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'86. 2 SAY
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'86—'87 MIT(XE)X® EESMKES
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'83. 2 2aisy|Ed MMEED(MAD
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LA &

Aol gato g YuE e 7|ANE S AFH
Zl€9 wed A At F43 JAHY
gt 53], FYgAMol 93 olFojxe A 2o
7HEAd AdeAE vE] A=A THed
7}8 Z2M 2= CNC(Computer Numerical Cont- -
ro) 717159 98 nxe AF3rt AASH
gtok. 3y, 7 Z2AH A (Process) & Yy
o2 238 71 717 (Mechanism)$} ¥|AH¥ E
A g3 g B4l X v W
o ¢A3) 713 TB2A2E T2aPoez B
% 4 Qo 53], 75 e2Fes e
o]¢(Malfunction) #4¢ <A 1 FHIYFL

| 2= 943 wue Bass) fEe) <zt
27 ¥ AZEH AFEAHY Y, #9d

Tl ¥ Aol A WEd Aa7A 9
AANEL AYs RENH A4L M Tl
2ol ol& RuHo] ot = o] oft},

agu, 2 AzG ol sUNER BE,

- AYSAY AR, vsdTY IE, 1, &

| A 87 Gu3kE AR WA, 293 1%

Auste JA, FAANLRY HEF 71€F
Aol oF AA 2" dio) He JANF
T2Aae BYg $ddE AFsl a7H1 9
on, 1A% AR, J1&H wFd Bedr
AN e Qo] Yste A 2L ARAH A9
ZFo, o 7ukg F JAHEAR 7)€ 7l
Ar e Rodte Aol "edd 1Y &
AL gA] H3A ke ZIAA 2"
2F2)%5 (Al - Artificial Intelligent) & E=3}7]0l
olzFth o F Al 4 AXAT A2de
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BRRIRR I

A9y, Ay, 4AYF Yo, 1 F IR
A 98 $ENEIIedE AGTH Aojgol
F2 0§93 Ytk AIE o148 AP R
BADPAE E 19 ek, o9 7 2
e Adol 45 SYHoz EAYOE A
94 Wgol BNHLE o} goldtd, 44
F4 e o) 2 (Human Interface) 715 7442
o4, 1zl A AEH AN} AU 7]
ANzdA Rofsbld g A8 84L 7
An gl |
EEIEETIREEREEIE 2 RER R
38 AR N2de AL 98 B
ALTY ASHATRS QLS WIHHATER

A2 RE Azt 7M. ANHY J)5E

E 1 KNR2E Y Y YEHEl

—ojA A9 AAHA #

AoAN A9 AEE T3 dZo] AT 1A
OJFBEHE ZIAAA 0] HAFoER FYPd £
AYE HAE & sle 7 EN2"EE 74
37] 93 712 ACel) 9 A53} Jad B
AFE FAFFATFEA FYPstn Yok
A71ME FFIIAQTF LA ANEFA “A%5F
TR AA/AG A2l QR BB
BEFAA F85Q “A4AEF Ao} NANE
Al 2% (MEL-MASTER ; Mechanical ~ Engineering
Laboratory MAchining SysTEm Reasoning) 2] 9
S A% o5 Alxge 7HEe oA
el 712% A3§H, #Adrle 2 FE/FE
7HAL 9o, Z47) AAZE AE7} Al2E (Expert
System)& 71228 AdV|5 L 7HAn ¢tk

o=

—%74 ¥Ao 3% 249 389 ool
B e

-g1gdF

e

7t

A et
—QAzte] BEH Alasg FY

—AYe] zFo] g 22 o] 2d To]
AsA PR e Aeos 22 A}

—H4AY7t FHolm Atde] FE3}A Rejg

—FAAR

—3& T AV B8 RqdEg

B
=4

—A 49 o] (Ao T2 ANYYo] FFs}A

~AH9} AojTx7t UAXs}
(&, dol8 T2& 28 71%)

B L b R E Ak

—AJQFA(FE7IFE FAEY) —~AzA 9
-Ag 2d
—AYel 33 ZYH(REFH)oz FFHNE |- €4 J&
A o] FAFoZ o)} Lol | —uL oyt 2

—%3, 4%, 371, %40 oA Faol
ey
~147h golst,

~34o =aa3 faRe A

(epeli 3h)

—ZA%e gEME J=Axe o7} 34 B

-4 49 AE a7

—E40 BEAd Fo.
—z2399 W9 Yed

-HHHE a7 Ao grh
—Z2aP7 FY Fdoj}
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A4 Aelo] 9§ 7| }ENLHY A

2. ATd T3 #A/AE Al="

B d7e 3RUE, 1EE % 7HE fA8E
AE37] A8l 37 HYAFGAE(N$FFH FZ
259149 AAEF FTH HES AN A
39 §HE ¢ IFY A € ARV
AN2EE o] 83 A J1&S Addtd, 7tE A
FAeAF HAse v FAY FHE AT
(Real-Time) 2.2 ZA|, Adan 4ud & e
Aestd ITAH AA/AD 2" E Adde
AE BEZE

a9 18 2 A2H"e 7 A4S vEd A
o2x 3A ANZHAE ¢ EAFER, V38
g gaR a3 JAE7E A2HE o8¢ Ad
B2 YyojAg, 7 19| 975 o3 2

21 MsHE A SYFER

AAdE 7IA25YH dojAe ¢ ANHPEE

ol g3 A4y, FHFYd, AAQE i
A AA7L o]FojAE Aol dutFolt. 1
Fu AZde AAARe A FRE 3
GFAME o83t Ao HHIHY Yot F
FAY ZAE 98 JALE A2 4
4 e ARE A2 vus) 29, §(Force)d
AE(Vibration) A¥e2 3A vYE & v £
AZEME A A|2Fo] ’é%i}ﬂﬂ 3l
zrzojold AlGE FEAL F e AAEA
3 HEoz:e BHY ARE AT HELE F
Zo AF AHEL 247 AFAMY JMERAE
o] g3t F£33c} AT FH & AL AHSHE
AF A7 3 2% (Neural Network)> AHd 217 3]
2% " YE e yaYgag /AL 7
2o g dlojee ¢ £3E 52 FHY
A Aoyt dodd, A2de AL £
A g3, w2, bdF ANZFE doA
AYARE AZE i o EFL F&2

{A.I. TOOL CONDITION MONITORING & DIAGNOSIS SYSTEM

. Preprocessing

. Feature Extraction

Neural Network

| EXPERT SYSTEM

- Inference Engine -

Human
Interface

Database of
Experimental .,
Know-how :

' MEASUREMENT

TOOL CONDITION
Suml

LEARNING DATA]

(  DIAGNOSIS ’

>

Alarm

Change Speed & Feedrate
Energency Sto;
CNC | F

T8l 1. KIMMOA] JHetsel

b7 2
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HEHR

[kl

22 A58E A

0% A3E o83 J3gH wyoze 2
A% & (Weighted Average), 23t HE| (Kalman Fil-
ter), 217 3]2%(Neural Network), GMDH, 3|
o] & (Fuzzy), Wl°|A¢t 71 (Bayesian Estimate)
Fol Mg gloy, B dydMe 9=,
%, 24939 3% 7ZE 72+ Rumelhart®
AR 2GS A o] WAL Yl 39
HEE 483 2ol 0AE Fo)y] A3
2 29 A 4 (Error-Back-Propagation) & AH&-gHt},
ARH2TF /YL 8L 49 dHolHg Bd=z
M A3, 7FF Z2AA8 Zo] £849

Z2PgAo HHYo] Am, dAFE FHLo] T
e BAE A% s 49 2l
SEFLZN o Wo] Az Ye FF7)%
(Learning Performance)ol ¢j3le] =33l & 4
AeH, BA Eixolgt WA e g9 £33
A7t olEZ WA AYst s FPL
7FA 2 gk

VP AE SgE HoHE o &d MMz
HH Eolee AIZE §¥stn FTY AHE
B Bdd Fd9E o) 43 CNC 2AVAE
ANZOZ A (A(Alarm), F5 L oj4dn
7, ¥4 2 (Emergency Stop)) &t} o8 g A
ol 1 29 Ze AN FFINA ZA/AY

TOOL PRESETTER

@ PC486

RS232C Line
RS485 Line

PC486

229 A
(2§ FZ25)

RS232C
[ RS485

Multi -

in
et
®
|

08 2. dAIZE SETIA A/ AAH
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A4l 9§ Z|A7}FALHY AF

A 2" (RT-COMOS ; Real Time machine tool COn-
trol & MOnitoring System) & %3] HFEZHE
RS485 WE|=&(Multi-Drop) ¥222 PLCE ¥
& CNC F&71AE AosA "

£ RT-COMOS® Z 71414 PMC(Programmable
Machine Controller) 9t 928 PLC(44 SPC 300)
e 1402 FASAA, 7 TFVAY HE
FA8 o g A$ Aojde & gt

RT-COMOS7} Ax1d 2d ZJIEE AH7 19
122228 =8

ARl 1. AAIZE BRI ZAI/EO] AlAEO|
MXE MM 2 SE

2.3 ZIEE

Az g 2 BEFdME 2899 daE 7t
An 3F7IAE AA(Hz, 5% L o¥de
H73)SAT Aol7t Brbsd &, A& o]yl
A3 dto] ErbsAY oW EAIZF HA
(F79 FEF)T B9 o] AEI 2" oA
A7 e 71228 F2E 33 YA
Y F n&E A7IY o2 @ HolHe ¥ Alx
BAE A% A4ez ARZdD E A2"de
AE7F N&e2A EXSYS7H AHEH T gich

€ Asd 73 2/ AxddAe 2
7HA9) JEYAE JES =Y A3 e,
A2 stgd A4 AX A3z §F &
e fd 2 AHHYY JE7L AL
F JEHolxd o7 s KA AT
o g 2719 71€3 54L& & 29 Ui

3. AYAA ] 71A7FE Al=H
ANANBES FHORE AT glol F

de A9 g3 2R e Wdol FEE A,
471 AR e Wl EFET FHd9|

E 2. QEEeME 7|g9 Hlw

 AHHol2 Al=H '
A4 ol & 73 (Rule-Based) AL#] (Example-Based)
W 99 ¥-(Domain Specific) 2% (Domain Independent)
AHEE Interview A+ 4 (Sample)
' ZA%7HHuman Expert) Data

MRS E S =23 (Rigid Logic) o il & (Fuzzy Logic)
k1] ' ™3 A] 3 (Explicit) 7 A (Implicit)
?;r%~’~ el 494 (Deductive) A4 (Inductive)
Fg 49 745 (Explainable) 27} (Not Explainable)
A H o) 2 7% o () 21 7H(Human-Oriented) ) () A A (Sensor-Oriented)
7A4 ok(Weak Fault Tolerance) 7}(Strong Fault tolerance)
gl He =45 (Sequential) 1 & (Parallel)
Hg AZE 0] @2 (Much Programming) #&(Little Programming)
HAA A Tz Y3 (Reprogramming) - F8Aol U2(Adaptive)
ek #ES AYHEH 2 FE 32k 9] 27)(Training)

(Knowledge Acquistion) 3 '4& (Estimation Error)
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BRI

Ak, AL tLFH Zo] g

D #33FY vg AFE &AM o 3
e AA(AEESY FAY AAA w2
FTE Agsn 239 F4E 47 943
HEAE 2FseR)

2) d9AZQ : dZo] BilFd oj4E UA
1 27g #4357 4% AA(AEE,
AHE AFFL AA3}R 2RAE Y}
A% dHe AR AYseR)

FRAAYA Yojde ZTzaysst Ha3
go]3t7] g CNC FX} PLC(Programmable
Logic Controller) & ol 88 nxe #AF37t I
3 ot 2y, dYFFPL FHEA %
Aete ol FHE B, TAIIE B8
2o F3rt durHog ;s 1A,
Aae A AEA AYoy, kd¢E 2
Az dAsA ¥od Ad.

ANE A" o 1z AFdE 4
#3l7] aMe 18 d9379E 71A A
2d0g gAdle Ho| E7HAsth IR0 4
e A A9 dFRsEie AL
27HE AE E)5E Adse AT i
olF F8% 7l5olth

A MeE e MEL-MASTER(AHY 2)&
Aol A oJok7|g ‘A HAY’ 9] AF3E FEHE
g} A=, Aztel 7HA AYAEY 7]5& AoiA
PPN A & Brled 71F EYES TRVA
AAo] HAsH ZH AFE F& A& A%

AFEl 2. MEL-MASTERS| <zt

14

Ao AFE, 28§ Azte] /AR FE 715
Adde Al 71€9 §40°] 3hve $2 ot}

MEL-MASTERY] 7ol glojde HE o4
JAE A1 S 4% 3719 ALHME B
A2 (Intelligent Sub System)& Z¥A|A, A
olo}7|g R AAeo]o Ao]7)Fe APE o
F44.

1Y 3& MEL-MASTERY 7]1&FA4& Jeld
Roz 37he JAYHE B A A"-E HE CNC
fAQAEY R JE g3z FEAHY 2
g4 Al2"e WA FE 715 ofds 2t

3.1 712 A|Z20|&{(Simulator)

A 718 UM, RE 7MF ZEH2Y AE
FolHE AYgoz2 M NC Z2a¢9 /e XYL
gt girioz A EYo|HL & YL 9
&3 9 . 2gd, 449 JF Z2A2e
2L 897 0] 4ZE A J|7E 2V
ol BE 7HE Z2AAE 7148 & e 2
AEGold Bdg ftee o] ded] ofdn
Azt A, £ AEdoAdMe £ B
d9] 70| 78 Z2A2E £3] AHEYE, 2
g2 @& ZzAre AYAYE |43 AE
Holdg B¢ BT Z2A2E FHAJE
A=,

3.2 X|sd MAI(Sensing) AX|

FruEY 7HFAE, 7149 $AAHT HE
TzA2e FHE A ZT2MA(In-Process) 2 7
otk Zdo] FF7A ) QoA AA Al2H9
yREe ol E2a 2559 2% 3
Z3leRo] aFoQT, 187 Wi AH R
59 #5U F79 neF JMF EHo Avd
4gg e oA AL Qo] MY
ANe Z\goz HE de JHE 7|22
2393 99 dolt Ao & e MM A3 E
ARY2Y5 Al 7lgd 9 AR
oj&) Qzte] Hale LY J}EF TEA A R
A AL AGL 7H5EA e FAold,

st MY 63 12 (1994 F)



YN I AAFFNLHY s

(" = ) XS HAAHR
.
F7A
- >
F2EH
>
Z1AA -
- A
NC T2 A E
YA N
23430 | 7149 Nz
J}2AlE#0lE k] %f’e}sﬂ
Pl Py AN (ET, MR, 1599 U4
sigma || Aeea
@ @ EXEEECERE
LD A1zt : DR
BB ﬁ! AEIA 2 <=> e
> O
= P 74Ee1 e Az

J8 3. X[AXM2IH Hof 7|AI7IS AlAES IR 7

3.3 XXz MoEX|

7HE Z2AH 20 o)igo] BAF= A AL
3937 9% 7HE2A W3 YL 3249 I
AR, 2o Y $4 NC AAHE 4
g,

AE}F A2HE VBoz FAu Aol 2
&4, 84S 1A 9% AL A 75E
Zret).

78 AEHOIHA g TzAx HF3)
843 PAE Arby Furg ElEe
A3 e 28y, A7E 22 A2e A7k
A dstste B8AF A(R)ol7) gEo 2R
EFE T2AXE SYEH A1EY o)A AL
W] ook A, A5F A QA7
AXAE AAZA} d&E £ e EHE
A ZEA2E gE3le 98L I

BTG

4. AHA2 AojZA

MEL-MATER 7H'&9] F9b8 & AAIZE A4
Aoj71&e AHd gtk 2 A 2o B F My
Al2gog AAAE Ao)FAE Mdalgdrh of
#ol 1 MNLE A/

4.1 AA|Zke

1]

dn o

AdAge digez Ao Hddz
olop1E 4 A3 FRIIAE A7) HAAE
AR A3 nEATH ANl FREHA @
o9 gtdtt. azg Aol Rk A4
Zolgt eAe ez e A2gd o3
AH7IA 2 olFf AL FF7| A ol E 7HF
ZEALE ol3E IHFA F Aolg B
AN AAzY Yulg g3 o] Hewr)
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BRI AR

‘ol F el os FtEA AEAA B}
7HERE 4 o3 A AT oH(=
BHESHADA o3-S Fsted Bag Ao
AL gEAME R

4.2 HAIZE X|Mxz| Hoje| A |

MEL-MATER®] A 4Ag Ao} 7% 11X
Aol ojok7|F AAIZMFE HId}r] YJdNE
g3 2 7ol 1EHol A4,

— FE Ay 143 14 Fg0) 75 A
AAeE Feo A9 2 A4 7w A4,

- AINARE WL FE A FELUA
9 2R 2 3 Az F80) ¢EHA Y
A% By F3g AA.

= g Ay dAY sHFd dF g ZHA

Aojgt A g JIF ZEAH 20 g of
LA dEa o 3y g3e FAAH
A HE  BAGE A4 wo)An g A
(Access)® = A& AY 4L 72 o=
€0, EY, d=U5H 2o 71F £79

ST A4 o] RE3} ¥t £, LA
dFHe oldd Wed AT w@t=R

.

— Ao #d AZs: A Aol 1RE
923 g A& ddE Yre Aoy
Aoy g $MHEY 2A 5

43 7|12 AZEY 7N

o3 ZE JIYE I Mud AL
AXAE Aol 7B SWTAHE 19 49 Y
BRItk X E Yol 773 ulo] A {(Supervisory
Block), #12]A 2]%- (Reasoning Block), Z1FAloj%
(Conditioned Response Block)®] Z+ R¥o] A%
Aoz z¥Fd FRE ZI gloen oA
T 75 gea 2o

(1) #ultjo|xis

Aol A FABAS A A A
AARARAN B 22 APBYS 3
LR PIEC PR AR P

7 L

| machining conditions process
REASONING BLOCK SUPERVISORY BLOCK <mnmm
-t Activity monitoring A !
< o P ey
g IEIE
[ 2 g 8
Y eondition' s @ »
- - E B 3
Activity moni.tonng | g § 1
)
Adapting part knowledge based control % '5 2
g 3 §
CONDITIONED 1 I icuiaios basd coniol T
RESPONSE BLOCK
S A ) y
SIGNAIHOVE! et 77T i
Intelligent sensing system =i sensor =i Machine tool
—orocoss momation | d

~ag——=information for control
~a——information for process activity

38 4. A2 XAHOAL 72 FE
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4o g F|A}ENLH ] A&

SoiAe Fes A4l $dd AR A
e EEELIPLERIBREERE PAEE
2R AR AZHE 4 $RATE Ao
ZAtEd sl BY HE$GAN Ao
gol 4994 gow HEFANYL £

(2) XAH2F

o] %% &5 (Predicting Part) 9} A 0]5&% (Ada-
pting Part) 9] 2708 $E o2 Y1, Zt7 gz
T 0 89 1458 A g EFFERe
hEZAY A F&ZAE 1YY, U
7}¢ NC E2dA dojd 71F oy £F<
29 tg¥ oA ng FEI}L 1 AHRE
71419l evlgto]=(Override) HElZ 3 Ao
qEys A 1 A4S EY R4 R
A% dgd o848 & Jv A4S n}E
BEA FEAZY ©FE AT, Ao FER
ANe @A 74350 AT old9 FEE wu
ZF 2R A ol 5ol FAHARHo g
HH FHd Ag st FRAI|A $&3d.

24 olgo] HTEA Ge AL A2e YA
2289 498 AP

(3) =M 0%

VA FHLEY FETTH Zo] oW HEA
ooz AA 259 #do] xIde A A
AXE Y34A &3 JH AA A3 g3 TF
395 &4E P

4.4 sl=gof A

a3 30] BAG AAZ AAAAE FE

EAol

— A E3ER, AIFEY, #uulo|ARe F7
< HEHos YIA7] g HWHLE:
959 Je A

= 7k 2 gloiXe A4} A AR
FH 7] dEo] F Ak s Aoyt
o]gd A,

— olu] A HAJAHY AZIFEE o

D BN T Tee RS232C
’ : N»]RTPSE s : RTPS

% Intelligent - G
"] Sensing - o
k-] System

4 Machining center

—f sv Senving
PC Interface

RS232C

T

_— Control
Interface

Contact points

| rszc

Supervisory Block

RS232C Interface,

CNC Block

8 6. XMXM2|FX( s=Hof 1o

BRHEAST
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BWIRRSH

€38t7] WEo] 2RAH fo)F HFEo] H1
g3t Age] 7ted A
— FF A7|FolYd 717199 o] fo|F
A EF SWY By &F FAIE $ol3A
g A
& 23 A AAZNE AFA
a9 5 A4AE AoFAg HW 743 &
7171k9) 43 FEBAE BAG Aotk & B
A& HAIJAE S CNCol 32bit PC% RTPS(Real
Time Production System : (B)%)||1E#) et H-2&
A AEEH7} dFH] Stk RTPSLS E
WAFEE CPUS Z3 PSL(Production System
Language) 2} ¥2& 910l &3] [F-THEN 34 2]
ANE n&o02 Ade=Ro| 7hedith
RTPSE 20 & AMSSo2M 747t 5y3o=
d&F859 AoFERY 94EE o PCe
147} e Huto] AR 7]5E 7HA 2, 207} RTPSY
23y AEAY 32EZN 8L $d 7
A FALE RS2RNE JEoz FAY,
CNCste] H&E gy o|(Relay) HE 8L 9
43 Qe o281 U

45 XA xNzZ| =M

A4Ae ANFRE Ao gol BAHA g
A4E AFELIE AA N A5 Aol
dln YE F A32EV OE A2 B
49 o} 43S Wohe FHE WRYY, o3
240l 2 Wgol A%Y AN AN2 HH
Aegd Fouolq¥t $YATE FAEm
N FHAA ARER 28¢ Fon 1
%3 Aigo] wAdAHY (NC) ASET.
2 EERE B3] AANE AN A2 R
A AZFERG AGREE I HulvtolR
%o ANAE et 2| Ptk

(1) dxzEs

AZFERE G& H3EHA olN T4
bl Qe ol 1 8% YAg 328 1Y
ZEDLPERIERE L EDERT Y
A, (A4 A

D43 2ole B9 EF 5 LS
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¥asta Azse A4E o
=4, (AT 9340] Y& ZE o439 431
W33te 39 g 23]
7HEFd 2AY JhsA4el de BE 9
ol s AL ¥ & e WY
FHE “]3-uA” gz Fdch
AR, DEz1€ 28¢ “ol3-Fdggd” 3
]
D7MERPRE BEY 24T uady B
AEY YA gde o) F-FugH"s
AR @,
A, [F£28E 28 “)F-Idgy” H
]
D7FERAC YoM TERAFE, AL
A8)E 23} FAEY AL e
‘ol F-FHANA"E A @k
A, [Ao] W&o AFH 4F]
CYALEA HolES o83 A HAE
xR £, FEPEE AR

{
|
! simulator !
]

Predicting part
phase 1 SV
r F of g {‘Machining type )}
phase 2 4 L
Prediction: of
all possible conditions... |
phase 3 @
Reduction of elements: .
. B g . Machining . -
" m :gndmms M conditions
phase 4 &
Reduction of elements by “User's constraint
using process constraints | \ conditions
phase 5 @
Determination of corrective Process
control commands 3| \ parameter value /
Rule @
Trouble type y
- Corrective conimand’ |

a2 6. o& x2S Azl £A

#el MY 68 15 (1994 &)



A4 ejo) o J)AEALHY AF

(2) HoFEF

AojFie d3dE Y& 7|28 dA 73
ZZA &N EAS olFE IHEy] Y7 F
¢ Y3k 1 Age I 79 EAE A
2e YA Y B9t Qe 1 FY 58L& 1Y
8% 2z
Case A, [dFFEFE ¥H A4 e dH9

g g A3]
COAARE 2 W A9 By
A,

Case B, [A&ANE FPPAx o]Fo] 35
A % A4y A
(UMERAY W £ g Fe] 2y
3o 247+ Jlgzde AFLA EE
F2 93 Az WS ZAY A
Pt
Case C, [AAANE FF A3 Y2 Wi
olgo] LAY 7¢]
AR gFo] RAAF FE2d 23
A2 ddy F4 Ay,

Case A

Case B

( Trouble ‘state

Corrective rule
exist !

ake corrective
parameters by reasoning

- Send
| corrective command

Yes

Within
permitted limit ?
Yes

<, S Time

" Trouble again ~
Same trouble 7

Make corrective
parameters by reasoning

No

Case C

No

No

Delete the: rul

Delete the

Send

corrective command

/

sv

security control

3 7. Mol $28e| Hal 24

Curent sequence’s
process parameters
Prediction end signal

or sequence end signal

Absence of undesirable condition

time constraint
management

. . CICECN]
Trouble information [ L)
o

[E]

Abnormal
signal

Troulble type
\J Reasoned result

. M)

rrective command'=

Occurrence of undesirable process condition

a2l 7. Hof

b2 2o

F2R0| Ha| A
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(3) #Htjo|xE

2E 71F zZ2A2 dolHe et AH
gl o] F&o] HLFHANUA BFHAA
de A4 FRAHY HdE 19 99 A G
A Zo] £XE P,

38 9. wrElo|x{Fe AZEYN BT

46 A3 A

A= 7hge lofd LA Y AFS 3
gataz se Agd MEE ANA AR
Ag FAePed 1 A (A8 HElo=e
AZE ATY AN AAE REH £AF 5F
Aozt A AE AFe] Zarded 08% A
7 28540

agy, 2 A7) g WAYAEY 57

110

$A) Be Azl AzEs, AAA Ao
AN NY e AZHe 29 + okn zEn,

5. WowA

A e FA3 Y= ATY TTAH
ARG N2 AYHE 715E 74 7))
7HEAEY AFALE AMAT 2 FoNE
Al2F T2 A4 7)o He AL AYHTY
Aol71&ol 3 FA3] LA olHd Tlee

771, xR, A4HYsE0] BHY

o2 d4dde $47|&t

A HAJAEY 2HEe)E 7%e o &¥
FEIYATY o|$&x9 Aold T Az
7160 A YA o2E NC Z2aP9]
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