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m. AE=o|Md =2
1. Ag3e 729 54

V. ZEN g5 ATDH

I.M E

T58 Tledda AAZRA L Aol meb 71grie]l el S Az o o
ZAABA oA 7190l dobdy] HaMe BdHer AT AEL F7A wE F
g, Az A nAeg B AGER H AL F e F9Hd A2
Tl 71de A4 A4 sQer FAAA HMuvh 2Este] FARNA2HY FEHE Y
o], FAAA7AY, 2% aejn FALNFR Fo ATEH Hurt € FuHm Ao
ey FAZAA AR 2 G gadue] AFsttegs xvle EAS A% ¥E
ok RN o] A4Fstel TiBe], FoETRE Fa Aol AdHA &, F AMAY 4
A Fhcn. z3d dAdE AfATY dBAQA £AE AFH 2 FaIA
AHHA Fad YA dFAY A MEA #AE Ba Ao T4 Al
A EIAQ ARAYL YUY 584 E &9 Fo 719 2AAHY €Al € ¥ opy
g, F¥dte 87293 A58 £ e AN AR st Z(pand width). & #34
< AFste 1HH 21l 7| Wgelr}.

M

* Augstn AYety Rus
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LEAY] @At HIZAR BE TS| o] FolA o, 52 AAYE, YA ¥

H R P2 SHdAM 4uEE 08 2o 94 gAY Fa8 4Urzos 58
N IAEEE, AZE An 2 9719 B J1EE50] W) HEEo] Y. ASx AL
e 2FAY L F2 NALEECIY, TEAT R ATE Ans e zgAdT Buy
AIE FASY govd, HIT Fo A4 Astd vl nANYA ZFHe] ZZFHUA,
H@719 #d A, 53] HFAAAH(mean tardiness)el g @lo] Eolxm Utk o
Ay g71d A3Ar1E F AA Y (number of tardy jobs)E AAHAGNL Fxoz
TEA 2 B ol ae B ATE BEF Holn AAZ ANYAS MF|Ee oA
AT AN & o, o) Fad 9PAY Hyr)Feld. dusid AAAYgL vz 1
Ao BPFo2 ool n, AT Hide FUFHF a4 5 Hagathe Ho
A vf$ Fosith B A3 AARASE A48 $ de A2 AQuETA S ALs
I 3 ARE 71 AdudTAD vastna o AguR A 4= wmsls) 9
gte] AAGrs ol BEAANLE A7 2o TP B A74 Feg Ay
71&0] (B 1-1yell 2.9},

E I-1) MEE

Anz|E A ]
BE AN Un Z T
ARG S 2 N
) Ti = A9 19 A2z Ni = 1 (Ti ) 0 oJ®¥},
= Max{(Ct - di., 0} 0 (28] gom)
Ci = &Y i9 garzt

di = 3 i9 g7]d

gz 71EAtolA A9 e 9 JAIE sHgsle 9ed FRAAEE o )
o AYAEE TAE 2HY FeAA Gt o8 e FAYe] B n Add 7
AL ¥4 E(routine)®] ¥l wet, #E4d(ob shop), EF2Y 4 flow shop), L)
T =YY (assembly shop)2 2 Wdth FiFelre 4 BEE A/ M2 Ao
9, sEddRdAe FUS 42T AdY. a22n P49 AeAE RES] 2
24YS e stEg AETRe BE F7189 Alte] wEg ALY aEAGH} =
BALEL F7HA Aldzde] Qe ik E4¢ U 2 4 o, H2 AASe
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Wxe] $AA HLHuA EY FIE Eoln FA EEAE 28 F e A%
A Az 29 (cellular manufacturing systems)e} €3 EFFH 1 ded, ol F2 &
2494 e Fstn Uk AFy AzA2LME FAG RETES i Az
A BAFoz A & o] HAAMEY U E 5Y F Ut A ARA2HLE 80
ddl o)lf Be AL AFAAY U8y ANYIANLGJIT: just in time}el = T2
F FHecz 4T gk B A7 HEASE FAHE EAYRE MEEa e
o, FAFA A4 e ARLFAY FAE oS AolA AP g

Agge =8 Aejgolcl & APEd AF Al wet FaH AP TN AR
oz ydd Aed 2 A (static shop)dlMe ZE Aol AFAHY &¥] ¢EH ]
g, HAAztY 1Y S9 FAdo] #§ RE HHE(job descriptors)Ee} vl A
43 ongt}, Wivle) ZgA Zd A (dynamic shop) e APl AdAoz zitsiy,
2337 ARAAE A A BE7 XA gohn sbgstn vk A o FAALA
AN 71208 YAAY] ol Reld ASol ey AR AR E BAZ U2
Ao, 25dT Zo| Fste ALANME FHA AYAL e Aol Heh A4
Aelt}, & AFoMe FAY ZYFE M, IARY 5o EEAAYE TPAAT

QFAYe A7E 98 thFd FIurgel ol &0 gt wiaA ded dFAYY F
Ae AR gnelFol Ao, F4H 24 F+E AHAE Tt iy WS
. 9AAYEAL #E P37l Y8, BA38d(branch and bound technique}°l
U AAY £k grlgdel 2 o] §3 F3E A3 olde=, AFH AEHA T
o] wlo] ol£H R Utk AIJelE HAoE, ATAAY, 2Pdn FAA L:F T
AEAQ 7|¥e AL sivn A, SFAYAA F2d A Fo F}ve FL4AT A
g7t5Aolth ARAY Jyo]l AUAA EFY AF ¥ AAERAEF] olsa A
g3l © ool nEth HAEFY A4S wolrl AdME FHHE ohvri
T 2o 2HSE HE PP PR HEE A T dyel STHU. HAEHE
AR e ¢ FYuA 74 (dispatching rules) B0l ALAHAA @ol A$Hx Y=
ol f7} HIZ o7lo] Utk B dAFME TERAFAN 53] AMAYF 4HE =d

e A AAMATFRE 2Psel o|F 7129 AT Mmahe | 2 F54
ol 91,
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1. HHIIH SEHYUE 2R

2 d7e 382939 & FHQ HE7A s EX[AANANY AgeME2y 2AE T
nz gt ZEARY APEA43 E4 (flow shop sequencing problem) @ n7iel 24
ol m7le} Z1AlA @dwEe FLF F2E AYde B+ FA9A 2w (sequencing)
g FAH3= 2AY. ¥E2A 254U F(FSMP: flow shop with multiple processors)
Y ATE A s o)de wWErsiAe= TAY AdH(machine center E&
stage)E°] EEHUR 949 AL 2@ oy ¥HIA EEAAAL £ FELE
Q(FFL: flexible flow line)ol2tn E&7l= @t

H371A sEAYAE RE AYEe] d&¥ ¥9¥9 FYF(machine center EE
stage) 239l 9% ARE AX Addch zdxn A AQFE st £e 2 oA Fd@
NAER FAET. 4 AL 4 AAF R @ vACdAMR gD 5o uhel ojd &

< 53 A%ge 1y ¥ = Uk ol #HAVA &4 dnt ¥l (1d
I-1o A=A (23 O-1)9] ¥EA 2534942 2z A0 <ol 338 539
ARETE 7FED Ao

dutd ez AF3E EEAAFL FAAAZAUY 2R T 2AEHE AvE AZAH
slo], & A4 Mele BWxn o Ajle Mg AlFete d dele Az, F 2943

rlo

o

(38 O-1) Yaoid sEgNEE

machine machine machine
center center &t & =l center

OF[0] ™10
Y IY-1Y
o O 1O

Out
In
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(setup time)e A9 BAY FZoA olggog shie EFAYY M o7 ol
z39 AYe B0 el Rol Hpdt. & AP £ Adge] @ FAFIA
e AgFes o|EHE ARE TAE Fxan HFsgc. Vg B d7e ¥E7A &
EF4Y 290 A48 e (E O-Del s3dun

way A sEAYFAAY AR AHFEEFEAE A I EL2 A FHAY 7leE
st g

(1) 3924 (releasing): EAAH4 FUE 2 Ao A3 QA9 2%,

(2) 4224 (routing): 2 AYFNAM 53 A& AsiA B 71A 44,

(3) 2gui B2 (dispatching): 7 AN hgoz A8 A9 AH.

2 dzda 7 FYPe 2UF A% A FAH it pEER o2z, 99
N 7 7% 3 ARAAL dE BAAEA ged. & A7dM Azdy e 4 APl
93 Wl 71 BA ol s AAd WAHE TH R ofFoHT.

(F 0-1) @74 2EXUE 282 71y

7t 3 <] o

-7t Ao FyAos A =Asn, AP =ANAALE BERET Fo
A},

- 7t &9 mAlel 24 (operation) & AW, z FHL 2 AYY W] shie]
A ol&f Mz=idc)

z}c‘d-oﬂ - AYEL Bt o9 Al BAl 71FE S gith
C:H{]: 4 [T [=1 A5
A7 - preemptione &&= el
- RE AQJL THY &4 FRE AA FIFEH
- Z Ao 2E AYAE AR At
- Al Hie 38R gounz 4 AL $AE wrx Azldrt
- ARE AR AFBAAMG RrlAITe] FHEH
Adel | 2E JAxe AFA R o]§ JHgsith
g | ZAZAe] DAY 4 Qeon, AN A (MTBF: mean time between
. failure) ) BEF4e1AZHMTTR: mean time to repair) & ZEEEE FoZlt}

- 2 AQRge sh o9 BUR A% 2R AR FEE
- 71749 fH2Es 2HE F At

A7) | - FHAEE AQIEM ) SPA T

Az | - ZulA R guAIzEe M2 AZle] XY Ao R
W | - H2AREE Aded SHEo Y.

| - A HEEEE HEn
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2 4TE AYSe] TR maste A 5EAYLS R o, w1 7} 3
HAele #3d AFFtel Adn s sn Atk o 4N, v Ty Mo
=24 W ¥ (arriving job pool)dl TFatA ut zelm FUAREL A AR AR A
AEL] AR7E A€ wuick Alxd Y2 Q2 298 FYE JHUHA g2, o3 B9
AFA L i 49T AAuiA AT g Aols glA "t
AP dgoldt 2 Adge AAFLd drlstn gle AP FolA o4 A5 A
s tEo2 AzE YL dYste AL Tsted, AL vida DAYEHAR
(sequencing)¥ FEHe Adoltt. AYwM2H (sequencing)o]d RE Aol ojslod
Aed AGEA g ve B o M7t RE Y PN ELEA AANEE sl
Uhoz AEAd Bdd 584U A€ 23 (flow shop scheduling) EAle) =3 A
0. a2y FEIRd E3e d4de dBAYEAS F4EH2% (sequencing) WAl o)
e HAHNE FPde AL WS o dolth. watA HHe ARAY Ao 2
1% 2% (dispatching) 4 & ol ALgaHA Hz o8 A8 el 742 S&d AEHY 7
Hgo] o] £HT}

2. 7|1&e] EEXAUY EATIY
HHAY S EEAA G dotois vlad B A7So] o] R fr}. 2719 ANAZ T
A8 E5AYE] T8O (makespan) S H 4331 Johnson(1954)e) H=s] g1
dE2 U7 FEdth 283 349 714 M E BWE Ao £3¢U88ANS Aa
gate HAdrt deld dov, 3 oo aEA]F ZAE NP-complete 99 2HEHE
T}, Palmer(1965), Campbell et al.(1970), Gupta(1986), Z&l® Dannenbring
(1977) 52 Johnson ¢8| 59 BA4E 248t YA 732 Aty
T 0 EEAYY 2AEY N ddtd HAol ol FAHA ndE 59 AFH Iy
& ALY 975 ®Wel ol folAm Uk Reeves(1994), Murata, et al.(1996)%
Chen, et al.{1995)& @& ZEAAT A FALABALE H28et7] 9 G247}
dxuel5E #8359t Gangadharan & Rajendran(1994)e BFa B Fal g
BEAREY ofF AFHTES HAHGEY]) Aste] simulated annealing”]¥< BEdgon,
Sridhar & Rahendran(1996)¢ A& FAYAEATL, FE5FAT, Z1ARENT
71% et fAat dnelEd HE39T. 2 o9 Chen. et al.(1996)& d&H
Adel #afAle 252G ddted, 282 Ishibuchi et al (1994)& HA @719 e A
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Az fAA a8 5L F L34

wads|d sERgAe] dFAYC e 7 v TP ¥ ddFeR O
7} BA ¢& Helth Santos et al.(1996)2 ¥7E 9& TEFUAE ddos Agd
APHQ WS WEdNA 2E3AYF A Lstda. HEA 2EAREY FARY F ot
% Zrdg oy £9) st Hitz(1980)o) Q& AAE MPS(Minimal Part Set) #3j&
Bg 2 & 9ot MpS@ Fa A4 Bk AasHc o & A8 AYFFH} £ ¥ ER
olfolF Hie FF AFE oA A AYE F7HE AR T Wl
o 273 Wittrock(1985) &}gtte] A Rert iAo FFE HES MPSU S
A 2w g 2Hste WHE A

Agaged FEH 4¥L HEe HENA ZEAAAA 8¢ d7E2c Gershwin et
al.(1985)% Han & McGinnis(1988) 2 Deane & Moon(1992) 59 475 & + 3
th. Gershiwin et al.(1985) ol AAE RAL 24 A FF ] Ya&& LFA fA%=
AFzA S uestYet. Han & McGinnis(1988)% A@AIEY & o143 Discrete Time
Control(DTC)2 8 € 7h#3ted A4+-&(throughput rate)& FWELA AT, Dean
& Moon(1992) €A MEAYYE oj &3l AR TR Tt o) 3AL ALH
38 et o] o]l ARt Hr} YAFEE Axd] 2 FUY Ade] fEH F
2 A= 1YL AL olE GTEL FALASEAT Y HAEL IR
Ao g71de melshal Fgten, B8 AT 2 FF AFES] ¢85S HA= e
A A FA[]AE sHgsta A

2 A AY=EL e AFES 1 F7F 33 A, 2 A2AM Park(1988)
9} Barret & Barman(1986)2] €78 & & vt Park(1988)& 2T EFALFAA F
Al g A 7o) tlated, 22]3 Barret & Barman(1986)& F /9 aAgdez 748 o
A7)A EEAARNN EEADT Er1Y BEYHE dEte & FEAQL FAVNYE
& A gdold ez Bttt Hunsucker & Shah(1992)& $E13 AI=2 2
A7kel GEEETE ME S HEAA EEAAGCNM S AAMAFEHES dr1d dHAH
g et

rlr

—_—

3. ST
db 2ERAY BAG B F1E AFEE FUA, BPH 4FE ST AT A
B 3YRANE Azdolor & RE AQEe] AP FH grse] U, HelAel
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171 59 Aol ¥ 2E FH(job descriptors) &l Tl 4H P 43-E onjgch
a3 ol AFAA FPA AT B Aoy, FARY 59 BHUYS e @
Aot

2 4 A9 SHE, 258 Pzt & £ vk = FHEE PR sl
Ae AdFgaFe] FAR ofFolA FAYEel Adtd d&Hor Tiss ZeAQ A
%ol Zogtsn givt. =@ dickre Aol A nAge wAgoletER], AeaPe] &
Bdated &84 43 (stochastic environment)e] 2ot 71ttt & 5 Utk 159 2%
stel HjolME ZiALe] wNE] 2de 447 2o

dL THA, §83 £5A4YY dFAYHEA dstd A e vje Y=,
o8 7hAl gAVIgely, FEH AgE £ A% B Axdel gt ey o5 W
MEL I Adolt A o] s E33te] AP AM dAHoz Abste ¥ B o
ol mEr. a8 ol f2 AAEFM e H3E e Hete g gy 2y
Wi 7t 4 (dispatching rules) &% 2 AMEdlxz A& Aot}

2 A7c THA, FEH AEE AAZ ARFTLo) FAB CFSMPAA o4 712 44
g tH e 4HE ABeold S ol getal vim - Hrlstnat @t B AT A8 Fd
TR (F O-20o ksl An}.

¥ 7€ Hunsucker & Shah(1992)8 A+% Zteg &5 o5 dAfdA 2ayg
Auig A olgd®. ¢ridE meiste #Ae2 SLK. CR, OPSLK, |OPSLK| &
FrhetAt. )& F7HAQ AR FAL d@r1Y e g deme ¥rd ¥49E 5y

o2 7t 58] | OPSLK | & AA&YSs HAAFE fla] & AT Hro] Ay

o

= Aotk | OPSLK | & T3 o7 0ol 71748 A9 & $AA ez AMesid 8. oA
(F 0-2) EAui™rE|
I R o A s
FIFO(first in first out) AA =atsleE 2] &
LIFO(last in first out} Uz =akEts A9 ¢
SPT(shortest processing time first) He)Agte] 22 2y &=
LPT(longest processing time first) Azl 1 2y &
SLK(minimum slack) AFAITel e Ay &
CR(critical ratio) NFE°] 2 3y &
OPSLK(minimum cperation slack) TAAFA ] 22 &=
[ OPSLK | (minimum absolute operation slack) FAAFAIZ Aol 2 &
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2 AR 00l Ae AYES AL AAL AL WNE A FAsAel e woh
A Aot} dhtshd o fAjzte] E F9] e I AP EL th HEZ RolAdeEgE W
7@l Ago]l g Holv, Wz 2 &9 AfE AW AYSL o1 ¥ Ay
B WYEF7 E7bs3tr] el

m. AlEzfold =¥

B A3 o]fd 7 s EHAYF AlEYlH RE S AweSim AlEH 0] B xR
Rt asln 23 ARSE ALRA A oo ¢ dojB HAEAT, B AT
A ALRE AEEHolA Ry pAE EHELS U 2o,

1. Zef&e #xof B4

E dFd o9 ANEY oA RFL (a3 O-1o AANE vie e 89 5443
oz, A 5709 FAdAe] Aol glen, 7t FGAL 3 HEA VAL pAdE A
o2 9. 4 AAF Qe 2 G WY IS FELR ol8¥ F e ¥3d
A7)el gl Utk o] FHE Il 75 AW, A ©A AGHY VAEL A
g R AYgS UEd & gla B3 H2¢ A9 A + 2le blocking A 7F "

Adee T2 23, Ae RATNAND ExEs AFEEE 7M. HE =
FHAANE dHAdE S Bl 3.52 Fatdch 7z AgAelM e e AeALe ZE A
Ao thate] TUeA, HFE 52 3, 17 9Alele dGREE 3.

Qg =g e 7H43A AR A (arriving job pool)dlA diZlste, A WA #
gAe AATL A/7F & deic) FFuH A et f2E Al AR FY
2. 7 AN E & 21A7} o] ks d deith, ARFTA d7] FQ AYE T o
ol Helg AYS 9A gl A wet dgatA gt &, A9de A2deHe FH
Aow 7t AN B H)

wf AlEgolde ZE 71A7E ¥lojdT of& e d FEHE AlEa A
Ao, 2 AgelE 1000709 Aol =&Adte ol Aol BT gud ¢aHE A
o], o] Zq & BAXNE ST

Fadte 3]

-

L=
o=

31_
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2. 971¢ HiEUY

H71E9e et YA E o8 Zkxv} e, AA YA A os AFHE WA
¢l R (endogenous) AAA 2" QR Fz mallo]l il AYEHE 94A (exogenous)
Yoz Us 4+ gl

B71dE QA2 4d L sy YA oz Y £ e 4Poldd BE v
SARATL, e5dF Fo] ALY AARAdANE PYd 2Pz nde 8FE 4o
TEY T e Aot ol AP gAY Barg &% sbgo] Hrd X
Ao £ F Sl

5. 2] Agdas 9rd2 iAoz A Ece g4 990 ostd B3

T 9 Rolth, 2 At @UIEe el ¥ FEHer FAe RE 7}
aRen, FAHLE Y1 Ae] Az} 483 2082 WHE A YYRIE
o] g3t AR HAE FAE U o sy 2z Brde] HeE dds 3y
9 AYANEG FEe] dEA, AR o AMAo]l FYIEE oudPE Fod
24t Aol st A dridel ZFHA, FTHENLLE H71EARY Ag
TAY 47 AYAIDA we - ulEste) AR sl

3. AlgHdA

£ d7e AR g Hrksle Aol FEH 22 Al Y (DISP)e] &
S Agale] vk 1 A= A F8F dFE A Aoz YAHE 4oz JA
2ARE (FAIL)® A% 27 (BUFF)E n8stdr}.

AARZL AP 42 ARl fle S, JARE NEst de As 29n 4
L2 58 e AFE 37 #¥E mEE sdd. 4494 ARFe) AvE 5,
10, 159 37444 #Eo 2 3.

2 d79 £ dgaQde soksd e 2o

1) DISP : 87}A] #¢+4d¢9 3 (dispatching rules)

(1) FIFO(first in first out)
(2) LIFO(last in first out)

(3) SPT(shortest processing time)

(4) LPT(longest processing time)
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{5) SLK(minimum slack)
(6) CR(critical ratio)
(7) OPSLK(minimum operation slack}
(8) | OPSLK | (minimum absolute operation slack)
2) FAIL : 37} %9 7142
(1) 91§ (MTBF = o, MTTR = 0)
(2) @& (MTBF = 400, MTTR = 50)
(3) =& (MTBF = 200, MTTR = 100)
3) BUFF : 374 &9 339 A7)
5. 10, 159 37k4 #&
a2n 2 4Pz diste] 10¥Me] HEAHES A 28X 3X3X 10 = 720
o] Agdeldd AUt A dE2P A FLF P27 (random number
seeds)E A &3l6d,. aelm Axpdes AANFdgse PFAAHE o] &sta.

V. Azt

o

2 @79 FHL FHA. FEAHQA Bt WHINA s EXAZAA 719 A+
A d=E vuste o Ao F 72088 AlgdeldS Algstd 27k s
Arag eAsSAer, Agdeld daes 4 AAVIEE R SPSSE ol &%t ANOVA
A3 Scheffeo] thFH| LR & ATt

P

{

H
AL

(RESETETE

HA gridad dug AANGgsel A Az At (B2 V-Dell 24H AT,

AAA ez & o 7IAnge] glo Aol did ARt @ AL 9714 S us
£ SLK. CR, OPSLK, |OPSLK | #&E°] ++& A} 4A4E B4 28jn 7]
Anige] \INEF% | OPSLK | #3 o] 713 $43 48 Bgch

(F V-2)o AAZD ol the ANOVA Fart AA =AY, d8a9d89 FEAV 25
0.05 FYLTAN A AE Helm glon, BUFFY FAIL, ZElz FAIL#
DISPztel] 2uja]l 32855 FA folAHQ] Aoz e,

WA BUFF& FAILY 452§ A7 (¥ V-1el vtehd sl (2" V-1) AR F




(E V-1) A=Y X A=

2 #¥3)d etz 71AnFe] gAY v A
2 Yetgd. F A n%e] #2 Aec AdAel g Farh v, A

O
T
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foce =]

71711:5% o] A 72 ARF e A7) :
% 5 10 15 A4
FIFO 42 7 42.7 42.7 42.7
LIFO 43 .2 437 43.7 43.5
SPT 40.8 40.8 40.8 40.8
%1 LPT 50.1 51.4 51.0 50.8
MTBF: SLK 30.5 30.3 30.3 30.4
MTTR:0 CR 30.3 30.4 30.3 30.8
OPSLK 31.3 31.4 31.4 31.4
| OPSLK | 31.3 31.5 31.5 31.4
3 A 37.5 37.8 37.7 37.7
FIFO 85.8 103.3 103.8 97.6
LIFO 80.3 72.2 71.3 74.6
SPT 74.4 76.5 72.4 74.4
42 LPT 116.9 110.1 112.5 113.2
MTBF:400 SLK 72.3 67.2 57.5 65.7
MTTR:50 CR 51.8 54.6 52.4 52.9
OPSLK 55.0 47.4 46.3 49.6
| OPSLK | 44 .6 44 .8 42.6 44.0
A A 72.6 72.0 69.8 71.5
FIFO 693.0 573.3 560.9 608.9
LIFO 360.1 300.9 320.4 327.1
SPT 392.0 334.1 283.5 336.5
33 LPT 466.0 526.8 519.4 504.1
MTBF:200 SLK 639.4 650.6 527.7 605.9
MTTR:100 CR 702.7 617.2 616.9 845 .6
OPSLK 630.6 524.3 603.3 586.1
| OPSLK | 314.1 247.3 222.0 261.1
A A 524.7 471.8 456.7 484 .4
kil Al 211.6 183.9 188.1 97.9

el 2719 7IARE F3o we AFALe A Afde JADG =t 58 714

Aot dEgE nAA Eike AL

o %7 28 @A et AFFY Q%] a8 23X @] HRY Aol

Adug st (DISP) 3 1Ay F¥ (FAIL)#e 4az-§ AxsE 43i7] Y 714
2 K8 FAAuiP e dite st Scheffed] HEH| A S dAlgglen, 1 4
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(B IV-2) X|AIEtes=0l tist ANOVA Zxt

Agd | AR=| #HaAF F SiRabal ]
(23 31505405 11 2864127 269.15 .000
=x3 BUFF 77203 2 36101 3.39 .034
FAIL 26699260 2 14849630 1395.45 .000
DISP 1733941 7 247705 23.27 .000
(2% 3515390 32 1098556 10.32 .000
4| 29 | BUFF+FAIL 132168 4 33042 3.10 0156
Z | =& | BUFF*DISP 79722 14 5694 .53 913
2} FAIL*DISP 3303499 14 235964 22.17 .000
| 34

] BUFF*FAIL* DISP 173801 28 6207 .58 .959
2 3 35194597 71 495698 4658 .000

Fis At 6895651 | 648 10641

A A 42090248 | 719 58539

A3 V-1) MESe] 3218 7|14 2F w0l O X|A=gs Mot

600

500

400
<+
30
K 300

}

XA

200

100

1 2 3
2140 7

#A7F (£ N-3)° 295 ATt

ARGl fE BFOIAZE £F DedMe ¥719E 1¥ste SLK, CR, OPSLK,
| OPSLK | #& %] #44¢ w2 AAAAs 434E BaFUd. 282 AR U
b e ALOIALY £8 2)MxE dAZ @VdE 2Hste FHEC] G4 5& 4FHE
a3 gle Ao vebdth 2y ZAnd #3 1443 dr1d e ste #AS
F a3x @ FHE Dol WA TE A FAA f94E A we 2Y
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(E -3} X|AZtgdoll st Scheffee| ciEu|mEy

1A %
1 2 3

3 3z 3 B 4 37
CR 30.3 T | OPSLK | 44.0 [OPSLK |  261.1
SLK 30.4 OPSLK 49.6 1 LIFO 327.1
OPSLK 314 CR 52.9 SPT 336.5
| OPSLK| 31.4 SLK 65:7 I LPT 504.1
SPT 40.8 L gpT 74.4 OPSLK 586.1
FIFO 42.7 LIFO 74.6 SLK 605.9
LIFO 43.5 FIFO 97 .6 FIFO 609.0
I LPT 50.8 I LPT 113.2 | + CR 645.6

| OPSLK | H#&0] 74 &2 AAads 4348 Aok A3
(A 83 | OPSLK | F3o| 713 & 478 Bl Ww Unjz gry
< 2Este wH S A7t A3 MaEe Aes Jehgd. 2 Ang ¥} Ho}
AAAA A B3zt 22 B EE | OPSLK | #40] vladate Tadd o2 2w
THEAN HE & AANYSF RS BHdFE Aoz Jey),

g 7k Vg AL ARG §9 3904 LIFOS SPT #F3e] Auzon xe
AAHYF JHE BAcke AHdolt). AYAY Rest 2L ASE AYEY AAsAol
My = gk old AZstelA LIFOE WA =#ste] gir] 9 AL 228 UE =
A A2 $4 Ageen Adoz ANAYS4E 3Y 4 de Aoz vdAg, 4
watd ®a m3ste i) FQ AYEL 2TE A A &2 wEolg. nelm B o4
ToME dr1de] FAYR AHAE A2 sHgadeth, o Ager ZEANS v
Ale | ZHHQ SPT #alo] AAAYF Hasfolx o7} g Hoez B

ol

2. BRRHAZH

A92d8 FRAANL ATh (& NV-4re] SFFUT AAAYE Aok} a4

A AR D) AAY NEst e ASGIATY 58 1. D $US nss 750l
e ARANNT 4E 2 B NARGe] MNP 7Y 34T SPTA 3
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(H V-4) NHzHY HEX|H Az

A 2% eI AAgre] A7) :
38 5 10 15 A
FI1FO 21 21 21 .21

LIFO .28 .31 .31 .20

SPT .23 .23 23 .23

41 LPT .35 41 .40 .39
MTBF: SLK 12 12 12 12
MTTR:0 CR 12 12 12 12
OPSLK 12 12 12 12

| OPSLK | .14 .13 13 .13

A A .20 .21 21 .20

FIFQ 1.28 1.95 1.96 1.73

| LIFO 2.14 1.51 1.62 1.76
| SPT 1.65 2.20 2.16 2.00
32 LPT 3.43 3.09 3.22 3.25
MTRBF:400 SLK 1.02 77 .69 .83
MTTR:50 CR .27 80 .64 .50
OPSLK .38 .30 .30 .33

{ OPSLK | .99 1.14 1.17 1.10

A A 1.40 1.45 1.47 1.44

FIFO 128.57 85.28 40.23 84.69

LIFO 122.04 62.38 100.80 95.07

SPT 79.36 60.66 41.66 60.56

43 LPT 153.44 160.00 136.89 150.11
MTBF:200 SLK 100.15 93.09 47.89 80.38
MTTR:100 CR 138.13 83.88 87.79 103.27
OPSLK 88.63 41.16 82.52 70.77

| OPSLK | 141.49 81.49 75.47 99.48

A A 118.98 83.49 76.66 93.04

A # 40.19 23.38 26.11 31.56

WA AA T AT WP ANOVA EAAIE (B V-5 AA=AG. HaAAAT 4
M E AP89Ee FETHS BUFFS FAIL, 2832 FAIL® DISPRle] 29uA 4%
A4 HT7}F 0.05 Foazds fo89 Aoz eyt WA BUFFS FAILZY Z&4
& ADE AgER (28 V-2)dAM BE He o

AAZAGS Ao Ao nAARAZ ARELY e ARG HEst =
A Fgle) et T gl

AHAF (DISP) Y NARE A (FAILZY 4344 53& 29RE7 A3 714

flo

%2 30
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(B N-5) BaxjMAzZiol theh ANOVA 2o}

A& AHE | BEAF F ol E
(23 1442654 | 11 131150 55.37 .000
o BUFF 27424 2 13711 5.79 .003
Fa% FAIL 1360969 | 2 6580484 282.29 .000
DISP 54261 7 7751 3.27 .002
(d%h) 176304 | 32 5509 2.32 .000
A 29 | BUFF*FAIL 55158 4 13789 5.82 .000
| ¥WlA [ BUFF*DISP 19570 | 14 1397 .59 874
E FAIL*+DISP 101576 | 14 7255 3.06 .000
4| 3¢ .

w2 BUFF*FAIL*DISP 39490 | 28 1410 59 .953
2 & 1658448 | 171 233584 9.86 .000

2 2} 1534846 | 648 2368

5l A 3193204 | 719 4441

(23 V-2 MESZe 379 7[ADE Sl Mg HIEX|AAZ dot

0

140
~ 120
< 100
= 80
E 60
m 40
20
0

1 2 3

7| A2 58

273 F9E AT BEA AN Aol h¥ Scheffed] dFHIREHS HAISH
on, 1 @F}7 (E V-6l &=t

ARAFAGF Ao ASAY BE8FE AAG Aolrt dHUAE Fou, dAR ¥rIde
ek FEA S T2 BEAAMAT AR HolFe Aoz veyn. a2y AR
=7 22 A & 1A #% 3dAMe SPTY 437 7HE & FTAAAL s




106
(E V-6) BRX|HARZIo Ci#t Scheffed] clEH|nEY

7IARY 8
1 2 3
T3 ks T+ &K 13 B

T SLK 12 T OPSLK .33 T SPT 60.6

CR 12 | CR .50 | OPSLK 70.8

OPSLK 12 SLK .83 SLK 80.4

| OPSLK] .13 | OPSLK| 1.10 FIFO 84.7

FIFO 21 FIFO 1.73 LIFO 95.1

l-— SPT .23 L LIFO 1.76 [ OPSLK | 99.5

LIFO .30 L spr 2.00 L CR 103.3

I LPT .39 LPT 3.25 L LPT 150.1
BojFm glth. SPTx 4ty oz sEAT Hisle A Aoz geiA sled, A4
A4 AFAGAANY AL B2 FAAHAL ARz =T Fe AoE B
BRAAAL AAAA | OPSLK | 73& AAAGS AdAAsd B&s] ¢58 43

g HAZAE Ragoy 42 $£48 AdNATFAS EARCE F9HU o8 ey
2 sk},

V. ZED &% AFIHA|
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AFE AFelAE Adaaen], Agdold AAd st ANOVA 243 Scheffed
gz E4 g PatArt.
| OPSLK | 74 & AAZAS daHon chg Ao H& v)g Zdo|v, o
Ave 53 ZIARGY WE7F gob AR Fart & Aol vf FEaAA Jehgd,
a2y FEAAAL G | OPSLK | #32 F& 2342 vehliAle Ry, g
T AQu AT FA A Aelg HolAE gdd
2 A7 Add |OPSLK | #8e v& 493w Ed vtz ded Fax
g Holmz, olFatr] & ¥ ol dA YA HEINE oS fojsi}. a8

U gez d7d 3R ASHoE 8¢ dHAY 7lFo] E olng o AME
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