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Abstact

A FMS is a typical discrete event system exhibiting concurrency,
asynchronicity and non-determinism. To represent a FMS with those
* charactéristics, Colored and Timed Petri Nets is defined and the modeling
procedure is provided in this paper. To analyze and evaluate the performance
of a FMS, a simulation software is developed and applied to SNU FMS/CIM
Center. This software enables to detect the bottleneck machine and decide the

optimal direction in case of the expansion of a 'MS.
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Def. 31 CTPN Z ¥+ 6119 848 ofFolz glth

Z,((P T,10C t)
P=1{pi.p2.P3, .., Pm}:
= (T, T2, T3, .., Tm}:
PUT = @ , PNT = @

Eelolx

EQAA

I:(PxT): 9133 (input function)
O : (P xT) : &3t (output function)
={ect,c2,c3, o, ck}: Mlcolor)

t= (¢t t2, t3, .5, tm}* A ZHtime)
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