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METAHEURISTICS AND A MATHEURISTIC FOR SOLVING THE FACILITY
LAYOUT PROBLEM IN THE PRESENCE OF ALTERNATIVE PROCESS PLANS
AND MACHINE REDUNDANCY

MEHDI A. KAMRANY*®, MAGHSUD SOLIMANPUR?, REZA ATEFI®,
NOOSHIN ATASHFESHAN! AND YALDA MANSOURI?

Abstract. This research tackles a crucial aspect of manufacturing system design: optimizing the
Facility Layout Problem (FLP). We address a specific scenario involving multiple products with flexible
processing plans on various machines in a job-shop environment. Redundant machines of each type
exist, with known acquisition costs and capacities. Processing times and production volumes for each
product are also pre-determined. An integer non-linear mathematical model is formulated to represent
the problem. While a linearization technique is applied, the inherent NP-hardness renders exact solution
methods impractical for medium to large-scale problems. To address this, three algorithms are proposed:
a matheuristic, Iterated Local Search (ILS), and a Genetic Algorithm (GA). These are evaluated based
on solution quality, runtime, and robustness across diverse problem instances. Results demonstrate
the superiority of the ILS algorithm in terms of solution quality, robustness, and overall effectiveness.
These findings offer valuable guidance for decision-makers seeking optimization tools for FLPs. The
ILS’s consistent delivery of high-quality solutions with minimal variation makes it a reliable choice.
Additionally, as many facility layout decisions are tactical or strategic — where computational time is
less critical — the matheuristic demonstrates acceptable performance and holds promise for handling
problems of varying sizes and complexities. To further validate the effectiveness and demonstrate the
practical applicability of our proposed solution methodology, the ILS and matheuristic algorithms were
applied to a real-world layout design case adapted from the literature. The results once again confirm
the strong performance of both methods in terms of solution quality, computational efficiency, and
robustness.
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Research Highlights

Studied the FLP with multiple products and machines in a job-shop system.
— Formulated a linearized integer non-linear mathematical programming model.
— Considered alternative process plans, machine redundancy, capacity, and cost.
— Proposed matheuristic, ILS, and GA algorithms for efficient solving.

— ILS and matheuristic excel in solution quality, robustness, and effectiveness.

1. INTRODUCTION

A facility layout is an arrangement of facilities needed to produce goods or delivery of services. A facility is
an entity that facilitates the performance of a job. It may be a machine tool, a work center, a manufacturing
cell, a machine shop, a department, a warehouse, etc. [26]. Appropriate placement of facilities contributes to
the overall efficiency of operations and can reduce the total operating expenditures [74].

The facility layout problem (FLP) is investigated in different production systems, namely, classifying into four
systems of Job-Shop production, Flow-Shop production, Cellular Manufacturing System (or Group Technology)
production, and Fixed-Position production systems [14,25,58]. In the job-shop production system, machines
and facilities of similar types are arranged together in the layout. This production system is well-suited for
low-production, high-variation production systems.

This study explores FLPs in a job-shop production environment, addressing the unique challenges posed
by the inherent complexity of alternative process plans, machine redundancy, and capacity constraints. To
overcome these challenges, a novel matheuristic approach is proposed, combining mathematical optimization
techniques with heuristic methods. Specifically, we leverage Iterated Local Search (ILS) and Genetic Algorithm
(GA) to develop efficient and robust solutions. By integrating these methodologies, the study aims to advance
optimization strategies for facility layout planning, offering innovative solutions that address both theoretical
and practical complexities.

As the literature on the FLPs is quite extensive, in this study, the analysis of the literature has been structured
around five main themes: objectives, planning approach, constraints, facility features, and solutions.

The most addressed objective of FLPs in the literature is the minimization of material handling costs. There
are different material-handling systems like single-row layout [11, 36,47, 79], multi-row layout [27, 32, 85, 86],
parallel row ordering [2,12,49,80], loop layout [52,75], open-field layout [38,48,51], multi-floor layout [10,37], and
handling equipment [16,81] layout that are explored and documented in the FLP literature. Unlike traditional
layouts, open-field layouts involve arranging facilities within an open space without predefined constraints,
allowing for greater flexibility and innovation in design [69]. However, this layout is the most complex one, as
it enables the movement of materials in any order to any machine [28], and this has received comparatively
less attention in research. Our focus on addressing open-field layout problems underscores the importance of
understanding and addressing these specific challenges within the broader context of facility layout optimization.

Additionally, efficient facility layout design not only aims to minimize the distances traveled during material
handling processes but also strives to optimize the allocation and utilization of machines to reduce acquisition
costs. An example of this is seen in the work of Kubalik et al. [40], who introduced a novel FLP formulation
featuring loosely-defined facilities. This formulation is notable in that it not only considers variations in shape
and dimensions but also incorporates additional characteristics such as construction costs, operating costs, and
more, for facilities. Within the proposed model, our focus on open-field layout problems emphasizes the need
to consider both material handling and machine acquisition costs.

From a planning perspective, FLPs can be approached from either a Dynamic [22,77,83] or Static [30,53,54,63]
perspective. In the case of Static FLP (SFLP), the material flows between facilities are assumed to be fixed
throughout the planning horizon. Conversely, Dynamic FLPs (DFLP) involve multi-period planning, where the
material transportation between facilities varies significantly from one period to another. By concentrating on
the static perspective, we aim to provide insights and solutions tailored to scenarios where material flows remain
constant over time.
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In addition to objective functions and planning approach, the discrete or continuous nature of the layout is
a significant factor that affects modeling of FLPs [34]. A discrete layout divides the plant site into rectangular
blocks. Each block could assign to a facility which is known as the Quadratic Assignment Problem (QAP). The
first model of the discrete model as a QAP was proposed by Kusiak and Heragu [44]. Extensive research has
historically centered on the QAP and its variations to tackle diverse applications. Our investigation ventures
into the domain of integer non-linear mathematical programming QAP models providing a more customized
method for facility layout optimization, encompassing alternative processing routes alongside the sequence of
operations and the concept of machine redundancy. In contrast to conventional QAP discrete layouts, our model
provides a more precise depiction of real-world facility layout scenarios by integrating these realistic features.

In the analysis of FLPs, an important aspect to consider is the characteristics of facility attributes, including
their shapes, dimensions, and area [14]. FLP studies mainly focus on two distinct facility shapes: regular,
specifically rectangular shapes [1,17,36,46, 78] and irregular shapes [8,45]. Moreover, facility dimensions can be
categorized as fixed, flexible, or mixed. Fixed dimensions pertain to a facility with constant length and width
measurements [17,56]. Conversely, flexible dimensions indicate the ability to alter the width and length within
a predetermined range during the arrangement process, which can be regulated by aspect ratios [48,72], area
ratios [31,84], minimum area requirements [42,77], or predetermined intervals for department length or width
[20]. Nevertheless, most scholars considered equal areas for facilities [63]. Our method focuses on optimizing
regular, fixed-shaped facilities with equal sizes. By emphasizing these specific aspects, we aim to offer practical
and effective strategies for enhancing facility layout planning.

In context of modeling FLPs, a range of constraints, including but not limited to budgetary limitations, spa-
tial constraints, machine capacity, multiple process plans, overlapping operations, and pick-up/drop-off require-
ments, sequence-dependent setup times, give rise to the need for incorporating realistic assumptions. In light of
these considerations, Solimanpur and Kamran [70] introduced a model that addresses the production of multiple
products, each with alternative process plans and specific operation sequences on various types of machines.
The model is formulated as a mixed-integer non-linear mathematical programming model. The model aims to
determine the optimal process plan for each product and identify the machine locations necessary to produce
all products, with the objective of minimizing the total distance traveled by the products. Kumar et al. [43]
introduced a heuristic approach to finding a shared linear machine locations for multiple products with varying
operation sequences. The approach assumed that product flows are only permitted in the forward direction,
either in-sequence or by-passing. Ha [23] proposed a new ant colony optimization (ACO) algorithm suitable for
integrated process planning and scheduling that optimizes both process planning and scheduling simultaneously
considering sequencedependent setups and tool-related capacity constraints.

In terms of solution approach, FLPs are commonly acknowledged to be an NP-hard class of problems,
signifying the absence of an exact algorithm capable of providing an optimal solution within a reasonable time
frame. As a result, a diverse range of heuristic and metaheuristic algorithms have been developed in the literature
to tackle these challenges. Genetic algorithms (GA) [60,61,70,73,82], simulated annealing (SA) [1,33, 62, 66],
Tabu search [5,41,67], variable neighborhood search [19,27,64], and Ant Colony optimization (ACO) [21,37,48].
Among these, GAs have been widely adopted due to their flexibility and historical precedence in tackling
optimization problems across diverse domains. In contrast, Iterated Local Search (ILS) has been less frequently
applied to FLPs but has demonstrated success in related combinatorial optimization problems, such as route
planning [4, 55], corridor allocation problem [15] and job sequencing [9]. The strength of ILS for optimization
problems lies in its balance between exploration and exploitation, achieved through systematic perturbations
and local refinements [6, 71]. Despite its advantages, ILS remains underrepresented in FLP studies, although
it has recently gained attention in this field. Recent studies, such as Wu et al. [76] utilized an iterated local
search algorithm based on ejection chains to solve the space-free multi-row facility layout problem. de Almeida
et al. [13] proposed a hybrid ILS-based matheuristic for large-scale single-source capacitated facility location
problems. To the best of our knowledge, there are only a few studies that use multiple solution methodologies
including Metaheuristics and Matheuristics to compare their performances. Moreover, this paper pioneers the
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TABLE 1. Static facility layout characteristic.

Characteristics

. Regular  Alternative P Machine Machine Exactly MIP (%) .
. Discrete 2. Machine . s or MINP  Solution
Articles facility process capacity acquisition  known and . .
layout shapes plans redundancy constraints  costs crisp data including - approach
E S S S S st S QAP (V)
Lenin et al. [47] v v v v v v GA
Matai et al. [54] v vl v v H
Matai et al. [53] v vi v v Modified SA
Hungerlaender [36] v vl v v SDP
Palubeckis [62] v v v v Modified SA
Izadinia and Eshghi v v v VX RO, ACO
[37]
Mallikarjuna et al. v v v v v X GA, SA
(52]
Che et al. [10] v v v 2.4 9-constraint
method
Paes et al. [60] e v v Modified GA
Feng and Che [17] v v v X Solver
Friedrich et al. [19] v v v X H (VNS,
PTH)
Allahyari and Azab v v v Modified SA
]
Feng and Che [17] v vl v v Solver
Jerin Leno et al. [38] v v v VX GA, SA
Garcia-Hernéndez v v X CRO
et al. [20]
Liu and Liu [48] v v v X Muli-
objective
ACO
Yang et al. [79] v v X Solver
Besbes et al. [7] v v v VX GA, Sim
Xu et al. [78] al v VX GA, SRFA
Ha [23] v v v VX ACO
Hunagund et al. [33] v v x SA
McKendall and v v x GA
Hakobyan [56]
Erik and Kuvvetli v v VX Solver
[16]
Lenin and Siva v v v v H, HS
Kumar [46]
Hunagund et al. [35] v v v VX SA, H
Kubalik et al. [40] v v v v v EA
Subulan et al. [72] v v v v v H
Yang et al. [81] v v v Sim
Zolfi et al. [85] v a v v Dual memory
SA
Wu et al. [76] v v v v 1LS
de Almeida et al. [13] v v v v VX Matheuristic
(HILS)
Present work v v v v v v v VX Matheuristic,
ILS, GA

Notes. v *: Deterministi and (Robust, Stochastic or Fuzzy data); v'T: Regular and fixed dimension; v **: Regular and
flexible dimensions, or unequal area; ACO: Ant Colony Optimization; AHP: Analytic Hierarchy Process; BB: Branch &
Boun; CRO: Coral Reef Optimizatio; EA: Evolution algorithm; GA: Genetic Algorithm; GT: Game Theory;H: Heuristic;
HS: Harmony Search; ILS: Iterated Local Search; MCS: Monte Carlo Simulation; PSO: Particle Swarm Optimizatio;
PTH: Parallel Tempering based heuristic; RO: Robust Optimization; SA: Simulated Annealing; SDP: Semi-Definite
Programmin; Sim: Simulation; SRFA: Surplus Rectangle Fill Algorithm; T'S: Tabu Search; VNS: Variable Neighborhood
Search.

application of ILS to FLPs in job-shop environments, comparing its performance with other metaheuristic and
matheuristic approaches, and filling a critical gap in the literature.
For more details about the different FLP classification and their related scholars in the recent years, we kindly
refer readers to reviews done by Hosseini-Nasab et al. [30], Hunagund et al. [34] and Pérez-Gosende et al. [63].
To identify the existing research gap in this specific field, a comprehensive literature review was conducted,
focusing on recent studies (published after 2013) that are most relevant to the present investigation. Table 1
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FIGURE 1. The proposed approach.

summarizes the review considering three criteria: workshop characteristics, problem formulation, and solution
approach.

It is evident from Table 1 that the concepts of alternative process plans, machine redundancy, and conse-
quently machine capacity and machine acquisition cost are usually neglected for FLPs in job-shop production
systems in the literature. It is worth noting that while these concepts are extensively studied in cellular man-
ufacturing systems, e.g., Forghani et al. [18], Mahootchi et al. [50], Shafiee-Gol et al. [68], CMS falls outside
the scope of our current study. Following the structure of the literature review, Figure 1 illustrates the problem
addressed in this study across the aforementioned streams. Our study addresses a problem that concurrently
considers alternative process plans, machine redundancy, machine capacity, and machine acquisition cost within
the framework of a static discrete and QAP FLP in a job-shop production system. Facility features include reg-
ular, fixed-shape, and equal-sized facilities situated in open-field scenarios, where discrete space allocation and
predetermined potential locations are considered. It is important to note that the acquisition cost of machines is
represented as an amortized cost over the analysis period, rather than the full purchase cost. For example, if the
production plans are per week, the acquisition cost is calculated on a weekly basis; if the plans are annual, the
acquisition cost is considered on an annual basis. Proposed solutions entail an innovative matheuristic approach,
complemented by two metaheuristic solutions using ILS and GA methodologies. We will compare the results
and discuss insights derived from this comparison. Ultimately, our objective is to explore realistic assumptions
overlooked in prior literature (see Tab. 1), thereby enhancing the depth of our analysis.

The rest of the paper is organized as follows. In Section 2, the proposed problem is explained in detail
and a non-linear mathematical programming model is suggested. Then, a linearization technique is proposed
to linearize the model. Section 3 discusses the solution methodology by proposing a new matheuristic and
Tterated Local Search (ILS) and Genetic Algorithm (GA) metaheuristics. In Section 4, the performance of the
proposed solution algorithms is discussed based on randomly generated problems, and finally, Section 5 includes
conclusions and directions for future works.
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FIGURE 2. Schematic illustration of the proposed problem.

2. PROBLEM STATEMENT

The formulation developed in this paper is an extension of the facility layout problem presented by Solimanpur
and Kamran [70] in which a manufacturing system produces |P| different kinds of products in the presence of
alternative processing routes. There exist |M| different types of machines to be located in |L| potential locations
where the distance between locations [ and I’ (Dy) is known in advance. In this study, each machine is indexed
as (m, j) which indicates machine j of type m. It is assumed that the capacity of machine type m(C,,) is limited
and known in advance. Each product can be processed with alternative process plans several machines (I,,). The
production volume of each product is known a priori (V). The model aims to find the optimal number of each
machine to be purchased, the layout, and the processing route for each product while minimizing the total costs
of material handling and machine acquisition. Figure 2 schematically illustrates the proposed problem. The rest
of the parameters and variables applied to formulate the mathematical model are summarized in Table 2

The mathematical model which minimizes the total material handling and machine acquisition costs can be
formulated as follows:

Min Z Z Z Z ZZZZFC Zmijpi * Zmj'pi " Tmjl " T/ 50 Ypi) * Amm/pi - Vp * i

m;ém ]75] l#l

FY D bty (1)
moj
Subject to:

Zacmﬂ = U, VYm e M, Vje Jy (2)
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TABLE 2. Notation used in the paper.

Indices and parameters

M Set of machine types (m,m’ € M, where |M]| is the total number of machine types)

L Set of existing and potential locations (I,I’ € L, where |L| is the total number of potential
locations)

P Set of products (p € P, where |P| is the total number of products)

I, Set of alternative processing routes for product p(i € I,, where |I| is the total number of

alternative processing routes for product p)

I Total number of process plans (I = >, |I,])

Im Set of machines of type m (j,j" € Jm, where |J,,| is the total number of machines of type
m)

Spi Set of machines needed to produce product p in its process plan ¢

N Total number of machines (N =" |Jm|)

Vp Production volume of product p

Fe Material handling cost per distance unit

bm, Acquisition cost of machine type m

tmpi Processing time of product p in its process plan i on machine type m

dyy/ Distance between locations [ and I’ (I,I' € L)

Cm Capacity of machine type m

Qmm/pi = 1 if machine type m’ is needed just after machine type m in the process plan 4 of product
p; 0 otherwise

€ A very small positive amount

Decision variables

Ty = 1 if machine j of type m is located in location [; 0 otherwise

Ypi = 1 if product p has to be produced by its process plan i; 0 otherwise

U = 1 if machine jof type m is needed for production; 0 otherwise

Zmjpi = 1 if machine j of type m is needed to produce product p in process plan i; 0 otherwise

szmjl <1 vieL (3)

mj

> yp=1 Vp € P (4)
Z Zmijpi = Ypi Vp S P, Vi e Ip, Vm € Spi (5)
J

ZZ'Z’WW “tmpi  Up < Cm Yme M, VjeJy, (6)
P 1

Z € Zmjpi S Umj Vm € M, v_] c Jm (7)
P 7

Tmjls Ypis Umjs Zmjpi € 10,1} VmeM, VjeJ,, VlieL, VpelP, Viel, (8)

where constraints (2) and (3) guarantee that each machine of each type is located at only one location and each
location is occupied by only one machine at most, respectively. Constraint (4) ensures that only one process
plan will be selected for each product. Constraint (5) guarantees that only one machine of each type is being
employed in the production of product p in processing plan i. Constraint (6) imposes a capacity constraint on
machines such that the amount of production assigned to each machine does not exceed its capacity. Constraint
(7) indicates that each machine type can produce more than one product. The constraint is essential to activate
(i.e., purchase) machine j for type m, ensuring that the model does not set those variables equal to 0. In other
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words, it is a classic “fixed-cost activation constraint”. Finally, constraint (8) defines binary domain restrictions
of the decision variables.

It can be seen that the objective function of the proposed model is non-linear. To linearize the model, a
new binary variable (7pmmj;/u/pi) is defined and replaced with the multiplication of five binary variables of
Zmijpi * Zm'j'pi * Ty - Tmejrt * Ypi- The following constraint guarantees that variable 7p,msjjpi equals 1 only
when all the five multiplied variables are 1 and it equals 0, otherwise.

(Zmjpi + Zmjrpi + @iy + T+ Ypi) =4 < Tojjrwpi < (Zmjpi + 2mvjipi + Ty + T + Ypi) /5 (9)
Tmmjjpi € 10,1y Vm,m' € M, Vj,j' € J, VI,I' € L, Vp€e P, Vi€ I,
' Em, A AL (10)

So, the linear equivalent of the non-linear model is as follows:

Min Z Z ZZZZZZFC‘amm’pi‘Up'dll"rmm’jj’ll’pi“i’zzbm'umj (11)
m m' g 5 U 1 p 1 m g
migm iy VA

Subject to: (2)—(7),

(ijpi + Zmsjrpi + xmjl + Ty + ypi) —4 < Tmm’ 5511 pi Vm,m/ e M, Vj, j/ € Jm, Vl, e L,

Vpe P, Viel, m'#m, I #I (12)
T jjittrpi < (2mijpi + 2mejrpi + Ty + T + Ypi) /5 Vm,m' € M, Vj,j" € Jm, VI €L,

Vpe P, Yiel, m'#m, j #j U'#1 (13)
Tmjls Ypis Umjs Zmjpis Tmm/jjirpi € {0,1} Ym,m' € M, Vj,j5 € Jn,, VI, €L, VpecP,

Viel, m' #m, j #j, U'#L (14)

Although the second model is linear, this linearizing method considerably increases the number of binary
variables and constraints as well in comparison with the non-linear model. However, the linear model can be
simplified through the method presented by Solimanpur and Kamran [70]. This would be possible by removing
constraint (13) and relaxing variable r to be a non-negative real variable. This simplification is due to the
positive coefficients of variables r in the objective function [70].

Min Z Z Z Z ZZZZFC * Qmm/pi * Up * dll’ *Tmm! 551 pi + Zzbm * Umyg (11)
"ol vm T "
Subject to: (2)—(7), (12)

Tmjls Ypis Umjs Zmjpi € {0,1} VYmeM, VjeJ,, VYieL, VYpeP, Yiel, (15)
Tmm/ 55/ pi 2 0 vm’m/ €M, vjaj/ € Jm, VZJI €L, VpeP, Vi€ IP’
mEm, A VAL (16)

Simplification of the proposed model and reducing the number of constraints and binary variables reduces the

computation time of the problem. The total number of constraints will be reduced by (3°,. >~ v (|Jm| - [Jmr])-
m, m

|L| x (JL| — 1) x I. Also, the same reduction is achieved in the number of r binary Variable;:é which are now
non-negative real variables. For instance, in a problem with size |m| = 5, |J,n| = 3, |L| = 15, and I = 10, the
number of removed constraints and number of binary variables converted to non-negative real variables will be
189 000. This reduction in the number of constraints and binary variables considerably affects the exploration
of the solution space and reduces the computational complexity of the problem.
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3. SOLUTION APPROACH

In this study, considering the high computational complexity of the FLPs, i.e., NP-hard [39], three distinct
solution approaches have been developed to effectively solve the problem within a reasonable timeframe. These
approaches include a matheuristic, ILS (ILS), and Genetic Algorithm (GA). While the matheuristic is specifically
tailored for this problem and will be discussed in greater detail in the subsequent subsections, the well-known
ILS and GA methods will be outlined using pseudocode.

3.1. Matheuristic algorithm

A matheuristic algorithm is proposed to effectively solve the presented non-linear pure binary FLP. The
proposed matheuristic algorithm is composed of two stages as discussed in the following.

Stage 1

Let us define U as the set of process plans of all products, so the number of elements of U is I, (I =, |,,]).
Also, let V' denote the set of all existing locations (L). The steps of stage 1 are described in the following.

Step 1. Solve the following facility location problem for each member of set U (Step 1). Notice that in the first
stage, all locations are vacant. All parameters are the same as presented in the previous section. x,,; is a
decision variable, which is 1 if machine m is located in location [; and 0, otherwise.

L L
Z;i = Min Z Z Z Z Fc- i Tm/tr * Gmmepi - Up - Ayt (17)

meESpi m'e€S,; I=11'=1

m’'#m U#l
Subject to:
mel =1 Ym € Sy (18)
l
Y zm<l VeL (19)
meESp;
Ty € {0,1} Vm € Spi, Vl€ L. (20)

To linearize this model, a new 0-1 variable (ym /) is replaced with the multiplication of two 0-1 variables
(T X Tmyy). Then, the linear model is simplified by relaxing variable y to a non-negative real variable as
justified in Section 2. The linear model is given as follows:

Z;’L = Min Z Z Z Z Fc- Qmm/pi * Up - dll/ S Ymm/ 1 (21)
I

meSp; m'ESm l

m’'#m l/7£l
Subject to:

mel =1 Vm € Spi (18)

l

> <l VielL (19)
meESp;
([L‘ml + Ty — 1) < Ymm/ 1l Vm,m' € Spi, Vi, e L, m’ #*m, I #1 (22)
Ty € {0,1} Vm € Sp;, VleL (20)
Ymmeyr > 0 Vm,m' € Sy, VI, €L, m'"#m, ' #1. (23)

The objective function (21) calculates the minimum material handling distance induced by process plan 4 of
product p.
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Step 2. Compute Zgi for each process plan of each product using the following equation:
Zh=Y bm. (24)
meSpy;

This expression computes machine purchasing cost for production of product p by process plan .
Step 3. Select the best process plan for each product using the following term:

Zpir = min{ 2L, + Z2i € I}, (25)

Step 4. Select product p* that has the maximum impact on material handling and machine acquisition costs.
This product and its process plan are selected by the following term:

Zpei» = max{Zy;|p € P}. (26)

Step 5. Locate machines needed to produce product p* by process plan ¢*, according to the solution obtained
for Z).;. in Step 1.

Step 6. Remove product p* and all of its process plans from set U, and also remove the corresponding locations
from set V, since these locations have been used to locate machines needed to produce this product.

Stage 2

Step 7. Solve the problem of Step 1 for all products and their process plans being in set U. In the solution
process of the problem Z;Z., the following states may occur:

State 1. If a machine is needed to produce product p by process plan ¢ and no machine of this type has
been located so far, such a machine should be purchased and located.

State 2. If a machine is needed to produce product p by process plan ¢ and one machine of this type
has already been located, it should be taken into consideration whether the remaining capacity of this
machine is sufficient to produce product p in process plan ¢ or not. If the machine’s remaining capacity is
enough to produce product p by process plan i, there is no need to purchase a new machine of this type.
It should be noticed that this machine’s location is known, and it has been taken into account in problem
Z;i. If the remaining capacity is not sufficient, it is necessary to purchase and locate a new machine of
this type.

State 3. If a machine is needed to produce product p by process plan ¢ and more than one machine of this
type have already been located, we do the following. If only one of these machines has enough capacity
to produce product pby process plan ¢, this machine is considered for producing product p using process
plan ¢. If more than one of these machines have enough capacity to produce p, the machine with less
remaining capacity is considered for the production of product pby process plan i. If the remaining
capacity is not sufficient, it is necessary to purchase and locate a new machine of this type.

Step 8. Find the acquisition cost Z]%i for machines newly located in the problem Z;i in Step 7.
Step 9. Iterate steps 3 to 6.
Step 10. Repeat this process until all products are removed from set U. Note that the total material handling

and machine acquisition cost is the sum of Z,-;« obtained in Step 4.

Figure 3 depicts the architecture of the proposed matheuristic solution algorithm.

3.2. Iterated local search algorithm

An ILS algorithm (ILS) is also developed in this study to achieve efficient and high-quality solutions for the FLP
within limited computational resources. The selection of this metaheuristic algorithm is motivated by its effective-
ness, simplicity, and its wide application in similar FLP studies conducted by Ramkumar et al. [65] and Durmaz
and Sahin [15]. Furthermore, the ILS has demonstrated success in addressing various combinatorial optimization
problems e.g., Atefi et al. [3], Calmels [9], Oztag and Tus [59], Mendes and e Alvelos [57], and Avei [6].
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Begin

Generate the U set for all products’ process plans:
Generate the V set for all existing locations;
Solve Z}; for each member of U:
Iteration «—1:
While U is not null de

If iteration = 1 then

Else

Step 1:
Clc)nnpute/ Update ZZ; for the process plan i of product p;
Select the best process plan for each product (Z,,;+):
Select product p* with maximum impact on objective function (Z,,+;+):
Locate machines needed to produce p* in process plan i*, based on Z;.L-.:
Remove p* and all of its process plans from U;
Remove the corresponding locations from V;

If statel is true, then
| purchase and locate a new machine of this type based on Z};:

if state2 is true, then
if the remaining capacity of the machine is enough then
Update the capacity:
Else
Purchase and locate a new machine of this type based on Z};;

End if
Elseif the remaining capacities of the machines are enough then
if only one of these machines has enough capacity, then
Update the capacity with less remaining capacity:;
Else
Choose the machine with less remaining capacity;
End if
Update the capacity:
Else
| Purchase and locate a new machine of this type based on Z5:

End if

End if
Go to Step 1;
End if

Iteration «— Iteration +1;

End while

End

F1GURE 3. Architecture of the proposed matheuristic solution algorithm.
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The ILS algorithm developed in this study is strengthened with several heuristics to enhance the exploration
and exploitation stages of the ILS framework proposed by Hansen et al. [24]. The ILS algorithm commences by
initializing a solution and progressively improving it through a combination of local search and perturbation
procedures. By leveraging these techniques, the algorithm explores the solution space, continually refining and
improving the initial solution. This iterative process allows for the exploitation of promising regions while
avoiding entrapment in local optima, ultimately enhancing the chances of obtaining near-optimal solutions
within reasonable time limits.

The initialization algorithm begins by randomly selecting one of the products. For every combination of p and
1, the inverse of the accumulated product volume values across all machines is computed. Then, using the roulette
wheel mechanism, one of the production process plans is chosen (with the lowest process time being more likely to
be selected). The first and second machines in the sequence of the selected production plan are placed in locations
that minimize their distance from each other. Subsequently, the following machines in the sequence are allocated to
locations with progressively smaller distances from the previously allocated machines. Upon the completion of the
machine placement process for the initial product, we proceed to the subsequent stage.

In the next step, the product with the lowest facility establishment cost, based on the remaining capacity of
the established machines, is chosen from the unselected products. In the event that the remaining capacity of the
existing machines exceeds the capacity demands of the subsequent machines relevant to the product production
methodology, the corresponding machine is assigned to a location characterized by lower available capacity.
In contrast, if the remaining capacity is inadequate, the machine is allocated to a location that imposes the
lowest possible transportation cost within the given problem scenario. If the corresponding machine’s remaining
capacity is less than the required capacity for that machine or if there is no such machine in the layout design,
the machine is established in a location that imposes the lowest transportation cost to the problem. This process
continues until all products are selected.

The following heuristic algorithms are used to improve the solution.

— LS1: If the remaining capacity of machine j in location [ is greater than the required capacity of machine
j related to product p in location I’ (I # I'), and the problem cost can be reduced by using machine j in
location !’ for product p, this move is executed.

— LS2: If the product p on machine j is relocated from location [ to location I’ (I # I’), and the cost of the
problem is reduced by this change, this relocation is performed.

— LS3: If the production process plan 7 of product p is replaced by method ¢, resulting in a cost reduction,
this displacement is carried out.

— LS4: If machine j associated with product p is located in location I and machine j related to product p’ is
situated in location I’, and according to the capacity constraints, if the cost of the problem is reduced by
changing the production location of these two products, this change is implemented.

— To introduce the perturbation phase of the algorithm, two shaking methods are employed with an equal prob-
ability of selection. The first method, shaking I, involves randomly removing a product from the arrangement
program and selecting another production method for this product at random, following the same process as the
initial solution construction algorithm. Thesecond method, shaking IT, randomly selects  percent of thelocations
where machines are established and removes them from the layout plan. The removed machines are then reintro-
duced into the problem and assigned to the most cost-effective locations at each stage. These shaking methods
are designed to introduce randomness and prevent the algorithm from becoming trapped in local optima.

The pseudocode of the ILS is presented in Figure 4.
3.3. Genetic Algorithm

The Genetic Algorithm (GA) is one of the prevalent metaheuristic methods for solving NP-hard optimization
problems. This computational algorithm was inspired by the evolution of superior individuals through gener-
ations [29]. That means individuals with favorable traits survive and reproduce while those with unfavorable
traits are eliminated. In GA, the process begins with a population of randomly generated solutions. Each indi-
vidual within the population is referred to as a “chromosome” and evaluated based on the predefined fitness
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Begin
x « InitialSolution();
x < Heuristics(x):
Xt e x;
While an improvement is found for max;,,, do
Pertube() < Rand(Shake I, Shake II);
x « Pertube(x);
x « Heuristics(x);
If f(x) < f(x*) then

Xt e x;

else

XXy
End if
End while

End

FI1GURE 4. Pseudocode of the proposed ILS.

Locations Products  Objective Function

A |
[ [ |
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F1GURE 5. Chromosome structure of the proposed GA.

function. which in this case is Function (11). A chromosome consists of a sequence of genes, each of which
encodes a specific characteristic or variable of the solution. In this study, the chromosome is designed to be
divided into three parts (Fig. 5). The first part includes L genes that show how M machines are placed in L
locations. In other words, this part of the chromosome represents variable x,,;;. The second part consists of P
genes describing the process plan selected for each product, which represents variable p,;. The last part contains
the value of objective function.

It is worth mentioning that the encoding scheme remains applicable even in cases where L > M, wherein
the excess locations (i.e., L — M locations) are considered empty (zero). To further illustrate this concept,
let’s consider a scenario with two products, each having two process plans, and three types of machines. For
Machine 1, there is only one machine at hand, while Machines 2 and 3 have two machines each.

1
1 Emyj
Location

During each iteration, the selection of chromosomes as parents, merging and modifying them creates a new
population which might improve the solution. The selection of the chromosomes for producing a new population
is based on a fitness function. Recombination of chromosomes, known as “crossover”, involves taking two parent
individuals from the current population and producing one or more new chromosomes (offspring) by exchanging
segments of their genetic information. Modification of existing chromosomes, referred to as “mutation”, is a
rearrangement of the structure of the chromosomes to produce new ones. This process is utilized for exposing
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FIGURE 6. Crossover operator in the proposed GA.

unexpected changes in the values of chromosomes. It is noteworthy to mention that in the proposed algorithm,
the crossover and mutation are applied only for the first part of the chromosomes, which pertains to the locations
of machines. In other words, new populations are created through the crossover and mutation processes for each
combination of process plans.

For implementing crossover, a random number (n) is generated from a discrete uniform distribution within
the range (1, L). In the resulting offspring chromosome, the genes up to position n remain unchanged, inherited
from their respective parent chromosomes. The genes from n to L are filled with the order in which the remaining
machines appear in the second parent chromosome. It is worth noting that, during this process, the machine
capacities and process plans for each child chromosome are also taken into account. Let’s revisit the previous
example of two products and three types of machines. Figure 6 illustrates the crossover operator in the proposed
algorithm for a specific combination of process plans.

In this study, the well-known swap mutation is utilized for the first part of the chromosome. This mutation
involves randomly selecting two genes and swapping their contents. To enhance algorithm diversification, two
swap mutations are implemented in the initial portion of the selected parents.

Once the newly generated offspring are created, a new generation is formed by selecting individuals from
both the old and new generations. To achieve this, an elitism policy is adopted to strengthen the intensification
capability (i.e., exploitation) of the algorithm, while a roulette wheel mechanism is utilized to improve its
diversification. The pseudocode for the proposed GA is presented in Figure 7.

4. COMPUTATIONAL STUDY

In this section, we provide an overview of the computational experiments carried out to evaluate the effec-
tiveness of the proposed algorithms. The linearized mathematical model, the matheuristic, the ILS, and the GA
are implemented in C++ on a computer with an Intel Core i5 CPU processor 2.50 GHz and 12 GB of RAM,
utilizing CPLEX 20.1 as the MILP solver. Section 4.1 describes the sets of randomly generated instances used
in our experimentation. Parameter tuning details for the developed ILS and GA are reported in Section 4.2. The
results of the three developed algorithms are presented and compared in Section 4.3. Finally, the performance
of the two well-performing algorithms is tested once again on a practical case study.

4.1. Randomly generated instances

To assess the effectiveness of the three proposed algorithms under diverse scenarios, we generate a range of
random instances. These instances are divided into three distinct sets, each comprising subsets with similar
values of |P| and |M|. The small-size set contains a total of 15 instances, with |P| values of 4, 5, and 6, and
|M| values of 5 and 6. The medium-size set includes 10 instances, with |P| values of 8 and 10, and |M| values
of 8. The large-size set consists of 10 instances, with |P| values of 20, and |M| values ranging from 8 to 10.
All algorithms are evaluated on these sets, and the results are presented in the subsequent sections. Each row
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Data: Instance a, size of the population, crossover rate, roulette wheel rate:
Result: best individuals:

Begin

Generate § different process plan combinations for products;

Forr=1tod
P (¥) «— Generate the first population for plan combination ;
Calculate the value of fitness function for each individual in P(7):
Popu(r) «—Sorted P(1):
End for
t+«—0,
While termination conditions are not met do
Forr=1tod
Par_child_matrix (r,t) «—Popu(r):
Select individuals from Par_child_matrix (r,t);
Recombine individuals;
Mutate individuals;
P'(r, t) «— newly generated individuals;
Calculate the value of fitness function for each individual in P' (7, t);
Add P'(r,t) to Par_child_matrix (r,t):
Reproduce Par_child_matrix (r,t) based on roulette wheel rate;
Final_popu (r,t) «—Sorted Par_child matrix (v, t);
End for
t «— 1+1;
End while
Return the best individual from Final_popu (1, t);

End

FIGURE 7. Pseudocode of the proposed GA.

corresponds to a single problem instance, identified using the format Input-p—m-n, where p denotes the number
of products, m the size of the machine set, and n the instance identifier.

The coordinates for each candidate location in every instance are selected randomly from integer values
between 0 and 10. The distance between each pair of locations is calculated using the Manhattan distance.
Additionally, the processing time for each product in each process plan on every machine type is assigned as a
random integer between 1 and 6. Each instance is identified by the tuple (|P|,|M|,u), where u is a numerical
index ranging from 1 to 5.

4.2. Parameter tuning

The ILS algorithm developed in this study involves two principal parameters, a and max;s,. The values of
which are determined through a sequence of experiments conducted on one instance randomly chosen from each
category (7 instances in total). The ILS is applied to these instances using all possible combinations of parameter
values from the sets o € {0.05,0.10,0.15,0.25} and max;;., € {1000, 5000,10000}. Table 3 presents a summary
of the results obtained from these experiments, including the average runtime of the ILS algorithm and the
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TABLE 3. ILS configuration tuning (Best configuration in Boldface).

1000 5000 10000
! t(s) Ygap t(s) %gap t(s)  %gap

0.056 1.61 1.96 1.76  1.83 2.09 1.83
0.10 1.55 1.72 2.10 0.00 2.67 0.00
0.15 1.86 3.89 2.84 246 4.03 2.18
0.25 213 4.74 4.33 3.04 5.95 2.51

TABLE 4. GA configuration tuning (Best configuration in Boldface).

Ge
40 50 60 70
Po  t(s) Y%gap  t(s) Y%gap  t(s) Y%gap  t(s) Y%gap

40  0.36 0.35 0.461 0.37 0.452  0.15 0.808 0.01
50 0.765 0.12 0.507 0.26 0.405  0.17 0.543 0.01
60 0.497 0.06 0.512  0.17 0.473 0.00 0.723 0.25
70 0.582 0.24 0.724 0.21 0.722  0.12 0.501 0.13

average gap for each parameter combination across the seven instances. The gap is calculated as the average of
100(z — 2*)/z*, where z represents the solution value obtained with the specific parameter configuration and
z* denotes the best solution value achieved among all configurations. It is worth noting that Table 3 solely
focuses on analyzing the sensitivity of ILS parameters. Knowing in ILS, in contrast with VNS, the intensity of
the perturbation remains constant throughout the search.

The parameter combination with @ = 0.10 and max;s,, = 5000 prove to be the most effective, consistently
achieving the best solution values. Despite a slight increase in computational time, this configuration is employed
in all subsequent ILS tests.

Genetic algorithm parameter tuning involves population size (Po), generation size (Ge), percentage of repli-
cation of well-performed chromosomes (R), and crossover (R.) and mutation rates (R,,). Experiments are
conducted to determine optimal parameter values. Following the same procedures in the ILS algorithm, the
experimental results are expressed in terms of the runtime and average gap of each parameter combination
across the sets of experiments. Table 4 indicates suggestions for population and generation size combinations.
Increasing these values generally improves solution quality but also increases runtime and cost. The combination
of Po = 60 and Ge = 60 is found to be effective in achieving optimal solutions within a reasonable runtime.
The algorithm terminates after producing identical solutions for twenty consecutive iterations.

4.3. Results

In this section, we conduct an analysis and evaluation to assess the effectiveness of the three proposed
algorithms. Table 5 presents a comprehensive comparison of the results obtained by the linearized model using
the commercial solver CPLEX, and the three developed solution approaches, namely, the matheuristic, the ILS,
and the GA for each instance.

In the linearized model solved by CPLEX, the columns “25B; oy and “20B px” provide the respec-

tive lower and upper bound values. The “gap” column represents the percentage gap, computed as
100(288 px — ZEELEX) /288 px- Additionally, the “tcprrx” column indicates the run time of the execution.

It’s important to note that the lower bound values refer to the values obtained at the end of the execution.
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TABLE 5. Performance of the three proposed algorithms.

CPLEX Matheuristic ILS GA

Data instance 2EB o« 208 o« tCPLEX 88D 2MAT-H MAT-H 83D  Zbest  Zworst Zave  Std: fave 84D Zbest Zworst Zave  Stds  fave  gAap
Input_4.5_1 5200 1030 3600 49.5 9650 4.2 0.0 9650 9650 9650 0.0 0.2 0.0 12200 12850 12567 3329 0.7 26.4
Input_4.5_2 4950 1045 3600 52.6 10450 4.1 0.0 10450 10450 10450 0.0 0.2 0.0 10600 11150 10833 284.3 0.5 1.4
Input_4.-5_3 3950 6750 3600 41.5 7700 3.1 14.1 6750 6750 6750 0.0 0.6 0.0 7350 7950 7667 3014 0.7 8.9
Input_4.5_4 4250 7750 3600 45.2 11350 2.8 52.4 7450 7450 7450 0.0 0.3 0.0 7750 8250 8017 251.7 0.4 4.0
Input_4_5_5 2700 5750 3600 53.0 6800 3.6 18.3 5750 5750 5750 0.0 0.4 0.0 7100 7500 7267 208.2 0.9 23.5
Input_5_6_1 6050 1755 3600 65.5 17950 4.9 33.5 13450 13450 13450 0.0 0.6 0.0 18450 19700 18,900 694.6 0.5 37.2
Input_5_6_2 4750 8900 3600 46.6 9900 2.9 17.9 8400 8400 8400 0.0 0.3 0.0 9900 10550 10150 350.0 0.4 17.9
Input_5_6_3 4700 9500 3600 50.5 10300 2.5 29.6 7950 7950 7950 0.0 0.3 0.0 8600 9800 9000 692.8 0.9 8.2
Input_5_6_4 3950 7650 3600 48.4 8550 2.8 26.7 6750 6750 6750 0.0 0.2 0.0 8650 9000 8800 180.3 0.4 28.2
Input_5_6_5 4850 1185 3600 58.2 10200 2.1 4.1 9800 9800 9800 0.0 0.3 0.0 13150 14050 13550 458.3 0.3 34.2
Input_6_6_1 OOM OOM 10100 7.3 0.0 10100 10100 10100 0.0 0.6 0.0 12800 14200 13567 709.5 0.7 26.7
Input_6_6_2 OOM OOM - - 12850 8.8 35.3 9500 9500 9500 0.0 0.8 0.0 11350 12100 11617 419.3 1.1 19.5
Input_6_6_3 OOM OOM - - 10150 4.4 5.7 9600 9600 9600 0.0 0.5 0.0 12400 13450 13067 579.5 1.1 29.2
Input_6_6_4 OOM OOM - - 10000 2.1 1.0 9900 9900 9900 0.0 0.2 0.0 12450 13850 12983 757.2 0.3 25.8
Input_6_6_5 OOM OOM — - 11800 5.1 15.7 10200 10200 10200 0.0 0.3 0.0 12600 13500 12967 472.6 3.2 23.5
Avg = ) . ) .

. 1584.4 14 16.9 1497 1497 14973 0.0 0.2 0.0 2295 2509 2406 165.5 0.4 21.0
(Small-size)
Input_8.8_1 OOM OOM - - 15650 23.8 59.7 9800 9800 9800 0.0 1.2 0.0 13600 15850 14933 1181.5 18.9 38.8
Input_8_8_2 OOM OOM 16 150 19.0 37.5 11750 11750 11750 0.0 1.4 0.0 16200 16900 16650 390.5 6.2 37.9
Input_8_8_3 OOM OOM - - 16 750 8.9 30.4 12850 12850 12850 0.0 0.9 0.0 18800 19100 18983 160.7 0.9 46.3
Input 884 OOM  OOM 17400 12,5 40.3 12400 12400 12400 0.0 1.0 0.0 16300 18650 17217 1257.3 2.1 315
Input_8_8_5 OOM OOM - - 15300 12.6 378 11100 11100 11100 0.0 1.2 0.0 11700 13100 12533 737.1 1.7 5.4
Input_10.8.1 OOM OOM 17600 64.5 14.7 15350 15350 15350 0.0 1.9 0.0 25300 26600 25800 700.0 61.1 64.8
Input_10.8:2 OOM OOM - - 19100 23.2 48.1 12900 12900 12900 0.0 1.3 0.0 19700 22300 20733 1379.6 0.7 52.7
Input_10.8.3 OOM OOM 15750 22.2 43.8 10950 10950 10950 0.0 1.3 0.0 19000 22400 20433 1761.6 1.0 73.5
Input_10.8.4 OOM OOM - - 19600 25.0 55.6 12600 12600 12600 0.0 1.7 0.0 16650 21650 18450 2778.5 3.5 32.1
Input_10.8.5 OOM OOM 18750 29.4 25.4 14950 14950 14950 0.0 1.9 0.0 27350 29150 28183 907.4 0.9 82.9
Avg
(Medium- 17205 24.1 39.3 12465 12465 12465 0.0 1.4 0.0 18460 20570 19392 1125.4 9.7 46.6
size)
Input20.8.1 OOM OOM - - 41850 299.1 26.4 25450 25450 25450 0.0 5.1 0.0 36850 41650 39217 2400.7 1525 44.8
Input_20-8.2 OOM OOM — - 41850 299.1 75.8 23800 23950 23830 67.1 6.0 0.0 41100 41950 41450 444.4 71.9 72.7
Input20.8.3 OOM OOM - - 34400 254.4 75.1 19650 19650 19650 0.0 4.1 0.0 45750 47200 46233 837.2 39.2 132.8
Input_20.8.4 OOM OOM — - 35850 221.2 70.3 21050 21050 21050 0.0 4.2 0.0 29750 32150 30983 1201.4 64.7 41.3
Input20.8.5 OOM OOM - - 42800 362.1 109.8 20400 20400 20400 0.0 6.2 0.0 39000 41950 40617 1495.3 14316 91.2
Input_20-10_.1 OOM OOM — — 42100 357.5 80.3 23350 23550 23390 89.4 4.6 0.0 39550 41400 40217 1027.5 1608 69.4
Input_20-10.2 OOM OOM - - 35050 347.0 60.8 21800 21800 21800 0.0 4.0 0.0 41500 43300 42550 936.8 131.7 90.4
Input_20-10-3 OOM OOM - - 33500 275.9 27.6 26250 26400 26300 70.7 4.1 0.0 39100 43150 40733 2135.6 71.7 49.0
Input20.10.4 OOM  OOM  — ~ 42950 3841  90.0 22600 22600 22600 0.0 55 0.0 41250 43100 42433 1027.5 230.2 82.5
Input_20-10.5 OOM OOM - - 30250 337.4 31.0 23100 23100 23100 0.0 4.9 0.0 30500 31750 31250 661.4 13765 32.0
Ave . 38060 313.8 64.7 22745 22795 22757 22.7 49 0.0 38435 40760 39568 1216.8 3182 70.6
(Large-size)
?tzfal) 20297 98.3 37.0 13937 13951 13941 6.5 1.9 0.0 20980 22606 21730 860.4 912.4 42.5
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In the matheuristic method, the objective function values are provided in the “zyar—y” column, while the
average run time is reported in the “tyar_p” column. The ILS and GA are executed five times for each instance,
and we present the best, average, and worst solution values achieved, along with their standard deviation, in
the “Zpest”, “Zave » “Zworst , and “Std.” columns, respectively.

Upon analyzing Table 8, we can observe that CPLEX only finds the best solutions for some of small-sized
instances. However, when it comes to instances from the medium- and large-size sets, the computer runs out of
memory (OOM) due to the significant size of the model.

The ILS algorithm, in the case of small-sized instances, consistently demonstrates superior performance
compared to the GA and matheuristic algorithm (with no proof of optimality). Additionally, the remarkably
low standard deviation across runs highlights the robustness of the ILS algorithm on these simple instances,
whereas the large standard deviation of the GA implies its inability to ensure convergence and robustness. When
analyzing average run times, the ILS achieves an average run time of just 0.2s, whereas the GA requires 0.4s,
and the matheuristic algorithm needed an average of 1.4s.
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FI1GURE 8. Performance of the three proposed algorithms in terms of objective function.

The ILS algorithm demonstrates exceptional robustness on medium and large-sized instances with an average
standard deviation of 0.0 and 22.7, respectively. In contrast, the GA displays inferior robustness with an average
standard deviation exceeding 1000 for both medium and large-sized instances.

The comparative analysis of the ILS, GA, and matheuristic algorithm in terms of objective value, gap to
the best solution, and run time across a range of instances has revealed significant insights. The ILS algorithm
achieves the best objective value across all instances, while the matheuristic algorithm tied for the best solution
in three instances. On the other hand, the GA exhibits a substantial average gap to the best solution, which
is 42.5% across all instances. The matheuristic algorithm performs better than the GA in terms of gap to the
best solution, with an average value of 37.% across all instances.

Furthermore, the run time comparison of the three algorithms also reveals notable differences. The ILS has
the lowest average run time of 1.9s to solve all instances, while the GA exhibits the longest average run time
of 912.4s to solve all instances. The matheuristic algorithm falls in between, with an average run time of 98.3s
across all instances. As the performance of the commercial solver to solve the linearized model is not acceptable
at all in terms of solution quality and run time, in Figures 8 and 9 only the performance of the three proposed
algorithms is graphically depicted in terms of objective function and run time, respectively.

4.4. Practical case study

After evaluating the efficiency and effectiveness of the algorithms in the previous section — and confirming
that both the ILS and matheuristic approaches outperform the GA — this section aims to further demonstrate
the practical applicability of our proposed solution methodology by testing the performance of the ILS and
matheuristic algorithms on a practical layout design case adapted from the benchmark introduced by Lenin
et al. [47]. To align the original benchmark with our problem context, several modifications were applied.
These include the addition of new attributes for machines and products, incorporation of multiple alternative
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FIGURE 9. Performance of the three proposed algorithms in terms of run time.

process plans per product, and the introduction of stochastic processing parameters to better reflect real-world
manufacturing environments.

A key adjustment was the update to the cost structure. The original investment cost for each machine was
replaced with an acquisition cost, calculated by multiplying the original value by 1.25, to better represent
real-life procurement costs. Additionally, to enhance realism and complexity, a range of machine and product
attributes were randomly generated. Machine capacities were set between 100 and 350 units. Volume require-
ments per product were derived from their specific process plans, while machine-product processing times were
also randomly assigned.

Each of the five products was associated with three alternative process plans, each defining a specific sequence
of machines required for production. These process plans, along with the corresponding processing times, are
summarized in Table 6. Table 7 presents the acquisition cost and capacity of the twelve machines used in the
system, which were integrated into the optimization models for feasibility and cost evaluation. Product volumes,
which directly affect machine utilization, are reported in Table 8.

To provide a comprehensive evaluation of algorithm performance, a diverse set of test cases was generated.
The instances were grouped into three categories based on the number of products: three, four, or five. For each
category, five distinct instances were created by varying product combinations and associated process plans,
resulting in a total of 15 problem instances.

Both the ILS algorithm and the matheuristic were applied to all instances. The ILS was executed five times
per instance to account for stochastic behavior, and its performance was assessed using best, average, and worst
objective values, standard deviation, and average runtime. In contrast, the matheuristic was executed once per
instance, and its objective value and runtime were recorded for comparison.

Table 9 and Figure 10 presents the computational results, divided into two sections — one for the matheuristic
and one for the ILS. The findings consistently show that the ILS outperforms the matheuristic across all key
performance indicators. In every case, the ILS delivered better best, average, and worst objective values. For
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TABLE 6. Process plans and sequence (processing time) of each process plan for manufacturing
each product.

Product II)’lr:Ifess Sequence Product Process plan Sequence
1 1 8(1)-2(6)-10(4)-9(3)-6(8) 4 1 12(4)-3(5)-7(3)-1(8)
2 4(1)-6(8)-8(4)-1(8) 2 3(4)-5(4)-1(8)-8(5)
3 1(1)-3(8)-5(8)—7(7) 3 4(4)-2(4)-3(6)-7(3)
2 1 4(2)-8(7)-6(4)-5(4) 5 1 10(5)-9(4)-5(7)-7(4)—2(8)
2 7(2)-1(7)-8(8)-2(7) 2 5(5)-9(5)-8(3)-1(7)
3 2(2)-4(3)-6(4)-7(3) 3 7(5)-2(7)-5(7)-6(7)
3 1 1(3)-11(5)-4(3)-5(3)
2 5(3)-6(5)-9(4)-8(5)-3(8)
3 3(3)-5(5)-7(5)-1(5)

TABLE 7. Configuration of each machine.

M1 M2 M3 M4 M5 M6 M7 M8 M9 M10 M11 M12

Acquisition cost 20831 12380 22658 24658 17230 16660 12557 6088 10912 27943 24234 8132
Set of machine 2 2 2 2 2 2 2 2 2 2 2 2
Capacity 350 130 210 220 210 270 190 110 140 150 100 250

TABLE 8. Production volume of each product.

Product 1  Product 2 Product 3 Product 4 Product 5
Volume 800 600 1000 750 700

example, in instance Input-3—6-1, the matheuristic yielded an objective value of 229026, while the best ILS
result was 186604 — a cost reduction of 18.5%. Similar improvements were observed across all instances, with
the average improvement (calculated as the relative difference between the matheuristic and the best ILS result)
reaching approximately 24.8%.

The robustness of the ILS is further demonstrated by its minimal variability across repeated runs. In fact,
the standard deviation was zero for all instances, indicating consistent convergence to high-quality solutions.
This level of repeatability is particularly important in practical applications where reliability is critical.

As expected, increasing the number of products led to higher objective values due to greater production
demands, more complex process plans, and tighter capacity constraints. For example, the average objective
value for three-product instances was around 205000, while it exceeded 340000 in the matheuristic results
and 210000 in the ILS results for five-product cases. Despite the added complexity, the ILS maintained strong
performance, producing solutions over 40% better than those of the matheuristic in the largest problem sets.

From a computational standpoint, the ILS also demonstrated excellent efficiency. Across all test cases, the
average runtime was just 1.09s, and even for the most complex scenarios — those involving five products and
up to 12 machines — it never exceeded 1.5s. This highlights the algorithm’s potential for real-time or near-real-
time industrial applications. In contrast, the matheuristic, although executed only once per instance, generally
required longer runtimes for small problems and scaled less efficiently with problem size.
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TABLE 9. Performance of the ILS and Matheuristic algorithms on practical layout design case.

Data, inst Matheuristic ILS
ata mstance Objective Value Time (s) Best Obj. Worst Obj.  Average Obj. STD. Time (s)
Input-3-6-1 229026 1.85 186 604 186 604 186 604 0.00 0.74
Input-3-8-2 200573 1.95 164337 164 337 164 337 0.00 0.82
Input-3-9-3 215869 1.67 187689 187689 187689 0.00 1.07
Input-3-9—4 217368 3.56 179674 179674 179674 0.00 0.86
Input-3-10-5 201873 3.93 163033 163 033 163033 0.00 1.11
Input-4-10-1 261030 8.64 197887 197 887 197 887 0.00 1.07
Input-4-10-2 269619 4.65 220133 220133 220133 0.00 1.11
Input-4-10-3 256 750 6.12 198974 198974 198974 0.00 1.15
Input-4-11-4 298613 4.38 257784 257784 257784 0.00 1.00
Input-4-11-5 309 888 5.23 243107 243107 243107 0.00 1.17
Input-5-10-1 352178 7.24 186172 186172 186172 0.00 1.24
Input-5-11-2 334124 10.12 244 522 244 522 244522 0.00 1.47
Input-5-11-3 343717 9.23 138951 138951 138951 0.00 1.36
Input-5-12-4 352690 9.4 189303 189 303 189 303 0.00 1.18
Input-5-12-5 336813 8.61 217884 217884 217884 0.00 0.99
Average 5.78 0.00 1.09
—®— Matheuristic ~—&—ILS —®— Matheuristic ——&—ILS
400000
14
350000
300000 e
g 250000 - 10
- -
= 200000 = 8
8 150000 5 6
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F1GURE 10. Performance of the ILS and Matheuristic algorithms on practical layout design
case in terms of (a) objective function and (b) run time.

5. CONCLUSION

In this paper, a non-linear integer mathematical programming model is proposed for the facility location
problem to minimize the total material handling and machine acquisition cost. It is assumed that there are
multiple products, and alternative process plans for each product. Also, A technique is used to linearize the
formulated non-linear model but still, the model is computationally intractable and CPLEX commercial solver
was only able to solve some of the small-sized instances but not the medium- and large sized ones. We conducted
a comprehensive analysis and evaluation of three proposed algorithms, namely the matheuristic method, the
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ILS, and the GA, for solving optimization problems. The experiments encompassed diverse instances of varying
sizes and complexities, and the algorithms were compared based on solution quality, robustness, and run time.

The ILS algorithm consistently outperforms the GA and matheuristic algorithm, particularly on small-sized
instances, demonstrating superior solution quality and robustness. It maintains its performance on medium and
large-sized instances, showcasing stability and minimal solution variations. The ILS algorithm is also the most
efficient in terms of run time. The matheuristic algorithm also exhibited efficient performance in solving diverse
instances of different sizes FLPs, specifically medium- and large-sized ones. To further validate the effectiveness
and demonstrate the practical applicability of our proposed solution methodology, the ILS and matheuristic
algorithms were applied to a practical layout design case adapted from the literature. The results reaffirm their
strong performance across realistic scenarios, with the ILS continuing to deliver superior solution quality and
robustness, and the matheuristic demonstrating acceptable performance and scalability. These outcomes further
support their applicability to real-world facility layout problems of varying sizes and complexities.

Although the current implementation of the matheuristic does not outperform the ILS in this study, we believe
that it can serve as a foundational exploration of alternative approaches for solving the FLP. One promising
direction for enhancing the matheuristic could involve modifying the Stage 1 model to be a Total Unimodular
model, which might significantly improve its computational efficiency. Additionally, creating a feedback loop
between Stage 1 and Stage 2 of the algorithm represents another avenue for refinement, potentially enhanc-
ing solution quality. Such adjustments would make the matheuristic particularly effective in more restrictive
facility layout environments, where its adaptability might lead to superior performance compared to existing
metaheuristics.

These findings provide valuable insights for decision-makers, highlighting the suitability of the ILS algorithm
for NP-hard optimization problems, especially for small to medium-sized instances. It offers reliable and high-
quality solutions with minimal variations, enabling informed managerial decision-making. These findings provide
valuable insights for decision-makers seeking optimization algorithms for facility layout domain problems.

Finally, in the following, some directions for future work are recommended.

— In this paper, it is assumed that if a machine is needed to produce a product, one machine of this type is
sufficient to do so. This assumption can be relaxed in future work so that more than one machine of each
type might be needed to produce some products.

— The demand for products may be assumed to vary over time. This assumption necessitates revising the
proposed model for the dynamic layout of machines.

— Consideration of stochastic processing time seems a useful extension.

— As the proposed matheuristic is developed based on decomposing the problem and the solution algorithm into
two phases of iterative assignment phase and capacity checking phase, big improvements could be obtained
by exploiting benefits of this decomposition. Benefits could range from small improvements in each stage (for
example applying the idea of Minimax Regret Approach or Vogle Approximation Method instead of using
the mazimum impact strategy used in step 4 of the heuristic) to fundamental and structured matheuristic
improvements.

— Furthermore, compare the effectiveness of the developed solution approaches to successful matheuristics and
metaheuristics used in the literature.
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