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Under non-steady state environment, the product mix of customer
orders could be varied between planning periods. To effectively dedl
with the production planning problems, three modules are included in
the system. In Target planning module, a set of feasible product mix
composition is derived to ensure the market competitivenessin
production cycletime. Demand management module is applied to
eva uate the acceptability of new customer orders. Master production
planning module is to plan the release sequence, release timing,
throughput schedule, and due date assignment of each order.
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, Abstract
SRRAHEBRE T 2 A 8 AT
KB enfi i AP HEZ B As more competitors entered the
SRRz P AL E S T hd market, the competition in production
'W,; FRf 51‘,& %J‘%&"‘“ e model of semiconductor industry has
Brez 44 AR Efce o changed  from  producer-oriented
manufacturing into customer-oriented

BA REALBES A S service. A production planning based
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Since the product mix of customer
orders could be varied under a
non-steady state environment, the
challenge to the industry is how to
develop a good production planning and
scheduling system to  minimize
production variance, to maintain good
production performance, and to keep
scheduling stability.

This research, thus, constructs a
production scheduling planning system
for wafer fabrication under a non-steady
state environment. Three modules are
included in this system. Target
planning module is first constructed to
estimate the maximum affordable
quantity for each product family to
prevent  bottleneck  shifting and
production cycle time from increasing.
Moreover, a set of feasible product mix
composition is derived to ensure the
market competitiveness in production
cycle time. Each time a new order
comes in, Demand management module
is applied to evaluate acceptability of
this order according to the effects on due
dates of existing orders. Findly, the
Master production schedule module
evaluates the capacity loading after new
order acceptance, and plans the release
sequence, release time  schedule,
throughput schedule, and due date
assignment of each order.

Keywords. wafer fab, non-steady state,
product mix, order commitment, release
plan.
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