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Fig. 1 Outlook of process planning
M= 9=r9] KIM (Product Knowledge and Information
Management) 32 2 A E o] @15} 0 & $=8) %] 31 9] &= 71 H 2] #] v 8}
o] A Yo F A4 =7, A%, AAFE 7 ) A o,

ol 2] gk 7= 55“’1] maw, A2 Hgo g 3T
S rdste By Az 34AE Al=de 74, 79 stE st
DAREAL AT A A, A A =S A, om 24 A%
A A BRI & A AXTFel A Fe T8 AE ¢
Az g wgko g ueld 4 9l

3.7|&70 & ahek
TAAYD ZHEL Fig. 1914 H o5& Hle}l o] A% Fh
AN A A E oﬂr%xu AA, 28w F A", T
geine A%, 2H T2 =7 24 58 vhds Fu e e
g-gato] et 1o oAbA AN A B EAY 8T
P vgs Yot AA(FE, AEA S Fheta B 5
21—”— 71 ﬂlﬂﬂo A, AREAe] A A o] thaell ARl A
Eo ATt EEE I, 7 AAA 2] -5 X &£ 07 FA
= 3= Q%g T3} Bk AFE- R} A a2, A A, %] 4
%ﬂ% 7o 2 & A5y FAAE S A skaL, c-MES A A
S Eat= B =
TAAY ZHEF AL TAAY A LA, AEY
535, F4 HAE Bl Hrid & o ¥
Al
7]

r{

Lo

mE, 2 A 2e)
aEH FAAY) AL NE, drre) $9A9
Slo] ALgAF B ARGl S| Edte] iR S ALY, AR
AR 02 AFakslel $a¥w Qe W AN F
woh FYAAe] FE WS A8k, B 2ol A ot
o] TBH o2 oA AAS A dskelof ah. elm AA, U,
499 4% Tl Mol AEHOE s aﬁﬂwmwAm%
de Al datefof gt thgow FA RS A28
HGHH# 5434 HAE T 5%

e FEAAE e 594 54F
1ear *}%X} FTAES Foto] vkt
61» /\
@EE¥%§~r%ﬂ%§ﬁkﬁﬂqi
AA, A0, shetole] 5 A FHA R ohe), HE
7hel AR ok pe JBH A4S wagstel 475
qAtA FAgoll A FES Fotel E8atojof Frt

0344 Olr l>’ 2 O..>L



st ol 2 5tH3

20009 = FASss =2

-BRH U AY - Ol seiAE -E€EM % REAR
-REY YUTE 4R 9 wHEN -EEURUAR 1M -MES
b
SuddrE LR B EUIUA 'ﬂ&&ﬂ
RES ] RE ]
<-MES
— WHE®
_____________________________ #AE
X w3 A T -HEY Fe
“REY T g R LT R LS e-MES
R
ENE

Fig. 2 Configuration of a platform for process planning
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Fig. 5 Example of an ontology for process planning
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