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Abstract: Based on the idea of collaborative optimization of production planning and scheduling,a
rolling optimization model of planning and scheduling was established,and a “closed-loop integration -
rolling rescheduling” strategy was proposed. When the production system had dynamic changes such
as capacity constraints or order changes,the scheduling and planning formed a “closed-loop response
mode”,and further used the dynamic constraint balancing hybrid algorithm to optimize the production
planning and scheduling. In order to verify the effectiveness and feasibility of the proposed cooperative
optimization strategy,a typical example was selected for simulation. The results show that the strate-
gy may effectively deal with the dynamic changes of the production system,and ensure the timely ad-
justment of the system scheduling optimization.
Key words: dynamic manufacturing; production planning and scheduling; cooperative optimiza-

tion;rolling rescheduling.
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Fig.1 Integration strategy
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Fig.2 Dynamic adjustment mechanism strategy
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Tab.1 Timetable required for the work of each work piece
TS T 1 T 2 T3 Ty 4
1 3/M; 8/M; 4/M; 2/ M,
2 6/M, 5/M; 3/M; 2/M,y
3 1/M,y 7/M; 2/M, 4/My
4 4/M; 6/M, 3/M; 3/M;( M)
5 4/M, 5/M; 3/M, 2/M;y
6 2/Ms 4/My 3/M; 2/M, ( My)
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Tab.2 Benchmark data test simulation results comparison
Bk RAEHE

il MR

BHAR | ZHE | B HE | ZHEB
FTo6 6X6 55 173 55 159
LAO1 10 X5 666 1193 666 1145
LAO6 15X5 949 1231 927 1172
FT10 10X10 980 1662 937 1576
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Tab.3 Comparison of operation results
"k P B AL T AL iR 3 B
LG RES 30 55 57.2
RAEW 30 55 56.1
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