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ABSTRACT

In this paper modelling of the workstations and the machining parts in a flexible manufacturing
system is described. Petri Nets (PN) are a graphical and mathematical tool applicable to a flexible
manufacturing system. Two approaches to analyse of such models are presented: (1) Deadlock
detection and avoidance are performed by the live property of PN. (2) Timed Petri Nets for building a
cyclic manufacturing system are used for optimal performance analysis.

To illustrate the methodology presented in this paper, a timed Petri Nets to describe parts and
machines in a flexible manufacturing cell is implemented. Performance-preserving reduction nets

are proposed which simplify the original netsto an analytical form for use. Using PN to analyse and
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verify aflexible manufacturing system is a specific and convenient method.
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