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Abstract

In this study, we discuss the design of the expert
system for the scheduling of the FMC( Flexible
Manufacturing Cell) consisting of the several versatile
machines. Due to the NP property, the scheduling problem
of several machine FMC is very complex task. Thus we
proposed the two heuritstic scheduling algorithms for
solving the problem and constituted the algorithm base of
ISS(Intelligent Scheduling System) using them. By the
rules in the rule bhase, the best alternative among various
algorithms in algorithm base is selected and applied in
controlling the FMC.

To show the efficiency of ISS, the scheduling output of
ISS and the existent dynamic dispatching rule were tested
and compared. The results indicate that the ISS is superior
to the existent dynamic dispatching rules in various
performance indexes.
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