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Saving Tool Cost in Flexible Manufacturing Systems: Optimal Processing

Times and Routing Mix
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constraint for each part type. The problem is formulated as ZF AA S 2A 2] Arel o EA Az
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network of the FMSs under consideration. Numencal ARG Aolt) o] WY g B A4
examples reveal the potential of our approach for
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significant saving in tool costs.
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Table 2 Average Tool Cost Per Part
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