voorn formulated a column generation framework[28] to construct the
production schedule which minimizes the number of tardy jobs. This production planning model
was intended to use as the how-model in the two-step order acceptance and scheduling approach.
However, the results were not as desired and this work is therefore not considered in this study.
The pricing problem generates a schedule per work center by performing different heuristics. Per
work center, various heuristics were applied, the heuristic with the minimum tardiness is then
selected. Heuristics applied are Earliest Due Date (EDD), Shortest Processing Time (SPT),
Apparent Tardiness Cost (ATC), Weighted Shortest Processing Time (WSPT), and Minimum
Slack (MS).

The master problem selects a schedule per work center. The master problem uses LP relaxation
to reduce the complexity the binary values in order to solve the model more efficiently. This leads
to fractions in the outcome of the objective solution and is, therefore, an infeasible solution. The
column generation model did not result in integer solutions and therefore the results were not
meaningful. The best outcome of Voorn’s work was the solution to the greedy scheduling model
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used to generate basic schedules per work center which were then further explored by means of
column generation. However, the result was not satisfactory in terms of solution quality because
there are still many orders that did not meet the deadline.

There were two drawbacks to Voorn’s implementation. First, a heuristic cannot guarantee that
the pricing problem is optimally solved. A second disadvantage is that by solving the planning
per work center, the precedence relations still have to be taken into account between the different
work centers, because there are precedence relations between jobs of an order which may have
to be executed in different work centers.

3.3 Order Acceptance Scheduling

Over the past 20 years, the topic of order acceptance has attracted considerable attention from
those who study scheduling and those who practice it [29]. Numerous different approaches can be
taken to optimize the production scheduling process. The production scheduling model created
in this thesis is not a completely new approach, but contains several different caracteristics that
have not been applied or combined before in the literature. The purpose of this chapter is to
describe different approaches that have been adopted in the literature to solve similar problem,
as well as to understand which aspects of the created model have not yet been addressed in
previous research.

The production process of AME is a job shop scheduling problem, with the objective of minim-
izing tardiness of orders. Orders consist of a set of jobs in which there are precedence relations.
Jobs have deterministic process times, where the set-up times of jobs must be taken into ac-
count. When starting to produce a job, the job cannot be interrupted. Preemption is therefore
not allowed. A job can have several predecessor jobs, this creates the in-tree order structure.
Furthermore, the model must be able to solve the model in a reasonable computation time. In
addition, some listed methods are not capable of solving size problems.

Table 3.2 shows OAS approaches, which were obtained from the literature study, with their cor-
responding characteristics.

The existing literature does not fully match the characteristics of the AME production process.
The papers listed are all theoretical models but have not been applied as case studies. Fur-
thermore, the models in the literature are tested on smaller instance sizes and it is therefore
questionable whether the approaches can handle the instance size of the AME case study. To
the best of our knowledge, there is no literature available that directly relates to the produc-
tion situation of AME and for this reason is highly relevant, because it connects to a real-world
production process.

Table 3.2: Relevant OAS scheduling Literature

Precedence In-tree

Year OutAuthors Objective Method Deterministic  Setup  Preemption . . Orders Jobs
relations handling
2020 i, Ventura & Bunn [30] Max revenue  Graph based DP X x X 50 50
Mesty, Damodaran, ot R . e
2011 & Chen [22] Max revenue  B&P Graph based X X x x 10 100
2016  Wang & Ye [31] Max revenue ~ MILP x x 50 50
2001 Hans [32] Min tardiness B&P Graph based X X X X 10 50
Case study: AME Min tardiness B&P graph based X X X X 40-90  170-400
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3.4 Column generation

For a detailed taxonomy of the column generation literature is refer to the work of Desaulniers,
Desrosiers and Solomon [21]. In the following, the principle of column generation will be ex-
plained. This is based on the work of Desaulniers, Desrosiers and Solomon.

Column generation is an iterative solution procedure for LP models that have a large number of
variables. All these variables should not be considered initially, hence column generation starts
with some, possibly empty, set of decision variables in the master problem. The new promising
columns are generated by solving the pricing problem whose objective is formed with the dual
information provided by the master solution. The procedure is terminated when no promising
columns can be found any more. This brings the evidence of having optimally solved the master
problem.

3.5 Branch-and-price

The following is a description of the branch-and-price based on the paper of Barnhart’s [1].
Branch-and-price is a branch-and-bound search where a specific lower bounding technique is
used, namely Column Generation. The benefit of branch-and-price compared to branch-and-
bound is that it is more efficient in solving large problems. Applying a standard branch-and-
bound procedure to the master problem over the existing columns is unlikely to find an optimal,
or even good, or even feasible solution to the original problem [33].

The ILP master model is relaxed to be solved optimally in polynomial time by employing the
Column Generation. However, the integrality property remains to ensure, since the optimal
solutions of LP models are in general fractional. Then branch-and-price comes into games as a
smart enumeration method to explore the search space.

Branch-and-price makes use of the property that most of the columns are equal to zero, and
therefore do not contribute to the optimal solution. Therefore, it is not required to add all
columns to calculate the optimal solution. By not including all columns at once, the computa-
tional power and memory requirement are reduced.

At the start of the calculation, only a few columns are added, this is called the Restricted Mas-
ter Problem. Next, the subproblem (pricing problem) is solved to identify columns that could
be included to improve the solution. The pricing problem is a separate problem from the dual LP.

If there are columns that have a negative reduced cost for a minimization problem, it means
that adding this column has high potential for decreasing the objective value. The newly found
columns are added and the restricted master problem is resolved. As long as new promising
columns are found, this iterative process continues. There are several approaches to find the
columns to be added. Heuristics and local search methods can be applied depending on the
problem. Further research is required to determine the best suitable type of column generation
for this specific problem.

If there are no columns found to be added to the Restricted Master problem. The solution is op-
timal. However, due to the LP relaxation, the solution could consist of fractional values instead
of an integer value. Therefore, the solution is not in the desired form. Branching needs to be
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applied in order to get rid of the fractional values in the solution. This branching consists of two
rules, namely the node selection rule and branching rule. The node selection rule determines in
which order the nodes are treated. Some standard rules are [34]:

Depth-first search in which one first elaborates on a single branch. This method leads faster
to a result compared to breadth-first search. But it has an increased risk of not reaching a
sufficient quality if an incorrect branching method is applied.

Breadth-first search in which one selects nodes that are closest to the top of the tree.
Breadth-first search has a smaller risk of not getting a sufficient quality because the branch
is worked out gradually between all branches. However, this method is rather slow because
it is likely to take longer to find an integer solution.

Best-bound search in which a node is selected based on the most promising lower bound.

Combination a combination of breadth-first search and depth-first search. This search
attempts to get a compromise of both approaches. Meaning the computation speed of
depth-first search and the robustness of breadth-first search is combined. However, the
implementation is highly dependent on the problem.

The branch rule determines which fractional variable to select for branching. A common ap-
proach is selecting the most fractional number, so closest to 0.5, because this variable is the
furthest from an integer solution. Another approach is determining a branching priority because
some variables are, for example, more likely to have a major influence on getting an integer
solution. However, this is case-dependent.

The flow chart of the branch-and-price algorithm is shown in Figure 3.1.
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Chapter 4

Methodology

The previous section explained the components of the branch-and-price framework. Based on the
production characteristics mentioned in Chapter 2, the mathematical formulation of the branch-
and-price framework can now be further explained. First, the production target model will be
explained and then the planning model will be discussed.

This study is an extension of the research by Firat and Meyere [5]. In this study, a model was
developed for the what model. This will also be used in this study to determine the production
target. However, some adjustments have been made to this model because the model developed
in the earlier study did not take into account resource availability. The revised model is further
explained in Section 4.1. Section 4.2 then elaborates on the how model.

Production Production
target planning

Customer —— Order
r'y

Adjustment delivery date order

Order confirmation (or rejection) with confirmed delivery date

Figure 4.1: Overview two-level production planning
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4.1 Step one: Order acceptance

The workload optimization model is an extension of the work of Firat and Meyere [5]. This model
unifies the order-selection decision problem along with the aggregate production-planning prob-
lem through setting system-aware production targets and controlling the workload that enters
the system [5]. The model determines which orders to accept and the required deadline. If dead-
lines determined by the customer are infeasible, the deadline can be adjusted by the model. In
the case of two many orders resulting in not enough machine capacity, the orders will be rejected.

First of all, a planning horizon is defined which determines which orders the model will take
into account. When the deadline falls in the planning horizon the entire order is included in
the model. Furthermore, for each order, the latest possible start time is determined in which
the deadline can still be met. If the deadline of an order falls outside the time horizon, but the
latest start time of the order falls in the planning horizon the order is partially included. This
approach for defining the considered orders is represented in Figure 4.2. The deadline is adjusted
to the planning horizon and the corresponding order quantity is adjusted. The adjusted quantity
is calculated by taking the fraction of the order that can still be produced before reaching the
time horizon.

Problem description

This section formulates the basic notation used for the workload optimization model. The model
depends on three different objects, namely: Production units, product types, and customer or-
ders. These objects are explained in Section 2.1. In the follows the mathematical notation is
defined.

The time horizon is defined as 7 (Figure 4.2), in days. The production units are a set of resources
m € R. Each resource has a production capacity, in minutes, H,, specified for each resource
m. Each resource has a maximum target utilization U,,. The set of products ¢ € P are the
intermediate or final products. For each product, there is a processing time p; defined, a setup
time stp; for a batch, and an estimated batch size B;.

For the set of Orders o € O, a deadline d,, is defined for each order with the customer’s desired
deadline. The latest start time s, indicates the latest possible start time for an order to fin-

Considered orders T Excluded orders

Orders

1

1
—1

Latest Start Time
B Proposed deadline —— Proposed quantity
[1 Updated deadline Updated quantity

Figure 4.2: Approach for defining considered orders in Workload Optimization model
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ish production just before the desired deadline. The maximum customer tolerance C' presents
the delay which is tolerated by the customer. The deadline of order o can be delayed between
[do,d, + C] that is indicated by one of the  variables. If the order needs to be delayed more
than C then the order must be rejected (r, = 1).

The order quantity g, presents the number of final products of order o. If the deadline of the
order is after the time horizon 7 the quantity is updated. The updated quantity is calculated as:

* 4o, if dO S T
4o = _ .
° 7‘17"_35; “Qo, ifd,>T

0,0 indicates the number of sub-products required to produce one final product of the order.
The necessary flow time in the system from completion of component i till completion of one final
product required by order o is denoted by Fj, ;. The desired production quantity for a product
is defined as k;+ for product ¢ at day ¢.

In order to capture the capacity demand of products that can be produced in alternative ma-
chines, the definition of an individual machine is generalized to a subset of machines. This way
the overlap in alternative machines of products can be better handled in capacity constraints.

Machine subsets as resources The set of all subsets of machines, R, covers all possible
unions of job alternatives machines. The idea of using these subsets is to capture the capacity
use of machines in a work center for the jobs that have alternative machines. R has the following

property

RjERandeURj/ER, j,j/GJSRjﬂRj/7é® (41)

An example is given to clarify the machine subsets. Suppose there are 3 different products.
Product 1 which can be performed on machine 1 and machine 2, Ry = {M1, M2}, product 2 can
be performed on machine 2 and machine 3, Ry = {M2, M3}, and product 3 can be performed
on machine 3 and machine 4, Rz = {M3, M4}. Based on the 3 products, the following subsets
are created:

R = {{M1, M2}, {M2, M3}, {M3, M4}, {M1, M2, M3}, {M2, M3, M4}, {M1, M2, M3, M4}}.

Latest start times of orders The original model, created by Meyere [6], made some unreal-
istic assumptions regarding defining the latest start time of orders. As a result, the model made
inaccurate estimates of the feasibility of orders. The original model used the assumption that the
latest start was always two weeks before the order deadline. However, order sizes vary and there-
fore this is an unrealistic assumption. To improve the accuracy, a recursive back-propagation
through the production path is used. Based on the desired quantity and the required processing
time per product, the actual latest start can be calculated accurately.

In order to generate a realistic production target, it is imperative that the model includes re-
source availability in determining the production target. This was not yet incorporated in the
original model of Firat and Meyere and has therefore been revised. Furthermore, the model has
been further optimized, a number of constraints have been rewritten for better computational
efficiency.
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Table 4.1: Sets, Parameters, Decision Variables for workload optimization model

Sets

O set of all customer orders, indexed by o.

P set of all components and product types, indexed by 4.

R set of all resources (machines), indexed by m.

R; set of resources m, on which product ¢ can be performed.

R all sets of machines that can produce common components.

T set of all days, indexed by T € {0,1,...,|T|},

Ts set of all considered days for target completion, indexed by T' € {do, ...,do + C},
P, set of components required for final product of order o, P, C P
P, set of components produced in production resource m, P, C P
Parameters

M big-M parameter.

a Updated order quantity of the final products of order o

So latest production start of order o.

do deadline of order o.

i processing time of item 3.

Qo number of sub-products ¢ required to produce one final product for order o.
Um utilization ratio of the resource m .

Am,t  Availability of machine m at day t¢.

stp; setup time required for a batch size of component 7.

C customer order delay tolerance.

F;, flow time of item ¢ to become a final product of order o.

B; estimated batch size of item 1.

Hp, length of one workday for resource m.

l; Initial buffer level of component i € P

T time horizon

Decision variables
0ot binary indicating that target completion data is t, possibly by delaying the deadline d,.

Ly required number of item ¢ at time unit ¢.
To binary indicating order o is rejected.
it the number of setups necessary for producing component i by time ¢.

Workload optimization model formulation This section defines the formulation of the
workload optimization model. Table 4.1 introduces the sets, parameters, and decision variables
used in the workload optimization model.

Minimize Z (Mro + Z(t — do)+90)t) (4.2)

o€O

subject to

The objective in (4.2) is primarily minimizing the number of rejected orders and secondarily the
delay between original deadlines and target delivery dates.

> bpitro=1, 0€0 (4.3)
teT,

The constraints (4.3) ensure that an order is either rejected (r,) or accepted (6, ;) when the time
horizon (7) passes consideration time of order o.

Liy=1i11+ Z i oGoloy, te€T,i€P (4.4)
0€O:t=t'—F; ,

Ly <li+kig, t€T,i€eP (4.5)
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Constraints (4.4) determines the number of products i, required at day t. The constraint takes
into account the total required products and the quantity produced in the past and the required
quantity to be produced at day t. In the case of stock of products, this is taken into account
in constraint (4.5). This constraint updates the required products to be produced based on the
initial stock of the component.

¢i,tBi > Kit, te T7’L epP (46)
t
> (stpitis +piriie) <Y UnHpAmyp, teT,reR, (4.7)
i€P, mert'=1
0pt,70 €{0,1} t€T,,0€0 (4.8)

Some production orders are too large to produce in a single batch. As a result, multiple set-ups
are required to produce the order. Constraint (4.6) defines the required number of batches to
produce the desired quantity of product i per day. Constraint (4.7) ensures that the machines
do not produce longer than the available time per day. The sum of the product production times
together with the required setup times of all the products cannot be more than the available
processing time over the alternative machines in the machine subset until day t.

The model respects the capacity of machines and determines target deliveries of orders, possibly
by delaying the original deadlines within customer tolerance. If the production of the order is
still unfeasible, the model can choose to reject the order. The result of the model is a list of
accepted orders. It is possible that the quantity has been adjusted because the original deadline
falls outside the time horizon or the deadline has been delayed in the range of the original dead-
line and the original deadline plus the customer’s maximum tolerance for which the order can

be delayed.

The results of the production target model are presented in Section 5.3.

4.2 Second step: Production Scheduling

The second step of the approach is scheduling the jobs that are determined by the workload
optimization model. This scheduling problem is a flexible job shop scheduling problem with pre-
cedence relations of parallel jobs of final products. This section formally defines the scheduling
problem and presents the master and pricing problem formulations respectively.

The production scheduling problem is solved through a branch-and-price framework. The math-
ematical formulation is described in this section. First, the problem definition will be given.
Secondly, the column generation formulation is explained. Finally, the further formulation of the
branch-and-price framework is explained with the node selection method, branching method,
and method to generate the initial feasible schedule for the root node.

4.2.1 Problem definition

The proposed production scheduling approach is a flexible job shop scheduling problem with
multiple alternative machines. Let o € O be the set of all orders with deadline d,. Each order
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o € O requires a set of jobs J, in certain precedence relations to be scheduled. Given a job j € J,
of order o, the processing time p; is assumed to be deterministic and it also includes the setup
time. A job j € J, can be performed on a set of alternative machines m € M;.

It is assumed that the processing time of a job is the same on all alternative machines of that
job. The predecessors and successors of job j are denoted by Pred; and Succ; respectively. The
processing routes of final products have an in-tree structure. This means that |Pred;| may be
greater than 1 and |Succ;| = 1 for every job j, except the final products.

The time horizon is indicated by T, in days. T is big enough to allow feasible schedules, hence the
optimal one. A time granularity g € G, in minutes, is introduced as a time interval between two
points in time when a job could start. The process times are rounded up to a multiple of the time
granularity. The set of time points when a job can start is defined as {0, g, 2g, 3¢, ..., T x 1440},
where 1440 is equal to a multiple of g. The objective of the scheduling problem is to minimize
the tardiness of orders. The tardiness of an order is defined based on the completion time of the
final job j* and the order deadline 7, = (¢;+ — dy)"

4.2.2 Order based formulation of the scheduling problem

This section explains the reformulation of the scheduling problem using order schedules as de-
cision variables. The model considers the feasibility of machine use and selects one schedule for
every order.

The advantage of the reformulation based on schedules of orders is that this way of formulating
the problem eliminates the handling of precedence relations by the master problem since there are
only precedence relations in orders. As a result, the master problem only has to take into account
the machine occupancy, since the machines cannot process two different orders simultaneously.
The notation is introduced in Table 4.5 and the formulation is given in expressions (4.9)-(4.12).

Table 4.2: Sets, parameters, and decision variables for the order schedule reformulation

Sets

O set of orders o € O.

T set of schedules of order o € O.

M set of machines m € M.

T set of time units ¢t € T'.

Parameters

Yo,s,m,t  binary parameter indicating that schedule s uses machine m at time ¢ for processing a job of order o.
To,s tardiness of order o in schedule s.

Decision Variables

Ao,s binary variable indicating that schedule s is selected for order o

Minimize » > 75 Ao (4.9)

o€e0 sel’,

The objective of the master problem (4.9) is to minimize the sum of tardiness over all orders. For
each order, there is a set of alternative schedules A, ;. The tardiness of the schedule is denoted
by To,s-

subject to
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> Aos=1, Yo e O (4.10)
sel’,
D> Yowmiros <1, V(im,t) e M xT (4.11)
0c€0 sel’,
Xos €{0,1} VseT,, 0€0 (4.12)

Constraint (4.10) ensures a schedule is selected for each order. When the master problem is
solved the integer restrictions of the variables are relaxed. As a result, the constraint ensures
that the sum of the selected schedules is equal to one. However here the avoidance of double
occupancy of the machines must be taken into account. For each alternative schedule of an order
is defined when the order is occupying a machine. This is indicated with the parameter y, g m.¢-
Constraint (4.11) ensures the utilization is not exceeded for each machine at each time point.

4.2.3 Pricing problem

The relaxation of the master model can be solved using column generation by adding promising
order schedules to schedule sets of orders I, for all 0 € O. In order to obtain the pricing problem,
the reduced cost of 7, 5 is defined as

?o,s = To,s — To + Z Tm, tYo,s,m,t (413)

m,t

where the dual variables 7, and 7, ; are associated with constraints (4.10) and (4.11).

The pricing problem can be defined as finding zp, = L-rJnin {To,s}- It can be seen that the
s€Uoco To
problem of finding z}%, can be decomposed into solving |O| optimization sub-problems for each

of the orders. More precisely,
. .
zp = min{min{7,,}},
For each order, the pricing problem is to construct a schedule that minimizes the corresponding
objective value. In order to make a systematic search for pricing problem (of order o). The
binary variable y, s, + indicates that a job of order o is being processed on machine m at time ¢

in schedule s, and ¢, s as the latest job completion time of schedule s. Then the pricing objective
becomes

ZPT(O) = min {(Co,s - do)+ + Z Zﬂ—m,tyo,s,m,t} — To,
sel', m,t

Hence its completion time directly determines the tardiness of the order.

Formulating the pricing as MILP

In this section, the formal definition of the pricing problem is given in the form of a MILP model.
The Pricing problem is finding an order schedule that is promising for the master problem with
the available order schedules in it.

In the pricing problem, jobs of a given order are considered for scheduling to obtain an order
schedule. Hence, the notation pricing search includes jobs and related decision variables. So we
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have ¢o,s = max{c;} and yo,s.m.t = Xje, Timt-
o

Later the pricing problem is transformed to a graph notation. A distinction is made between
sequential and in-tree orders. For the in-tree orders, the pricing problem can be solved using
MILP model. In the case of sequential orders, the pricing problem can be solved both with MILP
model and a Single Source Shortest Path Problem on a specific graph. The standard notation is
introduced in Table 4.3 and the formulation is given in expressions (4.14)-(4.22). The arc-based
notation is introduced in Table 4.4 and the formulation is given in expressions (4.23)-(4.27).

Table 4.3: Sets, parameters, and decision variables of pricing problem

Sets

O set of orders o € O.

Jo set of jobs of order o

M set of machines m € M.

T set of time units ¢t € 7.

Parameters

Tm, ¢ cost of using machine m at time t for processing a job.

Amt availability of machine m at time ¢.

Dj processing time of job j.

do deadline of order o.

Pred; set of predecessor jobs of job j

Decision Variables

Tjm,t binary variable indicating job j is processed in machine m at time unit ¢
5t m,t binary variable indicating processing of job j in machine m started at time unit ¢
cj completion time of job j

Cj* 0 completion time of final job of the order

To tardiness of order o

Minimize (7, + E E E Tom,t T, j.t)

j€J, m t

(4.14)

The objective 4.14 of the pricing problem is to minimize tardiness and the sum of the used dual
weights over all machines, jobs and time points. x,, ;. is a binary decision variable indicating
whether the job j is being produced on machine m at time point ¢. The variable 7, ; is the dual
weight of constraint 4.11. This dual how convenient to execute a job on the machine at time

point t regarding the selected order schedules in the solution.

subject to

S stmje=1, Vi€,
t m

szm,j,t =Dy, v] S
m t

T, j,t < Stm,j,t + xm,j,tfa Ym € M,] S Jmt eT

t(xm’j,tfl — Tm gt — (1 — Amﬂg)) < Cj, Vm € M,] S Jo,t eT

(4.15)

(4.16)

(4.17)

(4.18)
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S <0 st M, 19
t t
¢ SN testmgy, Vi€ Predj,j €, (4.20)
m i
Z(Em’j’t S Am,t; Vm € M,t eTl (421)
J
Cjeo—do < T, (4.22)

The first constraint (4.15) ensures a job can only start at the specified time point ¢ on machine
m. With constraint (4.16) the completion time of a job is set to be equal to the number of binary
variables indicating the job is processed. The third constraint (4.17) ensures a binary variable
indicating the job is processed can only be equal to one if the previous time point was dedicated
to the same job, x, ;o represents the off-time. This will ensure that the job cannot be inter-
rupted. Constraint (4.19) ensures the job can only be executed on the machine on which the job
started. Constraint (4.20) ensures that precedence relations between jobs are not violated. Here
j' denotes the successor of job j. A machine can only be used if it is available at time ¢. This
is handled by constraint (4.21). Finally there is constraint (4.22), which defines the tardiness
based on the completion time of the last job and the deadline of the order.

The pricing problem is calculated each iteration of the column generation and has therefore a
large impact on the total computation time. It is important to have a relatively short computa-
tion time, and be able to solve the model optimally. For this reason, the model is simplified.

The disadvantage of this method is there are many decision variables that the model has to
consider. Namely, there is the start time and all the time points which indicate whether the
job will be produced at time point ¢. The decision variable z is flexible in the model while the
completion time can already be defined in advance based on the start time since the availability
is fixed from the start.

Arc based presentation of the pricing problem

Instead of fixing the start time and occupation times of a job, another option is to define a set of
possible start times for each job, each of the elements of the set is called an arc. An arc represents
a unique start time ¢ on machine m, where the tail represents the start time of job j on machine
m, and the head of the arc represents the completion time of the job. To reduce the number of
arcs, a time granularity is introduced. This indicates the interval between different time points.
Instead of a job being able to start each minute, the job can only start at a multiple of the time
granularity. As a result, this reduces the number of arcs by a factor of the time granularity.

Minimize (7o + » Y TaZa,;) (4.23)

JEJ, aCA,

subject to

31



CHAPTER 4. METHODOLOGY

Table 4.4: Sets, parameters, and decision variables of arc based pricing problem

Sets
Jo set of jobs of order o in precedence relations.
Aj set of arcs representing feasible execution of job j.
C set of pairs of arcs which have conflict in machine use.
Pred; set of predecessor jobs of job j
Parameters
stq start time of arc a € Aj, j € Jo
Ca completion time of arc a € Aj, j € Jo
Ta dual objective coefficient of arc a € A;, j € Jo
Decision Variables
Tq,j binary variable indicating that arc a € A; is selected.
T tardiness of order o.
Z Ta;=1, VjeJ, (4.24)
CLEAj
E Caa,jr < Z Stoaj, Vj € Joj € Pred, (4.25)
a€Aj a€A;
Tqj+ Tay <1, V(a,d')€C,j,j €J, (4.26)
Z Calq,j* — do S To, (427)
a€Ajx

The first constraint (4.24) ensures that an arc is selected for each job since a job can only be
performed once. The second constraint (4.25) ensures the precedence relations are not violated.
The third constraint (4.26) ensures the machines cannot be assigned to different jobs at the same
time. Here, for each arc z,_;, a set of conflicting arcs x,/ j is defined. In the case of a sequential
order, the precedence rule ensures that different jobs can never be produced at the same time on
the same machine. For jobs of a sequential order, the set of conflicting arcs will always consist
of an empty set. However, in the case of an in-tree order, it may be the case that a job has
multiple predecessors. If these predecessors can be produced on the same machine, it may be the
case that these predecessors are assigned on the same machine at the same time. This double
occupancy is prevented by the constrain. Finally, constraint (4.27) ensures that the tardiness of
the schedule is adjusted based on the deadline of the order and the completion time of the final
job j*.

Transforming arc based pricing problem to shortest path problem

The pricing problem is transformed into an order execution to facilitate the possibility of solving
the problem with a shortest path algorithm. By formulating the problem as a shortest path
problem the pricing problem of sequential orders can be computed more efficiently.

The processing of an order is modeled as a directed graph, an example of a directed graph for a
sequential order with three jobs is presented in Figure 4.3. The arcs represent either execution
of a job (diagonal arcs), waiting idle arcs between executions of two successive jobs (vertical
arcs), or the tardiness penalty in the case of the arcs reaching the sink node. Execution arcs of
jobs are topologically ordered in the same way as the precedence relations between jobs of an
order. There are two distinguished nodes. The node Ny o with only outgoing arcs, the source
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node (Source in Figure 4.3), and the one with only incoming arcs, the sink node (Sink in Figure
4.3). A (directed) path from Source to Sink is a feasible processing of an order respecting the
precedence relations by its structure.

Let G = (N, A) denote the order execution graph, where N is the set of the nodes and A is the
set of the arcs. The node n; ; € N represents the state where job j is executable, at time point
t. The current time of the time point can be obtained by multiplying the time point by the time
granularity g. The source node is identified as ng o, and sink node as ns;n,. The sink node has
only incoming arcs from nodes ny, ,| for all feasible ¢.

m
[ne,5,me,541]
time granularity of waiting time before starting processing of jobs j. The parameter p; ; repres-

ents the execution time for job j including off-times, when the job starts at time point ¢t. Here
the off-time must be taken into account when the job starts at the end of the day and thus is
not yet finished at the end of the day. This off-time is added to the processing time to define the
execution time.

The set of time points is presented in as

Diagonal arc a represents execution of job j. Vertical arc ajp, ; n,,, ;] Tepresents one

T - 1440
P=1{0,1,2,.., T} (4.28)

and g is always a multiple of 1440. The set of jobs is defined as

J=1{0,1,2, [T} :j = j+1 (4.29)

The weight of the diagonal arcs are defined by the machine-time dual variables as

tXg+pe,j
m — y .
w(n“,j),n(ﬁp‘?i’jﬂ)) = t_tzxg Tmt VL€ P jeJo,mem, (4.30)

The weight of the vertical arcs are defined as

W(ng, jymees,g)) — 0, VtePjelJ (4.31)

In the case of arcs from the last executable job to the sink node, the weight of the are is the
tardiness of the order. The weight of the sink arcs are defined as

W(ngs g,y smeink) — (t - g — do)Jr vVt € P (432)

Figure 4.3 shows an example for a sequential order containing three jobs. In the example, job
1 can be executed by machine 1 and machine 4, job 2 can be executed by machine 2, and job
3 can be executed by machine 1 and machine 4. Depending on the execution time of the job,
the arrow goes up a number of nodes, since for job 1 the processing time is 60 and the time
granularity is 30 minutes the arrow goes 60/30 nodes up and one to the right. Because of the
sequential relationship, the structure prevents job 1 and job 3 from being executed at the same
time on machine 4. The deadline of the order is after 90 minutes. The sink arcs indicate the
tardiness of the order. In the example, the time horizon is 180 minutes. In the implementation,
the time horizon is in days, and therefore multiplied by 1440 (Expression 4.28).

Theorem 1. The pricing problem for a given order with sequential job precedence relations is
equivalent to solve the Shortest Path problem on the order processing graph in Figure /.5.
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Figure 4.3: Order Graph example

Proof. The proof is constructive by showing the coincidence of feasible solutions to both prob-
lems. The shortest path from Source node to Sink node an order processing graph in Figure
4.3 gives the optimal pricing solution for order o. To show this, a path from the source node to
the sink node is a feasible production of an order with exactly the same pricing objective value
compared to the MILP model. This is indeed true due to diagonal arc weights. A job execution
has the cost of machine use for the time units used. Lastly, the order processing graph contains
all possible order processing options by allowing waiting time between job executions. To sum
up, finding the shortest path on the order processing graph is equivalent to solving the pricing
problem to optimality. O
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Figure 4.4: Overview Column generation

4.2.4 Branch-and-price framework

The branch-and-price framework is based on the proposed format of Barnhart [1]. An overview
of this framework is presented in Figure 4.5.

The branch-and-price framework is initialised using the schedules that are constructed by the
greedy scheduling method. The generated order schedules from this model are used as an input
for the root node of the column generation.

The node can then be explored by applying column generation. The working principle of column
generation is shown in Figure 4.4. The model for define the initial solution is explained in more
detail in Section 4.2.4. The implementation of the column generation is discussed in section 4.2.3.

After the node is explored, the solution is validated whether it is integer. If not, branch-and-
bound optimization is applied to explore the search space of the root node through a systematic
enumeration search. The space is recursively split into smaller spaces. The splitting is called
branching. In the following of this subsection the branching method is explained (Section 4.2.4).

This process keeps repeating until a node is found with an integer solution within the optimality
gap range or when all the nodes have been explored.

This chapter presents how the branch-and-price framework is formulated. Section 4.2.4 further
discusses the results of the framework.
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Figure 4.5: Overview branch-and-price structure

Initial Solution: Greedy scheduling method for initial schedules

Column generation is well suited to improve a solution. However, it is not well able to generate
a root solution. Providing some initial columns that belong to a feasible solution of the master
problem is a good hand for the sake of a warm start for Column Generation. Therefore it is
useful to generate a basic solution first, which the column generation can further explore. For
this reason, the current approach was selected to generate a basic feasible solution.

A greedy model is selected to generate the first feasible solution. The advantage of a greedy
model is that it can quickly generate an initial feasible solution without any quality guarantee.
Because the job shop problem is too large to be solved directly with an ILP, a pre-selection
is made among the jobs to be scheduled. The algorithm starts with empty machine schedules
and extends the current (partial) solution by assigning the jobs into machines schedules that are
determined by solving an ILP model. In order to solve the ILP model efficiently, a subset of the
schedulable jobs is included. This smaller group of selected jobs can then be solved optimally
with an ILP model. Each iteration, new jobs are added to the model and additional jobs are
scheduled. This process repeats iteratively until all jobs are scheduled. One drawback of this
method is that because each time the model solves a small problem, the model does not con-
sider the entire problem. Therefore, this model can not guarantee to generate an optimal solution.

In order to reach a reasonable solution, several criteria are defined based on which the ILP can
generate a solution. A grit search is conducted to explore the best parameter set. Firat, Bilge &
Albey [35] research defined three main parameters influencing the planning that affect the quality
of the solution. These are the earliest possible finish times when the jobs must be completed in
order to meet the order deadline, defined as «, the number of jobs to be scheduled before the
order is completed, defined as (3, and the remaining process times required to complete the or-
der, defined as . Based on these three parameters a normalized weight w; is defined for each job.

The objective of the ILP model is to maximize the weight w; (4.33). Each job has a normalized
weight w;. Whether a job is assigned to a particular machine is indicated by the decision variable

Z‘j,m-

Maximize Z Z Wy Tjm (4.33)

JEQ meM
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Table 4.5: Sets, parameters, and decision variables Greedy solution approach

Sets

M set of machines m € M.

J set of jobs j € J.

JJ/- set of successor jobs of job j.

M; set of machines on which job j can be produced.

Parameters

Cm Latest completion time of current jobs scheduled at machine m.
P; Total remaining processing time of job j to finish the order

d; Deadline of job j

wj Normalized weight of job j in assignment model

Decision Variables
Zjm  binary variable indicating job j is processed in machine m

The ILP model can assign each iteration at most one job from the schedulable jobs @ to each
machine, this is represented in constraint (4.34). Furthermore, each job can be assigned to at
most one machine, this is represented in constraint (4.35).

subject to
> wim <1, YmeM; (4.34)
J€Q
Y aim <1, VieQ (4.35)
meM;
zjm €1{0,1} VjeQ,me M, (4.36)

When a job is selected to be produced on a machine, the job is removed from the jobs to be
scheduled and the latest completion time C,, of that machine is updated. Furthermore, the
latest predecessor completion is considered because it is not possible to execute a job before its
predecessors are scheduled. To obtain the best set of parameters a grit search is performed with
the goal of minimizing the tardiness of orders.

The model starts with an empty schedule. For each machine the latest completion time C,,
defines when the last job is completed at the particular machine. These are at the start initial-
ized with 0 because no jobs are placed yet. Each iteration defines a subgroup with the jobs to
schedule. A job is defined as schedulable when all its predecessors are scheduled. So the first
iteration these are the jobs without predecessors.

Each iteration, the ILP model assigns jobs to a machine. For the successor jobs of the assigned
job, the number of predecessors that still need to be planned is updated. Because for these jobs
there is now one less predecessor yet to be produced. Furthermore, the completion time of the
machine is updated. Jobs that can now be scheduled, because all its predecessors are scheduled,
are added to the jobs to be scheduled. Next, the new iteration starts, and the ILP model is
solved again. This process repeats until all jobs are scheduled. The pseudo code is represented
in Algorithm 1.

37



CHAPTER 4. METHODOLOGY

Algorithm 1: Greedy scheduling Algorithm
Result: Schedule for all Orders in which all jobs are scheduled to a machine at a
particular time point
Initialization An empty list of Jobs to Schedule.
job properties:list of Predecessor jobs for a job,list of successor jobs of a job, number of
predecessor jobs, remaining processing time before order is completed
If a job has no predecessors the job is added to the Jobs to Schedule list.;

while There are still jobs to schedule do
Solve assign ILP

Update schedulable jobs with jobs that are now schedulable due to scheduling
predecessor and drop jobs that are scheduled from schedulable jobs Update
Machine completion

end
All jobs are scheduled, convert this to a schedule per order

Branching

By applying branching, the search space is recursively split into smaller sub-spaces. The splitting
in called branching. Branching is performed at explored nodes and is performed only when the
solution of the node consists of a fractional solution. The solution is fractional when multiple
schedules are selected for an order. This is possible because relaxation has been applied at the
RMP and therefore A, s can have a fractional value.

Applying branching on the explored parent node creates two child nodes where additional con-
straints have been applied. The branching method is to fix the schedule with the highest frac-
tional value. The reasoning behind this is that the MILP model selected the particular schedule
because it has a positive impact on minimizing tardiness and is therefore a promising schedule.
There are other possible applications that could be adopted and possibly lead to better outcomes.
However, this method was chosen now and could be included in a future follow-up study.

Node Selection

As node selection, a depth-first search is selected so that the model can arrive at an integer
value relatively fast compared to breadth-first search. If an integer solution is found, this is
immediately an update to the lower bound for proning the nodes yet to be explored. The depth-
first search is performed until an objective is found which has a deviation within the predefined
optimality gab. The disadvantage of depth-first search is that it does not guarantee to arrive
at the optimal solution. In the future, this can be extended to a combination of breadth-first
search, depth-first search, and best-bound search.

4.3 Concluding remarks

The workload optimization model is solved with a MILP model. The model respects the capacity
of machines and determines target deliveries of orders, possibly by delaying the original deadlines
within customer tolerance. If the production of the order is still infeasible, the model can choose
to reject the order.
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The scheduling model is transformed into a master problem and several sub-problems by means
of Dantzig-Wolfe decomposition. The objective of the master model is to minimize the sum of
tardiness of orders. The master problem chooses a schedule for each order from the set of al-
ternative schedules of the order. By solving the master problem, the duals are generated. When
the pricing problem is solved using these duals as input, a new schedule is generated for each
order. If these are found to have a negative reduced cost, this schedule may have the potential to
improve the objective of the master problem and is added to the set of possible schedules of the
orders. This process keeps repeating until there are no orders found with negative reduced costs.
However, due to the relaxation of the variables, the explored node may still consist of fractional
values. This results in an unfeasible solution. By applying a branch-and-bound optimization
method, the search space can then be explored to reach an integer solution. For the branching,
the highest threshold selection method is applied and the search tree is explored using a dept-first
search method.

Based on the given formulation, it is now clear how the production target model and the branch-
and-price framework for the flexible job shop scheduling are implemented.

This concludes the methodology. Based on this chapter, it is now clear how the production
target model and the branch-and-price framework are implemented. The implementation of the
production target model is defined in Section 4.1. The column generation is defined in section
4.2.3 and the further implementation of the branch-and-price framework is defined in section
4.2.4. The discussed models are implemented and the results are presented in the next section.
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Chapter 5

Results

This chapter presents the results of the proposed production target model (Section 4.1) and
scheduling model (Section 4.2). The mathematical formulation and framework are explained in
the previous chapter. The results of the production target model will be discussed in Section
5.3 and the results of the scheduling model will be discussed in Section 5.4. First, per model
will explained how the quality is validated based on which performance measures. Next, the
performance measures will be presented for the different instances.

5.1 Data extraction

The proposed OAS model is intended to be used on a weekly basis. To facilitate this process, the
data extraction is constructed so that the data can be generated automatically using a script.
The data is collected from various sources of SAP and BI. The data sources for the different
properties are shown in Appendix A.

5.2 AME problem instances

The instances used are generated by means of AME’s data system. This makes it unique com-
pared to other papers where branch-and-price is applied in solving the scheduling problem since
here a self-generated dataset is used. This makes it not only of academic value but also highly
relevant to AME because they can directly apply the models to improve the production process.

An instance was exported on October 2021. At this time, all orders to be produced in the future
are collected. Based on the predefined time horizon, the what-model can determine what the
production target will be for the planning model. The goal is to generate a schedule for the next
week to two weeks. For this purpose 5 data sets are generated with a time horizon of 5, 6, 7, 8,
9, and 10 days. Table 5.1 shows the size of the generated instances in terms of accepted orders
and jobs to be scheduled by the scheduling model. The distribution of the number of jobs per
order is shown in the histogram in Figure 5.1.
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Histogram: Jobs per Order (T = 8)
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Figure 5.1: Number of jobs per order

Table 5.1: Instance sizes for different time horizons

Time Horizon Accepted Sequential In-tree Total

[days] Orders Orders Orders Jobs
5 41 26 15 177
6 49 33 16 232
7 71 48 23 336
8 79 95 24 279
9 85 61 24 405
10 98 72 26 454

5.3 Workload optimization model

In this section, the results of the production target model will be evaluated. The quality of the
production target model can be assessed based on the estimated utilization rates of the different
machine groups and the corresponding rejected orders. This is because the model must ensure
that the maximum required capacity of the machine groups is not exceeded by rejecting orders.
An overview of the utilization rates of the different machine groups is shown in Figure 5.2. The
number of rejected orders for these instances is shown in Figure 5.3. Both figures show different
instances with a time horizon ranging from 5 to 10 days.

Figure 5.2 shows, in case of a time horizon of 5 and 6 days, there are no machine groups where
the utilization rate exceeds 75 percent. Therefore, for this situation, it is expected that no orders
will need to be rejected because sufficient capacity is available. Figure 5.3 confirms that for these
instances no orders are rejected by the model.

In the case of the instances with a time horizon of 7, 8, 9, and 10 days, Figure 5.2 shows that the
SA machine group has a utilization rate of almost 100 percent. So here SA is the bottleneck of
the production process. Therefore, to ensure the SA machine group is not overloaded, orders will
have to be rejected to relieve the production process. Figure 5.3 confirms that for the instance
8,9, and 10 orders are rejected.
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Figure 5.4: Considered and rejected orders for varying customer tolerances
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Figure 5.5: Rejected orders for varying customer tolerances
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The model is examined by a sensitivity analysis where the model is tested for different customer
tolerances. The customer tolerance indicates how many days the deadline of an order can be
delayed before the order is rejected. It is expected that by increasing the customer tolerance,
less orders need to be rejected. Figure 5.4 shows the number of accepted and rejected orders.
Next, Figure 5.4 gives a more precise representation of the rejected orders for the different time
windows and different customer tolerances. Here it can be seen that with an increase in customer
tolerance, the number of rejected orders decreases. Therefore, it can be concluded that the model
handles the customer tolerance as expected by decreasing the number of rejected orders when
the customer tolerance increases.
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5.4 Production Scheduling model

In this section, the quality of the intended production scheduling model is presented. The object-
ive of the model is to minimize tardiness. The total tardiness of the orders and the computation
time will be considered for the different instances.

Table 5.2 presents the results of the planning model. Each row presents an instance size with
the predefined time granularity. Two different time granularities are presented, 60 minutes and
120 minutes. The time granularity affects the number of arcs generated for the jobs. With a
time granularity of 120 minutes, fewer arcs are generated and therefore the pricing problem can
be solved more efficiently. This is also reflected in the corresponding computation times. From
a time horizon of 7 days, only the 120 minute granularity is considered because the calculation
time would otherwise take too long. For each instance, the number of orders to be scheduled
and the corresponding number of jobs are presented. Furthermore, for each instance, the initial
tardiness based on the greedy scheduling approach (Section 4.2.4) is presented. Next is the BP
tardiness column, which shows the final outcome of the branch-and-price framework (Section
4.2.4). Here a strong decrease can be seen in the tardiness between the outcome of the initial
solution and the branch-and-price framework. Furthermore, the run time is indicated and the
run time ratio indicates how much of the time the branch-and-price framework focused on cal-
culating the master problem and the pricing problems.

Figure 5.6 compares the difference in the utilization between the production target and the
production schedule generated by the scheduling model. In the case of the how-model, the
available capacity in the defined time horizon was considered. The utilization is the percentage
of time the machine is producing jobs. It can be seen that the utilization is slightly higher in
the case of production planning. This can be explained by rounding up the process times to a
multiple of the time granularity for the how-model. In the case of SA, it can be seen that the
utilization is around 100%.

Utilization per operation type (T=8, G=120)
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Figure 5.6: Comparison utilization Production
target and schedule
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Table 5.3: Summery Solution Quality Production scheduling (G = 120)

Time Greedy model Lower bound B&P Decrease  Optimality gap

Horizon Objective [min] Root Node [min] Objective Objective root node

(T) [min]

5 2,400 360 360 82% 0%
6 15,240 300 480 97% 60%
7 68,880 4,217 4,560 93% 8%
8 144,480 5,184 6,600 95% 27%
9 222,240 5,206 6,000 97% 15%
10 222,840 6,340 7,320 97% 15%

Table 5.3 shows the main results of the planning model. Two additional columns are shown.
Firstly, a column indicating the percentage decrease of the greedy planning method objective
and the branch-and-price objective. Secondly, the optimality gap of the objective and the lower
bound of the root node.

Table 5.3 shows a large decrease in tardiness when the objective of the greedy planning model and
the branch-and-price approach are compared. This implies that the column generation is well
able to find better solutions. Second is the optimality gap, below 30 percent, in most instances.
However, for the instance of 6, it is 60%, which indicates a large optimality gap. However, this
is an optimality gap of 180 minutes overall orders, which is very little in relation to the time
horizon of 6 days (8640 min) and the number of orders.

5.4.1 Evaluation of production scheduling

Table 2.3 shows the achieved on-time deliveries for the third quarter. To get an indication of
the quality of the scheduling model, the on-time delivery was measured for the created schedules
with different defined time horizons 7T'. The results are shown in Figure 5.4. What is noticeable
is that the percentage of intermediate On-time deliveries has improved in all work centers. It
can also be seen that the desired CLIP performance, percentage of orders that are delivered on
time, is achieved in all instances.

Table 5.4: On-time delivery between work centers (2020, Q3).

On-time
Work Center Delivery Predicted On-time Delivery

Measured

T=5 6 7 8 9 10

PRD 1% 94% 99% 100% 98%  94%  95%
WIRE 89% 100% 100% 100% 100% 100% 100%
IM 93% 100% 100% 100% 100% 100% 100%
CLEAN 92% 100% 100% 100% 100% 100% 100%
SA - 100% 100% 92%  89%  92%  93%
CLIP 98% 98%  92%  92%  91%  92%
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5.5 Concluding Remarks

This section will summarize the results of the workload optimization model and the scheduling
model

The goal of the workload optimization model is to improve and optimize the performance of the
system in terms of on-time delivery through workload management and rejection of infeasible
orders, in addition to ensuring optimal use of each resource. The results show the maximum
utilization of resources is accomplished by rejecting orders. As a result, it can be concluded that
the model is able to achieve the workload control.

The goal of the production planning model is to realize realistic production schedules where
the tardiness of orders is minimized. The proposed branch-and-price framework is well able to
minimize the tardiness of orders. There is a large decrease in the objective tardiness of the
greedy planning method and the branch-and-price framework. This indicates that the model is
capable of minimizing tardiness. The strongest argument to conclude that the model performs as
intended is that the internal on-time delivery target is improved. The CLIP performance target
of 85% is achieved. In the different datasets, the estimated CLIP performance ranges from 91 to
98%.
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Chapter 6

Conclusions

This final chapter will elaborate upon the main conclusions that can be delivered from the re-
search. Second, the limitations of the models are discussed. Finally, the recommendations will
be given for both AME and recommended further research.

6.1 Conclusion

This section will present the conclusions of this research. This summarize the answers to the
sub-questions and based on these the main question will then be answered. The research question
for this master study is:

How should the highly complex order acceptance and scheduling problem of AME be solved effi-
ciently by using a branch-and-price search?

The workload optimization model is solved using a MILP model. The model respects the ca-
pacity of machines and determines target deliveries of orders, possibly by delaying the original
deadlines within customer tolerance. If the production of the order is still unfeasible, the model
can choose to reject the order. The results show the workload control of resources is accomplished
by rejecting orders. Based on the results, it can be concluded that the model is able to achieve
the workload control.

The scheduling model is transformed into a master problem and several sub-problems by means
of Dantzig-Wolfe decomposition. The objective of the master model is to minimize the sum of
tardiness of orders. The master problem chooses a schedule for each order from the set of al-
ternative schedules of the order. By solving the master problem, the duals are generated. When
the pricing problem is solved using these duals as input, a new schedule is generated for each
order. If these are found to have a negative reduced cost, this schedule may have the potential
to improve the objective of the master problem and is added to the set of possible schedules
of orders. This process keeps repeating until there are no orders found with negative reduced
costs. If no promising columns are found, the optimal solution is found and the node explored.
However, due to the relaxation of the variables, the model may still consist of fractional values.
This creates an unfeasible solution. By applying a branch-and-bound optimization method, the
search space can then be explored to reach an integer solution. For the branching, a highest
threshold selection method is applied to define the schedule to be fixed, and for the search tree,
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it is explored using a dept-first search method.

Based on the results, it can be concluded that the proposed branch-and-price framework is well
able to minimize the tardiness of orders. There is a large decrease in the objective tardiness of the
greedy planning method and the branch-and-price framework. This indicates that the model is
capable of minimizing tardiness. The strongest argument to conclude that the model performs as
intended is that the internal on-time delivery target is improved. If the proposed OAS approach
is used the predicted CLIP performance target of 85% is achieved. For the different datasets,
the estimated CLIP performance ranges from 92 to 98%.

6.2 Limitations

From the academic perspective, good results are obtained regarding the quality of the model.
The model is well able to solve relatively large instances. When the instance sizes are compared
to other papers the model is able to solve larger instance sizes in terms of the number of orders
and jobs.

For AME, the quality of the model is highly dependent on the quality of the data. Therefore,
one should always strive to improve the input data. The recommendation is to improve the
precision of the cycle times of job executions. AME has a decent collection of cycle times, but
the execution information can be further improved in precision. Especially, recording the job
executions automatically by MES will be most desired so that dynamically changing cycle times
can be used by the planning models.

In work center System Assembly, there is a strong assumption by considering fixed-size teams of
workers as machines. The models can be extended by defining capacity requirements of jobs as
varying-size of worker teams.

In the scheduling approach, the resources are considered as machines. However, different work
centers have other resources that may be binding in production. For example, System Assembly
has testing equipment that is sometimes binding in job executions.

A final limitation is that the model does not take into account the availability of materials. With
the current shortage of materials in Electronics manufacturing due to the temporary halt of
production of materials and the growing demand for chips, orders are often postponed because
they cannot be produced due to the unavailability of materials. This affects which orders can be
produced and is therefore highly relevant to the planning model.

The input data set includes the availability of semi-finished components, but not the amount of
available raw materials. In order to integrate the approach properly in the supply chain man-
agement of the company, raw material availability information should also be considered. Then
the models can also give input to purchasing decisions.

6.3 Recommendations

This section will discuss the recommendations for what AME can do to further implement the
intended planning method. In addition, recommendations will be given for the potential follow-
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up studies that presented themselves as a result of this research.

Based on the mentioned limitations, the first recommendation for AME is to dedicate more at-
tention to the collection of the input data. The most desired way to collect input data is via the
Manufacturing Execution System. This way production planning can be more autonomous by
self-adapting the most recent parameters. However, a first step has already been made because
the company has appointed a team to improve the quality of input data.

The second recommendation to AME is to integrate material availability into the scheduling
model. This can be easily implemented in the planning model because an upper bound of the
earliest possible start time is defined for each job. If it is known when the material will be
available, the upper bound of the start time of a job can be adjusted accordingly. As a result,
the planning becomes more accurate.

The author of this report will be involved in the business implementation of the developed
scheduling methods. The business processes in the logistic department of the company will be
redesigned to be able to use the developed algorithms to use the advantage of the state-of-the-art
scheduling techniques. Moreover, this master thesis will provide a good base for an academic
output as a journal publication.

The promising results obtained in this project made a positive effect on the collaboration of
the AME company and the academy. Automated planning of manufacturing operations will be
further studied as research topic of an external PhD student. All recently conducted projects,
especially the current one, will provide a good base.

Further research under the academic collaboration of AME company will focus on further im-
plementing and optimizing the model in the company. In the continued research, the effect of
implementing the tool in the planning process can be further analyzed. There are, to the best
of our knowledge, no papers yet where a branch-and-price framework has been implemented as
a case study and so is highly relevant.

In order to further improve the scheduling method of this project, a project topic is defined as
the topic of the next master thesis project. There is already a vacancy for a master thesis for
the development of a prediction model that can determine the best node selection and branching
strategy to explore the search area more efficiently. The goal of this master thesis is to reduce
the optimality gap, improve the objective tardiness and reduce the current computation times.
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Appendix A

Data collection

The data was collected from various sources from SAP and BI. The data sources of the required
properties are shown in Table A.1.
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APPENDIX A. DATA COLLECTION

Table A.1: Data Sources

‘Work Center

Information

Data File

Data Source

PRD
PRD
PRD
PRD
PRD

Stock info

Assumptions

Sub products necessary for production
Scrap information

Production Orders

Forecast Products

Batch Sizes

Setup & production time, machine eligibility
Operations needed per PN

Scrap info

PCB info

SMD cycle times

SMD setup times

Selective setup times
Selective cycle times
Conventional Assembly target
ICT times

SA & CLEAN & WIRE  Processing time

Stock Report
Assumption file
Bill of Materials
Production Quality Report
Delivery Schedule
Forecast Levels
Historical Production Data
IM planning file
PAD Documents
Production Quality Report
PCB Report

SMD planning file
Fuji cycle time report
Fuji uptime report
Selective uptime report
Selective cycle time report
PRD assembly targets file
ICT targets file

Approximated processing times

SAP
Info collected from AME personnel
SAP
SAP BI
SAP BI
SAP
SAP
Orion
Orion
SAP BI
SAP
AME server
SAP
SAP
SAP
SAP
AME server
AME server
Financial Data Analysis
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