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Abstract

The objectives of this research were to develop the sequence production for multiple machine-multiple job, and to
reduce schedule production time in a case study problem using Visual Basic for Application (VBA) on Microsoft Excel.
Generally, sequencing problems occur frequently and are important issues for manufacturing processes in industrial
processes It is difficult to find the best method to solve these problems, since there are many variables that affect the
manufacturing processes, such as processing time, queue time and idle time. This research studied especially
manufacturing on machine including five jobs and four machines flow shop. The operating system for this analysis
assumes that each machine can handle one job at a time, all machines are ready to perform and a machine will be
available for the next job only when the previous job has been completed. Based on the information used in the study
and results of analytical algorithm by using VBA on Microsoft Excel, it was found the best method to solve problems
in sequence production with case studies, and presented the minimize makespan of 34 minutes. Finally, the results

obtained from the VBA program are accurate and can be evaluated quickly in about 12 minutes of processing time.
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" ﬁﬁm:é’m/?zy@m[n 2919134, *sa9mans1a1se, mwﬁm?mmmgmmﬁms #unITIImInTINMIEAT ym?'mmﬁs/mﬂ[u[aﬁgim?
dunaiflay 39 IAuATIITENT 30000

" Master degree student, *Lecturer, *Assoc. Prof., School of Industrial Engineering, Institute of Engineering, Suranaree University of
Technology, Muang, Nakhon Ratchasima 30000, Thailand.

* Corresponding author; E-mail : pornratthum@gmail.com



32 Pornrat Thumrongvut et al.

UNUI
ﬂ%@ﬁuqmm%mmu,@ia:m’md’suifuﬁﬂmrﬂd“ﬁuﬁuga e
\RadszEnBnm (Efficiency) Wazi3e&NTHa (Effectiveness)
Iwosdns uazmsinaiasinsdnunldunuusssnuan
ﬁLﬂumaLﬁaﬂ%ﬁaﬁadﬁmLﬁaLﬁwjmﬂuﬂaqwﬁ‘ﬁﬁwﬁ@ﬁ
ﬁﬂﬁmauauaammﬁaamwaagﬂéﬁ i ldiuas
ﬁﬂmm,ﬁmmm,l,a:lmuﬂwga ﬁqmmwaﬁ%aua GIVRER
UNTONAA LS IIIMINNLaE TR Soluadatin AU
ngufanuwaniimsiunaluladlng 9 ou nsld
|AS0ainInasg 9 %%amﬂ’ﬁﬂuﬂuﬁﬁ?u VIAIUNNITIN
NWVBILTIN® AwnTETadorranruldinn e
LﬂsﬂgﬁammLﬁuﬁ'jwﬁﬁiﬁ%'umsﬁgaﬁ'jﬂ&immsnLﬁ@]
e zfedmsiadasinsunldlunmsnganislu
9ARANTINGN 9 T LSRR EN TN ENTE S
ﬁ'ﬂmmsﬁwmlﬁga%mﬁuﬁu e lWanunsarinausin
Futnsosdnsle wasisnalimfaneleniiniu 9y
W@umﬁlﬂummﬁmaaq‘nﬁmam‘ﬂs:mﬂ Tudanein
Usminalngluguaddia Inouaud 4.0 (Digital Thailand
4.0)

Watimsiniadasdnsunlglunssuiuminea &
dolufidasdnilefefdio M33aa1319nIHAR (Scheduling)
URZNNITARIAUNIINGG (Sequencing) %aﬂuﬁaaﬁﬁ’]ﬁ@
fidaslasumsionsan Lﬁiaﬁnm@ﬂi:aﬂ%mwLLazﬂs:?m%wa
lumsndanelddadiiade 9" 2 wu dadrianiadin
LA B9 TNTUAZ A LT UABUNTFNIN U BILA R HE A U
lunane 9 asdnsdnlifmInsunsAgiumssaans
mMInda lladidafsdduniIninneunds wisenadl
SeumInaaf ldmanzas dawalﬁm‘%aa%’nﬂﬁ@nmﬁgty
wan waziuatinininuess 3anaaldinnsdesau
MsuAaLazMITAa s mMsHaatwinianssufifiau
RAYFINIZUININBHUNIININES NA1IAD *WINITNIS
Fansnudwitilimanzan a:ﬁawansmuﬁﬂﬁﬁunugﬁu
LLa:maﬁwm%aﬂn&mmaﬁmmmﬁﬂﬁﬂmnm:J WEHIN
A IANIIIAEITUNTHRALAZAITIAANTIINIHNE AR
aminu:gﬂﬁfﬂu Tailgomivinldlasinslagamzang
SelunsifinszuinmInaafidanududon doiw &6y
YIMINAANDUARI UNTZLIUNITHRATUA (Precedence
constraint) 3uludanluddnlunstamaemania

MIAANIHNMINRALAZNIITAEAUMINAALT 1
(309U09N3FN9% (Job order) LazNITIASIALH (Job
sequencing)*® Tagfidosdnassninennsensg 9 LT L399
\aa9dng uwazaUnnlliifiadszlomigoga Wealrtinng

J Sci Technol MSU

difiunsuiamufilesuuauninglugasnmiitmual®
MM TIMINAAILTNRINEWREAN AadainTaasIwaIt
rufiiSatiniiinua dymlumstaammsnda Job
scheduling problem) Lﬂui']rymﬁaaﬁm@m 9 lfawn
Tumsdnfinnu Ssmsiitsfedosiadunauazana
CbUabia! 5’;uﬁaﬁaa‘hﬁ'ﬂuﬁmmmﬁ@ﬁﬁw%fwmmagjaﬂ’m
$1fia osailymlumsdaamnimandauazmatadeu
MINEA FIMITANTIMNINEATLBUAUTINNITINIUN
lAfaauin muﬁ%aﬁaﬂiiuﬁlﬂnﬂuﬁuﬁmau fifnua
srgzamIsdinewrinle uasludsinawinlnsied
wlddaasuuninensens 9 AifeTafiuumuwnumns
AURBMINNMIIABAUNUANNABINNTIFG (Material
requirement planning) Tia1 aamﬁ'@ﬁ']ﬁuﬂ'ﬁwa@ﬁ@@
&j\‘m&l’lﬂ‘ﬁlﬁ%’]ﬁfy AeaamsszauzasnwllIErIInieN®
7@8%1I8471% (In process inventory) S AgTesRuLUY
$raasnadiasaaifidlunisuidgwilasstunis
SaTsiEelsinnd Suanasuulaadnunens
darulauazdadnnads g luidunsstuihnung (Objec-
tive function) WazTadNa (Constrain) mnmmﬁwﬁzyﬁ
ﬂsmmf:”?ioLﬂumqNaiﬁﬁfﬂ%ﬁaﬁiwuauNWﬂﬁﬂaﬁuaufl,aLLa:
AnmAgiumITamenskaa tiafesiudssansman
Tududns 9 melddeunlatesriafinandrsiuaanly
afan dadrialuszuniadasinsans? dasialuns
NRALUUAINIM (Job shop production)’® ' dadrfialu
ﬂs:mumsvl,ml,ﬁ'auﬁ@wﬂ (Flexible flow shop)'™
sanmhanyszandlslumsuitymldvannasguuy®
Fswidofignanunlas™ 7 udilgmludesmsiaudu
nenadusn niemawamn lugsruudyglsfieg™®

MR NuITefiifsteanuin Sinase
nagvufivhmsnsussuitymens 9 dae madou
vBA Tu ldsunsululassandidnioa iu Hong et al.”
lavimssfsluteanadiamaasaniuilywiszuuv
anasuwiasaunlasld VBA 1uﬂ'ﬁl,°’f'mu°1;@1<ﬁ'1§'aﬂi:mawa
Foduilymfiddudsfiiisrteanning Gemansam
nadnElanasiuasldiuing® vnsdow VBA Wiain
mmfﬁ']qu@maaéhLLﬂsﬁm%uﬁm%ﬂuamamsrﬁﬁ
wananann uahandusuwinandywluawae wie
nuiiRgdesiumnaninsasimnssueiiiinaualas
Wong and Barford” fignansninanyszandlsldiguin
wazludIuuaINTTAMIINMINES wazNTIAsaUNT
naaiudowiteddne utliymdoeiasdiadns 9

'
= =

& o A a a a v o
san@ﬂizammﬂﬂa ANy sEanTaIwlw Ay



Vol 38. No 1, January-February 2019

NS ING® 1w 2ldvinmsRamn3sEsaaniaudla
Ty lumstaameminda ludadianmsniauuuan
% AHLAS09INIRANLLASEY LAZNTELAUMIFNNULL
iRpsinsdanududon lasfiihwanede dosmsaaian
Tumsnaaas uaskai lefaansolinsdnEnaniauos
82 37.54 PHNanannsaaaIInsHaa Iz UL IHAS
Vlmmﬁammuﬁwa;u I@ﬂl“ﬁ“ﬂy’mauﬁ%maﬁugmw e
FARGTUIB wazTAFIINIWNENNIIAANZEY WAVBINNT
$1e9RewMIniAe MusaldmMInIKaaRTUs=EN TN
mnﬂaﬁ%’u%qﬂi:mﬁﬁmﬁaﬁaammuwazmﬁmmw 2
ﬁw%umauﬁ‘%%m@né’aﬂa%ﬁumﬂszqmﬂ“ﬁ'l,unﬁ%'@msw
mumiwamﬁﬁmmﬁwa;uuum‘%f'ad%'mnaﬁﬁ'mw,l,uuﬂ
wun i ldanemsuaafdanumansaurin s uy
MIWaaTisEAnE MW
'"s'mqﬂs:mﬁ’maamuﬁ%'ﬂﬁ Aafadnmuazdnla

A9 YMIBBINITINUHBNIITARIAUNIINEALAZNIITG
mInIkda wanhlUdszandldlumamuwinmiais
mysfiwnuliifadssansawivannis wasaiesia
ﬁﬁ”}&l’]“ﬁ’smﬁﬂagw} fla Visual Basic for Application (VBA)
HumadaudnFsdimaudn tialddsnullsunsa
lulasmendidnioa (Microsoft Excel) iU L da luala
Fy9s1 olilF91u (User inference) aauignTauwasly
o Bnviasuidszananadiy VBA ﬁﬁmwmmﬁmazgﬂ
Fo9nIMIF W MHAENERLARINAL LHasananudy
Fou faulls wazdadriadng g vesilywunantiu s1aifia
anuAanaale doiunnsasin vBA anlfiiwesasiiols
mauAtlywamanIntgaaszez e wlunTaan s
MINFALRETIU A NIIAI AU INEAVBINULARZIN IR
fUseBnsnwiRuannan vnuseuifsuiuetesde vie
Smauiilymau 9 udain VBA duinduitfidnszuam
widnaauluiwiunouiaian NGBY UATEINNINIL
ROUNAAWS Lo Q’lﬁmuﬁﬁﬁnmmiﬁﬂumm%mmu?«m
FusNTRAIW wiath lUUszandldfivesdns wia
T390ugaannTINe 9 Afnsefiuonuludnwos
asmpafaiuld uarludagiiuaenfiuaeifidszdniawlu
matszananasnniu idinsuitlymidawalng wie
fenudutaninnunasiunniusy 8nis VBA 1
Harsunugrudldlulusunsululassandidnizalaslsi
douodltanslunmsltnundatnela
TanaUnsnluazisn1sive

mu”?%’yﬁﬁ'umﬂﬂﬁﬁﬂmamwi']zymﬁl,ﬁ@%ﬂu

Optimal Production Scheduling using VBA on Microsoft Excel 33

2ATINNTI LRzl UNITUIUNNITHAALRINATIATIEA
g uaIlym ANHIHANTENUIINNITAMININFAUAE
SagdumnaafilidUsansaw uisamnueauiaa
LLazi'@anizmﬁﬁﬁaamsﬁwmﬁ%’yﬁ AnENnHE UL
@4 9 ﬁ;Lﬁm“ﬁaaLﬁamummdl,mwlmﬂrgm wazinng
nanasiasdumskaalagldnimn VBA dailuaiesiia
sianiisvesldsunsululassendidnisa wazrin1s
SN WER I %é’amn&ua;ﬂNamu"?%'mﬁaﬁwmua
(Huunanisdadinsdidnsdmiudyninisdaaiag
MINAR WAEMTTASIGUNTNEATY 9 At Soulumoandos
Auawd ot Tmﬂﬁ;ﬂ%umaumiﬁﬂmﬁvlﬁnﬁmmmmsn
waradtuNUAIW (Flow chart) laaauaadlu Figure 1

BN
o = A a &
SaussAnsannilywiiinedn

v

ﬁmumauwmLmzi’@qﬂsmdﬁm 299UIAY

v

MABATBADUNIITHNBURZTZHZIAN M TR L TRUNY

v

= a av 4 4 o
ANWINT W LRSITRIUNLNLIVD

v

NNINARIIASIAUNITHAG

v

Waudaansn VBA lWvinmsdszunanadalula

'

a (3 o g
FAAINCHANIAND

v

ﬁ'@umﬂ%’uﬂgaﬂi:ﬁﬂ%mwmaﬂﬂmnm

v

ERIDEL b HIER LTI

v

[ ﬁuﬁg@nizmumi ]

Figure 1 Flow chart

ﬁm%‘uia;&aﬁﬁwmﬁﬂm‘Lumuﬁ%‘mf‘Iﬁmuﬂlﬁﬁ
5 9% LA3899NT 4 1A%0I% FNBUANIENIZLARMTTNN
umeiasinaiiin Wethanfinsaiuidenlazasms
Naunwlumstasdunnaamelwaiesiniu 9 lag
TuasuuargRUMIThnwnae 8 Tunaw ldun T1, T2,



34 Pornrat Thumrongvut et al.

T3, ..., T8 Gsudazdumanldsrazinnuasiaiasinsfiuan
9T LaA9EI Table 1 uasdvauianuiss Aawniasdns
ynniesesluszunfianuniaulunsfiaenu Tassm
waazdszinniinlefietasdnsiladnilonsiazen
itasdnsdnineznienldivnuiudalldafiosuon
WS LAY LazuLAazUsEAN TTuAauI
wazddUNINuALIRandIBLeSasINTRiMUA T
axiBuadasdaluil
U 1 (A) TTuaouuai UM Ao
duaoudi 1 (T1) ouuwaiesinsi 1 (V1)
TuAauA 2 (T2) Fomuneiasinsd 2 (M2)
TuAauA 3 (T3) Fouuna3asinsd 4 (V4)
U 2 (B) TTuaouuazidUNNITinaL Ao
Suaeudi 1 (T1) ¥ouuwaiesinsi 1 (V1)
TuAauA 2 (T4) Fomune3asdinsd 3 (M3)
TuAaudl 3 (T2) Fomuneiasdinsd 2 (M2)
TuAauA 4 (T3) Foruuna3asdnsd 4 (V4)
% 3 (C) fuaanLazdduMsTan da
Suaoudi 1 (T5) ¥auunaiesinsi 1 (V1)
TuAauA 2 (T6) Fomuua3asinsd 2 (M2)
TuAaufl 3 (T7) Fomuua3asinsd 3 (M3)
% 4 (D) Suaanuazddunsvineas aa
Suaoudi 1 (T5) ¥auuwaiesinsi 1 (V1)
TuAaufl 2 (T7) Fomunaiasinsd 3 (M3)
3% 5 (E) Tiunouuasddunsvingn ae
TuAaufl 1 (T4) Fomunaiasinsd 3 (M3)
TuAuA 2 (T8) Fouuua3asinsd 4 (M4)
TuaanIn T1 uaz T5 ¥fLa309inIa 1 (M1)
TUABUITN T2 Uaz T6 ¥NALAZ0IINTA 2 (M2)
TuAaNITN T4 uaz T7 ¥NLA3093NI7 3 (M3)
TuAanITH T3 uas T8 ¥NMLA30I3NTT 4 (M4)

EMTAEGUMSHAATIE VBA 309138
FanasiuiiasduanudaiuaenlunsdaddunInaa
Tasmsidion VBA iewnadws lasuisduaaunanaan
Tl 2 Fuaemn leud

1. witmysaBssdduimusaduléfamue

1.1 asneuddoihidunsanenisia
srdunoluaiasing %am’mmmd’mm‘lun@maa
m‘%aa%’ﬂnﬁmﬁ'uﬁumunmmmminaé’uﬁuvl,ﬁ 1o
ﬁaamimnmmswﬁwﬁﬁmﬁaﬂﬁqm Asanduwunlas
mﬁmnq’umnm‘%aa%’ﬂsﬁiﬂumazmu 1% 1A3093NT7

J Sci Technol MSU

1 (M1) Tn5vnauasuit 1 (A), 9157 2 (B), $u#t 3
(C) Waz9uAl 4 (D) 1A%09dN3T 2 (M2) Tmsvinoues
U 1 (A), WA 2 (B) uaziudi 3 (C) uasluiaiosing
fu 9 fruwdsaiu uaaslu Table 2

Table 1 Process sequence and processing time

Jobs Process Processing time Machines
(minutes)
A T 8 M1
T2 6 M2
T3 6 M4
B T 8 M1
T4 8 M3
T2 8 M2
T3 4 M4
C T5 4 M1
T6 1 M2
T7 2 M3
D T5 6 M1
T7 8 M3
E T4 6 M3
T8 8 M4

Table 2 Group of defined variable for each job in each

machine
Machines Jobs Group of variables

A
B

M1 ABCD
C
D
A

M2 B ABC
C
B

M3 © BCDE
D
E
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Figure 4 Worksheet model: sheet data
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Avnouuweiesinsluudaziaesing delinoazidoai
Usuanitaule Tuneudiinlus Gudrszuuluaiesing
la uazasnanniadasinsimionanrinlng Taavalulu
NITUIUNINAARTAuTIMaNsUsEIAN naNBLASasans
WianaTuaauNITLIUMS Aeddiidashanfinnsan
fla JaLIANINEG %%aL'smmsﬁw’mﬁnﬂ%u@ama%
augsrﬁﬁadﬁmﬁ@‘i"]qm Realumaiunanaa aadldans
wasiinmsdsnaufiassna Weiinsi vBA anldlumsia
fFUNIINES gﬂLLuuﬁIﬁ@hmaaL'Jmmsﬁ’muﬁnﬂ%u
aawaTasuyal Aen1sdaiiuuy BADC ABC EBDC
EAB auaadlu Figure 5 wazth lUas1ounun Sunud laes
Figure 6 EﬂLmumﬁm%mf':l,ﬂmﬁmgmmmamiu
YanuA 20,736 gﬂLLuuﬁiﬁwaﬁwfﬁﬁﬁq@ fla a1y
ﬁwmﬁnn"ﬁy’umama’%aaugszﬁ@‘i"]ﬁqmﬁ@hwhﬁ'u 34 Wl
ez AlElunsHAe (Cycle time) BaIUARZIHTIAGI
doluit

aAlFlumsHEAIN A = 28 Wifl

aAlEluMSHEAIN B = 34 wifl

PaAlFlUMSHEAI C = 33 Wl

PaAlElUMSHEAIM D = 30 Wi

PaAlFlUMSHEAIN E = 14 wifl

Table 3 Result of sequence using VBA

M1 M2 M3 M4
Jobs | Time | Time | Time | Time | Time | Time | Time | Time

in out in out in out in out
A 8 16 16 22 - - 22 28
B 0 8 22 30 8 16 30 34
C 22 26 30 31 31 33 - -
D 16 22 - - 22 30 - -
E ; ; ; - 0 6 6 | 14
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\ARaadnsT 1;

Total Process Time = 8 + 8 + 4 + 6 = 26 W11l

Utilization of M1= (26/34) x 100 = 76.47%

\ARaadnsT 2;

Total Process Time =6 + 8 + 1 = 15 w11l

Utilization of M2 = (15/34) x 100 = 44.12%

\Saadnsfi 3;

Total Process Time = 8 + 2 + 8 + 6 = 24 w11l

Utilization of M3 = (24/34) x 100 = 70.59%

\ASaadnsT 4:

Total Process Time = 6 + 4 + 8 = 18 w11l

Utilization of M4 = (18/34) x 100 = 52.94%
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Table 4 Idle time and utilization

M1 M2 M3 M4
Idle time (min) 8 19 10 16
Utilization (%) 76.47 44.12 70.59 52.94
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