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The authors of the paper took up Aoyama’s [2—6] concept of the integrated industrial processes intent
analysis and linked it with the ideas of the designer’s IPA (Intelligent Personal Assistant) [23-26]. In
many cases it is not sufficient to analyze the engineer’s intent depot when trying to explain the origin of
a fault. Often computer models are built or real experiments are done with which the considered classes
of problems can be analyzed better. The IPA concept was expanded for the process of building computer
models and stands for the fault analysis.
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1. INTRODUCTION

Nowadays, the information and knowledge which appear during a design process, the preparations
for the manufacturing, the manufacturing itself, the use and the servicing of a product have become
the center of interest [2-8, 30, 31]. Numerous attempts can be observed integrating these pieces of
information with the product and the process documentation [6-8, 14, 20, 21, 23-27]. The results
of these attempts vary strongly, depending on the researcher’s domain or the industry which was
involved. There are no standards concerning the research proceedings and often different problem
representations are applied. But for many issues knowledge concerning the realities of the particular
industrial process is a condition.

One of the most interesting concepts of the last years was developed by Aoyama [2-6]. He tried to
build a software which comprises the individual knowledge depot for three groups of engineers: those
who design, those who prepare manufacturing processes and those who are responsible for the quality
control of the final product (Fig. 1). Aoyama’s work was inspired by faults occurring in automotive
industry. Before we take a closer look at these faults we must understand the knowledge intentions
and the design rationale of the engineers from the different groups and find out what models were
used in each. Looking into product documentations, the cooperation among the respective engineers
is not very close in general. When the designer has finished his work he usually presents it to his
succeeding, co-operating engineers in the form of geometric models and technical drawings. But
this standardized product documentation does not allow conclusions concerning the author’s rich
inferencing, his decision making processes and their description which accompanies the designer’s
work [27, 29]. What the production engineer finally obtains from the designer is rather a kind
of protocol, sometimes enriched by information through personal contact. In most cases, however,
it reflects only a limited perspective of the whole problem. On the basis of this knowledge the
manufacturing process is established and also documented. In the last stage the final manufacturing
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Fig. 1. Basic ideas of Aoyama’s concept

documentation is forwarded to the production engineer who is at the same time the last instance
for the quality of the product. Aoyama observed that many of the production faults in automotive
industry (mass production) result from a lack of understanding among all the engineers who are
involved in the whole production process. Concurrent Engineering has taken up that problem and
is developing methods and approaches to deal with it [8, 30].

As production and design processes are becoming more and more complex a single engineer
is hardly able to capture the intentions of his co-operators. The question is, at what step of the
production is mutual understanding most necessary. Probably it would be of an advantage at every
step of the co-operation but this cannot always be realized. In real life partial solutions are met
which are developed for particular problems (7, 8, 20, 21, 27, 29-31].

Aoyama shows in his works that the documentation of design intents while designing proves
to be very helpful. He proposes a very efficient integration of the design process — modeled in
a CAD/CAE system — with its actual design rationale layer. If every designer was equipped with
this kind of support we could easily spot production faults by penetrating the intention depots of
different engineers. With the help of this tool we may be enabled to comprehend the key mechanisms
of how faults are generated.

The authors of this paper took up Aoyama’s concept and linked it with the ideas of the de-
signer’s IPA (Intelligent Personal Assistant) [23-26]. In many cases it is not sufficient to analyze
the engineer’s intent depot when trying to explain the origin of a fault. Often computer models are
built or real experiments are done with which the considered classes of problems can be analyzed
better [6, 16, 18, 19, 22, 28]. The IPA concept was expanded for the process of building computer
models and stands for the fault analysis. However, the authors don’t consider practical organiza-
tional issues for enterprises. But all these works would not have been possible without Aoyama’s
preliminary concept of fault investigation.

2. IPA IN DESIGN AND MANUFACTURING
The coming into being of a product is determined by its preceding design process. Every design

process on the other hand is based on knowledge which naturally accompanies every design activ-
ity performed by a human (8, 12, 23, 30]. The knowledge is created and accumulated by people.
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Fig. 2. Exemplary activities and resources belonging to engineer’s personal depot

Each design activity can cause a knowledge increase, i.e. a new knowledge chunk. Designers mostly
associate their often dynamically evolving knowledge with concrete activities or with certain plans
of the design process. When working, the engineers establish their plans on the basis of activities
which they are able to perform and which they are familiar with. The arising knowledge is expressed
in different forms — representations. But not every kind of knowledge can be represented formally.
Apart from that the knowledge exploited in design processes may come from various sources. The
sources also may be clearly structured such as books or fixed standards or rather assembled without
form as personal contacts, conversations, experiences and associations. What all these knowledge
chunks have in common is their source of inspiration as well as connections and associations with
other knowledge elements. The already existing attempts of building depots for the designer’s knowl-
edge are mostly structured on the basis of the designer’s activities [23]. As a rule the recordings
are supported by representations which are used to model the development of personal knowledge.
Often they are joined to the repository of the realized project. In most cases this is realized as
a connection between the IPA resources and the design process events. In this case we are able
to assign each activity to the parts of the project which were realized by applying the content
of the respective activity. Obviously, we can also do it the other way round and analyze through
which activity a particular stage of the project was performed. After that the product develop-
ment can be reflected in the product documentation and in the IPA resources (Fig. 2) connected
to it.

Because the activities are rarely carried out spontaneously but rather develop slowly from project
to project (Fig. 3) makes this approach especially advantageous. If we want to delve into a part of
the project we can re-use old explanations or can make new more advanced versions of them. The
IPA resources will then be able to trace the personal knowledge development.

The IPA concept in question can be used to build a software which meets with the functions
mentioned above. It is also possible to equip it with other methods and tools such as case based
reasoning (23], ontologies and their processing units [9, 11, 13, 29, 31], for example.

Below the approach is elucidated with the example of a machine shaft design. The set of usually
performed activities in such a process is as follows:
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— initial data selection,

— static calculations,

— form giving for different shaft components,
— strength calculations,

— dynamics calculations,

- eliminating typical faults.

Figure 3 depicts how the activities of the above list were integrated with the selected knowledge
sources which supported the various design activities. The graphic interface also makes clear what
other projects were realized earlier and when, and shows their connections to the particular versions
of the designer’s actual activities. In a similar way we can visualize other aspects of the machine
shaft design process.

Next we want to focus on the process of preparing a plan for the shaft manufacturing for which
an IPA system is exploited as well. The stored activities and their respective knowledge resources
are the following:

— selection of material,
— selection of manufacturing operations,

— establishing a plan for the manufacturing operations,

|

development of individual structures of each operation,

selection of tools and machines.

|

Figures 3 and 4 show the different activities together with their knowledge backgrounds. The
exemplary project documentation and its IPA resources are presented as well.
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Fig. 4. Knowledge depots belonging to different engineers (design, manufacturing, etc.) and to engineer
making fault analysis

The design process of the shaft is integrated with the establishing of its manufacturing plan. This
integration is at least in so far realized as the design documentation is handed over to the engineers
in charge of the manufacturing plan. Later the whole documentation is used by the production
engineers. They then decide about the detail procedures and their realization. These engineers also
obtain knowledge with its own development.

Now we can imagine the situation that all preparation works are done, the production is in
progress and shafts are produced. But the shafts turn out to be faulty. In case of simple geometric
faults it is relatively easy to find their cause. But in the case of dynamic vibrations, for instance, the
cause is not necessarily clear. The designers as well as the engineers concerned with the production
may be responsible for the fault; or even all of them at different degrees. To find the black sheep is
a rather difficult undertaking. For that purpose an expert is needed who can obtain the knowledge
of all the engineers involved in the process. In the case of the shaft production it might be even
possible to find such a person but with more complex products it would be improbable because the
wealth of knowledge required for that situation would exceed the abilities of a single human. A way
of getting to the bottom of the problem would require searching and analyzing the designer’s and
engineers’ personal knowledge depots. When being successful, the engineer investigating the faults
explains his conclusions as hypothesis which then has to be verified. The verification can either be
done by computer modeling and computer experiments or by real life experiments. Regarding the
wide spectrum of activities which the engineer interpreting the faults has to perform, the idea to
apply the IPA approach for that purpose seems to suggest itself (Fig. 4).

3. THE IPA IN FAULT INVESTIGATION PROCEDURES

The idea to employ the contents of the IPA resources of all engineers participating in industrial
processes for the investigation (the designing and production of a product) of faults seems to be
appropriate. And there are many different ways (Fig. 5) to explore the available sources. In the given
example of the shaft the dynamic vibrations may result from geometric faults in the production, from
wrong machine adjustments, manufacturing processes (for instance different axis in each operation),
missing analysis of shaft dynamics and others. If the investigation of the IPA content doesn’t show






