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Feedback Control of Serial Production Line
with Unreliable Workstations and Random Input

Zhang Wei, Sun Youxian

(Zhejiang University)

Abstract The considered serial production line consists of possibly unreliable workstations, whose in—
puts may be random. T he optimal input and service feedback control policy are derived by using the uni-
formization technique and stochastic dynamic programming. It is shown that the optimal policy is of
bang— band type. Simulation examples are given to illustrate the results.
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