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Abstract

This paper presents the formal integration of process
planning and shop floor control with Petri net
formalism. Formal integration means that both
planning and control problems can be modeled,
interfaced, and transformed with the Petri net
formalism. This integrated framework provides a
systematic approach for rapidly developing a formal
shop floor controller from process planning with
respect to shop floor configuration.
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IL. Formal Integration of PPG & SFCR
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IIL. Petri Net Models In Formal Integration
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(i) Process Planning Model (PPG Model),
(ii) Process Plan Model (PPN Model),

(iii) Process Plan & Schedule Selection Model (PPSS
Model),

(iv) Process Plan & Schedule (PPS Model)
(v) Shop Floor Configuration Model (SFY CG Model),
(vi) Shop Floor Control Model (SFCR Model).
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