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Modeling

Fig 4. Plasticizing model using system simulation approach with Simcenter Amesim
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Integration of the virtual sensor uses Asset Administration Shell. The AAS consists of a series of The physics-based models developed in DIMOFAC to simulate the
submodels that describes all the data and functions of a particular asset. In our case virtual sensor injection molding process can be combined to compose a virtual
Is composed of 3 submodels corresponding to input data, output data and execution scripft. In sensor. Thanks to their ability tfo simulate all process steps, provide
that way virtual sensor AAS is directly connected to machinery and product via their own AAS. As reliable results and operate in real tfime for some of them. This model
iInjection moulding is a cyclic process, the virtual sensor is executed at each cycle and results are could be used to go further in the control of the process and can
stored to be displayed on specific dashboard easily understandable for plastic domain workers. be adapted to be a digital twin of the production workcell.
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