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UML Analysis and Digital Model Implementation for Micro-factory
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—i Abstract ]L

Recent manufacturing system requires development on new production technology to enable prompt manufacturing
of diverse products. Most of the researchers have been working on micro-factory. Especially, focus on manufacturing
of micro parts. Present manufacturing system consumes excessive resources in the form of energy and space to
manufacture the micro parts. In this study, the micro lens module assembly system was modeled, analyzed with MST
(Micro System Technology) Application Module and simulated through UML Language(Unified Modeling Language)
with object-oriented logical model analysis method. Digital model of micro-factory was modeled, to execute the new
paradigm of digitalization on products, resources and processes of micro-factory.

Key Words : Micro-factory(22:% 3%, Digital Manufacturing(T} 2|8 AJ4b), Digital Virtual Factory(T) 28 734, UML
(Unified Modeling Language), PPR(Product, Process, Resource)
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Fig. 1 Micro-factory Organization Concept by PPR
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Fig. 2 Object Diagram of Fabrication Pre-process
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Fig. 3 Class Diagram of the Fabrication Process
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Fig. 4 Object diagram of the Fabrication Micro-machine
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