This article was downloaded by: [National Chiao Tung University BI3Z 5B AZ2]

On: 28 April 2014, At: 16:02

Publisher: Taylor & Francis

Informa Ltd Registered in England and Wales Registered Number: 1072954 Registered
office: Mortimer House, 37-41 Mortimer Street, London W1T 3JH, UK

Englneerlng Optlmlzatlon
Publication details, including instructions for authors and
Engi subscription information:
{:let]}'r1L?_.aTj|::;'| http://www.tandfonline.com/loi/geno20

An ant colony optimization heuristic
for an integrated production and

distribution scheduling problem

Yung-Chia Chang?, Vincent C. Li® & Chia-Ju Chiang®

) s # Department of Industrial Engineering and Management, National
Chiao Tung University, Hsinchu, Taiwan

b Department of Business Administration, National Chiayi
University, Chiayi, Taiwan

Published online: 10 May 2013.

i 4

T

Virars b
anoras i Limpaan

To cite this article: Yung-Chia Chang, Vincent C. Li & Chia-Ju Chiang (2014) An ant colony
optimization heuristic for an integrated production and distribution scheduling problem, Engineering
Optimization, 46:4, 503-520, DOI: 10.1080/0305215X.2013.786062

To link to this article: http://dx.doi.org/10.1080/0305215X.2013.786062

PLEASE SCROLL DOWN FOR ARTICLE

Taylor & Francis makes every effort to ensure the accuracy of all the information (the
“Content™) contained in the publications on our platform. However, Taylor & Francis,
our agents, and our licensors make no representations or warranties whatsoever as to
the accuracy, completeness, or suitability for any purpose of the Content. Any opinions
and views expressed in this publication are the opinions and views of the authors,

and are not the views of or endorsed by Taylor & Francis. The accuracy of the Content
should not be relied upon and should be independently verified with primary sources
of information. Taylor and Francis shall not be liable for any losses, actions, claims,
proceedings, demands, costs, expenses, damages, and other liabilities whatsoever or
howsoever caused arising directly or indirectly in connection with, in relation to or arising
out of the use of the Content.

This article may be used for research, teaching, and private study purposes. Any
substantial or systematic reproduction, redistribution, reselling, loan, sub-licensing,
systematic supply, or distribution in any form to anyone is expressly forbidden. Terms &
Conditions of access and use can be found at http://www.tandfonline.com/page/terms-
and-conditions



http://www.tandfonline.com/loi/geno20
http://www.tandfonline.com/action/showCitFormats?doi=10.1080/0305215X.2013.786062
http://dx.doi.org/10.1080/0305215X.2013.786062
http://www.tandfonline.com/page/terms-and-conditions
http://www.tandfonline.com/page/terms-and-conditions

Downloaded by [National Chiao Tung University ] at 16:02 28 April 2014

Engineering Optimization, 2014 Taylor & Francis
Vol. 46, No. 4, 503-520, http://dx.doi.org/10.1080/0305215X.2013.786062 Taylor &Francis Group

An ant colony optimization heuristic for an integrated
production and distribution scheduling problem

Yung-Chia Chang?, Vincent C. Li®* and Chia-Ju Chiang?

2Department of Industrial Engineering and Management, National Chiao Tung University, Hsinchu,
Taiwan; ®Department of Business Administration, National Chiayi University, Chiayi, Taiwan

(Received 19 May 2012; final version received 1 March 2013)

Make-to-order or direct-order business models that require close interaction between production and
distribution activities have been adopted by many enterprises in order to be competitive in demanding
markets. This article considers an integrated production and distribution scheduling problem in which jobs
are first processed by one of the unrelated parallel machines and then distributed to corresponding cus-
tomers by capacitated vehicles without intermediate inventory. The objective is to find a joint production
and distribution schedule so that the weighted sum of total weighted job delivery time and the total distribu-
tion cost is minimized. This article presents a mathematical model for describing the problem and designs
an algorithm using ant colony optimization. Computational experiments illustrate that the algorithm devel-
oped is capable of generating near-optimal solutions. The computational results also demonstrate the value
of integrating production and distribution in the model for the studied problem.

Keywords: integrated scheduling; production and distribution operations; unrelated parallel machines;
ant colony optimization

1. Introduction

In the current competitive global market, companies are forced to lower the amount of inventory
needed across their supply chain but still have to be responsive to customers’ requirements.
Reduced inventory creates a closer interaction between production and distribution activities and
thus increases the practical usefulness of integrated models (Sarmiento and Nagi 1999).
Consider a make-to-order business model where products are custom-made and are delivered
to customers within a very short lead-time directly from the factory without the intermediate step
of finished product inventory. For example, in a typical computer direct-order system, there are
hundreds of configurations available for a customer to choose from when ordering a computer.
It would be impractical and not cost-effective to store assembled and packaged computers with
a particular configuration before knowing what customers will order. Many manufacturers are
now operating under the concept of postponement to delay product differentiation until closer
to the time the product is sold. As a result, the factory only keeps inventory at the component
level and has to start computer assembly and packaging after receiving customer orders. How-
ever, owing to keen market competition, a business operating under this direct-sale model must
deliver completed orders to customers within a very short time-frame. Therefore, production and
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distribution operations are linked together directly without any intermediate steps (Chen 2004).
Similar characteristics can also be found in the service industry, especially for time-sensitive
services.

Traditional approaches deal with production and distribution one by one with little or no
coordination between these two stages. When there is a sufficient amount of inventory between
production and distribution, the operations of these two stages can be decoupled; hence, traditional
approaches are able to deliver reasonable and effective solutions. However, in make-to-order or
direct-order business models, there is not much inventory between the production and distribution
stages, so close interaction between these two stages is essential.

This article discusses a two-stage supply-chain problem that involves the integration of pro-
duction and distribution scheduling at the individual job level. For such problems, jobs are, at the
first stage, arranged to be processed by some machines and then delivered, at the second stage,
to some customers who may reside at different locations by some means of transportation (e.g.
delivery vehicles). Traditionally, the problem in each of these two stages is considered separately.
The problems at the first and second stages are called the job scheduling problem (e.g. Pinedo
2002) and vehicle routing problem (Golden, Raghavan, and Wasil 2008), respectively. Both prob-
lems have been widely studied in the past. However, not until recently has attention been given to
models that address the integration of production and distribution operations. One of the reasons
that few studies attempt to address these two stages simultaneously is that the problem of a single
stage by itself is already tremendously hard to solve.

Among the research that explicitly addresses the integration of production and distribution
scheduling, Lee and Chen (2001) studied machine scheduling problems that considered either
intermediate delivery between machines or the finished product deliveries. Li, Vairaktarakis,
and Lee (2005) extended Lee and Chen’s work by considering the situations where product
may demand different amounts of storage space for delivery and where deliveries are made to
multiple locations via a direct shipping method, respectively. These studies aimed at optimizing
the customer service level measured by job delivery times subject to a delivery vehicle availability
constraint. Averbakh (2010) studied the on-line integrated production—distribution problems with
capacitated batches and aimed to minimize the sum of weighted flow time and delivery cost. There
are models that consider the trade-off between the total transportation cost and customer service
performance measures related to due date or job delivery time (Chen and Vairaktarakis 2005; Hall
and Potts 2005; Pundoor and Chen 2005; Wang and Lee 2005; Chen and Pundoor 2006; Li and
Vairaktarakis 2007). In terms of delivery methods, most of the existing literature considered the
problems with batch delivery to customers by the direct shipping method (Lee and Chen 2001;
Hall and Potts 2003; Hall and Potts 2005; Li and Ou 2005; Li and Ou 2007; Zhong, Dosa, and
Tan 2007; Chen and Lee 2008), but only a few studies discussed routing decisions (Chen and
Vairaktarakis 2005; Li, Vairaktarakis, and Lee 2005; Armstrong, Gao, and Lei 2008; Geismar
et al. 2008).

Most of the special cases of this problem class have already been proved as NP hard, espe-
cially when there are multiple machines for production and/or when there are multiple customer
locations (Lee and Chen 2001; Chang and Lee 2004; Li et al. 2005; Pundoor and Chen 2005).
As pointed out by Chen and Vairaktarakis (2005), more research is needed to model production—
distribution interactions and develop problem-solving techniques that can be used in practice.
Chen (2010) has recently provided an extensive review on this problem class.

In this study, jobs are first arranged to be processed by a manufacturing facility modelled as
a shop with a set of unrelated parallel machines (Lenstra and Shmoys 1990) (i.e. there is no
relationship between the processing times of a job on different machines). After production, jobs
are delivered to customers residing at different locations by homogeneous capacitated vehicles.
The objective is to find a joint production and distribution schedule so that the overall cost is min-
imized. This article presents a mathematical model for this integrated production and distribution
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scheduling problem. Since this problem is NP hard, a heuristic is designed using ant colony
optimization (ACO) to find near-optimal solutions of the studied problem.

The remainder of this article is organized as follows. Section 2 defines the studied problem
and gives a mixed integer programming formulation. Section 3 presents the design of the ACO
heuristic. Computational experiments are discussed in Section 4 along with the analysis of results.
Section 5 concludes this article with future research directions.

2. Problem definition and mathematical formulation

The integrated production and distribution scheduling problem is described as follows. There are
njobs N = {1,2,...,n} ordered by g customers Q = {1,2,...,q} residing at different locations
within an underlying transportation network. Let N, C N be the subset of jobs ordered by customer
h, and n, = |N,| for h € Q, where N =N; U ... UN, and n = n; + - - - + n,. The weight of job
J € N is denoted as w;, which represents the relative importance of job j among others. Jobs are
first processed in a manufacturing system and then delivered to their respective customers.

In the production part, m unrelated parallel machines M = {1,2,...,m} are available in the
manufacturing system. Each job needs to be processed by one of the machines without interruption.
The processing time of job j on machine k is p;;. All jobs and machines are available at time 0.
Given a production schedule, completion time C; represents the time when job j is completed by
one of the machines. Clearly, job j cannot be picked up for delivery until time C;.

In the distribution part, a set of v vehicles (v € V = {1,2,...,v},v > n) of the same capacity
are available to deliver jobs. Each vehicle is limited to carry up to ¢ (¢ < n) jobs in one delivery
and is initially located at the manufacturing facility. The transportation cost incurred by each
delivery consists of a fixed cost f and a heterogeneous variable cost depending on the particular
route taken by the vehicle. Parameters by;, b;; and bjo denote the variable cost for travelling from
the manufacturing facility to customer i, from customer i to customer j, and from customer j to
the manufacturing facility, respectively. The corresponding travel times are denoted as ty;, #;; and
tj, respectively. A delivery vehicle can depart from the manufacturing facility only when each of
the jobs allocated to the corresponding batch has been processed by some machine. The delivery
time of jobj € N, D, is defined as the time when job j is delivered to its customer.

Similar to Chen and Vairaktarakis (2005), the objective function considers both customer service
and total distribution cost, where the former is captured by the weighted sum of the job completion
delivery times of jobj € N (i.e. Xjenw;D;, denoted as X wD) and the latter is the sum of distribution
costs (denoted as T'). Therefore, the goal is to minimize 6 XwD + (1 — )T, where 6 is a user-
defined parameter between O and 1, which reflects the decision-maker’s relative preference on the
customer service and the total distribution cost.

To introduce the formulation, more notations are defined as follows:

dg: the time when vehicle u € V departs from the manufacturing facility
d;: the time when vehicle u € V arrives at customer & € Q.

The decision variables are:

xf-‘j = lifjobi € N is processed immediately before job j € N\{i} on machine k € M

vy = 1 if vehicle u € V travels from customer /& € Q to customer [ € Q\{h} (i.e. they are
visited consecutively by the same vehicle)

z¢ = 1if jobi € N is delivered by vehicle u € V.

For convenience, two dummy jobs are introduced, job 0 and job n + 1, which do not take any
time to be processed or consume any vehicle capacity, and Cy, the completion time of job 0,
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is set to 0. Moreover, let customer 0 represent the location of the manufacturing facility where
each vehicle is initially located, and customer g + 1 represents the location in the manufacturing
facility where each vehicle will return to. There is no travel time or cost between customer 0 and
customer g + 1. The problem formulation is given as follows.

min 0 wiDi+ A =0 [FI DAY > byl (1

JeN ueV heQ ueV h,leQU{0,q+1}
h#l
subject to
Z ny—l Vi e NU{n+ 1} )
ieNU{0} keM
i#f
Zx(’;jg 1, VkeM 3)
JjeN
G=>| > pa+py|. VieNUn+1) )
keM \ ie NU{0}
i#j
> - Z Yo =0, YueVheQ )
1eQU{g+1}\{h} 1eQU{O}\ {h}
ZyZ,qH - Z)’&h =0, YueV (©6)
heQ heQ
Zy('jh <1, VYueV @)
heQ
moY V=Y =0, YueV,heQ ®)
leQ\{h} JENK
Y =1 VjeN )
ueV
ZZ}’SC, YueV (10
jeQ
d' = Z d" 4 ty)y', YueV,heQ (11)
1eQU{O}\{A}
G- dizt <0, VjeN (12)
ueV
D,--Zd,fzf:O, Vi €N, heQ (13)
ueV
xi;€f{0,1}, VieNU{0},jeNU{n+1}, keM (14)
e ef0.1), VieNU{0),jeNUn+1}, i#j keM (15)
v, e{0,1}, YheQU{0},leQU{g+1},uecV (16)

7/ €{0,1}, VieN,ueV a7
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Equation (1) minimizes the weighted sum of the total weighted job delivery time and total
distribution cost. Equation (2) ensures that each job is processed exactly once. Equation (3)
ensures that each machine can have at most one job as the first job to process. Equation (4) defines
the time when each job is completely processed by a machine and is ready for delivery. Equa-
tions (5) and (6) represent the conservation-flow requirements. Equation (7) ensures that each
vehicle is used at most once. Equation (8) makes sure that if a job is delivered to its customer
by a vehicle, then the vehicle has to visit that customer. Equation (9) guarantees that each job
will be delivered to its customer exactly once. Equation (10) associates with the vehicle capacity.
Equations (11) and (13) define the job delivery time. Equation (12) makes sure that a job will
not be delivered until it has been processed by a machine. The binary restriction for some of the
decision variables is shown in Equations (14) to (17).

Clearly, this formulation is very complicated. Equation (11) even incorporates nonlinear con-
straints that make this problem intractable. It is easy to see that this problem is NP hard in the
strong sense since a reduction from the travelling salesman problem (TSP), whose complexity
has been clarified as NP hard in the strong sense (Garey and Johnson 1979), can be taken as
a special case of this problem with m = 1 and p; =0, Vj € N. It is unlikely that a polynomial
algorithm can be found for this problem; hence, there is a need to explore methodologies to ease
the computational effort while still obtaining good-quality solutions.

3. Research methodology

Owing to its complexity, the problem class of this study appears to be a good candidate for the
ACO methods. ACO is a population-based metaheuristic approach proposed by Colorni, Dorigo,
and Maniezzo (1991) and refined by Dorigo (1992), and Dorigo and Di Caro (1999). Dorigo and
Stiitzle (2004) revised the original algorithm and added some new features for consideration when
applying ACO. ACO has been successfully applied to many combinatorial optimization problems,
including but not limited to the TSP (Dorigo and Gambardella 1997; Liu 2005), vehicle routing
problems (VRP) (e.g. Bullnheimer, Hartl, and Strauss 1999), scheduling problems (Stiitzle et al.
1998; Gagné, Price, and Gravel 2002; T kindt et al. 2002; Shyu, Lin, and Yin 2004; Huang and
Liao 2008) and multi-objective optimization (Afshar, Sharifi, and Jalali 2009). Dorigo, Birattari,
and Stiitzle (2006) also showed the most successful applications of ACO. Gagné, Price, and Gravel
(2002) reported that ACO has a certain advantage for larger problems. Therefore, in this article,
an ACO heuristic is designed to obtain near-optimal solutions for the studied problem. Recent
research trends in ACO can be found in Dorigo and Stiitzle (2010).

Per Chen and Vairaktarakis (2005), this problem has the following straightforward optimality
properties.

LEMMA 1 There exists an optimal schedule to the studied problem such that

(1) thereis no idle time between the jobs processed on each machine in the manufacturing facility
in the production part of the schedule; and

(2) the departure time of each batch is the production finishing time of the last job included in
the batch.

3.1. Framework of the proposed ACO algorithm

ACO is a probabilistic search procedure whose central component is the pheromone model,
which is employed to probabilistically sample the search space. In this study, a number of ants
probabilistically construct solutions to the problem according to the designed pheromone model
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Figure 1. Framework of the proposed ant colony optimization algorithm.

at each iteration. Before the next iteration starts, some of the solutions are used for performing a
pheromone update. A pheromone matrix for production and a pheromone matrix for distribution
are designed. The framework of the proposed ACO algorithm is depicted in Figure 1. In this
framework, a production schedule is constructed using the transition rules that also take into
account the required delivery times incurred at the distribution stage. After updating locally the
production pheromone matrix, a delivery schedule is constructed according to the previously
constructed production schedule. The distribution pheromone matrix is locally updated after
the distribution schedule is constructed. The same procedure repeats until all ants find their
feasible solutions. Both production and distribution pheromone matrices are updated afterwards
to reward the best-found trail (solution). The ACO algorithm is terminated when the predetermined
maximum number of iterations is reached. Section 3.2 describes the details of the proposed ACO
algorithm.
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Table 1. Job—machine mapping for a three-job—two-machine problem.

Machine 1 1 1 2 2 2
Job 1 2 3 1 2 3
Operation number 1 2 3 4 5 6

3.2. Construction of schedules

There are three steps for constructing the path of ants. The production schedule is formed first,
then the delivery batches and sequence are arranged accordingly, and finally the route of each
vehicle is determined.

3.2.1. Transformation of job and machine relationship for production

For an unrelated parallel machine problem, each job can only be processed by one of the
machines while the job processing time is machine dependent. To construct a production sched-
ule, the job—machine assignment is transferred as a set of alternatives. An alternative represents
a mapped relationship between a pair comprising a job and a machine. Taking a three-job—
two-machine problem, for example, there are six alternatives resulting from this transformation
(Table 1).

Through this transformation, both machines and jobs are taken into account to be used for
constructing the production pheromone matrix. Although there may be multiple alternatives asso-
ciated with a job, only one of the alternatives can be selected for each job. A feasible production
schedule is then represented by the n selected alternatives out of nm choices of alternatives. If each
alternative is referred as a node, then constructing a feasible production schedule is equivalent
to finding a path consisting of n nodes from the underlying network consisting of nm nodes. In
what follows, the terms ‘node’ and ‘alternative’ are used interchangeably. For the same three-job—
two-machine example described earlier, the corresponding production pheromone matrix has six
rows and six columns. Let 15 be the (i, ) entry of the production pheromone matrix, where ri’;
represents the intensity of the pheromone trail associated with the path from node i to node j
for the production schedule. Let 2 (i) be the job corresponding to alternative i. Then rf; equals
0 if (i) = Q(j). For instance, in the three-job—two-machine example, both 7/, and 7}, equal
0 since both alternatives 1 and 4 are related to job 1. Suppose an ant k has just chosen node i,
then P*(i) is the set of nodes already visited by ant k and E*(i) is the set of nodes eligible to
be visited for ant k from node i. In this three-job—two-machine example, suppose node 4 is cho-
sen first, then P¥(4) = {4}. As alternative 4 has been selected, alternative 1, the other alternative
associated with job 1, is no longer eligible to be selected. Consequently, EX(4) = {2,3,5,6}. If
node 6 is selected next, then P*(6) = {4, 6} and E*(6) = {2, 5). At this moment, alternatives 4
and 6 have been included in the solution, and only alternatives 2 and 5 designated for job 2 can
be visited next.

3.2.2.  State transition rule for production

To search for better solutions, ants may rely on their past experience that leads to a better trail, and
they also need to find other trials that have not been explored. These two strategies are referred to
as ‘exploitation’ and ‘exploration’, respectively. The main purpose of exploitation is to improve
the currently found solutions. However, this strategy may cause the search to be trapped into a
local optimal solution. Therefore, exploration provides ants with opportunities to escape from
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local optima and to search better solutions in a new area. The state transition rule proposed by
Dorigo and Gambardella (1997) is employed to determine the next-visit node.

Let 77, be the heuristic information of node u from node i for ant k for the production schedule.
Moreover, let s(j) be the customer who ordered job j. The heuristic information is determined by
Equation (18):

-1

Mo = Z wam Caw + WawCaw + Las@u | - u€E*Q) (18)
xePk (i)

In Equation (18), the current position of ant & is node i, and node u is a node eligible to be visited
from node i. This equation encourages the ant to select an alternative such that its corresponding
job has smaller weighted completion time and shorter delivery time. The decision on which node
to visit next depends on the preference between exploration and exploitation. In the interval [0, 1],
let 7 be a random number generated from the uniform distribution and 7, be a constant which
indicates the desired probability of exploitation in the production scheduling. If 7 < 7, then
the next node the ant visits is determined by Equation (19), where ), and §, are two parameters
chosen to represent the relative importance of the pheromone value and the heuristic information,
respectively. If Equation (19) is applied, ant k uses exploitation to determine the next node to
visit.

j = argmax{(z))* () )P}, ifmw < T, (19)

ueE* (i)

On the other hand, if 7 > 7,, then ant k is allowed to explore a new trail, as a strategy of
exploration. The probability of selecting alternative u among all eligible alternatives is determined
by Equation (20).

(T) " ()"

P = :
" erE/‘(i) (Tifc)ap (ngc)ﬂ”

ifmr >m, (20)

3.2.3.  Allocation of distribution batches

The next stage of the heuristic is to determine which jobs are to be included in a batch and the time
at which when the vehicle carrying the batch of jobs leaves the production facility. Routing for a
batch is required if the jobs in the batch belong to different customers. This routing subproblem
is in fact a TSP, a well-known NP-hard problem.

To simplify the work required in this stage, a dynamic programming algorithm, called DPA, is
designed to assign jobs into batches according to their job completion times as well as the estimated
transportation cost. The jobs are first arranged in non-decreasing order of the job completion
times. This sequence is called the first-in—first-out (FIFO) sequence. Let j; be the job that is
finished on the ith position (i = 1,2, ...,n) in the FIFO sequence. The jobs are then allocated to
vehicles accordingly. To speed up path construction, the routing decision is avoided in DPA by
assuming that jobs are also delivered per the FIFO sequence. The actual routing is determined when
constructing the distribution schedule (described in Section 3.2.4). Let V (j;)) be the total weighted
sum of the production and distribution cost (i.e. the objective function value) for delivering the
firsti (i = 1,2,...,n) jobs per the FIFO sequence. DPA is described as follows:

The initial condition:

0 ifi=0

V(i) = 21
V@) o0 otherwise D
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Recursive relationship:

i—1
V(ii-mw) + 0 (hcj(i) + sy T Z tS(Q(i<n))S(Q(iu+1)))>
x=i—h+1

V(i(,‘)) = min i-1
+ (1 =0) | f + bosqgniny + Z b i )s@ i)
x=i—h+1

ch = 1, ... ,min(c,j(i))
fori=1,...,n. -

The optimal objective value = V (j»)).

The initial condition is stated in Equation (21). In Equation (22), & represents the number of
jobs delivered with j;) in one batch. The goal is to select a number of jobs to carry along with
Jja) to minimize V (j;)). The cost terms shown in Equation (22) represent the additional cost of
carrying these & jobs along with j;; while assuming that jobs are also delivered according to the
FIFO sequence. The departure time of the corresponding vehicle is the completion time of j(;) by
Lemma 1(2).

3.2.4. State transition rule for distribution

The state transition rule of the distribution schedule is similar to the rule of the production schedule.
After allocating all the jobs to some vehicles, the route of each vehicle is determined. Let a be
the current node that ant k is visiting and Sy, (a) be the set of nodes that still need to be visited
by the vth vehicle of ant k. If there is another undelivered job ordered by the same customer of
job a, then ant k will visit the job first. Otherwise, the next job will be selected according to the
preference between exploitation and exploration. Let t¢ be the value corresponding to the (a, b)
entry in the distribution pheromone matrix and n¢, be heuristic information of node b from node
a. The heuristic information is determined by Equation (23).
Wp
ngb _la; ford,, >0 23)
oo, otherwise

In Equation (23), wy, is the weight of job b, and d,; is the transportation time between the customers
of jobs a and b. If both jobs are for the same customer, the transportation time is assumed to
be 0. Similar to the notation used in Section 3.2.2, in the interval [0, 1], let 7 be a random
number generated from the uniform distribution and 7, be a constant which indicates the desired
probability of exploitation in the distribution part. If w < m,, then the next job ant k delivers is
determined by Equation (24).

b = argmax{(z.)* (e )P}, ifm <m, (24)
ueSy, (a)
In Equation (24), oy and B, are two parameters chosen to represent the relative importance of the
pheromone value and the heuristic information, respectively. On the other hand, if 7 > m,, ant k
is allowed to explore new trails. The probability of node x being selected at node a is determined
by Equation (25).

(Tax)a (nax)ﬁ
Zuesk(a) (Ta)® (Naw)?

P, = forx € S;(a), if w1 > ny (25)
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3.2.5. Pheromone update

Pheromone, the medium that ants use to exchange information and communicate with each other,
needs to be updated according to the moves of ants and solution quality. The pheromone is updated
locally and globally. During the construction of a path, the pheromone can be updated locally
using Equation (26) right after a node (an alternative in the production matrix or a job in the
distribution matrix) j has been chosen by the ant k from node i.

T =1 — @)t + 910, Vi.j (26)

In Equation (26), ri;’ld and 7;°" are the current and updated pheromone values corresponding to
the (i,) entry of the production pheromone matrix, respectively, where ¢ is the predetermined
evaporation rate taking value between 0 and 1, and 7y is the predetermined initial pheromone value.
The effect of adjusting the pheromone level from node i to node j in Equation (26) is to increase
the chance for other ants to visit different paths. Moreover, pheromone density is confined within
a range between T7,,;, and T, to avoid a very high or low pheromone density so as to increase
diversification.

In this article, two pheromone matrices are designed, one for production and the other for
distribution. The size of the production pheromone matrix is nm by nm while that the size of the
distribution pheromone matrix is n by n. These two matrices seem independent, but a feedback
mechanism of pheromone intensity is designed to integrate these two matrices. That is, when the
distribution pheromone matrix is updated, the production pheromone matrix is revised for the
corresponding alternatives of each job. The goal of interaction between these two matrices is to
generate some influence on the production stage from the distribution stage so as to enhance the
integration of these two stages.

After all ants have constructed their feasible schedules in an iteration, both production and
distribution pheromone matrices are globally updated using Equation (27) in order to intensify
the better-found solutions and to lead ants to explore or exploit trails in later iterations.
it =1 = p)7j + pAT; @7

ij

In Equation (27), ¢ refers to the current completed iteration, and p represents the predetermined

global pheromone evaporation rate. The symbols t,§ and t,-;“ represent the (i,/) entry of the

pheromone matrix in iterations ¢ and ¢ + 1, respectively. The increase in pheromone value of path
(i,j) as aresult of the best-found solution is denoted by Arijf and is determined by Equation (28).

L
. ibro, if path(i, j) € the best solution found in iteration ¢
Arij ={ Ng (28)
0, otherwise

In Equation (28), L is the objective value of the best solution found up to the tth iteration, and
Ngp, stands for the best objective value found in the current iteration. The reward on pheromone
decreases with increasing value of Ng.

3.3. Summary of ACO heuristic

The heuristic of this article is developed from ACO and consists of path construction and
pheromone update. The construction process involves three steps. First, the production schedule is
constructed by assigning each job to some machine and determining the job order of production.
The initial solution is randomly generated per the method described in Section 3.2.1. Then, the
distribution batches are allocated by following the order that jobs are finished in the first step.
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Dynamic programming is employed to determine the delivery batches. Finally, the distribution
sequence within each vehicle is determined.

With this framework, the procedure of the heuristic (referred to as ACO_DPA) is summarized
as follows.

Step 1: Initializing parameters

The following parameters are determined in this step: the number of ants (n_ants), the number
of iterations (ifer), the initial value of pheromone intensity of each path (1), the weight of
pheromone intensity (o, og), the weight of heuristic information (8,, B4), the probabilities of
exploitation degree (7,, 4), and local and global pheromone evaporation rates (¢, p).

Step 2: Construction of production schedule

After transforming the mapping between jobs and machines into a series of alternatives, con-
struct the path for each ant according to the preference of exploitation and exploration. The
construction continues until the completion of a path.

Step 3: Local pheromone update for production

Once a new production operation is scheduled following the current operation, update the
pheromone intensity from the current operation to the new one.

Step 4: Allocation of distribution batches

After the production schedule has been completely constructed, determine the total number of
batches required and associate jobs with each batch.

Step 5: Planning of distribution for each batch of jobs

Within each batch of jobs set in step 4, determine the sequence of delivery. The delivery starts
from the manufacturing facility, and visits customers following the preference of exploitation and
exploration. Jobs in a batch that belongs to the same customer will be delivered at the same time.

Step 6: Local pheromone update for distribution

Once a new job has been selected for delivery, update the pheromone intensity from the current
job to the new one. This step also triggers the pheromone feedback mechanism, which updates
the production pheromone matrix as well.

Step 7: Global pheromone update

Once all the ants have finished the construction of the entire path, the pheromone of the path
with the minimal objective function value is increased while the pheromone of the other paths is
reduced from pheromone evaporation.

Step 8: Stopping criterion

If the number of iterations has reached the allowed maximum, stop; otherwise go back to step 2.

4. Computational experiments

This section demonstrates the computational results for a set of problem instances tested on an
AMD Dual-Core Opteron 2218 CPU with 2 GB of RAM. The ACO_DPA algorithm is coded in
Matlab.

4.1. Design of test problem instances

To test the effectiveness and efficiency of ACO_DPA, 162 problem instances were generated.
These instances are distinguished by the number of machines (m = 2, 4 or 8), number of customers
(g =5, 10 or 20), number of jobs (n = 25, 50 or 100), vehicle capacity (c =5, 10 or 20) and
objective relative preference (8 = 0.2, 0.5 or 0.8). Note that not all the above combinations are
used. When ¢ = 10, n takes only the value of 50 or 100; whereas when g = 20, n takes only
the value of 100. In the production stage, jobs are distinguished by their processing times. The
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length of processing times can be long, average and short for large, medium and small jobs,
respectively. Denote U(x1, x) as the uniform distribution between x; and x,. The processing times
of large, medium and small jobs were randomly created from U(30, 35), U(15,20) and U(1,5),
respectively. A fixed cost of 100 for each vehicle being used was assumed for the distribution
stage. The x-coordinate and y-coordinate of each customer’s location were both generated from
U(—30,30) and the manufacturing facility was located at the origin. The distribution time and
cost were calculated according to the Euclidean distance between the locations of each pair of
customers.

4.2. Tuning of parameters

Preliminary experiments were conducted to find the appropriate value for each of the parameters.
The following values have either been superior or achieved the best compromise between solution
quality and computational time, and were thus used for all further experiments in this study:
n_ants = 40, iter = 80, 7o = 0.0005, (a, Bp) = (2,0.1), (g, Ba) = (0.05,0.1), 7w, = 0.95, 74y =
0.6, ¢ = 0.7 and p = 0.005.

4.3. Effectiveness of ACO_DPA

Chang, Chang, and Chang (2013) used column generation to solve a special case of the studied
problem where all the parallel machines are identical. To test the solution quality, the best solu-
tions obtained by ACO_DPA were compared with the results obtained using the exact method.
Owing to memory restrictions on the personal computer platform, the exact method designed
by Chang et al. was capable of finding optimal solutions to small-scale problem instances only.
Therefore, the problem instances tested here are all on a small scale: limited to three or four
customers, vehicle capacity of four jobs, and the number of machines being two, four or six. The
job processing times, distribution times and costs were all randomly generated from U(1, 10).
The same objective function as Equation (1) is used in both methods where the total production
cost and total distribution cost are equally preferred (i.e. & = 0.5). Let Z* and Zppa be the best
objective function value obtained by the exact method and ACO_DPA, respectively. The gap
between these two methods is calculated using (Zpps — Z*)/Zppa. Table 2 lists the solutions as
well as the computer run-time required by ACO_DPA and the exact method, respectively. As can

Table 2. Gap between Zppa and Z* (obtained from column generation).

Obj. by Optimal Run time of Run time of

No. q m n ACO_DPA obj. value Gap on obj. ACO_DPA exact method
1 3 2 7 84.0 84. 0 1.1 92.4
2 3 2 9 1225 1225 0 1.2 1273.8
3 3 4 6 59.5 59.5 0 2.8 10.2
4 3 4 8 71.5 71.5 0 3.0 13.1
5 3 4 10 90.5 90.5 0 35 1334
6 3 6 8 74.5 70.5 5.7% 5.8 9.7
7 3 6 10 92.5 91.0 1.6% 6.4 135
8 3 6 12 80.0 78.0 2.6% 6.9 50.3
9 4 2 7 76.0 76.0 0 1.1 50.3
10 4 4 8 63.0 63.0 0 32 18.7
11 4 4 9 94.5 91.0 3.8% 32 302.2
12 4 6 10 77.0 72.0 6.9% 6.3 49.1
13 4 6 10 95.0 92.5 2.7% 6.6 345.8
14 4 6 10 95.0 93.0 2.2% 7.0 558.2

Note: CPU time measured in seconds.
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be seen, ACO_DPA obtains the optimal solution in seven out of 14 problem instances, while the
average gap on the objective function values is 2.32%. These results show that ACO_DPA has the
potential to obtain very good results in just a fraction of time in comparison to the exact approach.
The price of a complete enumeration of this problem is pretty expensive. There are already m"n!
possible schedules for the production part. Incorporating the distribution part makes the problem
even more difficult to solve.

4.4. Results of experiments

The effectiveness of ACO_DPA is evaluated from several different perspectives as discussed in
the following subsections.

4.4.1. Effectiveness of using DPA

The purpose of designing the DPA between the production and distribution in the ACO heuristic
is to allocate finished jobs to batches before distribution. To evaluate the effectiveness of DPA, it
was compared with another alternative called the fully loaded strategy. In the fully loaded strategy,
jobs are scheduled to be distributed per their completion times. Except for the last one, all vehicles
have to wait until they are fully loaded. Let Zr denote the best objective function value obtained
by the fully loaded strategy. The gap between Zg and Zpp, is calculated using (Zp — Zppa)/Zr. A
multiple regression analysis for the foregoing value was conducted by considering m, ¢, n, ¢ and
0 as the independent variables. The results of the multiple regression analysis are summarized in
Table 3.

Table 3 shows an insignificant impact of m or g on the relevant differences. According to this
observation, the results were consolidated by taking the average value across different m and g
values, respectively. The average gaps between Zg and Zpps are summarized in Table 4, from
which the following two observations are made:

(1) The average gap increases as 6 increases because larger value of 6 makes the job delivery
time contribute more to the objective function value. If a vehicle has to wait until it is fully
loaded, the delivery times of some of the jobs will be increased owing to extra waiting time.

(2) The larger the vehicle capacity, the more effective the DPA, in general. When the capacity is
doubled from 5 to 10 and from 10 to 20, the average gap increases to 1.89 (= 20.47%/10.84%)
and 1.82 (= 37.28%/20.47%) times the original value, respectively. As the capacity increases,
there are more choices to combine jobs for distribution. Consequently, the batching decision
is more important when the vehicle capacity is large.

Table 3. Multiple regression analysis for the gap between Zr and Zppa .

Regression summary for dependent variable: R = 0.94319306, R> = 0.88961315,
Adjusted R? = 0.88607511 F(5,156) = 251.44, p < 0.0000, Std. Error of estimate: 0.04728

N =162 Beta Std. Err. of Beta B Std. Err. of B T(156) p
Intercept —0.052884 0.015780 —3.35134 0.0010009
M —0.026795 0.026601 —0.001500 0.001489 —1.00731 0.315347
Q 0.002466 0.030583 0.000065 0.000800 0.08065 0.935826
N —0.207404 0.030583 —0.000955 0.000141 —6.78174 0.000000
C 0.775728 0.026601 0.017372 0.000596 29.16173 0.000000
0 0.494594 0.026601 0.281991 0.015166 18.59313 0.000000
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Table 4. Average gaps between Zr and Zppa .

Y.-C. Chang et al.

6 =02 6=05 6=038
n=25 n =150 n =100 n=25 n =150 n =100 n=25 n =150 n =100
c (%) (%) (%) (%) (%) (%) (%) (%) (%) Average
5 9.70 6.00 4.30 11.80 10.00 7.20 21.90 16.30 10.40 10.84
10 9.70 12.80 10.80 23.80 22.10 15.40 34.40 31.90 23.30 20.47
20 23.60 23.80 21.10 42.70 39.30 34.40 56.80 50.50 43.30 37.28

Table 5.

algorithm (DPA) and fully loaded strategy.

Comparison of run time between dynamic programming

n c Tppa Tr Gap (%)
25 5 27.84 17.38 38
25 10 35.23 22.47 36
25 20 48.21 30.17 37
50 5 110.44 71.01 36
50 10 126.79 81.72 36
50 20 172.78 109.87 36

100 5 514.93 363.29 29

100 10 551.48 387.57 30

100 20 660.48 445.84 32

Note: CPU time measured in seconds.

In summary, the impact of including DPA is significant as the average gap between Zpps and Z is
22.9% for these 162 problem instances. This result indicates that the fully loaded strategy cannot
yield better solutions than loading vehicles partially, even though the former strategy minimizes
the number of vehicles used, thus justifying the value of using DPA in the ACO heuristic.

To illustrate the run-time performance of ACO_DPA as well as the difference in run-time
between using DPA and using the fully loaded strategy in ACO, the run-time information is
organized in Table 5. Let Tppa and T be the run-time of using DPA and the fully loaded strategy
in ACO, respectively. The gap between Tppa and Tr is calculated as (Tppa — TF)/Tppa. The
results in Table 5 were consolidated by taking the average value across different 6, m and g values
since these three parameters do not affect the run-time gap significantly. As seen in Table 5, DPA
spends 30% more run-time than the fully loaded strategy does, but the improvement of solution
quality is significant. Take the set of problems with n = 100 and ¢ = 20 as an example. Applying
DPA in ACO requires 32% more CPU time (per Table 5) but improves the solution quality by
37.28% (per Table 4).

4.4.2. Effectiveness of incorporating pheromone feedback mechanism

Recall that a pheromone feedback mechanism is designed in ACO_DPA. To evaluate the
effectiveness of this feedback mechanism, the results obtained with and without it were com-
pared. Let Zy¢ be the objective function value when the feedback mechanism is switched off.
The gap between Z.i and Zppa is calculated as (Zogr — Zppa )/ Zoge- A multiple regression analysis
for the gap between these two variants was conducted by considering m, ¢, n, ¢ and 6 as the
independent variables. The results show that g and 6 do not have a significant impact on the gap.
Thus, the results shown in Table 6 were consolidated by taking the average value across different
q and 6 values, respectively. The average gaps between Zys and Zppa with n = 25, 50 and 100
are 17.04%, 11.04% and 3.99%, respectively, per Table 6. The effect of the feedback mechanism
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Table 6. Average gaps between Zogr and Zppa .

n=25 n =150 n =100
c=5 c=10 c=20 c=5 c=10 c=20 c=5 c=10 c=20
M (%) (%) (%) (%) (%) (%) (%) (%) (%)
2 20.49 16.80 22.55 9.96 13.64 12.38 7.20 5.96 7.12
4 11.74 16.10 17.06 8.99 8.74 13.64 1.25 1.69 3.80
8 14.97 18.72 14.97 8.29 9.12 14.57 0.01 3.34 5.57

decreases as the number of jobs increases. It is observed that the effect from the pheromone
feedback is dampened by pheromone evaporation when the number of jobs is relatively large.

4.4.3. Value of integrating production and distribution stages

In practice, the scheduling decisions of production and distribution are usually made separately
and often sequentially by different decision-makers. The effect of integrating the production
and distribution scheduling is evaluated by comparing the results obtained using the integrated
approach presented in this article (ACO_DPA) with the method that addresses production and
distribution sequentially.

A two-step algorithm involving an ACO (named ACO_SA) was designed. In the first stage
(production) of ACO_SA, only customer service (measured by the completion time) is consid-
ered. The goal in this stage is to minimize the total weighted completion times, » | W;C;. To
construct one path in the production stage, ACO_SA uses Equation (29) to determine the heuristic
information of node u from node i for ant k. In contrast to Equation (18) in ACO_DPA, ACO_SA
does not consider the distribution time from the job associated with node i to the job associated

with node u.
-1

Nu=| Y. WowCow +WowCow | - u€EG) (29)
xePk (i)

After the production schedule has been determined, jobs are waiting to be allocated to batches
before distribution. Here, jobs are scheduled to be distributed according to their completion
times. Dynamic programming is employed to assign jobs into delivery batches. The recursive
relationship in algorithm DPA, i.e. Equation (22), is modified as shown in Equation (30). The
difference between Equations (22) and (30) is the consideration of job delivery times.

i—1
V(i) = min {V(j(i_h) + (f +coj, + ) c,-(_ojw) h=1,...,min(c, j(,-))} (30)

X=U

Once the allocation of batches has been performed, ACO_SA utilizes the construction method
to determine the delivery routes as in ACO_DPA. The difference is that the pheromone feedback
mechanism is not incorporated into ACO_SA.

Let Zs4 be the objective function value obtained using ACO_SA. The improvement percentage
of the overall cost from Zg4 to Zppa is calculated as (Zsy — Zppa)/Zsa. A multiple regression
analysis for the gap between ACO_SA and ACO_DPA was conducted by considering m, g, n, ¢
and 6 as the independent variables. The results show an insignificant impact of g on the relevant
differences. Therefore, the results were consolidated by taking the average value of g. The average
improvement percentages between Zss and Zppa are summarized in Table 7.

As seen in Table 7, the average improvement increases as 6 increases when » is fixed at a
constant value, indicating the merit of using ACO_DPA when the focus is on the weighted sum of
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Table 7. Value of integration: average improvement percentage from Zga to Zppa.

6 =02 6=05 6=038

c=5 c=10 c=20 c=5 c=10 c=20 c=5 c=10 c=20

n m (%) (%) (%) (%) (%) (%) (%) (%) (%)
25 2 14.88 6.21 28.42 13.19 23.00 48.20 12.61 38.42 53.15
4 12.56 4.09 30.01 19.09 14.68 44.24 24.34 36.52 59.55
8 9.72 10.32 32.78 14.87 26.22 49.38 24.84 29.68 49.70

50 2 6.91 5.84 19.82 6.15 13.09 23.56 14.62 17.41 29.87
4 2.83 4.08 14.47 5.66 9.50 23.18 9.43 16.77 29.63

8 1.82 5.70 12.61 5.97 7.60 21.96 7.52 14.74 26.03

100 2 7.14 7.68 17.96 5.47 13.91 28.57 11.80 22.85 34.28
4 5.21 3.99 9.87 8.49 8.01 24.56 4.39 14.92 35.68
8 2.37 6.25 11.31 3.32 7.31 22.09 6.65 13.76 36.16

job delivery times. It is also found that the average improvement is larger when n = 25 compared
with that when n = 50 or 100. Note that this result does not imply that the value of integration
is less significant for larger scale problem instances. For example, consider two cases where the
overall costs for ACO_SA and ACO_DPA are 4 and 3 at a smaller n value, and 100 and 80 at a
bigger n value, respectively. The improvement rate of the former and the latter case is 25% and
20%, respectively. Even though the improvement rate is larger when n is smaller, the absolute
improvement is very small.

Moreover, it is observed that the average improvement percentage increases when ¢ increases
for a fixed n value. As the vehicle capacity gets larger, there are more opportunities to integrate
different combinations of job batches for delivery. Consequently, the integration effect becomes
more significant when the vehicle capacity is larger.

Last but not least, the average gap between ACO_SA and ACO_DPA for 162 instances is
18.04%, demonstrating the value and importance of the integration of both production and
distribution stages.

5. Conclusions and future research directions

Traditional approaches consider production—distribution scheduling separately and sequentially
with little or no coordination between these two stages. The current trend for inventory reduction
across stages within supply chains has caused some businesses to consider seriously integrating
the production and distribution activities in order to stay profitable. In this article, an integrated
production and distribution scheduling problem is studied. This type of problem can be commonly
found in businesses that keep very little finished good inventory, such as e-business direct sales,
express delivery services and food catering.

An ACO heuristic was designed to obtain near-optimal solutions for the studied problem. In this
ACO algorithm, a polynomial algorithm involving dynamic programming, DPA, is designed to
assign jobs into delivery batches. A pheromone feedback mechanism is embedded to increase the
integration of both production and distribution stages during schedule construction. Computational
experiments are conducted to evaluate the effectiveness of the ACO algorithm. The computational
results show that the present ACO algorithm is capable of generating near-optimal solutions,
and that the DPA and the designed pheromone feedback mechanism can improve the quality of
solutions obtained. The value of integration was also evaluated in this study by comparing the
results of using ACO to solve the production and distribution scheduling problem sequentially
with those obtained using an integrated approach. It was found that the value of integration is
significant.
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The integrated production and distribution scheduling problem still requires more discussion in
the literature and in-depth investigation in practice. Further research can be conducted to explore
more practical approaches to solving this class of problems. Moreover, it is also important to
discuss such problems under different cost structures, such as including the performance measures
related to due date.
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