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Abstract: In order t0” solve the problem of low efficiency in formulating order production plans for garment
factories, considering the influencing factor of employee proficiency, this paper firstly proposes to build a personnel
scheduling strategy based on proficiency and establish a mathematical model with actual total process time as the
scheduling goal. Secondly, a method based on the personnel scheduling optimization algorithm of the genetic algorithm
is proposed to solve the problem. Finally, actual factory data is used for validation and comparative analysis with
particle swarm optimization and greedy algorithms. The experimental results show that the average time for a
production team of 19 people to produce a single piece of garment is 2 909.5 seconds, which increases about 39.6% in
production efficiency compared to the time required for the original manual production plan of 4 814.4 seconds.
Therefore, it can be concluded that the efficiency of formulating production scheduling plans based on genetic
algorithm is higher than that based on manual experience, which significantly saves production cost for enterprises.
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Tab.3 Experimental results of introducing jitter rate and proficiency-based

personnel scheduling strategy

. SRR SRR g
NP N X JU
TIFEmHR /s TIFIHR] /s FiikR] /s
WAEF 2 909. 5 365. 2 14. 8
RLF R 2 990. 3 374.3 31.4
QRGN 2920, 2 387.5 303. 1

N ARG IS B RR S A AR S TR RS E S 0~100%
PRI BL T o X6 52 B i T B[] e R T 0% B ) 64T 7 % L 43
Br SERAIE 3 & 4 BT, HB0E MRS RTE 602 ~100%
B B2l 280N SR T B T ARG X7 194 5 K T e [
5 2 BRI, ST R TR B[R], X A Bk T
IR, (EJR MB35/ TF 60 %0 B, 721 2 iy | Rk ARk
BN AR T RE TR A L /N T8 B BE 30 38 00 fife , I I i 11
DA 0 S AR i, an 18] 3. 18 4 thgk 3l 20k 0~50 % i T
e PRI IR ) PR 2 PR DL e R A i B B R Rk
TR AR A I R BE R, R DA B R Rk s R L3R
PF RSP R TPR N, Zoat 2R SLE A5 25 e, A 5
B2 #RiEEFILAAEH IR RBE R 6026 R L 55 Ko 45 AR 2 A B/ B

Fig. 2 Process flow chart of skirt production Ve
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Tab.4 Algorithm comparison results in different scale scenarios
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