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PE®EPAT

Kganidikamiitna podorta marictpa: 115 ¢. 93 puc., 11 tabmn., 19 mxepen.

XOJIOAHE MITAMIIYBAHHA , IIPEC, ILHTAMII, OIIEPALIIA,
PO3KPI, MATPULIS, ITYAHCOH, TEXIIPOILIEC, CAIIP, AUTOFORM,
CUMVIJIALIA

Mera poOOTHM - YJOCKOHAJIWTH TEXHOJOTII0 BUTOTOBJICHHS JleTale
omnepauis MM XOJIOJHOTO INTaMITyBaHHS 3 METOK 3MEHIIEHHS Cc001BapTOCTI
MPOAYKIlli, 32 PaXyHOK PO3POOKH Ta 3aCTOCYBAaHHS METOAUKH alIbTEPHATUBHOIO
MPOEKTYBAHHS TEXHOJIOTII IITAMITYBAaHHS C 3aCTOCYBaHHSAM METOIB MPOEKTYBaHHSI
TEXHOJIOTIYHUX MPOIIECIB 1 IITAMMIB JIJIsl TUCTOBOTO mtamiyBaHHs B CATIP.

O0’ext po3poOku — mramnu B nporpami AutoForm nams mporeca
BBITATYBAHHS HA €Talll PAHHHOTO MPOCKTYBaHHS.

[IpenmeT gocmimxenns — nporpama AutoForm.

Meton mOoCHiKEHHS — AOCHIKEHHS KOMIT'IOTEPHUX MOJEJel MpoIeciB
BUTSDKKM JIeTajed, a TakoX METOJAMKUA JOCIIKEHHS Y IITaMIyBaJIbHOMY
BUPOOHUIITBI M1J] YaC BUKOHAHHS BUTSKHUX 1 (HOPMYBaAJIbHUX OTepariii.

B po6oTi npoBeciu aHami3 METOAIB MPOEKTYBAaHHS TEXHOJOTTYHUX MTPOIIECIB
1 mrammiB ais JguctoBoro mramnyBaHHs B CAIIP. Takox mnpoBecnu aHami3
ICHYIOUHMX MPOTpaMHUX 3a0€3MeueHb MJii PO3pOOKH TEXHOJIOTIYHOTO MpOIecy Ta
MpOEKTyBaHHS  ImTammiB.  Po3poOutu  onTumizoBaHuil  (yJOCKOHAJICHMI)
TEXHOJIOTIYHUM MPOIEeC BUTOTOBJIEHHS JeTali. Ha naHuii MOMEHT iCHye HEBeIUKa
KUIBKICTh CHCTEM aBTOMaTtu3oBaHoro npoektyBaHHs (CAIIP), ski npuzHaveH1 as
PO3pOOKM KOHCTPYKIII IITaMmma 1 3JaTHI BpaXxOBYBaTH MOro BapTICTh Ha CTail
paHHbOro mnpoekTyBaHHA. OnHiero 3 HaOubm nonyssipHux CAITP po3poOku
TEXHOJIOT1i JIMICTOBOTO INTAMITyBaHHS 1 OCHAIIEHHS € MPOTrpaMHHUI MPOAYKT

«AutoFormy.



ABSTRACT

Master's thesis: 117 pages, 93 figures, 11 tables, 19 sources.

COLD STAMPING, PRESS, STAMP, OPERATION, CUTTING, DIE,
PUNCH, TECHNICAL PROCESS, CAD, AUTOFORM, SIMULATION

The aim of the work is to improve the technology of manufacturing parts by
cold stamping operations in order to reduce the cost of production by developing and
applying a methodology for alternative design of stamping technology using
methods of designing technological processes and stamps for sheet metal stamping
in CAD.

The object of development is dies in the AutoForm programme for the
drawing process at the early design stage.

The subject of the study is the AutoForm programme.

The research method is the study of computer models of part drawing
processes, as well as research methods in stamping production during drawing and
forming operations.

The work analysed methods for designing technological processes and dies
for sheet metal stamping in CAD. It also analysed existing software for developing
technological processes and designing dies. Develop an optimised (improved)
technological process for manufacturing parts.

Currently, there are a small number of computer-aided design (CAD) systems
that are designed to develop stamp designs and are capable of taking into account
their cost at the early design stage. One of the most popular CAD systems for
developing sheet metal stamping technology and equipment is the AutoForm

software product.
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BCTYII

Bupimennss 3aBaaHb MIABUINEHHS €(QEKTHUBHOCTI aBTOMOO11€0Y/1IBHOT
MIPOMMCIIOBOCTI Ta IHIIMX MAIIMHOOYIBHUX raly3eil BUMarae peamisalli Cy4acHHX
METO/11B TEXHIKO-€KOHOMIYHUX OOIpyHTYBaHb 1 Ii1aHyBaHHA. OCOOIMBO aKTyaJIbHUM
€ TIJBUIICHHS €(PEKTUBHOCTI BU3HAYAIbHUX MOKAa3HUKIB (YHKI[IOHAIBHOCTI Ta
BApTOCTI, 3aCHOBAaHUX Ha BUKOPHUCTaHHI ()YHKI[IOHAIHHO-BAPTICHOTO aHaJi3y Ta
KOMM'IOTEpHOT0 MoJientoBaHHs. EQexkTuBHICTh (PYHKIIIOHATBHO-BAPTICHOTO aHATI3Y
MoJIsira€ B TOMY, IO BIH OPIEHTOBAaHUW Ha 3HUKEHHS BUTPAT MPOCKTYBAaHHS 1
BUPOOHUIITBA BUPOOIB MAIIMHOOYyBaHHS.

OuiHka BUTpAT JJIsi BUTOTOBJIEHHS IITAMIIOBOTO OCHAIEHHS € HEOOXI1JIHOIO
CKJIaJIOBOIO POOOTH KOMIIaH1il aBTOMOOUIBHOI 1HYCTPil, OCKUIBKH TP MPOEKTYBaHH1
Ta BUTOTOBJICHHI BUTPATH HA BUTOTOBJICHHS IITAMIIOBOTO OCHAIICHHS CTAaHOBJISTH
3Ha4YHY YaCTUHY BIAHOCHO BapTOCTI BUPOOY a00 TEXHOJIOTIUHOTO Mpoliecy. B ymoBax
KOHKYpPEHI[li MpUOyTOK 1 30MTKH BU3HAYAIOTHCS 3/IaTHICTIO OI[IHIOBATH BUTPATH Ha
paHHIX eTamax IUIaHyBaHHS BUPOOHMLTBA ISl Y4YacTl B TEHAEPAX 1 PO3BUTKY
BUpOOHUIITBA. Yepe3 CKOPOUYEHHSI TEPMIHIB BUTOTOBJICHHS Ta MKOPCTKY I[IHOBY
KOHKYPEHI[1}0 aBTOMOO1IbHA POMUCIIOBICTh CTUKAETHCSA 31 CKIaAHUMU 3aB/IaHHIMU
B Ipolect BHOOPY TEXHOJOTIYHUX pimieHb. OAHUM 13 BaXJIMBUX 3aBJaHb
TEXHOJIOTIYHOI MIiJATOTOBKU € OI[iIHKa BUTPAT HAa MPOEKTYBAHHS IITAMITYBaJbHOIO
OCHAILIEHHA 3 HEOOXIJHICTIO TOYHOIO MPOrHO3YBaHHS BHUTpPAT L€ JO IOYaTKy
MPOIIECy MPOEKTYBaHHSI Ta BUTOTOBJIEHHS IITAMITyBaJIbHOTO OCHAIlleHHs. B nanuii
yac HE ICHY€ CHCTEM aBTOMAaTHU30BAaHOTO MPOEKTYBaHHS, AKI MPU3HAYEHI s
PO3pOOKM KOHCTPYKIIi IITaMIa 1 TEXHOJOT1l HOro BUTOTOBJEHHS 3 ypaXyBaHHSIM
BapTOCTI B TpPHUBHAaX, TOMY po3poOka iH(oOpMaIiiiHOT KOHCTPYKTOPCHKO-
texHonoriyHoi 6azu CAIIP nmg OmIHKKM TPOEKTYBaHHS IITamIia, IO JO3BOJISE

OTpUMAaTH HOTO 3 MEHIIOK BAPTICTIO.



1 AHAJII3 HAYKOBOI IHOOPMAIIIL TA CTAH IPOBJIEMHU

1.1 3araabHi BiAOMOCTi PO X0JI0AHE ITAMIIYBAHHS

B ganuii yac cywyacHe BHUPOOHMUTBO XapaKTEPHU3YEThCS IIUPOKUM
BIIPOBA/DKEHHSIM CHCTEM aBTOoMaru3oBaHoro mnpoektyBanHa (CAIIP) B Takux
rajiyssx, K aBlaOyqyBaHHs, aBTOMOOUIEOYyyBaHHS, Ba)KKE MAaIIMHOOYyBaHHS,
apXITeKTypa, OyAIBHULITBO Ta 1H.

3a  JOMOMOrOK  CHCTEM  aBTOMAaTHU30BAHOIO  IPOEKTYBaHHS B
MalmMHOOyAyBaHHI MOKHa BUKOHYBAaTH psia poOIT, Takux sK: po3poOKa
KOHCTPYKTOPCBHKOT ~JJOKYMEHTAIlli, TEXHOJIOTIYHA MiArOTOBKAa BUPOOHUIITBA,
pO3pOOKa EJIIEKTPOHHUX MAaTEeMaTUYHUX MOJENEH, MPOEKTYBaHHS PI3HOIO THILY
HITAMIIOBOIO OCHAILEHHSA, po0OTa 3 YHUCIOBHUMHM HPOrPaMHHUMH YIPaBIIHHAMHU
tomjo. Ha naHuii MOMEHT iCHye€ HEBelMKa KUIbKICTh CUCTEM aBTOMAaTH30BAHOIO
npoektyBaHHsi (CAIIP), axi nmpusHadeHi s po3poOKM KOHCTPYKIT IITamma i
3IaTHI BpaxOBYyBaTH MOT0 BapTICTh Ha CTaJlli paHHHOTO MPOEKTyBaHHA. OMHIEIO0 3
HaiOubi nonyssipHux CAIIP po3poOku TEXHOJIOTIT JUCTOBOIO IITAMITYBaHHS Ta
OCHAIIIEHHS € MporpaMHuil NMpoAykT «AutoForm». AutoForm no3Bosisie mBUAKO 1
TOYHO MOJIETIOBAaTH MPOLECH IITAMITyBaHHSA JHMCTOBOIO MeETaly, BKIIIOYAIOYH
BUTSKKY 1 BTOPHMHHI Oomepallii, a TaKOK NPYy>KUHEHHs 1 3aruoKy. [licist oTpumaHHs
pe3yNbTaTiB MOJEIIOBAaHHS 3a JonomMoror AutoForm B Moskere Bizyani3yBaTu iX
3a ponoMoror AutoForm, skuii Hamae netanbHy 1HGOPMALIO MPO BCl ACHEKTH
npoliecy mramnyBaHHs. AutoForm 103BoJisi€ MOAEIIOBATH IPOLIECH IITAMITyBaHHS
3 BUKOPUCTAHHSAM JIHIMHUX, TMOCIIJIOBHUX 1 MOCTIZOBHHX InTamiiB. AutoForm
ONTHUMAJIbHO HIATPUMYE MPOLEC NPOEKTYBaHHS Ha BCiX Horo eramax. AutoForm
MOHa BUKOPUCTOBYBATH JIJIsl IIBUJKOTO OTPUMAHHSI PE3yJIbTaTiB MOJICTIOBAHHS Ha
pPaHHBOMY €Talll KOHLUENTYaJIbHOI PO3POOKH, a TAKOXK JJIsl OTPUMAHHS 1yKE TOYHUX
pe3ynbTatiB Ha eTamni piHaapHO1 Badiamii. AutoForm Hanae pe3ynbTaTu TUIBKY JJIsI
OJIHIEI CHUMYyJISILIT 3a pa3, TOOTO pe3yJbTaTH BHpINIyBaya ONUCYIOTh OJIMH

JIETEpMIHOBAaHUHN pe3yabTaT npouecy (GpopMyBaHHS, OCKUIBKU I MOJETIOBAHHS
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BUOMpAEThCS TUIBKM OJWH HaOip BXxigHUX mnapamerpiB. Opnak AutoForm-
FormingSolver Takox MoOke BUKOHYBAaTH CTOXaCTUYHUU aHali3 3 BUKOPUCTAHHSIM
¢ynkuionany AutoForm-Sigma. B Xoal mmx cumyisamiii KOHCTPYKTHMBHI a0o
IIyMOBI TMapaMeTpH 3MIHIOIOTHCS, TPU I[bOMY OCHOBHA YyBara MpUIISETHCS
3aJJaHAM TOKa3HMKaM SKOCTI INTaMIIOBAHOI JieTajli, a TaKO0XX HaIIHHOCTI
mraminyBadHs. KpiM Toro, Bu MoxeTe po3mUpUTH (PyHKIIOHATBHICTE AutoForm-
FormingSolver, BuxkopucroBytoun miarii AutoForm-Thermo ansa TepmiunOoro
anamizy, marid AutoForm-Phase nns ananizy $a3zoBux nepeTBopeHb cTajiei Mapku
MnB 1 mnarin TriboForm gy  yTouHeHHs TpuOOJIOTIYHOI MOAENI, IO
BUKOPUCTOBYETHCS JI1 MOACIIFOBAHHS.

llepesazcu ma ocHoO8HI Xapakmepucmuku

* MozentoBaHHs JIHIKHOTO Ta MOCIIIOBHOTO IITAMITYBaHHS

« [lIBunke Ta TOYHE MOJENIOBAHHA oOlepaniii IHMOOKOro BUTSTYBAHHS,
MpaBKH, 0OpI3KH Ta BiJOOPTOBKH, a TAKOXK 3aruOKHU KpaiB

* Toune MoeAOBaHHS NPYKUHHOTO TOBEPHEHHS

* 'mnboke po3ymiHHs BCIX OmNepaliil Mpoecy mTaMIyBaHHs

* [[IBuaka mepeBipka HOBUX KOHLEMIIN MPOIECy s MOJIMIIEHHS IKOCTI Ta
BUTpAT

VY naniit poOOTI MU MPOMOHYEMO 3aCTOCYBATH METOJUKY albTEPHATUBHOIO
MPOEKTYBaHHSI TeXHOJOT1i «AutoFormy», TUM caMUM yJOCKOHAQJIMTH TEXHOJIOTIIO
BUT'OTOBJIEHH aeTanl «Ilanenpb miaiorn 3aaasy 3

METOI0 3MEHIIUTH COO0IBAPTOCTh MPOJYKINi, BHPOOHWYl BUTpaTH Ha
OCHAIIIEHHSI Ta BUTOTOBJIEHHS JE€Tajl 3HU3ATHCS, a TAKOX MOKPAIIUTHCSA SKICTb
JeTaial 3aBASKU BUOOpPY HaMKpamioi TEXHOJOTiI BUTOTOBJIEHHSA. Mu po3poOoumo

ONTUMI30BaHUM (YAOCKOHATIEHUN) TEXHOJIOTTYHUN MPOIEC BUTOTOBJICHHS JI€TAJII.
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1.2 Onuc THNMOBHUX TEXHOJOTIYHUX MPOUECIB Ta O0JAXHAHHSA IJISA

PO3ALTIOBAJILHUX ONepanii

IcHye KkiJIbKa BUIB ONEpaliil y XOJ0JHOMY ILITaMITyBaHHI:

1) po3ainbH1 omeparii — NpU SIKUX OJlHA YacTHMHA METaly BIIIUISETHCS Bijl
1HITIOT;

2) dopmyBaibHI omepaiii — B pe3yibTaTl SKUX LIUISXOM IJIACTUYHOTO
nedhopMyBaHHS 3MIHIOETHCS (HOpMa 3aTOTOBKHU;

3) komOiHOBaHiI omepaiii — NOpH SIKUX TMOEJHYIOTbCS PO3AUIOBI Ta
(dbopmyBanbHI IEpexoan 0OpOOKH;

4) mTamMnyBalibHO-CKIIaIalIbHI Ooneparllii — Mpu IKUX MEXaHIUHO 3'€ IHYIOThCS
OKpEMI JIMCTOBI IITAMIIOBAaHI JIETall.

VY nanii poboTi yBara Oyae NpUAUIATUCA PO3AUIOBUM Ta (HOpPMYyBaIbHUM
oreparisiM JTUCTOBOTO IITAMITYBaHHS.

Po3ninpHi omeparii MoB'A3aHl 3 TMOPYIIEHHSIM CYLUIBHOCTI MeETaly 1
BIIJIVICHHSIM OJHI€T YaCTUHM 3aroTOBKM BiJ 1HIIOI 1O 3aMKHYTOMY a0o
HE3aMKHYTOMY KOHTYpY. BOHH 3acTOCOBYIOTBCS B JIMCTOIITAMITYBAIHBHOMY
BUPOOHUIITBI Il OTPUMAHHS 3arO0TOBOK JIJISI TIOJAJIBIIOTO IITAMITyBaHHS, PI3HUX
037100/ TI0OBaJIbHUX 1 MIATOTOBYMX OMEpalliid, a TaKkoX JJIsI BUTOTOBJICHHS JeTallei

OCTaTOYHOI (POopMH.

1) dns oTpumaHHA JeTajied 1 JIMCTOBUX 3aroTOBOK Yy JIMCTOBOMY

HITaMIIyBaHHI BUJUISAIOTH TaKl FPYNU PO3AUIBHUX oneparii (MajatoHOK

1.1)
2) pi3aHHA JUCTOBOrO METATY HOXKUIISIMU;

3) pi3aHHs JUCTOBOIO METALy IITaMmamMm [4].
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Pucynok 1.1 — Cxemu po3aiabHUX omnepalliii JTMCTOBOTO ITAMITYBaHHS: A -
BiJIpi3Ka; O - po3pi3Ka; B - HAJIPI3Ka; I - 00Opi3Ka; 11 - BUPYOKa,
€ - MpOOMBAaHHS; XK - BUCIKAHHS; 3 - IPOPI3 y IITAMIIi; 1 - TPOKOJIIOBAHHS; K -
3QUUILICHHS; J1 - YUCTOBE BUPYOYBaHHS; M - YUCTOBE MPOOUBAHHS

Bigpizka — moBHE BIJIOKPEMJICHHS YaCTHMHU 3arOTOBKHU IO HE3aMKHYTOMY
KOHTYPY ILIIXOM 3CYBY.

Po3pi3ka — mois 3aroTOBKU Ha YaCTUHU 110 HE3aMKHYTOMY KOHTYPY HUISIXOM
3CYBY.

Hanpiz — HemoBHE BiOKpPEMJIEHHS YaCTUHHM 3arOTOBKH IILUIAXOM 3CYBY,
MPUYOMY PO3JIUICHI YaCTUHU HE BTPAYaIOTh 3B'SI3KY M1k CO00I0.

Ha mamonky 1.1 mokaszana cxema oTpUMaHHS HaJIpi3y B TUIOCKIN 3arOTOBIII.

OO0pi3ka — BIAAUIEHHS B1J J€Talll TEXHOJOTIYHOTO Biaxoay. [Hakie kaxyuw,
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e BIIIUIEHHS KpailoBOi YacTUHU MOPOXKHUCTOrO BHpoOy (puc. 1.1) mus
3a0€3MeUeHHs 3a/1aHO1 TMOCTIHHOI MO TEPUMETPy BHUCOTH JAeTanl abo KpailoBoi
YaCTUHU IUIOCKOTO (JIaHI JIJIs OTPUMAaHHS 3aJjaHuX (POPMU 1 pO3MIpIB.

BupyOka — mopin 3aroTroBKkd MO 3aMKHYTOMY KOHTYPY MJii OTPUMAaHHS
MI0CKOro HamiB(adbpukarty abo Jerali 13 3a/1aHo0 (OPMOIO 30BHIITHBOI TOBEPXHI.

[IpoObuBaHHS — yTBOPEHHS B 3ar0TOBIII HACKPI3HUX OTBOPIB IIUIIXOM 3CYBY 3
BUJIAJICHHSIM YaCTUHU MaTepialy y BIIXOJH.

YucTtoBy BHpPYOKYy 1 HpPOOMBKY 3aCTOCOBYIOTH [Jisi YCYHEHHS HEAOJIKIB
BUPYOKHU-TIPOOUBKH, TOOTO OTPUMAHHS NEPHEHIUKYJISIPHOCTI MOBEPXHI 3pi3y
IUIOIIMHU JETalll, YCYHEHHS MpPOrMHYy, OTPUMaHHS IIOPCTKOCTI TMOBEPXHI 3
napamerpoM Ra = 2,5-0,32 MKM 1 TOYHICTIO 6-9 KBamiTeTy. 3 LI€I0 METOIO
BUKOPHUCTOBYIOThH CHEIlajbHE 00JIaIHAHHS — IPECU MOTPIHOT Aii.

3aunCcTKa — BUIAJICHHS] TEXHOJIOTIYHUX MPUITYCKIB 32 JOTIOMOTOIO IITaMmIia 3
YTBOPEHHSAM CTPY>KKU JJIsI MIABUINEHHS TOYHOCTI PO3MIPIB 1 3MEHIICHHS
IIOPCTKOCTI MOBEPXHI IITAaMIIOBaHO1 AeTaui. [Ipoiiec 3auniiieHHs moJsrae B 3pi3aHHi
cTpykku Heenukoi ToBmuHU (0,05-0,2 MM Ha CTOPOHY) MO KOHTYpY JAeTali abo
OTBOPY 1 MPOBOAUTHCSA B TOMY K HalpsAMKY, 1110 1 MpOOUBaHHS (BUPYOKa).

Buciukoro Ha3uBarOTh MOBHE B/IJIEHHS 3arOTOBKU 200 BUPOOY BiJ BUX1AHOL
3arOoTOBKH IO 3aMKHYTOMY KOHTYPY HUISIXOM BIPOBAKEHHS IHCTPYMEHTY.

[Ipokon — 1e yTBOpEeHHSI B 3aroTOBIIl OTBOPY O€3 BUAAJICHHS METAy Yy
Bigxoam» [1].

Po3ainoBi omepariii 3A1HCHIOIOTH, SIK IPaBHJIO, HA MEXAHIYHMX HOMXKHUIISIX
TJIBHOTHHHOTO 1 IMCKOBOTO THUIIIB, a00 Ha IITaMIlaX, BCTAHOBJIEHUX Ha Pi3H1 BUIU
MIPECIB.

Hoxwuni — coemianizoBaHa MaliMHa, 1[0 JO3BOJISIE BIJIpI3aTH 3arOTOBKHU
pi3HUX KOH(DIrypaiii 1 BUAIB K M0 3aMKHYTOMY, TaK 1 IO HE3AMKHYTOMY KOHTYDY.

OCHOBHUMU THUIIAMU HOXKHIIb, 1110 3aCTOCOBYIOTHCSI B JTUCTOIITAMITYBAJIbHUX
nexax (pucyHok 1.2), e:

1) HOXWU1I1 3 TapaieIbHUMU HOXaMU;
2) HOXKHUIII 3 TOXWINMH HOXaMU (TUIbHOTUHHI);
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3) IMCKOB1 HOXKHUIII;

4) BiOpalriitHi HOXKHITI.

Hoxwu1i 3 napajieTbHUMU HOKaMU BUKOPUCTOBYIOTHCS JJIsI P13aHHS BY3bKUX
1 TOBCTUX CMYT Ta HEMETAJIIB.

Meton pi3aHHS Ha HOXHUISX 3 TOXWJIUMH HOXaMU (TUIBHOTHUHHUX) €
HaWOUTBII MOITUPEHUM JIJISl PI3aHHS METaJIEBUX JIUCTIB (PUCYHOK 2).

JIst pizaHHSI PYJIOHHOTO METaly Ta OOpI3KHU KpaiB CTPIYOK 3aCTOCOBYIOTH
JIMCKOB1 HOXHUIIL. Y JUCKOBUX HOXKHIb IHCTPYMEHT (pi3aJibHI HOX1) BUTOTOBJICHUM
y BUTJIA11 ABOX (200 OLbIle) METANIeBUX JUCKIB 3 MapalieIbHUMU OCSIMH 00epTaHHS,
K1 00epTarOThCs B Pi3HI OOKH.

BiOpaiiiiini HOXHII BUKOPUCTOBYIOTH 3HAYHO pIJlIe, 30Kpema, s

OTPUMAaHHS IITYYHUX 3aroTOBOK KpHUBOJiIHINHOI (opmu (pucyHok 1.2).

|

So)

gl

=
o

a

Pucynok 1.2 — Cxemu pi3aHHs JIUCTOBOTO METay 3a JOTOMOTOI HOXKHIIb:
a - HOXKHII1 3 TTapajieIbHUMH HOKaMU; O - TIITBUHOTHHHI HOXKHIIL; B -
JIMCKOB1 HOXKHUIIL; T - BIOpaIliifH1 HOXKHUII1
[Ipu po3ainoBux oneparisx HeaOusike 3HaUeHHsI Mae po3kpid. Po3kpiii — 11e
Take pO3TallyBaHHS JeTaliel Mpu oOlepalisX JHUCTOBOTO IITaMITyBaHHS, SKe
3a0be3reuye MakCHMallbHE BUKOpPUCTaHHsS Metany. Lle ocoOmmBO BaxauBO mpu
MacoOBOMY BUPOOHHUITBI Ta BEIUKOCEPIITHOMY.
JI71s1 OIIIHKM €KOHOMIYHOCTI PO3KPOIO ICHYE CIelialbHUN KOE(ILIEHT, SIKUM
Ha3UBAETHCS KOE(PIIIEHTOM PO3KPOIO METATY 1 MO3HAYAEThCA K «Kp».
KoediuienT po3kporo Metaly € O€3pO3MIPHOI0  BEIMYMUHOW, SIKa
BU3HAYAETHCS SIK CHIBBIJHOIIEHHS Mac BUPOOIB, 10 OTPUMYIOTHCA 3 BHUXIJIHOI

3aroTOBKH, 1O MacH BUXI1JTHOI 3aTOTOBKH.
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Ha npakTuii npu po3paxyHKy HaHOro Koe(dilieHTa JOCUTh 4acTO 3aMICTh

CIIBBIJTHOIIIEHHS Mac 3ar0TOBOK BUKOPUCTOBYETHCS CIIBBIAHOIICHHS iX TUIOLL.

1.3 Oco0MBOCTI KOHCTPYKUII INTAMIIIB JJIS PO3AIJIBHUX ONepaLin

Po3ainoBi mitamMnu MarooTh TPU OCHOBHI THUIIOBI KOHCTPYKINi: MPOCTOI,
KOMO1HOBAHO1 Ta MOCIA0OBHOT Aii.

[ramnu st po3AUIBHUX — OMEpaliid  JUCTOBOIO  IITAMITyBaHHS
KJIacU(IKYIOTbCS 3a XapaKTepoM BUKOHYBaHUX oOIepalliid, cnocoOoM jii, BHUIAOM
HaIpaBJISIIOYUX TPUCTPOIB, CHOCOOOM OOMEXKEHHS 1MoJ1aul MaTepiay.

3a XapakTepoM BHUKOHYBAHUX OMeEpalliii MoAUISIOTHCS Ha BiAPi3HI, BUPYOHI,
MpoOUBHI Ta OOPI3HI.

3a cnoco0oM Jii MOXKYTh OYTH MPOCTOi, MOCTIAOBHOT Ta KOMOIHOBAaHOT 1ii.

3a BUJOM HaIpaBIISIIOYUX MPUCTPOIB ICHYIOTH BIJIKPUTI, 3 HAMPABISIOUOIO
IJTUTOIO, 3 HAIIPABJISIOUMMU KOJOHKaMH a00 31 CIIOJIyYEHUMU HaNpaBIsSIOUUMU.

3a cnocoboM 0OMeEXEeHHs IoJ1adul MaTepialy OyBarOTh 3 HEPYXOMUM YIIOPOM,

PYXOMHUM yHOPOM, JIOBUSAMHU, OTYHUMH HOKaMU TOILIO.

PosrinssHemMo Ha mnpuKiaal TUIOBY KOHCTPYKLIIO BHPYOHOro IITammna

(pucynok 1.3).

Pucynok 1.3 — Cxema TUIIOBOr0 BUPYOHOIO IITaMIa
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OOOB'A3KOBUMHU JIeTANIIMM IITaMna € IMyaHcoH | 1 Marpuus 2, sKi
0e3nocepelHbO KOHTAKTYIOTh 13 3aroTOBKOIO 1 (popMyroTh Bupid. Ilyancon uepes
MyaHCOHOTpUMAY 3 JKOPCTKO 3aKPIIICHUI Ha BepxHii miuTi 4. Yepe3 XBOCTOBUK 5
BEpPXHS pyXOMa YacTHHA IITaMIla KPIMUTHCS J0 MOB3yHA Mpeca. MaTpulist ;)KOpCTKO
3'elHAHA 3 HIKHBOIO ILJIUTOIO, SIKA& HEPYXOMO 3aKpiljieHa Ha CTOJII mpeca.
OHOBICHICTB ITyaHCOHA 1 MATPHUII 3a0€3MeUyIOTh /1Bl HANPSMHI KOJIOHKH 7 1 BTYJIKU
8. BupanenHs BigXxoly 3 IIyaHCOHa BHKOHYe XoOpcTkui 3HiMad 9. Kpox
nepeMillieHHs 3arotoBku (dikcye ynop 10. Buganenns BupyOanoi nerani 3 pooodoi
30HU HITamna BiJOYBA€ThCS «HA IPOBAI.

BupyOKy 3aroToBoK 3 mpoOMBaHHSAM B HUX OTBOPIB 3@ MOCII1IOBHOIO CXEMOIO
3a3BMYail 3aCTOCOBYIOTh Yy THUX BHMAJKaX, KOJU II0 OMEpallild B CYMIIICHOMY
mramii (pUucyHOK 1.4) HEMOXJIMBO MPOBECTH 3 HACTYIHHUX MPUUYUH: JY>KE Mai
CTIHKU B ITyaHCOHI-MaTpHIll, OJIM3bKE pO3TallyBaHHS OTBOPIB, KOHTYp AeTaiil abo
OTBOPY MPAKTUYHO HEMOXIHMBO BHpyOaTh abo mpoOUTH B OJAHOMY POOOYOMY
CTPYMKY 3a OAMH XiJ mnpeca. KpiM TOro, B MOCHIIIOBHUX IITaMIlax 3pyYHIIlIe
3M1MCHIOBATH OaraTops/iHe IITaMIyBaHHS 13 3aCTOCYBaHHSIM MAaJOBIJIXOJIHUX
mporieciB. Jlisg 1mITamMmyBaHHS ~TOBCTOJIMCTOBOTO Marepialy Takl —IITaMIH
BUKOHYIOTh B OCHOBHOMY 3 >KOPCTKHMM 3HIMA4eM, a ISl IITaMITyBaHHS TOHKOIO

Marepially 3aCTOCOBYIOTh SIK )KOPCTKHUH, TaK 1 MPYXKUHHUM 3HIMAY.
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Pucynok 1.4 — Cxema mramna koMOIHOBaHOT A1l oniepalliii BUpyOKH Ta
MPOOMBaHHS

Ha BigMiHy Big KOMOIHOBAaHOTO IITAaMIyBaHHS, HpPH SKOMY TOYHICTh
MPOBEJECHHS  PO3AUIBHUX  ONEpaliid 3aJeXuTh BiJL TOYHOCTI B3aEMHOIO
pO3TalllyBaHHS 3arOTOBKH 1 ITyaHCOHA-MaTPUIIl, IPU MOCIIJOBHOMY IITAMITyBaHHI
Ha SKICTh OJIEpKYBaHMX JE€Tajedl BIUIMBAE HE TUIBKM TOYHICTh B3a€EMHOIO
pO3TalllyBaHHS BIJIMOBIAHUX €JIEMEHTIB, ajl€ 1 10CATAE€ThCS CTYMIHb TOUHOCT1 KPOKY
nogaui Marepiany. Tomy Tpu po3poOIll KOHCTPYKIi MITammna MOCTITOBHOI Jiii
(pucyHok 1.5) nutanHst Qikcallii 3aroTOBKU MO KPOKY MOAayl € MepIIOUEepPrOBUM.
Tomy Taki mITaMnu oCHaIIEH1 T0JaTKOBUMU 3aco0amu (ikcailii CMyru, HalpuKJIIa

JOBISAMH, KPOKOBHMMM HOXKaMHM TOIIO.
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Pucynok 1.5 — 3aransHuil BUTIIAA ITaMIa NOCA1IJOBHOT i st
BUPYOKU-IPOOMBAHHS

1.4 BursAryBaHHs JIMCTOBOI0 MaTepiana

BUTSKKOIO B JIMCTOBOMY IITaMITyBaHHI HA3UBaIOTh MPOLEC NEPETBOPEHHS
IJIOCKOi 200 MOPOMXKHUCTOI JTMCTOBOI 3arOTOBKH y BIIKPHUTY 3BEpPXY MOPOKHUCTY
JeTallb, IO 3A1MCHIOETBCA 3@ JOMOMOIOK0 JMCTOBMX INTaMIiB. BUTSDKKY 3
TOHKOJIUCTOBOT'O METaTy B OUIBIIOCTI BUMAAKIB BUPOOJISIIOTh Y XOJOJAHOMY CTaHi.
BUTSDKKY 3 TOBCTOJMCTOBOIO MeETajly, a TaKOX 3 HU3bKOIUIACTUYHUX METajiB
(HampuKJIaJ, MarHi€Bi, TATAHOBI CILJIABH) 31MCHIOIOTH P HarpiBaHHI 3aTOTOBKHU.

BUuTsKKOI0 BUTOTOBIISIOTH J€Taidl aBTOMOO1TIB, TPAKTOPIB, JITAaKIB, ACTall
€JIEKTPUYHUX MAIIMH 1 anaparTiB, AeTajll TUIY JHUI] OakiB 1 KUCHEBHX OaJIOHIB,
KOpITyCH 1 AeTail NpuiaiiB, TOJUHHUKOBUX MEXaHI3MiB, MPEIMETIB JIOMAIIHbOTO
BXKUTKY (KacTpyJii, YailHUKH TOILO) Ta 1H.

XapakTepucTuKa BUTSDKHUX Onepariii.
[TopoXxHUCTI AeTanmi, MO0 OTPUMYIOTHCS METOJAMU BHUTSDKKH, 32 CTYIEHEM

CKJIaJTHOCT1 (pOPMHU MOKHA PO3JLIIUTUA HA TPU OCHOBHI IPYIIH:
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1. nerani, o mMaroTh popmy Tula ooepTanHs (pucyHok 1.6, a, 6);

2. neraini kopo6yactoi ¢popmu (pucyHok 1.6 , B, 1);
3. nerani ckiaaHoi popmu (pucyHok 1.6, ).

OcecuMeTpHuyHi JeTalal MOXKYTb OYTH HUIIHIPUYHI, CTYIIIHYACT1, KOHIYHI 200
3 OyAb-SIKOI0 KPUBOJIHIKHOIO TBIpHOMX. [leTani MoxyTh OyTu 3 ¢uaHiem adbo 6e3
(bnans, 3 IocKUM (pucyHok 1.6, a) a6o 3 hacoHHUM qHOM (pUCYHPOK 1.6, 0).

Herani kopobuactoi GopMu MOXYTh MaTH KBaJpaTHI, NPSIMOKYTHiI abo
KPUBOJIIHIMHI O19H1 CTIHKH 3 (iaHueM abo 0e3 ¢uaniys. [Ipu nubomy 1HO MOke OyTH
miockuM (pucyHok 1.6, 0) abo daconnum (pucynok 1.6, B). Bei nmerani, mo He
BIIHOCSITBCA JI0 MEPIIMX JIBOX TPYI, BIAHOCSATHCS 10 JeTajed CKIaJHOiI (QopMH.
[IpukinanoM MOXyThb CIYKUTH IBEpLSTa, KpUiIo ab0 IHIA JIeTallb 30BHINIHBOL
OOIIMBKHM aBTOMOOLJIS, IO 3a3BUYail BUTOTOBJISIIOTECS BUTSKKOIO.

3a xapakTepoMm Je(opMyBaHHSI 3arOTOBKH PO3PI3HSAIOTH JBa OCHOBHHUX
Bapi1aHTH MPOILIECY:

1. BUTsDKKa O0€3 CTOHIIIEHHS CTIHOK,

2. BUTSDKKA 31 CTOHIIIEHHSIM CTI1HOK.

VY nmepuomy BUNAAKy BUTSKKA B1IOyBaeThCsl 0€3 3a3aalieriib 00yMOBIEHOI
TOBUIMHU Mareplajgy CTIHOK BHpoOy. Y JApyroMy BHUIAAKy HpPOLEC BUTSKKH
B1I0YBAETHCS 32 PaXyHOK 3MIHU TOBILHWHHU JIUCTA.

3a XapakTepoM Hampy>KeHO-1e()OPMOBAHOTO CTaHy 3arOTOBKHU PO3PI3HAIOTH
TpHu 6a30B1 CIOCOOU BUTSIKKHU

BuTsokka mHTHAPpUYHUX 1 KOpoOYacTHX JeTajed TMpu  cxemi
HaIMpy»KEHOTO CTaHy Ha (JaHIll — CTUCHEHHS-PO3TATHEHHS. Y IIbOMY BHUIIAJIKY
OCHOBHA yacTUHA jAedopmallii 3aroToBKU 4 MPOTIKAE M1 NPUTUCKOM 3 Ha (uiaHIl 1
Ha BUTSDKHUX Kpasix MaTpulll 2 Mpu mepemilleHHi myaHcoHa 1 (pucynok 1.7, a).
Haii0O11pia rimnorHa BUTSDKKY h 3HAXOIUTHCS B 3aJI€)KHOCTI Bl BIIHOCHOT TOBIIUHA

3aroToBKH 1 giameTpa aetaii d 1 cranoBuTh h = (0,5-0,95)d.
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0)

PucyHnok 1.7 — TeXHOJIOT14HI CXEMU BUTSKKH: a — BUTSDKKA HWITHAPUYHUX JIeTajnei, O
— BUTSDKKA CHEpUYHUX 1 CKIIaAHOT (hopMU JeTanel, B — BUTKKA €JIACTUYHO-PITUHHOIO

Matpulieo; 1 — myaHcoH, 2 — MaTpuils, 3 — IPUTHUCK, 4 — 3arOTOBKA)
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Butsixkka chepruunux 1 cknaaHoi hopmu aeraneit (pucyHok 1.7, 0) 3A1ICHIOETHCS B
mTamMnax 3 BUTSDKHUMHU peOpamMu HpH MEpPEeBa)KaHHI PO3TATYIOUMX HANpPyXKEHb Y
(brnaHIi 1 HEpIBHOMIPHOMY JIBOOCHOMY PO3TATYBaHHI B IHIUIA YAaCTHUHI 3arOTOBKHU.
OcHoBHa nedopmalliss MPOTIKAE I[03a MNPUTHUCKOM IMPU 3HAYHOMY YTOHEHHI

Marepiany. [ muOuHa BUTSKKH 3a3BUYail 3HaxoauThest B Mexkax h = (0,2-0,6)d.

Butskka muiiHApUYHUX, KOpoOYacTUX 1 cepuyHux Jaetayeu
€1aCTUYHO-PIIUHHOIO MAaTpUIEI0 Ha TmyaHCOH (pucyHok 1.7, B) BupoOIse
3allITOBXYBaHHSI 3aroTOBKU B OcepeAok aedopmailii 1 MNPOTUIIE BUHUKHEHHIO
HeOe3neyHoro mnepetuHy. [lpu  gaHiii  TEXHOJOTIYHIM  CXeMi  MOBHIIIE
BUKOPHUCTOBYIOTHCS TJIACTUYHI BIACTUBOCTI METaly, FpaHUYHA [TMOMHA BUTSIKKU
pi3ko 3poctae 1 craHoBuTh h = (1,5-1,75)d, mo HEAOCSHIKHO TPHU MEPIIUX JTBOX
croco0ax BUTSIKKH.

BuTskky JIMCTOBHX MeETajdiB B YMOBaX BEJIHMKOCEPIHHOIO 1 MacoBOIO
BUPOOHUIITBA 3a3BUYAl 3/IIMCHIOIOTH B )KOPCTKUX IHCTPYMEHTAIBHUX IITAMIIAX HA
KPUBOIIMITHUX MPEecax MOJBIMHOT 1 MOTPiHOT 111, KPUBOILIUITHUX IIPecax MpPOCTOoi
nii  (OTHOXOJOBHUX) 3 THEBMAaTHYHUM a00 TIIPOMHEBMATHYHHUM TIIPUCTPOEM
(moIyIIKO0), TiPaBIIYHUX TMpecax, EKCIEHTPUKOBUX TIpecax, a TaKoX Ha
JUCTOLITAMITyBaJbHUX MoJioTaXx. B ymoBax npiOHOcepiiiHOro Ta AOCIIAHOTO
BUPOOHUIITBA YACTO 3aCTOCOBYIOTH IITAMIYBAHHS €TACTUYHUMH CEPEIOBUILIAMH,

riApoyaapHe, eJIeKTPOriIPOIMITYIbCHE Ta MATHITHO-IMITYJIbCHE IITAMITyBaHHS.

1.5 Burskka B JKOPCTKHUX IHCTPYMEHTAJIBHUX IMITAMIAX

Po3risitHeMo THUNOBY KOHCTPYKLIIO JKOPCTKOTO I1HCTPYMEHTAJIBHOIO MITamIa.
3azBuuail Taki MITaMId poOJsAThCA KOMOIHOBaHMMH. (CHoudaTKy BHPYOYeThCA
3aroToBka Nt GOPMYBAHHS-BUTSKKH, a TIOTIM BUKOHYETHCS OIEpallisi BUTSKKH-
dbopmyBanHs (pucyHok 1.8). OOOB'I3KOBUMU €JIE€MEHTAMH ITamma € HUWXKHS 1 1
BEepXHs 2 INTU. BepxHs miauTa 3a TONOMOr0OK0 XBOCTOBHKA 3 KPIMUTHCA 10 IIpeca.
Jlns 3a0e3nedeHHs HEOOXIJHOT CIIBBICHOCTI MEPEMIIIEHHS BEPXHbOI IUIUTH

BIJIHOCHO HHUXHBOI 3aCTOCOBYIOTh KOJIOHKM 4 1 BTyJlku 5. XapakTepHOIO
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OCOOJIMBICTIO TPAAUIIHHOIO IITAMIYBAJIBHOIO OCHAUIEHHS (IHCTPYMEHTAJIbHOTO
IITaMIIa) € HAasABHICTh JBOX OPCTKUX POOOUMX IHCTPYMEHTIB — MaTpuill 6 i
nyaHcoHa 7. Takl mramMnu 3a3BUyail 3a0e€3MeuyloThCs MPUCTOCYBAHHAMH IS
BUJIAJICHHS BIAXOJIB 1 3HATTSA 3aroTOBKU (BUINTOBXYBadaMu), a TaKOX MJIs
3a0e3reueHHs] TPUTUCKY (QuaHneBoi yacTuHu (pucyHok 1.8). 3aroroBka 3i
CMYTOBOT'O METaly 1 JIeTajb y BUIJISAJl KOBIAYKa MOKAa3aHl MOTOBLIEHOKO JIHIEKO.

3a3Buyaill JaH1 €JIEMEHTHU Ha KPECICHHAX IITAaMITIB HE MO3UIIIOHYIOTHCS.

11

Pucynok 1.8 — Cxema KOMOIHOBAHOIO IITaMIa JJI1 BUTOTOBJIEHHS J1€Tajll METOA0OM
(OpMyBaHHS-BUTATYBaHHS: 1 — IJIMTa HUXKHSA, 2 — IUIMTAa BEPXHs, 3 — XBOCTOBUK,
4 — HanpsIMHA KOJIOHKA, 5 — HampsMHa BTYJKa, 6 — MaTpuLs BUTSKHA — [IyaHCOH
BUpPYOHMI, 7 — BUTSDKHUUM IyaHCOH, 8 — MaTpuls BUpyOHa, 9, 10 — HIDKHIM

BUILITOBXYBaY, 11 — mputuck, 12 — BepxHiil BUIITOBXyBauy
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Ha nepuuiii cranii mpoiiecy Bii0yBaeThCcsi BUPYyOKa 3arOTOBKH 32 JOTIOMOTOIO
BUpPYOHOT MaTpuui 8 1 maTpuili-nyaHcoHa 6, Ha apyriid cranaii 371iCHIOE€TbCS
OJIHOTIEpEX1/IHAa BUTSKKA JIeTalll MyaHCOHOM 7 mo Matpuui 6. OTpumaHa aetalb
BUJIAJISIETHCS 3 IyaHCOHA BUILITOBXYBauamu 9, 10, a 3 MaTpui BUIITOBXyBayeM 12.
[Minnpyxunennit nputuck 11 3a0e3nedye (ikcailito 3aroTOBKU MpU BUPYOIN 1
OTPUMAHOTO BIAXOY MPU BUTSNKIIL.

[Ipy 1bOMYy BaXJIMBUM € T€, IO BCl CYMYTHI €JIEMEHTU IITaMmIa HE €
YHIBEpPCAIBHUMU 1 POOJIATHCS 1HAUMBIAYaNbHO JUIsi KOHKpeTHoro Imramna. [Ipu
BUTOTOBJICHHI JEeTajed Takoro ITaMmra HalOUIbIIOK TPYAOMICTKICTIO BOJIOAIE
«miaronkay (opmu nmyaHcoHa mia ¢Gopmy matpuili. Sk mpaBuiio, Taka oneparis
31MCHIOETHCS BPYUHY, 3aliMae OaraTo yacy 1 3Ha4HO 30UIbIIY€ BapTICTh IITaMIIA.

[[ITamnyBaHHSIM B JKOPCTKMX I1HCTPYMEHTaJbHHUX IITaMIaX MOXHa
OTPUMYBATH JeTajl BiJ JAEKUIbKOX MUIIMETpIB N0 JeKUIbKoX MetrpiB. Ilpu
IITaMITyBaHH1 CKJIQJHUX 3a (OPMOI0 TOUHMX JeTajed 3 JUCTOBUX MarepialiB
toBUIMHOIO MeHlIe 0,2—0,4 MM B KOHCTPYKIIISIX ILITAMITIB 32CTOCOBYIOTh HAIIPSIMHI1
BTYJKH 1 KOJOHKU (pUCYHOK 1.8), sIKi 4acTo poOOISATHCA 13 3aCTOCYBAaHHSM
MpEenU31MHUX KYJIbKOBUX HAMPSIMHUX.

Koxken ex3eMIuisp 1HCTPYMEHTAJIBHOTO IITamMIa MpU3HAYEHUW JJis
BUTOTOBJICHHSI KOHKPETHOI JeTall 1 He MOXe OyTH JIETKO MepeHaIalliITOBAHUHN s
BUTOTOBJIEHHS 1HIIOI jgetani. [{g oOcraBuHa HE Mae ICTOTHOTO 3HAYEHHS Y
BEJIMKOCEPIHHOMY Ta MacOBOMY BUPOOHHUIITBI, aj€ 4acTO € BU3HAYAIBHOIO IS
BUOOPY TEXHOJIOTIi B yMOBaX JIp1IOHOCEPIHHOIO Ta 1HAUBIIyaJIbHOTO BUPOOHHUIITBA.
Tomy npu BenukocepitHOMY 1 MaCOBOMY BUPOOHHUIITBI 3aCTOCYBAHHS >KOPCTKHUX
IHCTpYMEHTAJIbHUX IITAMIIIB €KOHOMIYHO BHUIpaBJaHO, aje B yMOBax
IpiOHOCEPIMHOTO BHUPOOHUIITBA TPU3BOAUTH JO TIJABHUINEHHS COOIBApPTOCTI

MPOAYKIIi 1 301IbIIIEHHSI TEPMIHIB MiITOTOBKY BUPOOHUIITBA.
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1.6 Po3paxyHOK BUTHIKKH B KOPCTKHUX IITAMIIAX THUIIOBOI JeTaJi

XapakTepHOIO ETAIII0, HA MPUKJIIAl K0T BUKOHYETHCSI JAHUM PO3PAXYHOK,
€ UWIHAPUYHUN CTaKaH, 0 OTPUMYETHCS BUTSKKOIO 3 TOTOBOI KPYTJIOi JIUCTOBOI

3aroTOBKH B 3araJIbHOMY BUIAJIKY 3a KUIbKa Mepexo/iiB. (pUcyHOK 1.9).

Pucynok 1.9 — Ecki3 mtamnoBaHoi feraini

[lepenOayaeThcs, MO Kpyria 3aroToBKa 3 JIMCTOBOIO METAlly BiKe
BUTOTOBJIEHA (BUPYOKOIO B IHCTPYMEHTAJIBHOMY IITaMIll a00 IHIIUM CHOCOOOM).
Tomy KOHCTpyKIIisSl ITamMIa B JAHOMY BUIAAKy OyJi€ MPOCTIMIO, HI’K KOHCTPYKIIIS,
300paxeHa Ha pucyHky 1.10. XKopcTkuil mramnyBambHHI 1HCTPYMEHT MNEPIIOi
omepartlii BUTSKKH (pucyHok 1.10) cknamaetbcs 3 Marpuimi 1, myaHcoHa 2 i1
MPUTUCKHOTO KUTBIIA 3.

[IyaHcoH miJg [i€l0 MOB3yHAa Ipeca YMHUTHh TUCK HA CEPEIHI0 YacTHUHY
3aroToBKM 4 1 BTATY€ ii B MaTpPULIO, YTBOPIOIOUM O1YHI CTIHKH BHTITYBAHOI'O
ctakaHa. [lepuMeTp 3aroToBKM HpHU IIbOMY MOCTYIOBO 3MEHILYETHCS OO THX Mip,
MOKH 11 IlaMeTp HE CTaHE PIBHUM JlaMeTpy MaTpHIIL.

KinbueBa yacThHa 3aroTOBKHM, IIO JIEKUTh HAa MaTpuUlll, MOXXE BTpadaTu
CTIMKICTh, BHACIIJJOK YOTO HAa HIA YTBOPIOIOTHCS XBUJIEMOAIOH! CKIAQAKH, SKI
MOXXYTh NPHU3BECTH A0 PyHHYBaHHs IITaMmnoBaHoro Mmarepiamy. I1lo0 mporo He

CTaJoCsA, 3aCTOCOBYIOTh CKJIQAKOTpUMad 3, SKWA NPUTHUCKAE 3arOoTOBKY 10
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MOPOKHUHU MAaTpHlll, 3amo0iraloud yTBOPEHHIO CKIIaJiok. (CxeMa 3>KOpPCTKOro
ITAMITyBJIBHOTO 1HCTPYMEHTY MJIS JIPYyroi Ta HACTYMHUX ONEpaliid BUTSIKKH
nokazaHa Ha puc. 1.6. JKopcTkuil mrTamnyBajdbHUN 1HCTPYMEHT CKJIQJAEThCS 3
Matpuii 1, myancona 2 1 mputucky 3. OcTaHHIM Tepea BUTSKKOI BXOJUTH
BcepenuHy HamiBdaOpukaTy 4, mpUTHUCKaE MOro nepopMoBaHy 30HY /10 poOOYOi
KPOMKHM MAaTpHIll 1 3axuIlae CTIHKU JeTalll BiJg yTBOpeHHs ckiaaok. [lpu
BUTSTYBaHHI MaTepiajl 3arOTOBKHU, 1[0 3HAXOAUTHCS MK MPUTUCKOM 1 MaTpUIIEIO,
MOTOBIIYETHCS, @ B 30HI EPEXO/y BiJ IHA IO CTIHOK J€Tail 3a3Ha€ MOTOHIICHHS.
s 30oHa € HeOe3Me4yHO: NpPU HECHPUSATIMBOMY TOEJAHAHHI TapaMeTpiB
BUTSATYBaHHS B Hill MOK€ CTaTUCS pyHHYBaHHS MaTepiany (BIApUB AHA). 30BHIIIHIMI
JiaMeTp CKJISIHKHU MPU NEPIIii 1 HACTYIMHUX OIEepallisix BUTSHKKU JOPIBHIOE 1aMeTpy
ouka Marpuii. Ctynias gedopmariii Matepiany MpU BUTSKI XapaKTEPHUIYETHCA

Koe(]illeHTOM BUTSDKKA M. JJis mepioi omnepaiiii BUTSKKU KOCPILIEHT BUTSKKU

JOPIBHIOE
m1 = d1/Ds, (1)
JUTsL APYToi oneparii
m2 = d2/d1. )
Ps P,
! - ) I < rN
[ Pnp Ib’n
Prp ;U" * 3 | |
é o
S 4 S
S\\.{é‘ \\\ ‘ [ 4
\\\% dl :idM \ > ANy : !
N
D3 di=dwm

Pucynok 1.10 — KonctpykruBna cxema Pucynok 1.11 — KoncTpykTuBHaA cxema
AKOPCTKOTO HITAaMITyBAJIBHOTO INTaMIIa JUIsl APYroi Ta HACTyIHHUX

IHCTPYMEHTY i1 MEpIIoi omepailii onepamii BUTSKKU
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BUTAXKKU

JI71s1 ToanpInX orneparii
mn = dn/dy.1, 3)

ne D3 — niametp miockoi 3arotoBku; di — aiaMeTp AeTaii, OTPUMaHOI Mics
MEepIIOro BUTSITYBaHHS; dn — IiaMeTp JieTalti, OTPUMAHOI MICIIS N-TO BUTSATYBAHHS.

Uum MeHIIe aOCONIOTHE 3HAYEHHS m, THUM OuIbIly Aedopmalliio 3a3Hae
Marepian. KoedilieHTH m, npu SKUX BUTSDKKA BiAOYBAa€ThCS 3 HANUOLIBII TOBHUM
BUKOPHUCTAHHSM IJIAaCTUYHUX BIIACTUBOCTEN Martepiaiy, aje 0e3 ioro pyiiHyBaHHs,
€ TPAHUYHO JOMYCTUMUMH (ONTUMAIBLHUMU).

['pannuno pgomyctumi  KoeQIIIEHTH m  3aleXaTb Bl MEXaHIYHUX
BJIACTUBOCTEN IITAMIIOBAHOI'O MaTepiaiay, TOBIIMHHU 3arOTOBKH S, paJlyCiB IM 1 ITI
3a0KPYTJEHHS BUTS)KHUX KpaOK BIJIMOBIAHO MATPHUIII 1 TyaHCOHA.

Kopucrtyrounch TpaHHMYHO JONYCTUMUMH KOE(DII[IEHTAMH BUTSKKH 1
dbopmynamu (1), (2)1(3), MoxkHA po3paxyBaTh KUIbKICTh ONiepaliiid, HEOOX1THUX JJIsi
BHUTSDKKH JIeTalll 1 11 moomnepaliiitii po3mipH.

3HayHUM BIUIMB Ha MPOIIEC BUTSHKKY MAIOTh PalyCH 3a0KPYTIECHHS pOOOUUX
KpallOK MaTpuIll 1 IyaHCOHA. 3 iX 30UIbIICHHSM 3HWXKYIOThCA Halpyrd B
IITAMIIOBAHOMY Matepiali 1 3yCUJUISI BUTSKKH, 3MEHIITYEThCS CTOHIIEHHSI CTIHOK
neTaned 1 KoeQilieHT BUTSAKKH, aje pa3oM 3 TUM 3'SBIA€TbCs HeOe3leka CKiIai-
KOYTBOPEHHSI, 3HWXKYETbCA SIKICTb IOBEpXHI CTIHOK. BrmmBaroTeh Ha mpolec
BUTSDKKM TaKOX 3a30pU MIXK MATPUIICIO 1 MyaHCOHOM. 31 30LIbLICHHSM 3a30DiB
3HMKYIOTBHCSI HAaIPY’>KEHHA B LITAMIOBAaHOMY MaTepiajli 1 HOro CTOHILEHHs, aie
3'SIBIISE€THCS HeOe3MeKa 3aTATYBaHHS B 3a30p YTBOPEHUX MPU BUTSKII CKIAJ0K, 10
MOTIPIIYE SKICTh JAeTanel. Y 3B'I3Ky 3 LIUM IPHU pO3paxXyHKaX MapameTpiB BUTIKKH
BU3HAYCHHSI ONTUMAIbHUX PailyCiB 1 3a30PiB € OJJHUM 3 OCHOBHHX 3aBJIaHb.

IcToTHE 3HaYeHHS TpU PO3pOOI TEXHOJOTIYHUX MPOIECIB BUTSKKU Mae
TaKOK BU3HAYEHHSI PO3MIpIB IIJIOCKOT 3arOTOBKH, PO3PaXyHOK 3yCHJIb BUTSKKH PB 1

nputucky Pop.
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1.7 Orasix mporpaMHMX NPOAYKTIB B OLIHLI BAPTOCTI OCHAIIICHHS

JJIS IITAMIYBAJbHUX ONepamii

Ha cywacHux mammHOOYIIBHUX MiANMPUEMCTBAX 1HXKEHEPU KOPHUCTYIOTHCS
pi3HUMHU cucTemMaMu aBToMaTu3zoBaHOro npoekTyBaHHs (CAIIP) takumu sik « NX
PLM SOFTWARE)», «KKOMIIAC)» To1ro.

«SolidWorks», «AutoForm», «AutoCAD», «Autodesk Inventor» Tomro, ane
Ja7eKO HE BCl 3 HUX 3J]aTHI pO3paxyBaTH BapTiCTh BUPOOY abO OCHAIEHHS Ha
paHH1i cTajall NPOEKTYBaHHS.

[cHye Kkinbka BHIIB CYyYaCHMX CHUCTEM aBTOMATHU30BAHOTO TMPOEKTYBaHHS
(CAD), knacugikoBaHuXx 3a 00CITOM iX MOXIUBOCTEH:

1) Hu3bKoro piBHa — AutoCAD, KOMITAC.

2) cepeannoro piBHsi — Inventor (Autodesk), Solid Edge (Siemens), Solid
Works (Dassault System);

3) Bucokoro piBHI — Pro/E-Creo Parametric (PTC), CATIA (Dassault
System), NX (Unigraphics — Siemens PLM Software);

4) cnemianizoBani — lcem Surf Ta 11.» [23].

Jlnst Toro mo6 BU3HAYUTH, B AKIA mporpami Oyne BUKOHAHO MPOEKTYBaHHS
ITaMIla, a TaKOX OI[IHKAa HMOro BapTOCTI 1 CTBOPEHHS CHUMYJIAILIl TEXIPOIIECY,
HEOOXITHO PO3TISHYTH KUIbKa MpPOTpaMHUX 3a0e3nedyeHb 1 BUOpaTh HaAMOUIBII
T1IXO/ISIII 1711 BUKOHAHHS JaHO1 pOoOOTH.

Hanpuxknan, nporpamuuii npoaykt «SolidWorks» Mae Taki ocobauBocCTi:

1) po3pobOka HeOOX1AHUX 3BAPHUX KOHCTPYKIIIH;

2) NpOBEJICHHS PO3PaxXyHKIB Ha MIIHICTh 1 TOUHHI MPOPAXyHOK TiIpo- Ta
aepoaMHaAMIKH;

3) CTBOpPEHHSI pi3HOMAaHITHUX KPECJIEHB;

4) BUKOHaHHS MPOEKTYBAHHS 3 YpaxXyBaHHSIM MaTepially, BAKOPUCTOBYBAHOI'O
JUTsl CTBOPEHHS BUPOOY;

5) Bizyaumizailisi 1 MPOBEICHHS PO3PaXyHKY Ha MOXKJIUBHUI BUTHUH;
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6) BUKOPUCTAHHS JIaHKUX MicCJisi BUKOHaHOTO 3D cKaHyBaHHS;

7) TPOEKTyBaHHS PI3HOMAHITHOI MPOAYKIIi, JJisi BUTOTOBJICHHS SIKOi
BUKOPUCTOBYETHCS TUCTOBUM META;

8) UMTaHHSA €JIEKTPOCXEM;

9) ekcnopT OTpUMAaHMX JIAHKX 1 iX MepeKIa B pi3Hi popMartu.

Henonikom 1poro mporpamMHOro 3a0€3MEUeHHs] € 1HOJ1 3YCTPIYA€ThCS
HEKOPEKTHE AaBTOMATUYHE IPOCTABJIEHHS PO3MIPIB, IO JIETKO BUIPABISETHCS
KOpPUCTYBAau€M BPYUHY.

«AutoCAD» — ne CAIIP nans cTBOpPEHHS KpecleHb 1 TPUBUMIPHHX MOJEIIEH,
MaKCUMaJbHO TOYHA 1 MPOAYKTHBHA 3aBISKH CIELIAII30BaHUM (QYHKLIAM,
CIIpPSIMOBAaHMUM Ha CTBOPEHHS MPOEKTIB /JiI MAaIlMHOOYAYBaHHS, apXITEKTypH,
€JIEKTPOTEXHIKH Ta IHIIUX HAIIPSIMKIB.

OnnuM 3 ronoBHUX MiHyCIB nporpamu «AutoCAD» € ckiagHicTh y TpUB's3IIi
1H(popMaIITHUX TaHUX 0 00'€KTIB, 1110 BUKJIMKAE HE3PYUHOCTI B poO0Ti. Buxoasauu
3 TOro, L0 MpOrpaMa JOCUTh HE MOJOJA, 0arato €JIeMEHTIB MpOrpaMu B¥KE HE
aKkTyaJbH1 Ha TaHUW [IEep10J1 yacy.

[Iporpamuuit npoaykr «CATIA» (Computer Aided Three-dimensional
Interactive Application) € oxniero 3 HainommupeHimux CAITP Bucokoro piBas. Lle
KOMIUIEKCHA CHCTeMa aBToMaTu3oBaHOro mnpoekTyBaHHs (CAD), TexHOJOri4HOI
niarotroBku BupoOHuTea (CAM) Ta imkenepHoro ananizy (CAE), mo Bkito4ae B
cebe  IHCTpYMEHTH TPUBUMIPHOTO  MOJICTIOBAHHS, MPOrpaMHl  IMiTaIli
TEXHOJIOTIYHUX MPOLECIB, a TaKOXK €IWHYy 0a3y JaHUX TEKCTOBOi Ta rpadiyHOi

iH(opMmarii.
ITepeBaru «CATIA»:

1) icHye MOXIHMBICT PO3PaxyHKy 3a JONOMOIOK METOAY KIHIIEBUX

enementiB (MKE);
2) 3pyuHuii iHTEpdeic 11 poOOTH 3 MOBEPXHIMU;

3) y mporpami iCHy€ MOXJIUBICTh TPaCyBaHHS BHYTPIIIHHOI IPOBOJIKY;
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4) € MOXKJTUBICTB JJIsI CHIIBHOTO MPOEKTYBAHHS;
5) MOKJIMBICTh KIHEMAaTUYHOT'O aHANIi3y MEXaHI3MIB;
6) € MOKJIMBICTh €PrOHOMIYHOI'O aHaII3y.

['onoBHMMHM HemoMKaMU € CKJIAQJHWK 1 HE3BUYHMM i1HTepdeiic, a Takox

npobsiemMu 3 MoAU(pIKaLIsIMU JUIsl IMIIOPTOBAHUX JETaeH.

B sxocti CAE mnponykty ans mnpoBeAeHHS poOOTH Oyiau pPO3TJsSHYTI

nporpamu «LS-DYNA», «ANSY S», «AutoFormy.

VY «LS-DYNA» Mo0kHa BUPIIIYBaTH BECh CIEKTP 3aBAaHb SIBHOI JMHAMIKH 1
IIBUJIKOTUIMHHUX TPOIECIB, ajle HAWIIMpIIE 3aCTOCYBaHHS MPOAYKT OTPUMAB Y
chepax aHali3zy TEXHOJIOTIYHUX MPOIIECIB, aHATI3Y MEXAHIKH aBapii 1 kKaTacTpod B

aBTOMOOUIBHIN, aBialiiHiN, TpyOONpoBiHIM MpoMucioBocTi. Cepen 1HIIOoro I1€:

1) MopmentoBaHHS TPOIECIB 1 PE3ydbTaTIB Kpall-TECTIB TPAHCIOPTHUX

3ac001B;
2) MOJIETIIOBAHHS TEXHOJOTTUHHUX MPOIECIB, HATPUKIIA]] IITAMITyBaHHS.
3) MmozenmtoBaHHS BUOYXIB 1 X BIUTMBY HA KOHCTPYKIIIT;

4) MOJENIOBaHHS TINEPUIBUJKICHUX YyJapiB, HAMNpUKIaJ  B3a€MO/IIS

KOCMIYHOT'O CMITTSI Ta OOIIMBKU KOCMIYHOTO KOPaOJIs;

5) po3paxyHKHU NTaxXOCTIAKOCTI.

«ANSYS» - CAE mporpama, 1o MICTUTh MakeT CKIHYEHHUX EJIEMEHTIB.
JIocUTh IIMPOKO BHUKOPUCTOBYETHCA SIK 3aci0 3a0e3MEeUeHHS 1HXKEHEPHHX
PO3paxyHKIB Y BCbOMY CBITI. MICTUTh YHIBEpCAJIbHUM PO3PAXyHKOBHI KOMILIEKC,
BUKOPUCTOBYETBCS ISl PO3PAXYHKY KOHCTPYKUIA Pi3HOTrO TUMY (aBiaOyayBaHHS,
CyIHOOYyBaHHS, MAIIMHOOYAyBaHHS, Oy IIBHULITBO TOI0). 32 JOMOMOTOIO JJAHOT'O
MPOTPAMHOTO MPOJAYKTY MOKHA MPOBOJUTU JIHIMHUHN 1 HEMIHIMHUM CTaTUYHHM i
JUHAMIYHUI aHalli3, aHali3 BTOMHUX pyHHYBaHb TOUIO. CAMHUN 3 MPEICTABICHUX
Ha CBITOBOMY PUHKY KOMIUIEKC, 3a JOIIOMOT OO SIKOT'O 3 BAKOPUCTAHHIM OAHIET 0a3u

BUPILIYIOTHCS MOB'SI3aH1 3aBAaHHS TUITY TEIUIO()13UKA-MILHICTh, €JIEKTPOJUHAMIKA-
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MIITHICTB, T1APO-ra30JuHaMiKa 1 MIITHICTh TOIIIO.

[Iporpama «ANSY S» n103BoJIsI€ IH)KEHEPY 11I€ M1 Yac NpOoLECy IPOESKTYBAHHS
nepeadaynTy MOBEAIHKY BUPOOY 1 MPOBECTU MILHICHUN, MOJAIIBHUHN 1 TEIUIOBUM
aHaji3¥, OI[IHUTU HANpyKeHHs, nedopmailii, a TakoX pPO3MOILT TeMmeparyp i
TEIUIOBUX MOTOKIB, 1110 BUHUKAIOTh Y BUPOO1 B mipoiieci Aedopmallii.

[Iporpamuuii  npoaykr «AutoForm» 3a0e3nedye KOMIUIEKCHY MIATPUMKY
NPOEKTYBaHHS JeTall 3 ypaxXyBaHHSAM 1i  TEXHOJIOTIYHOCTI, PO3POOKHU
TEXHOJIOTIYHOTO  MpOLleCy  JUCTOBOrO  IITaMIyBaHHS, HaJIaroKeHHs
HITaMIIyBaJIbHOTO OCHAILEHHS Ta CEPITHOTO MPECOBOr0 BUPOOHULITBA HA KOKHOMY
eramni. CydacHHIl KOPUCTYBaJbHUIIBKUM 1HTEpdeENc, 10 BOJIOJIE YHIKAIbHUMU
BHCOKOCHEIIANI30BaHUMH  (DYHKIIISIMU, 3HAYHO MPUCKOPIOE PO3POOKY CXEMHU
TEXIpoIecy, Mno0yaoBy  (HOPMOYTBOPIOIOUHMX  IMOBEPXOHb  IHCTPYMEHTY,
ONTUMI3AIII0 TEOMETpii 3aroTOBKM 1 PO3KPOIO Ta MOJEIIOBAHHA BCHOTO
TE€XHOJIOTIYHOTO IMpOLIECY B IIUIOMY 3 YpaxyBaHHSIM BapTICHUX IIOKa3HHKIB 1
KpUTEpIiB SKOCTI KIHLEBOI NPOAYKIIi. ABTOMaTH30BaHWW aHali3 pe3yJbTaTiB

AO03BOJIs1€ 3HAYHO IMPUCKOPUTH ITOUIYK HpO6HeMHI/IX I[iJI)IHOK.
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2 JOCJIITHAULLKO-PO3PAXYHKOBA YACTUHA

2.1 AHaJi3 TeXHOJOrIYHOr0 mpouecy Ta O0JAJHAHHA JJIsl BUTSKHOL

omnepaiii BeJsukoradaputHoi geraJi «llaneab miggaoru 3aaHsa»

HaiiBa)K/TUBIIIIOIO CKJIAJOBOI0 YaCTUHOIO TEXHOJIOTIYHOI IMATOTOBKH
BUPOOHMIITBA BHUPOOIB MamIMHOOYAYBaHHS € MPOEKTYBaHHS TEXHOJIOTTYHUX

MPOIIECiB iX BUTOTOBJICHHSI, 1110 BKIIFOYAE:
- MPOEKTYBAHHS TEXHOJOTTYHUX MPOIECIB BUTOTOBJICHHS JIeTael;

- TPOEKTYBaHHS TEXHOJOTIYHUX MPOLECIB BY3JIOBOTO 1 3arajlbHOrO

CKJIaJIaHHS MAIlIUH;
- MATOTOBKY KEPYIOUUX Iporpam Jyuist oonagnanssy» [11, c. §].

OpHi€ro 3 OCHOBHUX (POPMO3MIHHHMX OINEpaLiid y JMCTOBOMY ILITaMITyBaHHI €
BUTSDKKA. Butsxkka sBiase co0OoOw Mpouec JIUCTOBOTO IITAaMITyBaHHS IS
OTpUMaHHSI MOPOXXKHUCTUX BHUPOOIB. Y I[bOMY IPOIIECi 3aroTOBKa, B OUIBIIOCTI
BUMAJIKIB, 3aTATYETHCA BUTSKHUM IYaHCOHOM Yy MAaTpHIl0, 100 OTpUMATH
HEO0OX1IHY (PopMy MOPOKHUHHU. OcHOBHUM MPU3HAYCHHSM onepartii
BUTSKKU B aBTOMOO11€0y/TyBaHH1 € OTPUMAaHHS JIeTallel CKIIaHOi (OPMU, TaKUX
SK TaHellb MiJUIOTH 3aJHs, BHYTPIIIHS MaHEeIb KanoTa 1 0araxxHuka, Jgax, Karor,

OOKOBHWHH Ta 1H.

[Tanens nigmoru 3aHs (PUCYHOK 1) € OCHOBOIO /17151 33/IHbO1 YaCTUHU Ky30Ba
aBTOMOOLIS 1 BUKOHYE HaWBaXJIMBIIIY POJIb JJIsl 3a0€3MEUYECHHSI >KOPCTKOCTI

3aIHHOT YACTUHU KY30Ba 1 YKJIaJaHHS 3allaCHOTO KOJeca.
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Pucynok 2.1 — Enexkrponna reomerpuyHa mozenb «llanens miaiaoru 3aaHs»

{0 netasb MOXHa BIIHECTH A0 THUIOBHX JAeTalled Ky30Ba JIETKOBOI'O
aBTOMOOUIsA. TeXHOJOTYHUI MPOLIEC BUTOTOBJIEHHS TUIIOBUX BHUPOOIB BEIUKOIO
JIMCTOBOTO IITAMITyBaHHS IMOKa3aHUU y Tabnuii 1.

Tabnuis 2.1 — Texnonoriuauit npouec s nerani «[lanenb mianoru 3aaHs»

Ne oneparrit Oneparrtis OO6namgHanHS
10 Butsokka Innocenti 1000
20 JloTsxka Innocenti 450
30 O6pizka, mpoOuBaHHSI Innocenti 450
40 dnaHIIOBaHHS, 00pi3Ka Innocenti 450

«OO0nagHaHHSA U1 TUCTOBOrO MITAMITyBaHHS MOKHa YMOBHO PO3JUIMTH Ha

JBI TPyIU: OCHOBHE Ta JomOMikKHE. OCHOBHUM Ha3MBA€ThCA OOJAIHAHHS, Ha

SIKOMY BUTOTOBJISIOTHCS AeTajl (BupoOu). JlornoMi>kHe 00JIalHAHHS CITYKUTb ISt

MIJITOTOBKUA JIMCTOBOTO MaTepiaidy 10 IITaMIyBaHHS, MEPEMIIIEHHS MOro uepes
poOouy 30HY Ta nepepoOku Biaxoxais» [14, c. 12].

OCHOBHOIO OIlepali€r0 TEXHOJIOTIYHOrO MPOIECY € BUTSKKA, JaHA Oleparis

BUKOHYeThCs Ha mpeci Innocenti 1000. lanuii npec npusHaueHU 1isl TIHMOOKOI
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BUTSIKKM TTOPOKHUCTUX BEIMKOTa0apUTHUX JETalled MUIIHIAPUYHOI, KOpoOUacToi
a00 1HIIO1 CKJIaJAHOI (JOPMU 3 JTUCTOBHUX MATEPHAIOB 1 € OCHOBHUM OOJIaTHAHHSM.
OnHuM 3 OCHOBHUX (DAKTOPIB BUZHAUECHHS BAPTOCTI BUTSKHOTO IITaMIIa Ha paHHIN

CTaJli MPOEKTYBAHHS € XapaKTepucTUka obsagHanHs (Tadauis 2.2)

Tabmuis 2.2 — Texniuna xapaktepuctuka Innocenti 1000

[TapameTpu Opn. BuM. | BHyTpimHiii moB3yHOK 30BHIIIHIN

MIOB3YHOK
HowminanbHe 3ycuiuig mpeca kH 6000 4000
PeryntoBaHHsI TOB3yHKa MM 610 610
MakcumanbpHa 3aKpUTa BUCOTA MM 1560 1484
MiHimanpHa 3aKpUTa BUCOTa MM 950 874
Xig monzyHa MM 965 686

2.2 Oco01MBOCTi KOHCTPYKUIII BeJIMKOra0apUTHUX BUTSKHUX IITAMITIB

[IpoexkTyBaHHsI IITaMMiB [Jig OOJUIIOBAJbHUX JIeTalled aBTOMOOLNIS,
0COOJIMBO IITAMIIB JJI BUTSKKH, BIAPI3HAETHCS Bl MPOCKTYBAHHS IITAMIIIB JIJIs

netaneit 6w mpoctux Gopm. [7, ¢. 60].

BenukorabaputHi ~ BHUTSDKHI ~ IITaMOM B aBTOMOOL1eOyyBaHHI
BUKOPHUCTOBYIOTHCSI MPU IITAMIyBaHHI OOJIMIIOBAILHUX Je€Tajell aBTOMOOLIS,
TOBIIMHA JJAHUX JeTajeH Moxke 3MIHIOBaTHCI B Mexkax Bix 0,5 1o 2 MMm. Butskka
CKJIQJIHUX JIeTaliel BUKOHYETHCA 3a KUIbKA IMEPEXO0JiB, TOMY BeJIUKOTrabapuTHI
MITAMIIA TOJUIAIOTHCS HA BHUTSKHI IITAMIM, IITAMOX JOTSKKH 1 HITAMIIH

OCTAaTOYHOI BUTSIKKH.

BenukoraGapuTHi BUTSKHI INTaMOU  JJIi  BUTOTOBJICHHS  JeTajiel
BIAPI3HAIOTHCS BiJ 1HIIMX IITAMIIIB HE TUILKH CBOIMH BEJIIMKUMH TabapuTamu i

3HAYHOIO MAaCOI0 (JIOCATAIOYM 1HO/I1 IEKITBKOX JECATKIB TOHH), ajle TaKOX 1
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CKJIaJIHICTIO KOHCTPYKIIli, TOB'sI3aHOI0 31 cienu(dikoro GopMyBaHHS Pi3HOT

reoMeTpii AeTaneil.

DopMOYTBOPEHHS CKJIAIHUX Ky30BHUX JI€Tajel BUKOHYETHCS Ha BUTSHKHUX
mITaMIiax Ha TMpecax MOJBIMHOI Aii 1 mpecax MpocToi i 3 T1APONHEBMATUYHOIO
noAymkorw. OCHOBHUMH JE€TANSIMH BEJIMKOTaOAPUTHOTO BUTSKHOIO IITamIia €

MyaHCOH, MaTPUIA 1 MPUTHCK.

Martpuust ¢ikcyerbcsi Ha cronl mpeca. IlyaHcoH 1 mpuTuck 3'€HaHI
BI/IMOBIAHO 3 BHYTPILIHIM 1 30BHIIIHIM TOB3YHaMU Tpeca, iK1 MalOTh MOXJIUBICTh
BEPTUKAIBLHOTO 3BOPOTHO-MIOCTYNATBHOTO MepeMillieHHs. Takum 4MHOM, MyaHCOH
1 IPUTHUCK 11 4ac poOOTH IITAMIIa TAKOXK MEPEMIIIAIOTHCS BEPTUKAIBHO. MaTpulis
BUTSDKHOTO IITaMna MoOxe OyTH BUKOHAaHA SIK IIJIICHOI, Tak 1 CKJIQJHOO, 3
BUKOPHUCTAHHAM BKJIaJuia. BUkopucTaHHs BKJIQJAUIIIB JJISI MATPHUIlb, 110 MAIOTh
rOOKYy TOPOXKHUHY 1 CKIagHy (opMy poOO4Yoi TMOBEpPXHI, MiJABUILYE
TEXHOJIOT1YHICTb iX BUTOTOBJIEHHS 1 3HUKYE TPYJOMICTKICTh. TOUHE IIEHTpYBaHHS
IIyaHCOHA BIJIHOCHO MaTpULIl IIPH IITaMITyBaHHI 3a0€311€4y€ThCs HAPABISIIOUUMHU
ejeMeHTaMH 1mramna. [IpuTruck BiIHOCHO MaTpUIll IIEHTPYETHCS HAMPABIISIIOUYUMHU
MpU3MaMU, 10 KPIUIATHCS HAa MATPUIIl 1 BXOJSTH y BIJIMOBIAHI Ma3u MPUTUCKY. Y
CBOIO 4Yepry IIyaHCOH BIJHOCHO MPUTUCKY LEHTPYETbCA 3a JOMOMOTOIO
3aKpIMJIEHUX HA HUX HAMPaBISIIOYMX IUIAHOK. JIJIsl MiJBUIEHHS 1HTEHCHUBHOCTI
raJibMyBaHHs (DJIaHIsl 3aroTOBKM Ha MPUTUCKHOMY KUIbI[l BCTAHOBIIOIOTH
nepeTsbkHI pedpa, a Ha MPUTHCKHIN MOBEPXHI MATPUIll BUKOHYIOTH BIJIMOBIJIHI

KaHaBKH.

VY nmpouect poOOTH MIIOCKa JIMCTOBA 3arOTOBKA YKJIAJAETHCS HA MPUTUCKHY
MOBEPXHIO MaTpHLl 1 (QIKCY€EThCA Ha HIN y 3aaHOMY MoJoKeHH1. [Ipu yknanansi
3aroTOBKHU MyaHCOH 1 MPUTHUCK MiJAHATI MOB3YHaMu Ipeca Haj maTtpuiero. [lotim
BiIOYBAa€ThCSl OMYyCKaHHS MPUTUCKY 1 TnepudepiiiHa dYacTUHA 3arOTOBKU
BUSIBIISIETHCS 3aTUCHYTOIO MIXK MPUTUCKOM 1 MaTpuleto. [1icis nporo omyckaeTbes
MyaHCOH, 1 HWOro poOoda TOBEpPXHS HaJa€ LEHTPAJbHIA YacTHUHI JIMCTOBOL

3aroTOBKM HEoOXimHYy (opmy. Y mporieci popMOyTBOpeHHs3akKaThIil (IaHelb
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3arOTOBKM BHUTSTYETHCSA 3 3a30py MK INPHUTHCKOM 1 MaTpuuero, 3a0e3nedyroun
HAJXO/DKEHHS [JOJAaTKOBOIO Marepialy B MOPOXHUHY Marpuuil. OctartouHe
dbopmyBaHHsS BiIOYBA€THCS, KOJIU IIYaHCOH JIOCATa€ KpPaWHbOTO HUKHBOTO
nosiokeHHs. [1oTiM MmyaHCOH 1 MPUTUCK MIJHIMAIOTHCS Bropy, 1 BIAIITAMIIOBaHA

BUTSKKOIO ACTAJIb BUTAT'YETBCA 31 IITaMIa.

2.3 AHajgi3 nporpaMHMX MNPOAYKTIB /ISl BH3HAYEHHS BapTOCTI

BUTSI)KHMX IITAMIIIB HA paHHiX CTaI[iﬂX NMPOCKTYBAaHHA

BusznauenHss BUTpaT Ha BUTOTOBJICHHS IITaMImiB 3aiiMae OJHE 3
HaWBaXUIMBIIIKUX MICIb Y TEXHIYHIM MiATOTOBLI BUPOOHUIITBA. BuKOpucTaHHS
TEXHOJIOT1i ()YHKII0HATBHO-BAPTICHOTO aHaJI3y 3aiiMae Oararo yacy. TexHoJoris
(YHKIIIOHATBHO-BAPTICHOIO aHaJI3y IOJISITa€ B OIIHI[l peaibHOI BapTOCTI
OPOIYKTY, MOCIYT JUIsl OTPUMaHHS JaHOTO MPOJYKTY, 1 JJs I[bOTO pO3pO0JIEHO
creuiaJibHuil  anroput™. B  ganHuit 4yac ¢yHKIIOHaNIbHO-BApTICHUNM aHAai3
BIIXOAUTh Ha JPYruid IUlaH Yepe3 MIBUJIKUN PO3BUTOK 1H(MOpMaLiHUX
TexHoyorii. Ha chboronHimHii AeHb BU3HAYEHHS BUTpPAT HA BUTOTOBIICHHS
HITAMIIIB CTajO JOCTYIMHUM B CHCTEMAaX aBTOMAaTHU30BAHOTO HPOEKTYBAHHS.
Po3poOHMKM cHUCTEM aBTOMAaTH30BAaHOTO MPOEKTYBAHHS CTBOPIOIOTH CIIELIaAJIbHI
MOAyJli a00 JOJATKH, a TaKOXK BIACHI 1HQOpMaIlliiiHi 0a3u JaHUX JJIsl OLIIHKH
BapTOCTI TEXHOJOrIi Ta mTammiB. B naHuil yac iCHye BelUKa KUIBKICTh CHCTEM
1HXeHepHoro aHamizy, ocHoBHUMU 3 sikux € ANSYS, LS-DYNA, SIMCENTER
NX, AUTOFORM.

[Tporpamuuit npoaykt ANSY'S 103B0JIsI€ BUKOHYBATH PO3PAXYHKHU B PI3HUX
HalpsMKax 1HXEHEPHOI JISIBHOCTI, TAKUX SK BUPIMICHHS 3a7a4 TEIJI00OMIiHY,
MIIIHOCT1 KOHCTPYKIIIi IITaMIIB, aje¢ He BUKOPUCTOBYETHCS JJIsI OLIIHKA BapTOCTI
mrammiB. [Iporpama LS-DYNA  BUKOPHCTOBYETHCS B  aBTOMOOLIBHIM
MPOMUCIIOBOCTI 1 BUKOPUCTOBYETHCS JJISI BUPIIICHHS TPUBUMIPHUX TUHAMIYHUX
HEHIMHUX 3a/1a4 MeXaH1K1 J1e()OPMOBAHOTO TBEPIOTO Tija 1 6ararbox 1HIINX, ajie

gk 1B ANSYS 1 SIMCENTER NX BiACyTHIii MOJyJIb OIL[IHKH BapTOCTI.
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Y nporpamaux mnpoaykrax PLM Teamcenter nisi OLIHKKA BapTOCTi
OCHAILIEHHA BHKOPUCTOBYEThCS Monynb Product Cost Management. PimenHs
Teamcenter 17151 po3paxyHKy BUTPAT HA IHCTPYMEHTH JI03BOJISIE IBUJIKO OTPUMATH
JIOCTOBIPHUN 1 JETaJbHUM KOIITOPUC BUTPAT HA IHCTPYMEHTH 3 PO3OUTTIM 3a
Kateropismu. ['eomeTpito aeTaneil MoxHa ONMKUCYBaTU BPYUYHY a00 3a JJOIIOMOTOIO
nporpamu posmnizHaBaHHs eneMeHTiB (NX Feature2Cost). Pimennss Teamcenter
JUIs. PO3PaxXyHKy BUTpaT Ha 1HCTPYMEHTHU 3A1MCHIOE MapaMeTPU4H1 PO3paXyHKHU
JUISL pI3HUX BUPOOHUYMX TEXHOJIOTIN, TAKUX SIK JIUTTA MiJl TUCKOM, BIJIUBAHHA Y
dhopMH 111 BUCOKMM THCKOM 1 IITAaMITH MTOCJIIIOBHOI Iii. IHTerpoBana 6a3a 3HaHb
BKJIIOYa€ B ceOe JOBIJKOBI JlaHI MPO TPYJOBUTPATH, BUTpPATH Ha MaTepiaid,
oONaJHaHHs Ta MPOIECH, PO TEPMIHU BUKOHAHHS IHTETPOBaHMX MpoiieciB. Lle

JIO3BOJISIE€ CTAHIAPTU3YBATU PO3PAXYHOK BUTPAT HA PIBHI MINPUEMCTBA.

OCHOBHUM J1JIEpOM JJIsl OLIHKKA BUTpAT HAa BUTOTOBJICHHS IITAMIIB JJIS
nucToBOoro mramnyBaHHs € nporpamHuil npoaykT AUTOFORM. AutoForm-
CostEstimator npesacraBiisie aDCOTIOTHO HOBUM MiAX1J JJisl OOYUCIEHHS BapTOCTI
MITAMIIyBaJIBHOIO OCHAUIEHHS 1 JaHWM A0JaTOK BUPOOJSE IMIBUAKY OLIHKY
BApTOCTI 1HCTpyMeHTy Ha ocHoBi CAD-mopeneit neraneid 1 TEXHOJIOTTYHUX
nporeciB. Y CostEstimator 1CHYIOTh MOXJIMBOCTI aJamnTaiii 10 BUMOT
KOpPHUCTYBaya, B TOMY YHUCJIl MOXJIMBOCTI pefaryBaHHs BUXIAHOI 0a3u, 3MiHa
MOTOJIMHHUX CTaBOK 1 I[IH Ha MaTepiajau 1HCTPYMEHTIB 1 3amacHl 4acTUHU. JlJis
BU3HAYCHHSI BapTOCTI BUTOTOBJICHHS BUTSKHUX IITaMIIIB Ha PAaHHIX CTaaisX
MPOEKTYBaHHS OOpaHO MporpaMHuil npoAykT AutoForm, sikuii € OCHOBHUM
MpPOTPaMHUM KOMIUIEKCOM JIJIi TPOEKTYBAaHHS Ta MOJICNIOBAHHS MPOIIECIB

JIMCTOBOI'O HITAMITYBaHH:.

BucHoBku

1. IlpoananizyBaBIIM TEXHOJOTII0, KOHCTPYKI[IO BEIMKHUX IITAMITIB MJIsI
BUTSDKKA Ta CHUCTEMH aBTOMAaTHU30BAHOTO MPOEKTYBAHHS MJI OILIIHKH
BApTOCTI BUTSDKHUX INTaMMiB B aBTOMOOLIEOyayBaHHI, BHU3HAYEHO

OCHOBHI 3aBJIaHHS JJIs1 TOCATHEHHS METH POOOTH:
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2. TlpoBectn  aHami3  CHCTEM  AaBTOMATH30BAaHOTO  IPOEKTYBaHHS
TEeXHOJIOT1YHUX mpoiieciB 1 mrammiB B CAIIP, npusnaueHux mist aHamizy
IPOLIECY BUTSKKH B JINCTOBOMY ILITAMITyBaHHI.

3. Po3pobutu enemeHTH 0a3 AaHMX MPOEKTYBAHHS TEXHOJIOTII 1 IITAaMIIIB
JUTSI IPOLIECY BUTSIKKHU.

4. CTBOpUTH €JIeMEHTH 0a3 TaHUX MPOEKTYBAaHHS TEXHOJIOTII Ta IITaMIIIB
B AutoForm pamg mpouecy BUTATYBaHHS Ha €Tall PaHHBOIO

ITPOCKTYBAHHA.

2.4 Anaui3 cTpykryp cranaapris AutoForm

2.4.1 Onuc crpykrypu goaarka CostEstimator qis AutoForm

VY chopMoBaHUX EKOHOMIYHMX YMOBAaX PO3BUTKY YKpaiHU CTpaTeriyHui

PO3BUTOK MIANPUEMCTB (OpraHizaiii, pipm, KOMIaHiil) BUSHAYAEThCSA €PEKTUBHUM
VIOpaBIIHHIM BUTpaTaMH, ONTHUMI3alll€l0 Ta BUSBICHHSIM PE3EPBIB EKOHOMIi
rpomoBux komTi» [20, c. 5].
[Iporpamuuii  mpoaykr AutoForm BUKOPUCTOBYETbCSI Ha MIANPUEMCTBAX
aBTOMOO171€0y1yBaHHs, MOCTAYAJbHHUKIB IITAMIIOBOTO OCHAIIEHHS, OOOpPOHHOI
MPOMUCTOBOCTI. TEXHOJIOT1YHI TPOIECH JaHUX MIANPUEMCTB TIPYHTYIOThCS Ha
TpaJAMLIITHOMY JIMCTOBOMY INTaMIlyBaHHi. AutoForm BHKOpPHUCTOBYIOTH YcCi
MIPOBIIHI aBTOMOO1JIbHI KOMITIaHi1 CBITY.

OmuiHKa BUTpAT HA BUTOTOBJICHHS OCHAILICHHS HA PaHHIN CTafll MPOEKTyBaHHS
BUKOHYETHCS 3a JOIMOMOIOI0 PYYHOTO BBEACHHS NaHuUX B Tabnuui Excel, manwmii
npoiiec € ayxe Tpynomictkum. CostEstimator qonomarae TOYHO OIIHUTH BUTPATH
Ha BUPOOHUIITBO OCHAICHHS MJi1 IITAMIIOBAHUX JeTalei, 10 J03BOJISE
ONTUMI3yBaTH MPOIIEC BUPOOHUIITBA 1 OI[IHIOBATH BUTPATH HA CTAISIX IJIAaHYBaHHS.
HNonatok CostEstimator BukopuctoByeTbest B AutoForm s TO4HOi 1 MIBUIKOI
OI[IHKM  BapTOCTI  IITAMIOBAHOTO  OCHAIIEHHS, BUKOPUCTOBYIOUM  IIJIAaHU
TEXHOJIOTIYHUX MPOIECIB 1 reomeTpito Aetanmi. IIBuaKicT pOOOTH JaHOTO J0JaTKa

3MEHIIY€ Yac, HEOOXIAHUM NJis OLIIHKK BAapTOCTI OCHAIEHHS, BUKOPHUCTOBYIOUU
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aBTOMATHYHE PO3Mi3HABAHHS F'€OMETPUUYHUX KOHCTPYKTHUBIB JETAaII.

AutoForm-CostEstimator BUKOPUCTOBY€EThCSL JJisl OTPUMaHHS HaA1lHOI Ta
00'€eKTUBHOI OI[IHKK BapTOCTI MOBHOTO HA0OpPY 1HCTPYMEHTIB MJI BUTSKHUX Ta
oOpi3HUX omepauiid. Po3paxyHOK BapTOCTI 1HCTPYMEHTY 0a3yeTbCAd Ha MEBHOMY
miaHi nponecy (ToOTO MNPOMOHOBAHOMY TIPOIECI BHUTOTOBIEHHS JeTaii) 1
BUKOPHUCTOBYE TMEBHI PECypcH, HEOOX1IH1 JyIsi CTBOPEHHSI HaOOPYy 1HCTPYMEHTIB,
BKJIIOYAIOYM BapTICTh HEOOXIAHMX BWIMBKIB, MarepiaiB 1 CTaHIAPTHUX
koMnoHeHTIB. Takum uymHoM, AutoForm-CostEstimator mo3Bojsge IeTalbHO
BU3HAYaTU CHOXKHUBAHHS PECYpPCIB JJIsi CTBOPEHHS IHCTPYMEHTY, SIKE MOKHA

BUKOPUCTOBYBATH AJIA IJIAHYBAaHHS BUPOOHUUYHUX OIEpaLlii.

AutoForm-CostEstimator Mo)kHa BUKOPHUCTOBYBAaTHM Ha paHHINA cCTajli,
IPYHTYIOUUCh TUIBKM Ha TeOMEeTpli JeTaii, ajsg OTPUMaHHS HaaiMHuUX 1
00'€eKTMBHUX OI[IHOK BapTOCTI IHCTPYMEHTY, a TakK0X Ha MI3HIMMX eTamnax
MPOEKTYBAHHS [JIl OIIHKKM 3MIH Yy MPOTHO31 BapTOCTI IHCTPYMEHTY uepes
3aIpONOHOBAHUN mporec ado 3MIHM JeTami. TakuM 4YMHOM, BHUTpaTH Ha
IHCTPYMEHT 1 Pe3yJIbTYIOUl BUTPATH MOKYTh OyTH BUKOPUCTaHI SIK MOKa3HUK IS

OIL[IHKY TE€XHOJOTTYHOCTI MPOIIOHOBAHUX BapiaHTIB MPOIECY.

2.4.2 Anaui3 6a3 1anux crangapris B AutoForm

Po3BUTOK CydacHOTO MPOMUCIOBOTO BUPOOHUIITBA Ta O13HECY HEMOKIIUBUI
0e3 CTBOPEHHS aBTOMATH30BAaHUX 1H(OPMALIMHUX CUCTEM, OJHE 3 MPHU3HAYECHD
AKUX — HaJlaHHS KOPHUCTYBadeBl JOCTOBIpHOi 1H(opMallii, HEOOXigHOI I
MPUUHATTS ONTUMAaNBHOTO pimeHHs. OTxe, 0a3a JaHUX — IMEHOBaHA CYKYITHICTb
JAaHUX, 110 B1JOoOpa)kae cTaH 00'€KTIB Ta IX BIIHOCUH Y PO3IJISHYTIM MpeAMETHIN
obmacTti» [35, c. 8].

CranaapTi BUKOHYIOTH (PYHKIIIFO JOTIOMI>KHOTO MEXaH13My MpHU OpraHizarii
INPOEKTYBaHHS, HAJAlOUd OCHOBHI HaJAlITYyBaHHS 3a 3aMOBYYBAHHAM 1
JIOTIOMArarouu BiJMOBIJATH 3aJaHUM TEXHIYHUM YMOBaM 1 KEPIBHUM BKa3iBKaM. Y
cucteMi iHxkeHepHoro aHanizy AutoForm npencrasieno 8 crangaptis: 1) Tooling

Cost Standard, 2) Process Plan Standard, 3) Press Standard,
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4) Design Standard,5) Control Parameter Standard, 6) Sigma Standard,
7) Evualuation Standard, 8) QuickLink Standard (pucynok 3). Ctangaptu
IUTAHyBaHHS BKIIOYAIOTh B ce0e CTaHAapTH 3 IUIaHYBaHHS Ta BUSHAYEHHS BUTPAT

Ha eTani IUIaHyBaHHs, 10 HUX BigHOcATbes Tooling Cost Standard, Process Plan

Standard, Press Standard.

@ Open Standard...

New Tooling Cost Standard

New Process Plan Standard

New Press Standard

New Design Standard

New Control Parameters Standard
New Sigma Standard

New Evaluation Standard

New QuickLink Export Standard

New Group of Standards

Pucynok 2.2 — basza ctanaapriB B AutoForm

CraHnapTH IUIaHYBaHHS BKJIIOYAIOTh B ceO€ CTaHJApTH 3 IUIAHYyBaHHS Ta
BU3HAYEHHS BHUTpPAT Ha €Tall IUIaHyBaHHs, A0 HUX BigHocsaThes Tooling Cost
Standard, Process Plan Standard, Press Standard. Jlo ctannapTiB HanamTyBaHHS Ta
ominku BinHocAThcs Design Standard, Control Parameter Standard, Sigma
Standard, Evaluation Standard, QuickLink Standard, sxi micTaTe momepesHi
HaJalllTyBaHHS MapaMeTpiB MPOEKTYBaHHA [UJIsl NOMNEPEIHbOI Ta MOAAJIBLIOL
00poOk#. JlJi1 BU3HAUYEHHSI BAPTOCTI BUTOTOBJIEHHS BUTSKHOT'O IITaMITa HA paHHIN
CTajli aJbTEPHATUBHOTO METOJY INPOEKTYBaHHS HEOOXIJHO BUKOPHCTOBYBATH
CTaHJAPTU IUIaHYBaHHS, $SKI BUKOHYIOTh OI[IHKY BHTpaT Ha I1HCTPYMEHT
(KOMIIOHEHTH [IJIsi 3aKyIiBJi, MOTOJAWHHI Ta MarepiaibHi Tapudu, ¢akTopu
MPOIYKTUBHOCTI Ta HAJAroJUKEHHSI OCHAILEHHs), IUIaH Npouecy (J0JaTKOB1 MOJIS

JAHUX TPOEKTY, YNpaBiiHHA 0a30BO0 30ipKOI0, HaJAIITyBaHHS BapTOCTI
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3arOTOBKM 1 JeTaji), a TakoX [apaMeTpu Tmpeca (XapakTepucTuka
BUKOPUCTOBYBAHOTO Ipeca abo npecosoi jaiHil).Ctangapt Tooling Cost (pucyHok
2.3) Oa3yeTbCs Ha 3HAYEHHSAX 1 MapameTpax, L0 BIJHOCATBCA [0 BapTOCTI
ocHanieHHs. KopucTyBau Mae MOXJIHMBICTh BU3HAYUTH BUTPATH HA CKIIAJaHHS,

KOMILJIEKT IITAMIIIB 1 KOMIIOHEHTIB IIITAMIIA.

Production Line l Process Plan Tooling

Purchase Components ‘ Manufacturing Steps Materials Tryout ] Tooling Settings ]

A Name Price Productivity Factor Unit

=1 ¥ Cast / Steel
Gray Cast Iron Class 1 (GG25CrMo, etc.) 18 1 kg
Gray Cast Iron Class 2 (GG25, etc.) 13 1 kg
Ductile Graphite Iron Class 1 (GGG 70L, etc.) 2, 1 kg
Ductile Graphite Iron Class 2 (GGG 50, etc.) 2,4 1 kg
Cast Steel Class 1 (GP4M, etc.) 77 1 kg
Cast Steel Class 2 (1.2382, etc.) 6,7 1 kg
Cast Steel Class 3 (GS-60, etc.) 64 1 kg
Cast Steel Class 4 (1.2769, etc.) 6,3 1 kg
Cast Steel Class 5 (GS-45, etc.) 47 1 kg
Tool Steel - Rolled Class 1 (CP4M, etc.) 6,5 1 kg
Tool Steel - Rolled Class 2 (1.2379, etc.) 49 1 kg
Low Alloy Tool Steel Class 1 (C 45, etc.) 16 1 kg
Low Alloy Tool Steel Class 2 (St 52-3, etc.) 1,3 1 kg

[=I- & Other Materials
Corrugated Sheet 6 1 kg
Styrofoam 0,08 1 dm*3

= & Other Costs
Off-the-shelf Components 1 1

g——— .  ——————— A

Pucynoxk 2.3 — Crangapt Tooling Cost

BapricTh KOMIIOHEHTIB BU3HAYA€THCA 3a OJHUM a00 JABOMA MapaMmeTpaMu,
OPUKIAJAOM MOXKE CIYXUTH HalNpsMHA KOJOHKA, JUIsl $KOi KIFOUOBUMH

napameTpaMH € JiaMeTp 1 TOBXKHUHA. (PUCYHOK 2.4).

Purchase Components l Manufacturing Steps ] Materials ] Tryout I Tooling Settings [

Name .
|Dlameter (mm) 0.00... 50.00 50.00...80.00 80.00... 125.*)0 125

Guide Bushing Between Binder and Lower...

Bolt M10 Purchase Component (price) |40 80 160 260
Bolt M12

Bolt M16

Bolt M20

Bolt M24

Guide Pin for Pad

Guide Bushing for Pad
Elastomer Spring

Tapered Centering Pin

Flange Lifter

Air Cushion

Tool Centring Key

Guide Pin for Binder/Pad
Guide Bushing for Binder/Pad
Roller Table 360

Roller Table 520

Roller Table 680

Roller Table 240 —_—

1_annn

Pucynok 2.4 — IlapameTpu BU3HaAUEHHS BapTOCTI
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Cranpapt Tooling Cost BpaxoBye NOTOAMHHY CTaBKy 1 KO€(ILIEHT
OPOAYKTHUBHOCTI  JJIs  KOXKHOTO  €Tamy  BUPOOHUIITBA:  BHTOTOBJICHHS,

HagdaroaXCHHs

(BkJIrOUarouM MpoOHE Hajaro/UKeHHs) 1 matepial. B pamkax po3paxyHkKy
BApPTOCTI IHCTPYMEHTY KOE(IIIEHT MPOAYKTUBHOCTI MHOKHUTHCSL HA TOAWHU (Bara
— a4 Marepiany), SKI  OOYHMCIIOIOTBCA Uil PO3IJISSHYTOrO  €Taiy
BUpOOHUIITBa/Matepiany. OpuHuls/BantoTa BapTOCTI, BH3HAYEHA B CTaHAAPTI
Tooling Cost, 3acTocoByeTbcs 10 BCiX 3HaueHb BUTpaT B AF-Designer, npu 3MiHi
BaJIIOTU B JAaHOMY CTaHAAPTI, MONEPEAH] 3HAUEHHS 3aCTapiBalOTh 1 MOBUHHI OyTH

OHOBJICHI J10 3HAYCHHS HOBOI1 BaJIIOTH.

VY cranpapti Process Plan (pucyHok 7) KopuCTyBau MOXXE KepyBaTu
KUIBKICTIO KOMIIOHEHTIB 0a30BOi 30IpKM 1 KOMIUIEKTYHOUMX [UIs IITamIa,
BU3HAYATH 3HAYEHHS 3a 3aMOBUYBAHHSM JUJIl PO3pPaxyHKY BapTOCTI Jerainl 1

BHU3HAYATH JaH1 NpoekTy B Process Plan.

Production Line | ProcessPlan | Tooling

Base Assemblies | DieSets | PieceCost | ProjectData |

N
ame i

=B No Cateiori — Press Line

Ti Transfer Press
fim Proqdie Press
Blanking/Cut-off

Form Trim Component Name \ Tooling Size (mm~2 ) 0.00... 2865% 28
Crashform

Guide Pin between Upper and Lower Die (Shoes) 4 4

Pucynok 2.5 — Crannapt Process Plan

KinbkicTh KOMIIOHEHTIB 0a30B0Oi 301pKH 3aJI€KUTh B1Jl TUITY Ollepaulii Ta TUITY

1HCTpyMeHTy. HanamtyBaHHs 3a 3aMOBUYBaHHAM IPU3HAYAIOTHCS KO)KHOMY
KOMITOHEHTY, 1 KOPUCTYBa4 MOJKE 33/I1aBaTH CBOI BJIACHI HAJAIITYBAHHS 32

3aMOBUYYBaHHSM ISl Pi3HUX 0a30BUX 301poK y 1iboMYy po3aum. KinbkicTh
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KOMIIOHEHTIB IlITaMIa BCTAHOBIIIOETHCA 3aJI€KHO B1J] TUITY TIpeca, BUOIP y CIUCKY
npeca Ji€ K (UIbTP: BIAMOBIAHI KOMIIOHEHTH Ta iX KUIbKICTh MepepaxoBaHi
BIJIIIOBIJTHO /10 BUOOPY KOPHCTYBaya.

VY cranpapri Press (pucyHok 2.6) npeacTaBieHl OCHOBHI THIIH MPECIB: MPeC
IUIsl 3aTOTOBOK, IIPECOBA JIiHIS, TpaHC(HEPHUI Ipec, MPeC A MPOrPECUBHOTO

ITaMITyBaHHH.

Production Line | Process Plan | Tooling
Presses

coie S BT T
: ’ - elete
=} B Customer Presses ress Be Iy cony

New

Properties l PressBed 1 |

A Name Value Unit
=2 No Category

Type Press Line
Factory Factory 1
Department 123
Press Classification Tandem Small
Part Material Steel
Automation Robots
Pneumatic Actuation Without Air Actuation
Max Number of Blanks 1
Inventory Number 123456
Pitch 1200 mm
Max Stroke Rate 50 1/min
Min Stroke Rate 10 1/min
Tool Change Time 0.5 h
Press Hourly Cost 0 usd
Default Press false
Additional Description

s E“

Pucynok 2.6 — Crannapt Press

Jlanuii ctaHmapT A03BOJISIE CTBOPIOBATH, KOMIIOBATH 1 BUJAJSATU BIACTUBOCTI
npeca. BrnacTuBicTh mpeca Ma€ CNHMCOK 3arajlbHUX O3HAK, KOXKHE 3HAYEHHS SIKHX
MOke OyTH 3MiIHEHO Oe3mocepeaHbO B CHUCKY. Bamtora, 110 BUKOPUCTOBYETHCS B
AF-Designer, kouTpoiitoeTbes ctangaptom Tooling Cost, ToMy KOJHE 3HAYCHHS
BApTOCTI JyIsi MOTOJMHHOI OIUIaTH Mpeca He MOXe OyTH BU3HAYEHO B JTAHOMY
crangapti. OQUHULI BUMIPY 3aBXKJU € KOPHUCTYBAIbKOIO, 1€ O3HAYae, 1o Oyne

BUKOPHCTOBYBATHUCS KOPUCTYBALbKE 3HAUEHHs BaIIOTH 31 cranaapty Tooling Cost.

2.5 AlIropuT™M BH3HAYEeHHS BapTOCTI ITAMIIOBOI0 OCHallleHHsS B Autoform

HCpHIHfI CTaIll AJI1 BUBHAYCHHA BapTOCTi mMTaMIIOBOI'O OCHAIlICHHA B
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Autoform
N1JKITIOYEHHS JieH311 Ha BUKopucTtanHs nogatka CostEstimator. [{nst nporo

He0O0X1HO B rpadiuHoMy BikHI BUOpaTu Moayib CostEstimator 1 HaTUCHYTH

License Selection

1
= L

StampingAdviser ProcessPlanner

Selected

AutoForm-Sigma Seat

Generate, validate and systematically improve complete process desians to ensure
highly efficient tool engineering / tool tryout and robust part production.

Available Add-ons for this Seat

AutoForm-DieDesigner

@ Create parameterized draw die geomefry induding
secondary forming tools

Selected

AutoForm-StampingAdviser

%7 Evaluate forming potential of imported geometry;

predict coil use of crashform or draw process, define
and evaluate alternative geometry

Selected
AutoForm-CostEstimator

Evaluate tooling cost and tool shop resource
consumptions at the push of a button

Selected

AutoForm-DieAdviser

Predict tool wear and production volume dependent on
wear protection system

Selected

Show this dialog on each start

Host Info...
KHOIIKY

Pucynok 2.7 — Iligkmouenns moayns CostEstimator

Hpyruii eran ctBopeHHs MpoekTy B Autoform. J{ns nporo HeoOX1aHO B

rOJIOBHOMY MEHIO MPOrPaMH CTBOPUTH HOBHI MPOEKT (PUCYHOK 2.8)



@ Open...

@ Open Read-Only...

W= Reopen Ctrl+Shift+0

New Ctrl+N

! Open Template... Ctrl+T

Pucynok 2.8 — CTBOpEHHS IPOEKTY

Tpetim etanoM HEOOXITHO IMIOPTYBaTH reoMeTpito aerani y popmarti IGES y

MoayJi rpagiuHoro BikHa Part, BukopuctoByroun pyHkiionan Import (pucyHok 11)

> Tolerances & Settings
¥ Symmetry & Part Type
Symmetry - T ( Define...

Part Type 'Inner Panel ~ o

¥ Part Geometries

¥ Import Part

| ; Import Part Geometries from File

linused Faces

tS ImportPart... v x ¥

Pucynok 2.9 — Imnopt reomerpii netani

YeTBEepTUM €TAIIOM € CTBOPEHHS IOBHOTO NpoeKTy B Autoform, ganuii eran

CKJIQJIA€ThCSI 3 HACTYITHOI MOCI1TOBHOCTI JT1iA:

1. 3anaBaHHs BIAaCTUBOCTEHN MaTepiany 1 TOBIIMHU JETall;

2. BUKOHaHHS NEPEBIPKU T€OMETPIi;
3.CTBOpEHHS IJIaHy Opoliecy (TeXHOJIOri);

4. po3poOka poO0OYOro iIHCTPYMEHTY;
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5. MPOEKTYBaHHA 3arOTOBKHU.
VY rpadiunomy BikHI Plan y Bkmagkax Piece Cost 1 Tooling motpi6HO
HatucHyTH KHONKY Add Piece Cost i Add Tooling (mantonHok 12), TAKUM YHUHOM
nigkimovaetbess MoAyib CostEstimator 1 3a reoMerpi€ro JeTanl BU3HAYAETHCSA

MOMepeIHs BapTICTh pOOOYOro IHCTPYMEHTY 1 JETa.

B YA a - L ' e’ B l‘- 2 &
mm Piece Cost ) _,m B0 0B Piece Cost

+ Add Piece Cost 4 Add Tooling
| $ Calaulate the Costs per Part ___$ Caleulate detailed Tooling Costs and Resource Consumption
|

Pucynok 2.10 — Moaynib BU3HaY€HHS BapTOCTI

OaHuM 3 BaXJIMBUX MOMEHTIB BH3HA4YEHHS BAapTOCTI BHUTOTOBICHHS
OCHAILIEHHS Ta JAETalll € Te, 10 0e3 imnopToBaHoi AeTtani Moy Piece Cost 1 Tooling

HE BUKOHYBAaTUMYTh (DYHKIIIIO BU3HAUEHHS BapTOCTI. (pUCYHOK 13)

o Tooling costs are not available, because part geometry is missing.

Pucynok 2.11 — [lomuika yepe3 BIACYTHICTb T€OMETPIT AeTal

JUIs MIOKITIOYEHHS CTaHAAapTiB MOTPIOHO B rpadiyHOMY BIKHI BHOpaTu
ornuito Standard 1 MIAKIIOYATA HEOOXITHI CTaHAAPTH. 3a BU3HAYEHHSI BapTOCTI

BINIOB1at0Th Tpu ctanaapTu: Tooling Cost Standard, Process Plan Standard, Press

Standard. (pucynox 2.12)
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v Al M AutoForm”plus R
8450032526 forces - Plan {] B

W —

| Standards

b )

. Tooling Cost <none>
Process Plan <none>

Press <none>

Design <none:
B ooing 10.0 % B i
. Part Material 31.7 % ] Control Parameters <none >
. Scrap Material  17.9 % <none>

. RejectMaterial 0.8 %
. Production Line 18.1 %
. Reworked Parts 13.3 %
M shiooina 8.2%

<none:>

<none>

Pucynok 2.12 — Bubip crannapTtis

JUis BUBaHTax€HHs MA0JIOHIB cTaHapTiB y Bkiaaml Standard HeoOxigHO
HAaTUCHYTH Ha CTaHJApT, SKUH NOTPIOHO AaKTUBYBAaTH, 1 HATHUCHYTH KHOIIKY
Load/Set. Ilporpama BHKJIMKae rpadiuHe BIKHO, B SKOMY HPOINHUCYETHCSA HUISIX
pO3TalllyBaHHS CTaH/IAPTY 1 caM CTaHJIapT, MICJIS 4OTro 31 CIUCKY HEOOX11THO BUOpaTH
noTpiOHui cranaapt. [loTiM maHuWil cTaHAApT AKTUBYETHCA 1 BapTICTh NMOYMHAE
BU3HAYATHCS, BPaXOBYIOYH CTaHAAPT. (pUCYHOK 2.13)

V-

V —

Standards

Tooling Cost Standard_ToolingCost

Process Plan Standard_ProcessPlan
Press Standard_Press
Design <none>

Control Parameters <none>

Sigma <none>

Evaluation <none>

Group of Standards <none>

Pucynok 2.13 — AktuBauis cranaapTiB B Autoform

[lepernsan pe3ysbTaTiB OLIHKK BapTOCTI BUTOTOBJICHHS IITAMIIA, IPYHTYETHCS Ha

reoMETpIi eTall 1 BUKOHYeThCs y BKiaaui Tooling. ¥ nanomy rpagiyHomy BikHI
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MOKa3yIThCS JlarpaMy, TaONHIl 3 ypaXyBaHHSIM BUTpAT Ha KOXHY OIlepaLllo,

BapTICTh 1 KUIBKICTh KOMIIOHEHTIB, pecypciB (pUCYHOK 2.14)

¥ Cost per Operation Total Tooling Cost: 65328 € Input = Overview = Components | Cost GV

16k ot e o [rm [t
14k ¥ Engineering h| 1240 300 365 305
1% Process La...Simulation h. 37| 12 12 12
Full 3D Tool Design h 680 144 241 161
10k Styrofoam Pattern hl 23 82 3 34
8k Full 2D a...ogramming h: 288 61 77 98
»  CNC Machining h 939 150 310 294
L P Die Making/...nufacturing h. 1051 104 429 263
>  DieTryout h  ses 95 202 17
P Cast /Steel kg 22818| 2534 3246 3312

P Other Materials ] 1
= »  Other Costs ] 27442 2714 2684 8274
D-20 T-30 T-40 M-50 [20,20] [30,30] [40, » Hardening I

7615 9511 15034 0 11057 11057 110

Input ' Overview Components g&.Sd Resources

y Tte ol 020 730 [0 [mso

¥ Cost per Category P Engineering 1240 300 365 305
P CNC Machining . 939 190 310 294
. Engineering 1.9% 1240 € > Die Making/...nufacturing . 1051 104 429 263
- CNC Machining 1.4% 939 € §» Die Tryout 566 95 292 179
. Die Making 1.6 % 1051 € P Cast/Steel . 22818| 2534 3246) 3312
. Try-Out 0.9 % 566 € P Other Materials . 9'661 1529 1'889 1'889
. Tool Material 49.7 % 32479 € j» Other Costs . 27442| 2714 2684 8274
B other 440% 28723 € |» Hardening 331 - 109 222
L Hardening 0.5% 331 € Additional Cost .
Surcharges . 1'281 148 186 295
Total 65329 7615 9'511 15034

Pucynok 2.14 — Pe3ynbTaTi OLIHKY BUTPAT

Ha nincraBi aHammizy 3acTOCyBaHHS CTaHAAPTIB JJIs1 OIL[IHKH BapTOCTI
BUT'OTOBJIEHHA WTaMIliB B Autoform 0yB po3po0seHuil alrOpUuT™M BUKOPUCTAHHS

JAHUX CTaHJAPTIB:
1. CTBOpEeHHS NPOEKTY;
2. IMnopt reomeTpii gerani;
3. Po3poOka miany npouecy;

4. Iligxmouenns moayiist CostEstimator (BukopuctoBytouun Piece Cost 1

Tooling);
5. Bubip mabnoHiB cTaHAApPTIB Ta X aKTUBAIIIS;

6. [lepernsan pe3ynbTaris.
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Cranpaptu Autoform Mo>XHa BUKOPUCTOBYBATH 1 JIJIsl pelaryBaHHS,

3aJ1al04y HEOOX1IHI TapaMeTpH, MOTPiIOHI KOHKPETHOMY KOPUCTYBAay4€eBI.

2.6 Po3poOka MeToaiB pegaryBaHHs Ta0uUb CTaHAAPTIB B Autoform

OpxHuM 13 criocoO1B pearyBaHHs TaOIUIb CTaHAApTIB B Autoform € cTBOpeHH
Ta pelaryBaHHs CTaHAAPTIB y CaMOMY IPOrpaMHOMY HPOAYKTi. [ BUKOHaHHS

penaryBaHHs HEOOX1JHO BIIKpUTH 0a3y cTaHaapTiB B Autoform. (pucyHok 2.15)

Recently Used Files

@ Open...

@ Open Read-Only...

@ Open Standard...
New Tooling Cost Standard
New Process Plan Standard
New from QuickLink... New Press Standard
New Design Standard
New Control Parameters Standard
New Sigma Standard
Ctrl+Shift+W New Evaluation Standard
New QuickLink Export Standard

New Group of Standards

Material alll ~ Standards ¥ | ﬁ Preferences...

Pucynok 2.16 — basa pegaryBaHHs CTaH1apTiB

s penaryBanHsi cranaapty Tooling Cost HeoOXxigHO B 0a3i peaaryBaHHs
BuOpatu onuito New Tooling Cost Standard 1 BuBecTH Ha e€kpaH MOHITOpa JaHI

crangapty Tooling Cost. (pucynok 18)



50

ProductionLine | ProcessPlan | Tooling

Purchase Components I Manufacturing Steps [ Materials \ Tryout [ Tooling Settings \

Name
Length (mm ) 0.00... 200.00  200.00 ... 1000000000000.00

-1 ) Base Assemblie Components

Guide Plate (Wear Plate on Die Heel) Purchase Component (price) |40 60
Backing Plate (between Die Shoe/Base pla...
Balance Block/Plate

Shim

Blank Guide

Storage Gas Spring

Springloaded Ejector/Stripper

Safety Bolts

Stopping Bolts

Panel Lifter

Fuse Protection

Guide Pin between Upper and Lower Die (...
Guide Bushing between Upper and Lower...
Guide Pin between Binder and Lower Die... [§2

Pucynok 2.17 — baza nanux Tooling Cost Standard

VY 6a3i ganux Tooling Cost Standard moxinBe penaryBaHHs mapameTpiB
ITAaMIIyBaJIbHOTO OCHAUIEHHS 3a pi3HUMHU cTaTTsmu: Purchase Components -
3aKymiBiIs KOMIIOHEHTIB, Manufacturing Steps - etanu BUrotoiieHHs, Materials -
BUTpATH HA Matepial, Tryout - BapTicTh HanaroxeHHs, Tooling Settings - BUTpatu
Ha 00pOOKY.

VY ¢dynkuionani crarri Purchase Components npeacTaBiieHi KOMIIOHEHTH
0a30BOi 30IpKuU: HAMpPSMHI KOJIOHKH, BTYJIKW, IUIAHKM HAMpsSMHI, TPY>KUHH,
CKMJIaul, KJIMHU, TBUHTHU CTOMOPHI, O0JITH, TOAYIIKH, POJTUKOBI CTOJIH, JOTKU JJIs
BIIXOAY, IMyaHCOHU, MATPUIll, MPUTUCKU. JIJIsT KOXKHOTO KOMIIOHEHTA 3ajJilaHa
KJIFOYOBA XapaKTePUCTHKA 1 BapTiCTh. KiFOUOBUMU XapaKTEPUCTUKAMU € JIOBXKUHA,
KUIbKICTh, BEJIMYMHA XOMY, J1aMeTp, JOBXKUHA Koja, 3ycuiuis. Bubip KOMIOHEHTIB
Purchase Components Autoform BHKOHY€ 3a KIIOYOBUMHU XapaKTEPUCTHKAMH,
BPaxOBYIOUM BapTICTh BUPOOIB, CIUPAIOUKMCh Ha iX reoMmerpio getami. s
KOJIOHKHM HAIpaBJIAI04Y0i KIIOYOBUM IMapaMeTpoM € ii JmiameTp (pucyHok 2.18).

3anexxHo BiJ po3Mipy JliaMeTpa NPOMUCY€EThCS BAPTICTh CaMOi KOJIOHKHU.
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| Production Line l ProcessPlan | Tooling

Purchase Components | Manufacturing Steps ] Materials ] Tryout ] Tooling Settings |
Name 5
- Diameter (mm ) 0.00...40.00 40.00...50.00 50.00...65.00 65.0C
Elastomer Spring
Tapered Centering Pin Purchase Component (price) |20 30 40 50
Flange Lifter
Air Cushion
Tool Centring Ke
Sk Remateinde e
Guide Bushing for Binder/Pad

Pucynok 2.18 — KimrouoBuil napameTp I KOJIOHKH HaIlpaBIISIIOYO01

VY ¢ynkuionani crarti Manufacturing Steps BH3Ha4arOTbCs BUTPAaTH Ha
IHKUHIPUHT, TPOEKTYBaHHS Ta BUIOTOBIEHHsA ocHamleHHs, YIIY o00poOky,

rapTyBaHHs. (pUCYHOK 2.19)

Producton Lne.| Process an | ooy |
Purchase Components | Manufacturing Steps | Materials | Tryout | Tooling Settings |
A Name Cost Rate Productivity Factor Unit

=} & Engineering
Process Layout, Draw Die Development, Simulation 75 1 h
Full 3D Tool Design 70 1 h
Styrofoam Pattern 50 1 h
Full 2D and 3D Milling Path Programming 65 1 h

=} & Die Making/Manufacturing
Die Making/Rough Assembly 1: Pads, Trim Steels 60 1 h
Adjust the Pad 60 1 h
Prepare for Hardening 60 1 h
Spotting of Trim Steels and Pads 60 1 h
Die Making/Final Assembly 2: Pads/Trim Steels/Cams etc. 60 1 h
Open Dies and Spotting 60 1 h
Adjust and Finish 60 1 h
Profile Grinding of Upper Trim Steel, Assembly for Hardening 60 1 h
Build and Assemble Scrap Chutes 60 1 h
Final Assembly/Die Making 60 1 h

= CNC Machining
Drilling and Milling (First Pass) S 60 1 h
Drilling and Milling (First Pass) M 80 1 h
Drilling and Milling (First Pass) L 100 1 h
Shape and Contour Milling (HSC) S 70 1 h
Shape and Contour Milling (HSC) M 85 1 h
Shape and Contour Milling (HSC) L 105 1 h
Drilling and Milling S 65 1 h
Drilling and Milling M 80 1 h
Drilling and Milling L 90 1 h
Wire Cutting 60 1 h

= & Hardening
Hardening and Tempering 16 1 kg
Through Hardening 25 1 kg
Surface Hardening (Laser) 150 1 m
Induction Hardening 135 1 m

Pucynok 2.19 — Butparu na Manufacturing Steps

Bapricts y Manufacturing Steps po3paxoByeTbcs 3 OIJIaTH OJHIET TOAUHH,
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MIOMHO’KEHOI Ha KOe(ILIEHT MPOTYKTHBHOCTI.
VY ¢ynkuionani crarri Materials nmponucyroThCs BUTpaTH Ha JUTTS
Martepialry 1 cam Marepiajd. BapTicTb po3paxoBYyeTbCs 3 Barm matepiainy 1

Koe(ilieHTa MpOAYKTUBHOCTI. (pUCYHOK 2.20)

Purchase Components | Manufacturing Steps | Materials | Tryout | Tooling Settings |
A  Name Price Productivity Factor Unit

[=1- ¥ Cast / Steel
Gray Cast Iron Class 1 (GG25CrMo, etc.) 18 1 kg
Gray Cast Iron Class 2 (GG25, etc.) 13 1 kg
Ductile Graphite Iron Class 1 (GGG 70L, etc.) 2,7 1 kg
Ductile Graphite Iron Class 2 (GGG 50, etc.) 2,4 1 kg
Cast Steel Class 1 (GP4M, etc.) 77 1 kg
Cast Steel Class 2 (1.2382, etc.) 6,7 1 kg
Cast Steel Class 3 (GS-60, etc.) 6,4 1 kg
Cast Steel Class 4 (1.2769, etc.) 63 1 kg
Cast Steel Class 5 (GS-45, etc.) 47 1 kg
Tool Steel - Rolled Class 1 (CP4M, etc.) 6,5 1 kg
Tool Steel - Rolled Class 2 (1.2379, etc.) 49 1 kg
Low Alloy Tool Steel Class 1(C 45, etc.) 16 1 kg
Low Alloy Tool Steel Class 2 (St 52-3, etc.) 1,3 1 kg

[=1- &2 Other Materials
Corrugated Sheet 6 1 kg
Styrofoam 0,08 1 dm*3

[=1- &2 Other Costs
Off-the-shelf Components 1 1

Pucynok 2.20 — Butpatu Ha Materials

VY ¢ynkuionani crarti Tryout BpaxOBYIOTbCSI BUTPATH Ha HaJaroKEHHS
HITamIa: yCTaHOBKY, IEPBUHHY NIEPEBIPKY, NO3ULIOHYBaHHS Ha MPECI, EPEBIPKY
npeca, nepeBipky 301pKH, KOHTPOJIb SIKOCTI OJEP>KYBaHOT JeTal, HalaroKeHHs

eNeKTpUKH, papOyBaHHs. (pucyHok 2.21)

[ -
Foducton e | pocessen | oors. I

| Purchase Components | Manufacturing Steps | Materials | Tryout | Tooling Settings |
A Name Cost Rate Productivity Factor Unit
=2 Die Tryout
‘Spotting :60 1 h
Die Try-out 60 1 h
Spotting Press 130 1 h
Tryout Press 130 1 h
Mechanical Finishing 105 1 h
Quality Control 60 1 h
Assembly Check 60 1 h
Electric, Pneumatic Hook-ups, Painting (Labour) 60 1 h

Pucynok 2.21 — Butparu Ha Tryout
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Ouinka crarti BuTpar Tryout BHU3HA4YaeTbCsl 3 OIUJIATA OJIHIET TOJUHU,
MOMHOXEHOI Ha KOoe(]illleHT TnpOAYKTUBHOCTI. OJUHUIS BUMIPY OILIATH
BU3HAYA€THCSI BUKOHAHOIO POOOTOIO 3a OJIHY TOJIUHY.

VY ¢ynkuionani crarti Tooling Settings mponucyoTbest BUTpaTu Ha 00poOKyY
KOMMOHEHTIB Ha BepcTaTi 3 UIIY, BpaxoByrwouu MBUIKICTH (pe3epyBaHHS, THUII
00po6ku, po3Mipu BepcratiB UIIY, 3amac TOBIIMHM 1Iapy mMaTepiaidy sl yCaaKu,
JI0IATKOB1 BUTPATH 32 0OPOOKY, a TAKOXK MPOIEHTHE CITIBBIIHOIIEHHSI KOMIIOHEHTIB

301pKu. (pUCYHOK 2.22).

Purchase Components | Manufacturing Steps | Materials | Tryout | Tooling Settings

A Name Value Unit

S]=] CNC Production Standards.
HSC Milling Speed for Inner Panels 2.75 cm”3/min
HSC Milling Speed for Outer Panels 3.125 cm”3/min
Milling Speed - Steels (Cast Iron) 1.1 cm”3/min
Milling Speed - Steels (Tool Steel) 2,67 cm”3/min
Spotting Speed for Inner Panels 0.3 cm”2/min
Spotting Speed for Outer Panels 035 cm”2/min
Steels Spotting Speed 0.3 cm”2/min

-l 22 Component's Volume Percentages
Die 30 %
Punch 30 %
Binder 33.33 %
Upper Die 30 %
Lower Die 30 %
Pad 30 %
Support 60 %
Casted Trim / Flanging Steels (Cast Iron) 65 %

-1 & Tooling Production Standards
HSC Milling Allowance 08 mm
Max Purchase Cam Length 500 mm
Max Cam Length 4000 mm
Standard Length of Steels 350 mm
Standard Length Sections 350 mm

+ CNC Machining Size Category

+ Global Values

+ Default CNC Machining Method

+ Part Material Surcharge

+ Tool Material Dependent Machining Surcharges (Draw Die)

Pucynok 2.22 — Butpartu Ha Tooling Settings

Jlns penaryBaHHS mapameTpiB OI[IHKKM BapTOCTI B CTaTTAX (YHKI[IOHAJIB
Purchase Components, Manufacturing, Materials, Tryout, Tooling Settings
HEOOXIJHO MOJBIMHUM KJIAllaHHSAM HATUCHYTH Ha MOTPiOHE 3HAYEHHs 1 3MIHUTHU

3HA4YEeHHS HAa HEOOXiJHE KOPUCTYyBaueBl. (pPUCYHOK 2.23)
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A Name Cost Rate Productivity Factor Unit
=+ Engineering
Process Layout, Draw Die Development, Simulation 75 1 h
Full 3D Tool Design 70 1 h
Styrofoam Pattern 50 1 h
Full 2D and 3D Milling Path Pregramming 65 1 h

=+ & Die Making/Manufacturing
Die Making/Rough Assembly 1: Pads, Trim Steels 60
~ Adjust the Pad =

Pucynok 2.23 — 3mina napaMeTpiB IJi1 KOpUCTyBada

Jlist Toro mo6 3MiHM KOpUCTyBada HaOyJIM YMHHOCTI, MOTPIOHO 30epertu
BIJIpEIaroBaHuil CTaHAAPT, I I[bOTO HEOOXIJTHO HATUCHYTH KHOIKY Save As i
NPU3HAYUTH IM'sl CTAaHAAPTY, a TAKOK MPOMUCATH HUISIX PO3TAILYBAHHS CTAHIAPTY

(pucyHoxk 25).

Production Line | Process Plan ‘ Tooling

Purchase Components ] Manufacturing Steps ] Materials ] Tryout ] Tooling Settings ]

pame Value 0.00 ... 1.00

[ & Base Assemblie Components
Guide Plate (Wear Plate on Die Heel) Purchase Component (price ) 265
Backing Plate (between Die Shoe/Base pla...
Balance Block/Plate

Shim

Blank Guide

Save as

Pucynoxk 2.24 — 36epexxeHHs BiApe1aroBaHoro cTaHaapTy

OgHuM 3 OCHOBHUX CTAaHJIAPTIB JUIsl OLIHKM BapTOCTI BUTOTOBJIEHHS
IITAMIIIB Ha paHHIM cTanli nmpoekTyBaHHS € craHgapt Process Plan. Jlanwmii
CTaHJApT [O03BOJIIE KEpyBaTH KOMIIOHEHTaMH 0a30BOi 30ipKH, TOMY s
CTBOpPEHHsI Ta peaaryBaHHsa Process Plan Standard 3a ananoriero 31 cranmaptrom
Tooling Cost moTpiOHO BIAKPUTH OCHOBHE MeHIO 1 cTBOpuTH New Process Plan

Standard, miciig yoro nepeiTu B rpagiyHe BIKHO CTaHAAPTY (pUCYHOK 2.25).
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| ProductionLine | Process Plan

Base Assemblies | DieSets | Piece Cost | ProjectData |

Name
=} & No Category

Draw

- Trim
Blanking/Cut-off
Form Trim
Crashform

Pucynok 2.25 — I'padiune BikHO penaryBanHs Process Plan Standard

VY moayni Base Assemblies (pucyHok 2.26) mpencrabieHa 0a3oBa 30ipka
mTamina, sika (QOPMYETHCS 3aJIEKHO BIJ TUITYy OIllepauii Ta THIY OO0JIaJlHaHHA, Ha
AKOMY BHUKOHY€TbCS omepailisi. PenaryBanHsi 31I1IMCHIOETbCS  MOABIMHUM

HATHUCKAaHHSM Ha KUIbKICTh KOMIIOHCHTIB, SIKIIIO HEOOX1THO BHECTH 3MIHH.

Producton Lne | ProcessPan | _Tocins [N

Base ies | DieSets | Piece Cost | ProjectData |

Name

Type
&8 No Category
Draw Transfer Press

Trim Progdie Press

Blanking/Cut-off
Form Trim
Crashform

Component Name \ Tooling Size (mm~2) 0.00... 2865k 2865k ... 6085k 6085k ... 9875k 9875k ... 2147

Guide Pin between Upper and Lower Die (Shoes) 4 4 4 4
Guide Bushing between Upper and Lower Die (Shoes) 4 4 4 4

Blank Guide 4 6 6 6

Pucynok 2.26 — YnpaBiiHHg KOMIOHEHTaM# 0a30B01 301pKHU

Y wmoayni Die Sets po3TalioByrOThCS TOAATKOBI KOMIOHEHTH 301pKHU
mramMia. 3MiHa KUJIBKOCTI KOMIIOHEHTIB 3Q1MCHIOETHCSA MOABIMHUM KJIAllaHHSIM 1

BBOJUTHCA MOTPIOHA KOPUCTYBAUYEB1 KIJIBKICTH KOMIIOHEHTIB (PUCYHOK 2.27)
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Production Line | ProcessPlan | Tooling

Base Assemblies | DieSets | Piece Cost | ProjectData |

Name

= 21 No Category
Die Set

Type
Transfer Press
Progdie Press

Component Name \ Tooling Size (mm~2 ) 0.00 ... 2865k 286% ... 6085k  6085k... 9875k = 9875k ... 2147483

Guide Plate (Wear Plate on Die Heel) 2.0 : 12 16 20

Balance Block/Plate 0 0 0 0
Storage Gas Spring 2 2 2 2

Fuse Protection 1 1 1 1

Pucynok 2.27 — 3MiHa KUTbKOCTI KOMIIOHEHTIB

Y wMogym Piece Cost (pucyHpok 2.28) BH3HauaeTbcsi COOIBapTICTh
BUTOTOBJICHHS JI€Talll, BpPaXOBYIOUM BIJCOTOK Opaky, BUTpaTH Ha OCHAICHHS Ta
TEXHIYHE OOCIyrOBYBaHHs, BapTICTh BUPOOHWYOI JiHII, BUTPATH HA YCYHEHHS
Opaky, BUTpaTH Ha JIOTICTUKY. 3Ha4y€HHs NapaMmeTpiB 3ajlekaTb Bl pIBHA
HAJIMHOCTI Ta Koe(ilieHTa BiAXWIEHHS. PO3pi3HAIOTH TpU THUMNM BIAXUJIEHB!
HU3bKU, BUCOKUM 1 cepeHiil. PenaryBaHHs BUKOHYETHCS MOJBIMHUM KJIallaHHAM

10 IapaMeTpy, SIKH BU3HAYAE€ KOPUCTYBaY.

Productontne | ProcessPen | Toco. [N

Base Assemblies | DieSets | Piece Cost I ProjectData |

Name
[=}- 3 Piece Cost
Settings
Tool and Maintenance Cost

Name Value

Total Production Volume (Strokes) 500000
Robustness Level Medium

Production Line Cost
Rework Cost
Shipping Cost

Robustness Level Low Medium High

Reject Rate (%) 52 05

Pucynok 2.28 — ITapametpu coOiBapTOCTI AeTal

JUis BUKOpHCTaHHs BiapenaroBaHoi 06a3u gaHux Process Plan Standard
HEOOX1JHO 30€perTtu CTaHIapT, BUKOPUCTOBYIOUM KHONKY Save As 1 NPU3HAYNUTHU

IM'sl CTaHJApTy, a TAKOX MPOIMUCATH NUISIX PO3TalllyBaHHS CTaHAApTy (PUCYHOK
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2.29)

ProductionLine | ProcessPlan | Tooling

Base Assemblies | DieSets | PieceCost | ProjectData |

Name
& No Cat: Tvpe

B Do Category
Transfer Press

Trim Progdie Press

Blanking/Cut-off
Form Trim
Crashform

Component Name \ Tooling Size (mm~2) 0.00 ... 2865k 2865k ... 6085k 6085k ... 9875k = 9875k ... 2147
Guide Pin between Upper and Lower Die (Shoes) 4 4 4 4
Guide Bushing between Upper and Lower Die (Shoes) 4 4 4 4
Blank Guide 4 6 6 6
Guide Plate (Wear Plate on Die Heel) 8 12 16 20

Backing Plate (between Die Shoe/Base plate and Die Bolster) 4

Save as

Pucynok 2.29 — 36epexeHnHs BinpeaaroBanoro cranaaprty Process Plan

PenaryBanns crannapty Press (pucynok 2.30) HEOOXiHO BUKOHYBATH s
TOYHOI OLIIHKA BUTOTOBJICHHSI IIITAMIIOBOTO OCHAIIEHHA Ta OOJIIKy BUTpaT Ha
oOnaaHaHHs. BuTpatn Ha 00najHaHHS CKJIAJalOThCs 3 BAPTOCTI OOCIYrOBYBaHHS,
OpEHIU NMPUMIILIEHHS, BUTPAT HA €JIEKTPOCHEPrito, ojayy Mactuia. PenaryBanus
BUKOHYETHCS B OCHOBHOMY MEHIO 3 BUKOpUCTaHHAM KHONIKH New Press Standard. B
Autoform mpexacraBieHo kuibka TumiB mnpeciB: Blanking Press - 3aroroBounwmii,
Transfer Press - Garatomosuiitnuii, Press Line - minis npecis, Progdie Press -
nociiioBHui npec. KopuctyBau migOupae TN mpeca 3aleXHO BlA TUIY JIIHIMH,
BCTAHOBJIEHUX Ha BUPOOHHUITBI, 3aBaHTaXEHHS OONaJHaHHsS, TabapuTIiB

0JIep>KyBaHOT0 BUPOOY Ta OaraThbOX 1HIIMX BUPOOHUYUX (HaKTOPIB.
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Production Line | Process Plan ] Tooling

Presses

Pucynok 2.30 — I'padiune BikHO Press Standard

OckiJIbKY onepariii IMCTOBOTO IITaMITyBaHHS BUKOHYIOThCS Ha PI3HUX ITpecax,
HEOOX1JHO JIJIS IeTalll CTBOPIOBATH CTaHAAPT 00JIaJHAHHS, HAa SIKOMY BUKOHYIOThHCS
onepauii. J[ns 1poro HEOOXIAHO CTBOPUTH CTAaHAAPT, BUKOPUCTOBYIOUHM KHOIKY

New B cTanaapti obnagHaHHs 1 BUOpaTH THI npeca (pucyHok 2.31).

ProductionLine | Process Plan ] Tooling

Presses

Press Line

Cancel

Pucynok 2.31 — CTBOpeHHs 1 BUIIOp THUITY TIpeca

Y Bkianami, wmo0 BiAKpuiacs, HEOOXITHO BHECTU BCl 3HAYEHHS 1
XapaKTEepUCTUKU OOJIalHAHHA: TUI Ipeca, 3aBOJ, MaTepiayl JeTall, HOMIHAJIbHE
3yCUJUISl, MAaKCUMaJlbHY 1 MIHIMAJIbHY 3aKpPUTY BHCOTY, X1JI MOJ3yHa, a TAaKOX

BUOpAaTH TUII Olepallii, sika BAKOHYEThCS Ha TaHOMY Tpeci (pUcyHoK 2.32).



Production Line Process Plan Tooling

Presses
Name =
New
roperies Lpsmeii]
A Name Value Unit
=& No Category

Type Transfer Press
Factory Factory 1
Department 123
Press Classification Tandem Small
Part Material Steel
Automation Rails
Pneumatic Actuation Without Air Actuation
Max Number of Blanks 1
Inventory Number 123456789
Pitch 650 mm
Max Stroke Rate 50 1/min
Min Stroke Rate 5 1/min
Tool Change Time 05 h
Press Hourly Cost 0 usd
Default Press false
Additional Description
Additional Data File Path
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Pucynok 2.32 — XapakTepucThKu 00IaHaAHHS

KinbkicTh 1 XapakTepucTHKa NOB3YHIB Ipeca 3aJaeThes y BKIaAli PressBed,

JUTs1 TOrO 100 T0AaTH MOB3YH MOTpiOHO HaTucHYTH Add (pucyHok 2.33)

Production Line Process Plan Tooling
Presses

eme Bed 5 I
Copy Delete
(=} 23 Customer Presses e B Copy S

New
Properties | PressBed 1 | PressBed2 |

Properties | Allowed Operations ] Default Operations ]

A Name

Value

Unit

= No Category

Binder Force 0 N

Ram Tonnage 2500000 N

Ram Length 4500 mm
Ram Width 2500 mm
Bed Length 4500 mm
Bed Width 2500 mm
Shut Height 1000 mm
Stroke 600 mm

R

PucyHnox 2.33 — 30BHILIHIN 1 BHYTPILIHIN MOB3yHOK

Jiist 30epexeHHs BIApeIaroBaHOro CTaH1apTy NOTPIOHO HATUCHYTU KHOIIKY
Save As 1 mpu3HaYUTH IM'sl CTAHAAPTY, & TAKOXK MPONUCATH LUISIX PO3TALTyBaHHS
CTaHAAPTY.

[Ticnst Toro sIK KOpUCTYBay BijpearyBaB HEOOX1/IHI CTaHJAPTH, HEOOX1THO
BUKOHATH BHMBAHTAXEHHS JaHUX CcTaHaapTiB B Autoform, naHa mnpouexypa

BUKOHYETBCS UEpE3 OCHOBHE MEHIO MTPOrpaMu, BUKOPUCTOBYOUM KHONIKY Standard
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(pucynok 35). IToTpiOHO BUAUIMTH MOTPIOHUM CTAaHIAPT 1 HATUCHYTH KHOIIKY
Load/Set, kopucTyBad BUBaHTaXye€ BlIpearoBaHi CTaHJApTH 1 BOHU BCTYyNalOTh B

CUILY.

iy T M AutoForm
Untitled - Part e

¥ —

Standards

= Tooling Cost <none>

(Crrorect W) (T ) vateria ) ket ) odfy )( Formcrk )

= Process Plan <none>

P Tolerances & Settings Precs oS

v Symmetry & Part Type Design <none>
Symmetry . 0 q Control Parameters <none:>

Part Type | Inner Panel v o Sigma <none>

A Evaluation <none
¥ Part Geometries

Group of Standards <none>

Pucynok 2.34 — BuBaHTa)KeHHS CTaHIapTiB
2.7. BucHoBKH

ANTOpUTM BH3HAYEHHS BapTOCTI IITAMIYBAJIBHOIO OCHAIIEHHS Ha CTajii
PaHHBOTO MPOEKTYBaHHS Ta METOJ pEeJaryBaHHs CTaHAAPTIB € OCHOBOK JUIS
NPOBEACHHS CHUMYJSLIL JUIsl omeparii «BUTSDKKa» 3 YpaxyBaHHSIM BapTOCTI
BUTOTOBJIEHHS LITAaMITyBaJbHOIO OCHAUIEHHS Ha CTajlli paHHBOTO MPOEKTYBAHHS,
IPYHTYIOUUCh TUIbKU Ha reomeTpii getani. g aHanmu3a CTPyKTyp CTaHAApTOB

Autoform:

1. Po3po0iieHo anropuT™ BU3HAUYEHHS! BAPTOCTI MITAMIIOBOTO OCHAIIICHHS

B Autoform (pucynok 2.34) i MmeTon peaaryBaHHs cTaHaapTiB B Autoform.

AJTOpUTM  BU3HAYEHHS  BApTOCTI  IITAMITyBaJbHOTO  OCHAIICHHS
0e3mocepeIHbO 3AJICKUTh BIJl IMIIOPTY TEOMETpii JAeTalli, OCKUIBKH B MOAYJb
CostEstimator BOy0BaHO OCHOBHUM KpUTEPIil 15 OLiHKK BapTocTi «['eomerpis
Jetani», 0e3 SKOro HEMOXKJIMBO BHMKOHATH aHali3 BapTOCTI MITaMIyBaJlbHOTO
OCHAILIEHHS.

2. CTBOpPEHO METOJUKY pelaryBaHHs CTaHJIAPTIB, KA CKJIAJAEThC 3
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HACTYITHOI IMOCJI1IOBHOCTI J1ii:
1. BiakpuTTs 1 BUBEJIeHHS Ha eKpaH 0a3u ctanaaptiB Autoform;
2. BuOip 3 iCHyrOUMX CTaHAApPTIB CTAHAAPTY Ul PelaryBaHHs;
3. CtBopenns HoBoro (New) ctanaapty Ha 0a3l iCHYr04Oi 0a3u cTaHapTiB

Autoform;

4. PemaryBaHHs mapamMeTpiB CTaHAAPTY;
5. 306epexxkeHHs BiIpe1aroBaHOI0 CTAaHAAPTY;

6. 3aBaHTakeHHs B 0a3y CTaHAapTIB HOBOT'O KOPUCTYBAIbKOTO
CTaHAAPTY.

ANTOpPUTM BU3HAYEHHS BapTOCTI IITAMIYBaJbHOI'O OCHAILEHHS Ta METOJ
penaryBaHHs CTaHJapTIiB po3KpuBaroTh (yHkiioHan npogatka CostEstimator
nporpaMHoro npoaykry AutoForm. Ile qonmomarae TouHO CIPOTHO3YBATH BUTPATH
Ha BHUPOOHUIITBO OCHAIIEHHSA IS IITAMIOBAaHMUX JAeTaneil, M0 JI03BOJISIE
ONTUMI3YyBaTH TMPOIEC BUPOOHUIITBA Ta OLIHIOBATH BUTPATH Ha CTaJisIX

IJIaHYBaHHA.

2.8. MoaeroBaHHS BUTSIZKHUX Iepexo/iB i ocHaleHHs: B Autoform

2.8.1. Meroauka po3poOKH Ta aHAJI3y TEXHOJOrIYHOr0 Mpouecy

JIMCTOBOrO mitamnysanHs B Autoform Ha 0a3i CostEstimator

CTBOpEHHS TEXHOJOTIYHOTO MPOIECY JIMCTOBOTO MITaMIyBaHHs B Autoform
noJisirae B po3poOill yNmopsAIKOBAHOI MOCTIJJOBHOCTI TEXHOJOTIYHUX OMepain i
HaJaro/PKeHb 3 METOI BHUTOTOBIEHHS BupoOy. lleit mporpamHuii mpoayKT
JI03BOJISIE BUKOHATH OI[IHKY BapTOCTI poOOYOro 1HCTPYMEHTY Ha paHHIX CTaaisix
IJIaHYBAaHHS TEXHOJIOTIYHOTO Mpolecy 1 KOHCTpykKuii mrammiB. 3 AutoForm
CostEstimator K0X€H KOHCTPYKTHUBHUU €JIEMEHT BUpPOOY, SIKMi BIUIMBAa€E Ha
BAPTICTh TEXHOJIOTYHOTO OCHAIIEHHSI, aBTOMAaTUYHO aCOLIIETHCA 3 BUPOOHUUOIO
orepari€ero, a Takok AutoForm BoJiofi€ 1HTEIEKTYaIbHOI METOJO0JIOTIEI0 OLIIHKA

BUTpAT onepariil mrammnyBandsa. OliHKAa BUTpPAT HA BUTOTOBJIEHHS 1HCTPYMEHTY



62

JUIsl BUTOTOBJIEHHS JieTaneil 0asyerbea Ha CAD-naHux neranl Ta yHnopsaKOBaHiM
MOCJIIOBHOCTI TEXHOJIOTIYHMX OMepalliid, 10 A03BOJISE OUIBII IMOCIITOBHO,
HAJIIMHO 1 IIBUJIKO BUKOHATH OILIIHKY BUTPAT.

Metoauka po3po0KH Ta aHaIiI3y TEXHOJOTTYHOTO MPOIIECY
aucToBoro mraMminyBaHHs B Autoform Ha 6a31 CostEstimator cknanaerses 3
TaKuX €TamiB: CTBOpPEHHs MnpoekTy B Autoform. VYV ¢ynkuionam Part Stage
nponucyeThes 1HGopmalia npo npoekT (Project),BUKOHY€eThCS IMIIOPT reoMeTpii
netani Ta pobodoro iHcTpymeHTy (Import), 3agatorbess nmomycku (Import),
BHU3HAYA€THCS IIEHTp nosioxkeHHs mramna (Tip), 3 610;110Tekn 3aAa€ThCs MaTepia i
ToBIIMHA BUpoOy (Material), mpu HEOOXiTHOCTI BUKOHYETHCS 3TJIAJKyBaHHS
roctpux kpaiB (Fillet), Bukonyerbcs nepeBipka mrammnyBaHocTi (Formchk);

- BuxopuctoByrouu ¢yHkiionan, Plan Stage Bubupaerncs
oOJlalTHaHHS CTBOPIOIOTHCSL OMepallii TEXHOJOTIYHOrO0 Mpolecy s JAeTanl,
CKJIQJAEThCSI MaKeT IpoLecy, MaKIodaeTbess Moayiib CostEstimator qusiTooling 1
Piece Cost;

VY dyukuionani Die Face Stage kopucTyBay cTBOpPIOE MOBEPXHI IHCTPYMEHTIB
(Binder, Addendum, Punch, Die), mpoBoauTh mnepeBipKy JiHiil 0O0pi3Ku Ta
MepeBipKy IITAMIyBAaHOCTI OOMEXKEHHS BIANMOBIAHO /0 BHPOOHWYOI JiHII Ta
TEXHOJIOTIYHOTO IJIaHy, BU3HAYEHOTO Ha eTarl IUIaHyBaHHS;

Y ¢ynkumionam Blank Stage kopuctyBau Bu3zHauae po3Mmip 1 popmy
3arOTOBKHU CAMOCTIHHO a00 BUBAHTAXKYE ICHYIOUY T€OMETPII0 3aTOTOBKH, PO3pO0JIsiE
PO3Kpiil.

VY ¢ynkumionam Process Stage Bu3HA4arOTbCS TEXHOJOTIYHI HapaMeTpu
IITaMITyBaHHSI Ta KOHCTPYKTHMBHI OCOOJIMBOCTI IITaMIIIB JJisl BCIX Omepalii, ski
BkasaHi B Plan Stage 1 nepenatorbcs B BupinryBau AutoForm-Incremental.

[linknroyaroThCs CTAaHAAPTH KOPUCTYBaya, Kl KOPHUCTYBad CTBOPIOE JI0
MoYaTKy po3poOKHU TEXHOJIOTTYHUX MpolieciB 1 mrTammiB B AutoForm.

VY dynkumionam Simulation 3A1HCHIOETBCA PO3PAXYHOK 3a JIOMIOMOIOIO
METOJy KIHIIEBUX €JEMEHTIB  MOJEIIOBaHHS  IITaMIyBaHHS, IepeBipKa

IITAaMITyBaHOCTI, @ TAKOK MMOKA3HUKIB KOCTI Ta HAIPY>KEHO-1e()OPMOBAHOTO CTAHY
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PO3pO0JIEHOT0 MPOIIECY BUTOTOBJIEHHS BUPOOY. AHai3 TEXHOJOTIYHOTO MPOIECY
JUCTOBOrO IITAMIyBaHHS ypaxXyBaHHSM BapTOCTI BHUKOHYETbCA Yy (PYHKIIOHAI
Tooling, ne nNpPOBOIUTHCS MAETaNbHUU PO3PAXYHOK BapTOCTI OCHAIIEHHS Ta
BIJIIOBIJTHUX BUTPAT pecypcis. [lepmmm erarnomM po3poOKH HOBOTO TEXHOJIOTTYHOTO
MIPOLIECY € CTBOPEHHS HOBOIO MPOEKTY B OCHOBHOMY MEHIO, BUKOPHUCTOBYIOUH
onuito New. ®ynknionan Part Stage npucBsYeHUH HIATOTOBII IMIOPTOBAHOI
reoMeTPil U1l HOAAJbIIOT PO3POOKHU TEXHOJIOTTYHOTO MPOIIECY 1 MITAMIIIB, TEXHIKO-
€KOHOMIYHOT'0 OOTPYHTYBaHHS MOXKJIMBOCTI IITAMIIyBaHHSI BUpOOY Ha «pAaHHBOMY»
eTani NPOEKTYBaHHS, a TaKOX BU3HAYEHHS BUXIIHMX JaHUX 1 (popMyBaHHS
TEeXHOJOTr14yHOoro miany. @ynkiionan Part Stage MicTUTh 7 OCHOBHUX OIIIi:
Omnuia Project - nponoHye MOXJIMBICTb CTBOPEHHA (pailily MpoekTy, B
SKUH 3aMUCYIOTh BCIO 3arajibHy 1H(QOPMAIIII0 Ta KOMEHTAp1, IOB'I3aHi 3 IPOEKTOM.

(pucyHok 2.35)

w Order Data

v Comment

v Additional Information

= Log : Issues / Views

Pucynok 2.35 — Project
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Onuis  Import — mnepeHocuTh BCl T€OMETPUYHI  JaHi, IO
BUKOPUCTOBYIOTbCA $IK BHUXIJHI BXIJHI JaHl JUIsl NMPOEKTYBaHHS, BKIIIOYAIOYU
reOMETPII0 JIeTalli, IHCTPYMEHTH / JOJIaTKOBI F€OMETpii, KpUB1, TOUKU 1 CUCTEMU
KOOpAWHAT, y cTBopeHuil (aitn 3a pomomororo omiii Project. Jlomycku Ta
HaJalllTyBaHHS, IO BUKOPUCTOBYIOThCS [UISl TNPOEKTYBAaHHSA, TAaKOX MOXHA

BU3HAYUTHU B MPOLIECI BUKOHAHHS IMIIOPTY T€OMETPii. (pUCYHOK 2.36)

( Project JEGIZEI(Tip )( Material )( Fillet )( Modify J( Formchk
P Tolerances & Settings
¥ Symmetry & Part Type

Symmetry g [ LN (

Part Type |Inner Panel ~ o

¥ Part Geometries

¥ Import Part

‘i Import Part Geometries from File

Unused Faces X In
S ImportPart... v & ¥ Sy

¥ Tools & Additional Geometries

Import Tool
Import Tools or Additional Geometries
. from File

Unused Faces
*a Import Tool... v k¥
P> Curves & Points 0 Curve(s), 0 Point(s) [l

P Coordinate Systems 0 Coordinate System(s) [l

Pucynok 2.36 — Import

Omnuis Tip — 703BOJsIE BU3HAYUTHU TMOJOKEHHSI CUCTEMH KOOPJIUHAT BUPOOY
BIJIHOCHO CHUCTEMH KOOpAMHAT mpeca. [IpoBecTu Bizyaiizallito MOBEPXOHb BUPOOY

OPU PI3HOMY HAXWII1 1X IJIS BCIX BIAHOCHO IIEHTPY wITamna 1 ocl z (pucyHok 2.37).
y
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4

+ Manual Tipping
B4 Manual, automatic, imported or no tipping

+

2 Copy Tipping
|_ s Copy Working Point and Tip Angle

Pucynok 2.37 — Tip

Onuis Material — no3Bosisie BHECTH B CTBOpEHUN (ailll MpoekTy (i3HKo-
MEXaHI4H1 BJIaCTHUBOCTI 3arOTOBKH 3 ICHYIOUMX 0a3 marepiaiiB. Y Lii omnuii BOHH

MOXXYTbh OyTH IMIIOPTOBAHI Ta BiperaroBaHi. (pUCyHOK 2.38)

4+ Add Material
Load a material and define thicknes

W blank

Pucynok 2.38 — Material
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S = N - &

O After applying global fillet CAD data is not available any more.

+ Add Global Fillet
j Add fillet module to detect and fillet sharp edges

Pucynox 2.39 — Fillet

= SRS

Controls Add Module

Trim

dvb-i-

Fill Holes

Outer Fill
+

™
Modify

AN N\

<

Pucynok 2.40 — Modify
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Onuia Modify — Bkirouae B cebe 9 onepatiid, ki JO3BOJISIOTh KOPUCTYBayeBl
YTOUYHIOBATH 1 3MIHIOBATH IMIIOPTOBaHY reomeTpito. [Ipy BUKIIMKY KOMIIEHcalli AJ1s
MOBHICTIO IMIIOPTOBAaHUX IHCTPYMEHTIB MOJAYJIb KOMIEHcalli Oy/ie aBTOMaTUYHO
J0IaHu# 10 cnucKy (pucyHok 2.40)

Formchk — omnmisi, HeoOXimHa [Jsi BCTAHOBJIEHHS HA paHHIX eTamax
MPOEKTYBaHHS LITAMITyBaHOCTI, BUTATYBaHUX Drawn Parts 1 cCXuiIbHUX O 3TUHAHHSA

Bend Parts Bupo6iB (pucyHnox 2.41).

Draw Parts
Define a draw geometry

Develop the draw geometry with restraining
Optional nesting and strip concept

Bend Parts
Unbending of part geometry without restraining
Optional nesting and strip concept

Pucynok 2.41 — Formchk

Ha erani po3poOku TexHosoriyHoro mpouecy B moayii Plan Stage moxHna
BU3HAUYMUTH MOCIHIIOBHICTh MPOLIECY IITAMIIyBaHHS JUIsl T€OMETPIli IMIIOPTOBAHOI
netam. Ilicis BuOOpy OIHOrO 3 H'SITM HaJaHUX IPOLECIB KOPUCTyBad IOBHHEH
NPU3HAYUTU TIpec 3 0a3u JaHMX MpeciB (CTaHAApTiB). 3aJIeKHO BIJI OOpPaHOIO
MpOIeCy TMpPU CTBOPEHHI IUJIaHy AaBTOMATUYHO CTBOPIOETHCSA  BIJAMOBIIHA
MOCJIIJIOBHICTh omnepauid. Ha HacTymHOMy eTami MOXHa BU3HAYUTH €JIEMEHTHU
JeTail 1 NPU3HAYUTU BUPOOHUUY MOCIIAOBHICTD (CTaHIapTH 00poOKHM abo Tak 3BaHi
OJIMHHULII 0OPOOKH) KOKHOMY €JIEMEHTY aBTOMAaTHYHO a00 BpyuHy. KokHa onepanis
1 KOKHa OJMHUL OOpOOKM aBTOMAaTHMYHO CTBOPIOIOTH BIJIOBIIHI Omepamnii Ta
IHCTpYMEHTH Ha HACTYIHUX eTanax. TakuMm 4MHOM, BC1 MOJYJI € MOCTIJOBHUMH 1
HAJUIMILIKOBOI poOOTH MOXHAa YHUKHYTH. DyHkuioHan Plan Stage ckiamaerses 3 5

OCHOBHUX OIIL1H:
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Onuisa Settings BUKOPUCTOBYETHCS ISl IPU3HAYEHHS MapaMeTpPiB HaJalITyBaHHS
st ¢ynkuioHany Plan Stage. Ili HamamTyBaHHS HEOOXiJHI A1 TOro, 00
BU3HAYMTH, SIKI TApaMETPH aBTOIUIAHY aKTHBHI 1 IK BOHU OyIyTh 3aCTOCOBYBATHUCS
B HOBOMY TEXHOJIOTIYHOMY Iipoleci. TakoX MpU3HAYalOThCsl TEXHOJIOTTYHO
OOTpyHTOBaHI MapaMeTpH, MOB's3aHI 3 MpolecamMu MpoOuBaHHS 1 oOpizku. i
napamMeTpH 1 HalalITyBaHHS TaKOX JOCTYIHI JIJIs MpU3HAYeHHs B cTaHaapTi Design
Standard. KopuctyBau moske abo mpaiffoBaTu i3 3aBaHTAXKEHUM CTaHAApTOM, abo
3aCTOCOBYBAaTH HaJallITyBaHHs uepe3 rpadiuHuil 1HTepdelc, Nnepe3anucyrodu

3aBaHTaXeH1 a00 CTaHAApPTHI TapaMeTPH 3a 3aMOBUYBaHHSAM (PUCYHOK 2.42).

B E YO 2 -

v Autoplan
Settings M Optimize Hole Tipping 0
Cam Sharing 0
Autobundle Features @)
Component Sharing 0

v Sharing Constraints for Piercing

Max Angle Deviation 15.00 ° /%

-
-

o
o
L7
o
o
o

Max Distance 71.00 mm

Min Distance 4.00 mm

i

Max Outer Distance 380.00 mm

ir

Max Level Deviation 20.00 mm

Max Rotation 5.00 ° S

¥ Trim Tolerance Limits
Trim Angle
12.00 ©
17.00 ©

Shear Angle

Marginal
Scrap Diameter
550.00 mm

ouuU. 00 mm

> Piercing Tolerance Limits

Pucynok 2.42 — Settings
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2. Onuiss Production — BHUKOPUCTOBYETHCS AJi1 BU3HAYEHHS BUPOOHUYOTO
MPOIIECy Ta yIpaBiiHHS 1H()OpPMAIIIE€O MPO TEXHOJIOTIYHI MOCIITOBHOCTI OIepalliil.
KpiM pi3HUX TEXHOJOTIYHUX Olepauid Ha Mmpecax JOCTYIHI —omepauii

(braHIIOBaHHS, KOHTPOJIIO Ta HArpiBaHHS 3arOTOBOK (PUCYHOK 2.43)

2B YD~

m Production m

D-20

O
A

4

«~ Replace Press v/ # Edit v % Skip ¥ Delete Operation v

Operations

= W= H= ===

Equipment

W
Ju

Pucynox 2.43 — Production

3. Onuig Plan — Bu3Hauae maket npouecy s IMIopToBaHoi reoMetpii. Taka
cxeMa TaOJIUYHOTO MPOIECy OMUCYE, 1110, K 1 e 00pOoOIS€THCS NEBHUI €IEeMEHT

netaii (pUCyHOK 2.44)
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Features ¥ v m T-30 ' 740  F-50 ' F60 ' M-70
> QOuter Trim a
Draw Region 2 S
Elongated Hole 1

-

-

=
1
.
-
Il

Elongated Hole 2
Circular Hole 1
Circular Hole 2
Circular Hole 3
Circular Hole 4
Circular Hole 5
Circular Hole 6

Circular Hole 7

© Feature... ¥ {':‘:' Component Sharing... ¥

Pucynox 2.44 — Plan
4. Onuist Tooling — BUKOHY€ A€TaIbHUI PO3PAXYHOK BapTOCTI OCHAILICHHS Ta
BIJIITOBIJHUX BUTPAT PECYPCIB, @ TAKOXK 1HIIY BIANOBIIHY 1H(QOpPMALIIO MOXKHA
J0J1aTy 3a AO0NOMOror KHoOnku /lomatu ocHameHHs. CTOpiHKA 1IHCTPYMEHTIB
MICTUTh I'ATh MEPEMUKAUiB BUIY: BX1JIHI JaHi, OTJsiJl, KOMIIOHEHTH, BapTICTh,

pecypcu. (pucyHok 2.45)

4+ Add Tooling
Calculate detailed Tooling Costs and Resource Consumption

Pucynok 2.45 — Tooling

5. Omnuis Piece Cost —3aranbHa BapTICTh 32 IITYKY PO3PaxOBY€ETHCS B PAMKax

bOro Kpoky. Lls BapTICTh CKIAAAEThCA 3 JNEKIIBKOX KaTeropiil: OCHAIEHHS Ta
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BUTpATH HA TE€XHIYHE OOCIYroByBaHHs, BapTICTh MaTepiaiy, BapTiCTh BUPOOHUYOI

JH1i, BapTICTh NEPEPOOKHU, BAPTICTh JIOTICTUKU. (PUCYHOK 2.46)

. 4
production J{ Plan J{ Tooling ISt

Add Piece Cost

+
I : Calculate the Costs per Part

Pucynox 2.46 — Piece Cost

®yukuionan Die Face Stage (pucyHok 2.47) mpuUCBSYEHHI NPOEKTYBAHHIO
reoMeTpli IMTaMIyBaJIbHUX IHCTPYMEHTIB BIANOBIIHO /10 BUPOOHUYOI JIiHIT Ta
TEXHOJIOTIYHOTO TMpoIecy, sKI 3adaHl Ha eram IulaHyBaHHs. IIporpamze
3a0€3MeUeHHs J103BOJISIE IIBUIKO OIIHUTH KIJIbKa aJIbTEPHATUBHHUX KOHIIEMIIIN
nporiecy. Oneparii Ta iX 3MICT aBTOMAaTHYHO 3aIlyCKalOThCs 31 CTajlii MJIaHy 1 HE
MOXXYTb OyTH ICTOTHO 3MiHEH1 Ha CTajll IITaMIyBaHHs. byab-sKka 3MiHa, BUKOHaHA
Ha CTajli IJaHy, HErallHO MOIIMPIOETHCS HA CTAJII0 I'PaHe mTamna 1 HaBHaKH.
[TocniioBHICTh MOJEIIOBAHHS T€OMETPIl IHCTPYMEHTIB IITaMIIa orepaniii MOBUHHA
OyTH BHKOHaHa, MOYMHAIOYM 3 OCTAaHHBOI omepauli (Hampukiag, GopMyBaHHA) 1
MOBEPTAOYUCH JI0 NEpIIol (HAmpuKiIald, BUTXKKA). Llg mpouenypa ao3Bosisie
CKOIIIOBAaTH BUOpPaHi rpaHl B FEOMETPII0 IHCTPYMEHTY B NONEPEIHIO OIEepallito, B

iHI_HOMy BHIIAAKY BOHM aBTOMATHYHO BUIAJISAOTBCA.
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Dependent on None  ~ Use Symmetry o

Pucynok 2.47 — Die Face Stage

Oynkuionan Blank Stage (pucynok 2.48) npornoHnye omniiii AJisi: BU3HAYEHHS
3aroTOBKH (KOHTYP, KyT HAXMIIy 3arOTOBKH, 11 TOJIOKEHHS, TUIl CUMETPIi), BUPI3iB
3aroTOBOK, JIIHIA 3BaprOBaHHs, 30H MPOKATKH 3arOTOBOK 1 30H 3aIlJIaT, a TaKOX
OOMEXyBaJbHUX JIIHIA I MOJEIOBaHHS; BKIJIAJIEHOCTI Ta BOYIOBYBaHHS
KOHTYpY B pO3Kpil (omTumizallis 3a miomniero ado I[IHOI0); OTJISAYy pe3yabTaTiB

(Bara Ta I[1HU, BUJI 3aTOTOBKHU Ta PYJIOHY).

3aJIe’KHO BiJ TOCTYNHHUX BXIJHUX JAHUX KOPUCTYBad MOXKE BUOpATH OAMH 3
YOTHPHOX BapiaHTIB BU3HAYEHHS 3arOTOBKHU: CTBOPEHHS IUIOCKOI 3aroTOBKH;
CTBOPEHHsI 3arOTOBKM JUIsl MPOTPECHUBHOTO LITaMIIA; CTBOPEHHS MOINEPEAHBO

ne(hopMOBaHOI 3arOTOBKH, CTBOPEHHS ONEPEIHBO C(HOPMOBAHOI 3arOTOBKHU.
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+ Create Flat Blank
W Create a flat blank defined by a 2D outline.

+ Create Flat Blank for Progressive Die
 Create a strip

4 Create Predeformed Blank
Create a 3D blank for Meisterbock simulation.

Pucynok 2.48 — Blank Stage

VYV ¢yskuionani Process Stage Bci BxXigHl JaHl JUIs BCIX omepamii
BU3HAYAIOTBCA HA IbOMY €Taml 1 NepenarThcs B BupimryBad AutoForm —
Incremental. Ile Bkmrowae iHpOpMAaLilO MPO KIUIBKICTh 1 IMOCHIIOBHICTh KPOKIB

orneparii, FEOMETPII0 IHCTPYMEHTY, MOJ0KEHHS IHCTPYMEHTY 1 KIHEMATHUKY.

Ham migknovyaetbes (QyHKIioHan Simulation ayisi BUpPILMIEHHS MOJEIIOBAHHS
MIPOLIECIB JINCTOBOI'O HITAMITyBaHHS.

JIJ1s1 BUKOHAHHS aHaJI13y TEXHOJOTTYHOTO MPOLECY JUCTOBOrO IITAMITyBaHHS B
Autoform na 6a31 CostEstimator, HeoOxinHO B (yHKkuioHanm Plan Stage Binkputu
omnirito Tooling, 1 mporpama aBTOMaTUYHO BUBEJE Alarpamu 1 TaOIuIll 3 BUTpaTaMu
0 omeparlisx.

B omnuii Tooling (pucyHok 2.45) mpoBOOUTBHCA JEeTalbHUI PO3paxXyHOK

BApTOCTI OCHAIIIEHHS Ta BIMOBIIHUX BUTPAT PECYPCIB.
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EYPDN e
Production J( Plan JIQES

m Overview Components Resources

Pucynok 2.49 — 3arpatsl B Tooling

VY Brumanui Input (Bximui nmani) (pucyHok 2.50) mpencTaBiieHI HAacTyIHI

napameTpu

( settings )( Production )( Plan JRLELTL"

m Overview Components st ' Resources

¥ Calculation Settings
e Inner Panel
=5 No
No
e Medium Strength Steel

v Additional Cost

Operation Cost Value € Description

Pucynoxk 2.50—- Input

1. Tun geram (Part Type) BIuiMBae Ha po3paxyHOK Ha pPiBHI KOMIIOHEHTIB, a
TaKoXX Ha PO3pPaxyHOK MeXaHiuHoi 00poOku. Tum nerani 3amaeTbcsl Ha eTari

IMIIOPTY (CUMETPIS 1 TUIT JeTail) 1 MOXe OyTH 3MIHEHUH TUIBKU TaM.

2. Po3paxynok npyroro komiuiekty mrammiB (Calculate Second Set of Dies),
AKIIO OIS BKIIOYEHA, TO IJIsl CHMETPUYHOI 1€Talll aBTOMAaTUYHO PO3PAaXOBY€ETHCA
Apyruil HaOlp mTamMmiB (SIKIIO ApyTa AETalb BIACYTHS B IMIOPTOBaHIA reoMeTpii),
HaIpUKIaJ, BU3HAYUBIIN TEXHOJIOTIYHUMN IJIaH 3aJHBO1 JBEpl 3J1iBa, BU MOXKETE
BKJIFOYMTH HaOlp IITaMIIB Ui BIANOBIAHOI 3aJHBOI JBEpi CIipaBa y BapTICTh

OCHAIIIEHHS 32 JOIOMOTOFO II€1 omi.
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3. Po3paxynoxk cumertpii (Include Symmetry Calculation), sixiiio BcTaHOBIEHO
3HAQ4YEeHHSl TaK, TO JAETalb OOYHMCIIOETHCS K CHUMETpUYHa JeTanb. lle 3HaueHHs
aBTOMATHYHO BCTAHOBIIIOETHCS 3aJIEKHO BiJ] MapaMeTpa CUMETPii, 00OpaHOro mij yac
IMIIOPTY JleTali. Aje MOXXHA MEPEBU3HAYUTU HaAJAIITyBaHHS, KO, HAMPUKIA,
OyJia IMIOPTOBAaHA BCSA F€OMETPis CUMETPUYHOI JIeTalli (3aMICTh OJIHI€] MOJTIOBUHU
reomeTpii).

4. Tun pynony marepiany (Coil Material Type) 3anexHO Bif MIITHOCTI Ta
IIITBHOCTI Martepiaily JJjisi oOpaHOro Marepiaiy Oyze 3acTOCOBAaHO aJ€KBATHUM

KOe(IIIEHT IOIJIaTH 10 3arajbHOI BAPTOCTI 3a OIEpalio.

5. Honatkosi Butpatu (Additional Cost) koprcTyBad MOKe€ BBECTH BUTPATH,
K1 HE BPaxOBYIOTHCSl B paMKaxX CTaHAAPTHOrO po3paxyHKy. JlolaTKkoBI BUTpATH

BU3HAYAIOTHCS JIJISI KOXKHOI OTepariii.

VY Bruanni Overview (pucyHok 2.51) BiioOpakaroThCsl HAMOUIBII BaXKJIUB1
B1JIOMOCTI, IO CTOCYIOThCSA PO3PaxXyHKY BUTPAT 1 [IJIaHY IPOILIECy, TepepaxoBaHi Ha
Bkiaami Overview tab. Bapricts oaniei omeparii (Cost per Operation) MIiCTUTB
iH(opMallito Mmpo 3arajbHy BapTICTh 1 TICTOTpaMy 13 3a3HAYEHHSIM 3arajlbHOi
BapTOCTI JUIsl KOXKHO1 omeparlii Ta Habopy mramiiB. BapTicts 3a kareropisimu (Cost
per Category) MICTUTh KPYTOBY JllarpaMy pO3MOALTY 3araJiIbHUX BUTPAT 33 PI3HUMHU

KaTeropissMHU BUTPAT 1 3BeJIeHY 1H(POpMAIIito PO 3MICT KOKHOT omneparii.
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¥ Cost per Operation Total Tooling Cost: 480996 €
120k

100k

80k

60k

40k

20k

il

D-20 T-30 T-40 F-50 F-60 M-70 [290,
40442 117273 92312 64401 54317 0 224

4 »

¥ Cost per Category

- Engineering 22,7 % 109400 €
B ciCMachining 200% 96020 €
B oie Making 18.3% 87994 €
B vout 11.1% 53155 €
B ool Material  8.6% 41526 €
Bl other 19.1% 91656 €
) Hardening 0.3% 1245 €

Pucynok 2.51 — Overview

YV  Bruagmi  «KommoneHTm» (pucyHOK 2.52) mpeacTaBieHHl  HaOIp
KOMITIOHEHTIB 1HCTPYMEHTY, IOB'S3aHUX 3 KOXXHUM eTaroM OOpoOKHu, 0a30BUM
BY3JIOM 1 IITaMIIOM. Y BKJAJll MepepaxoBaHl BCl KOMIOHEHTH 1HCTPYMEHTY, IIO
PO3IIIAIAI0ThCS ISl po3paxyHKy. CIUCOK cOpTyeThed 3a onepatismu. st KoxKHOL
BUOpaHOi omeparli 31 CIUCKY 3J11Ba CIIOYATKy MEePEepaxOBYIOThCS BCl KOMIOHEHTH
00poOKH, a MOTIM KOMIIOHEHTH 1711 6a30Boi 301pku. bazoBa 30ipka 1 KOMIIOHEHTH
Ha0opy IITaMMiB JOCTYIIHI 1 pelaryroThcs 3 eTany BUpoOHMYoi diHii. JlocTtyn 1o
KOMITOHEHTIB 00OpOOKH MO>KHA OTPUMATH 3 €Taly IJIaHy npoiecy. Bci koMnoHeHTH
IHCTPYMEHTY, SIKI HEOOX1JH1 JUIsl BIAMOBIAHOI Ail IHCTPYMEHTY, 110 BU3HAYAETHCS
0J10kOM 00pOOKH, MOB's13aH1 3 0710K0M 00poOKu. [Ipu BHOOP1 onuHMI 0OpOOKHM Ha
MaHel IMJIaH MPOIECy 1 KIAllaHHI MPaBOI0 KHONKOK MUUI/TIpaBKa BIIKPUETHCA
J11aJIOTOBE BIKHO Ha MICIIi 31 CIUCKOM BCiX HOCTYIMHUX KOMIIOHEHTIB 1 JOKJIAJHUMHU
po3paxyHKaMH Jisi 00OpaHOTrO KOMIOHEHTa. Y po3auii BimomocTi mepepaxoBani

CIIO’KMBAHHS PECYPCIB 1 pe3yIbTYIOUl BUTPATHU IJI KOXKHOTO €Tany BUPOOHUIITBA 1
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Martepiany. KokeH KOMIOHEHT Mae MeBHI peAaroBaHi abo BHAMMI HapameTpu

(BuaMMI 3HaYEHHS € 1HGOPMAIIMHUMU, BOHU HE BIUIMBAIOTH HA PO3PaXYHOK).

Input ' Overview E&JphLnSisl Cost ' Resources

OPs and Die Sets ¥ Processing Unit Components
Punch

T-30 Die
T-40 Binder (without Adapter)
F-50 ¥ Base Assembly Components
F-60 Shim
M-70 Blank Guide
Die Set [D-20] Springloaded Ejector /Stripper
Die Set [T-30] Panel Lifter
Die Set [T-40] Guide Pin bet...ower Die Shoe
Die Set [F-50] Guide Bushing...ower Die Shoe
Die Set [F-60] Bolt M10

Pucynok 2.52 — Components

YV Bruaami Cost (pucyHok 2.53) moKa3aHO pe3yJbTaT BHUTPAT Ha
IHCTpYMEHTaJbHI 3aco0u. KokeH psaok Tabuuil BUTpaT BIANOBIAAE BUPOOHUYOMY
etanmy abo Marepiajay BIANOBIJHO, a KOXKE€H CTOBHIELb - omeparii abo mramiry
BIIMOBIAHO. 3arajibHa BapTICTh KOKHOTO €Tany BUPOOHUIITBA a00 MaTepiany (cyma
B PAIKY), BIATIOBIAHO, 1 3arajbHa BapTICTh ISl KOKHOI ONEpallii, a TAKOX 3arajbHa
CyMma BUTpaT Ha TapTyBaHHs 1 MaTepiaj po3paxoBYIOThCS JUIsl BUITYCKY IPOIYKIII.
P10k 101aTKOBUX BUTPAT MICTUTh 3HAUYEHHSI, TOJAaH1 Ha BKIAAL1 BBeIeHHA. Ps1ok
JOIJIaTH MICTUTh JOIUIaTy 3a BCl BUTPAaTH B paMkax ofHiei omnepauii. Lle

MarepianbHa Haj0aBKa, BU3HaUeHa B craHaapTi OCHallleHHs.
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e

Components

.

-'ITotaI ;lD-ZO

Cost

Resources
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e ~———
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P Engineering 109'400| 14356 24'728 19'146 15272
P CNC Machining | 96'020( 10'021 23659 16'449 16'589
P> Die Making/.. nufacturing | 87‘954 3606 24668 16'368 11713
b Die Tryout | 53155| 4246 19446 12904 10249
P Cast/Steel 38'5A2A2 4629 4198 3477 3546
P Other Materials 3005 77 746 743 528‘
b Other Costs 82225 2714 17089 21084 4824
» Hardening 1'245 - 440 332 417
Additional Cost L - - - -
Surcharges | 9'431

480'996 117273

Pucynok 2.53 — Cost

Cepen uux KaTeropii - TPUALSATH 1B €TaNy BUPOOHUIITBA, M'SITHAIISATH TUIIIB
MarepialiB 1 YOTUPU TUIH 3MIITHEHHS (JIeTaJIbHUI CIUCOK IUB. HUX4Ye). Butpartu B
rpadiyHOMY iHTEpQEiCl NPEACTABICH] Y BUTIIAAlI OKPYTJIEHUX 3HAYEHb; B €KCIIOPTI
BUTPAT - HEOKPYTJICH] 3HaUeHHs. 3a nornoMororo kHonku Show Kilo BHU3Y MoxkHa
NEPEKITIOYUTH BITOOpaKEHHS 3HAUYECHb Ha OLIbII KOPOTKY HOTALIK 3 MHOXHUKOM
1000 1 Hazan (mokazatu 1000).

V¥ Briagui Resources (pucyHok 2.54) y BepxHIM 4acTHHI TaOJIMII PECYpCIB
BKa3aHl pO3paxyHKOBI TPYAOBUTPATH 1 TOJAWHU OOpOOKHU. Y pO3IUII MaTepiajiB
HUKYE BKA3aHO KUIbKICTh HEOOXIJHOrO Marepialdy B KI (32 BUHSATKOM TOTOBHX
KOMIOHEHTIB/CTaHJaPTHUX KOMIIOHEHTIB). {7 3MIIIHEHHS JOJIaTKOBO BKAa3y€ThCA
pO3paxyHKOBa KUIbKICTh KinorpamiB (y pa3i rapTyBaHHSI cTajieil ab0 IMOBHOIO
3MIIHEHHS BIAMOBIAHO) a00 B MeTpax (Jla3epHE IMOBEPXHEBE 3MIIHEHHS a0o
IHAYKI1MHE 3MIIHEHHA BIANOBIAHO). Ipyruil cToBIELb MOKA3Y€ 151 KOKHOTO PSIKa

OJIMHUITI0 BUMIPY, B SIKI BOHA OOUHCIIIOETHCS.
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Input = Overview Components ' Cost G

it [Total D20 [t30  [T40  [F
373 286

¥ Engineering h 1675 225
Process La...Simulation h 53 11 11 11
Full 3D Tool Design h 914 107 208 164
Styrofoam Pattern h 307 58 - 27
Full 2D a...ogramming h 402 48 110 85
P CNC Machining h 1'282 137 330 221
P Die Making/...nufacturing h 1467 60 411 273
» Die Tryout h 747 55 230 136
» Cast /Steel kg 26'050 1714 2590 2'230
P Other Materials - - - - -
» Other Costs - 82225 2714 17089 21'084
» Hardening - - - - -

Pucynok 2.54 — Resources

2.8.2 Meroauka NpU3HAYEHHS NapaMeTPiB TEXHOJIOTIYHOI0 001 AHAHHS

B cTaHaaprax Autoform

Jlns Toro mo0 NPU3HAYUTH MMapaMeTpU TEXHOJIOTIYHOIO OOJaJHaHHS B
Autoform, kopuCTyBau NHOBHHEH 3aBaHTAXXUTH CTaHAApT Press depe3 OCHOBHE
MeHI0. Y 0a3i JaHux cTa”aapTiB Autoform BUKOPUCTOBYIOTHCS YOTUPH THIIH

TEXHOJIOT1YHOTO OOJIaJIHaHHS: Mpec JUIsi BUPYOKM 3aroTOBOK, JIiHISA IPECIB,
0araTono3uUIMHNAN MPeC 1 Ipec sl IPOrPECUBHOTO ITAMITYBaHHS.

[lepmnmM eTanoM € CTBOPEHHS CTaHAAPTY 3aJ€XKHO BiA TUIly oOjagHaHHA. B
OCHOBHOMY MEHIO CTaHJapTy Press HEOOX1AHO HATUCHYTH KHONKY New 1y BiKHI,

10 BIAKPHWJIOCS, BUOpATH TUIT 00J1aJHAHHS (PUCYHOK 2.55)
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x| Press Standard = =

Production Line ProcessPlan | Tooling

Presses
Blanking Press
Transfer Press
Progdie Press
2
T
E‘ e E§ i

Pucynok 2.55 — CtBopeHHs Ta BUOIp TUILY 00JIaJHAHHS

Jpyrum ertanoMm y BiKHI, IIO BIAKPWIOCS, KOPUCTYBad MOXE 3aJaTh IM's

obnagHanHs B Moayli Presses y Bkianii Customer Presses (pucyHok 2.56)

Production Line ProcessPlan | Tooling
Presses
Name Poe
Properties PressBed 1 [
A Name Value Unit

=} No Category
Type Transfer Press
Factory Factory 1
Department 123
Press Classification Tandem Small
Part Material Steel
Automation Rails
Pneumatic Actuation Without Air Actuation
Max Number of Blanks 1
Inventory Number 123456789
Pitch 650 mm
Max Stroke Rate 50 1/min

Pucynok 2.56 — IIpu3zHauenHs iMeHi 00IaHaHHS

TperiMm eramoM KOpUCTyBad pejarye JaHl y BIIACTUBOCTAX IIpeca, SIKUN
BUKOPUCTOBYETHCSI Ha 3aBOA1 JIs1 BUPOOHUIITBA MOTPIOHOI KOPUCTYBAYEBl AETAIIl.
VY BIacTUBOCTSIX KOPUCTYBad4 MOXE BHECTH JlaHi MPO THUI Ipeca, 3aBOA, BIIJALII,
Kkiacudikaiii mpeca, Marepiaii AeTaii, aBToMaTU3allll, MHEBMAaTUYHOMY MPUBOII,
MaKCUMaJIbHI KUIBKOCTI 3aroTOBOK, IHBEHTapHOMY HOMEpi, KpoIll Iojadl,
MaKCUMaJlbHIA 1 MIHIMQJIbHIM MIBUIKOCTI XOAYy, Yacl 3MIHU 1HCTPYMEHTY,
MOTOAMHHIN BapTOCTI BUTPAT Ha mpec (pUCYHOK 2.57), peaaryBaHHS BUKOHY€ETHCA
MOJBIMHUM HATHUCKaHHSAM Ha TMOTpIOHMI mapaMeTp 1 BHECEHHSAM JaHUX

KOpPHUCTYyBaya.
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Properties IPressBed 1 |

A Name Value Unit
=9 No Category
Type Transfer Press
Factory Factory 1
Department 123
Press Classification Tandem Small
Part Material Steel
Automation Rails

Pneumatic Actuation Without Air Actuation
Max Number of Blanks 1

Inventory Number 123456789

Pitch 650 mm
Max Stroke Rate 50 1/min
Min Stroke Rate 5 1/min
Tool Change Time 0.5 h
Press Hourly Cost 0 usd
Default Press false

Additional Description
Additional Data File Path

Pucynok 2.57 — BnacTuBOCTI nipeca B CTaHIapTi

YeTBepTUM €TaNIOM KOPUCTYBau peAarye BIaCTUBOCTI TOB3YyHa Ipeca, Uil TOTO
o0 JojaTy MOB3yH HE0OXiMHO HAaTHUCHYTH KHOmKy Add. V Bkmanmi Press Bed
HaBEJICHI HACTYIIHI XapaKTEePUCTHKU: 3YCHJUISI NPUTHCKY, 3yCHJUIL Ha IOB3YHI,
IIMPHUHA IOB3YHA, JOBXMHA [TOB3YHA, IIMPHUHA 1 IOB)KWHA CTAHUHH, 3aKpUTA BUCOTA,
xia (pucyHok 2.58). PenaryBaHHsl mapamMeTpiB BUKOHYETHCS TaK camo MOJBIMHUM

HAaTUCKaHHSIM Ha MOTPIOHUIN apamerp.

o
Press ed m EE copY

Properties I Allowed Operations [ Default Operations |

Properties PressBed 1

A Name Value Unit
= No Category

Binder Force 0 N
Ram Tonnage 2500000 N
Ram Length 4500 mm
Ram Width 2500 mm
Bed Length 4500 mm
Bed Width 2500 mm
Shut Height 1000 mm
Stroke 600 mm

Pucynok 2.58 — BnactuBOCTI OB3yHa mpeca
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[I'atum etanom € BHeceHHs naHux y Bkimanui Allowed Operations, B skiid
BKa3YyIOThCS [103BOJICH1 ormepauii s oOnamHanHs. CHUCOK y JIBIM YacTHHI
penaktopa (Bkiaaka «Jlo3BosieHi onepaltii») mokazye npu3HaueHi Ha JaHU MOMEHT
J03BOJIEHI Omepallii; CIUCOK MpaBopyd MOKa3ye BCl JOCTYIHI oneparii (pUCYyHOK

2.59)

IIpaBas 4acCTb

Properties PressBed 1

Properties = Allowed Operations | Default Operations |
Name JIeBasa 49acCThb Filter

Name

= {2 Available Operations
Single Action Draw
Double Action Draw
Blanking
Cut-Off
Trim
Crashform
Form Trim

L G

Pucynok 2.59 — Jlo3BosieH1 oneparlii st 00J1aJHaHHS

Jlonatn HeoOXiAHY omepalilo MOXHa IUIAXOM BHOOpPY omepauii B IpaBoOMy
CIUCKY 1 HaTthckaHHs kiapimi Add, micns uporo omeparis mepeiiie B CHUCOK
J03BOJICHUX omnepauiil. Buganenns omnepauii 3a1iCHIOETECA BUOOPOM omepanii B
J1BOMY CIIMCKY 1 HATUCKaHHSM Ha Remove, micis 4oro paHa onepaiiisi BUJAISETHCS
31 cnucky Jno3BosieHux omepariii. Up/ Down He BIIHOCUTBCS JI0 JIO3BOJICHUX
omepailiif, a BAKOPUCTOBYETHCS TIIBLKH JJISI OIepalliil 3a 3aMOBUYBaHHSIM.

Ha mocroMy eranmi KOpUCTyBau MOX€ BHECTH 3MIHM B oOlepamii 3a
3amoBuyBaHHsIM y BkJaaui Default Operations. [lociniioBHICT 32 3aMOBYYBaHHSIM
BU3HAYAETHCS 1A KOXKHOrO Impeca (He s mpeca), TOOTO AJiA JIiHII HpeciB 1
3aroTOBOYHUX IMPECiB NOBMHHA OyTH BH3HA4Y€Ha TIIBKM OJIHAa oOIlepamis 3a

3aMOBUYYBaHHSAM JUIs mpeca. [lociiioBHICTh onepaiiil s IpOrpecUBHUX MPECIB
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MOXke OyTH BIJperyIb0BaHa Ha OCHOBI MOTOYHOTO KPOKY 1 pO3Mipy CTAaHUHH TMpeca.
KopuctyBau moke nomaTu: HUIAXOM BHOOpY ormepalii B HpaBOMY CIHCKY 1
HaTUCHYBIIM Ha Add, micis mporo omeparlisi JOJA€ThCS A0 CIHCKY Omepaliii 3a
3aMOBYYBAHHSIM, TAaKOX KOPHUCTYBau MOXE BUIAIUTH, BUOpPABIIM OMEpaIlil0 B
J1BOMY CIIUCKY 1 HATUCHYBIIM Remove, miciist 4oro oneparisi BUIAISETHCS 31 CIIUCKY
omepailii 3a 3amoBuyBaHHsM. Up/ Down: nuisixom BuOOpy omepailii B J1BOMY
cnucky Up/ Down s omepamiss nepemimyetrbes Up/ Down B mOCIHiIOBHOCTI
orepauiii 3a 3aMOBYYBaHHSIM.

CboMuM eTamloM € 30€epekeHHS BIAPEAaroBaHOro CTAaHAAPTY IS
TE€XHOJIOT1YHOTO OOJaJHAHHS, BUKOPUCTOBYIOUM KHOMKY Save As 1 MpONUCYHOYH

HUISIX 30€peKEeHHS.

2.8.4 BucHosku

1. BcraHoBn€HO, 10 METOIMKA PO3POOKH Ta aHaIII3y TEXHOJIOTTYHOTO MPOLECY
auctoBoro ImrammyBaHHS B Autoform nHa 0a31 CostEstimator 1 meToauka
MpU3HAYEHHSI NTapaMeTpiB TEXHOJIOTIYHOro 00JIaiHaHHS B cTaHjapTax Autoform,
Nopsil 3 NMPOEKTYBAaHHAM T€OMETpli Ta OCHOBHHUX €JIEMEHTIB IITAMITyBaJIbHOIO
OCHAIEHHS i BUTSKHUX omepaiiid, € (QpyHIamMeHTOM Uisl OL[IHKM BUTpAT Ha
BUTOTOBJICHHS IITAaMIYBaJbHOTO OCHAIIEHHS 3 TOYHUM MPOTHO3YBAHHSIM BUTPAT
e 10 IMOYaTKy IpoOLEeCY NPOEKTYBAHHS Ta BUTOTOBJEHHS IITAMITyBaJbHOIO

OCHAaIlICHHA

2. Po3poOneHo ABI METOAMKM Ta OMUCAHO NPOEKTYBaHHS TeOMETpii Ta
OCHAIIICHHSI €JIEMEHTIB IITaMITyBaJIbHOTO OCHAIICHHS JJIsl BUTSOKHHUX Omepaiiid B
AutoForm na 0a31 moayns CostEstimator. OcHoBa nepiiioi METOAUKU TONSATaE B
pO3poOILI Ta aHaJI31 TEXHOJIOTIYHOIO MPOLECY JIMCTOBOIO IITAMIyBaHHS Ha 0asi
CostEstimator. CyTTio apyroi METOAMKHA € TPU3HAYEHHS MapameTpiB

TEXHOJIOTIYHOTO O0JIaIHAHHS B CTaHAApTaX MPOTPaMHOro NpoaykTy Autoform.



&4

3 OBPOBKA I OBI'OBOPEHHA PE3YJBTATIB JOCJIII?KEHD

3.1 MoaenoBaHHs BUTSIKHHMX IePexXoaiB i ocHaleHHs B Autoform Ha 0a3i

CostEstimator pas geraJji «IllaHeap migjaoru 3aaausa»

3.1.1 MoaesiroBaHHS BUTSIZKHOI'O IIepPexXo1y Ta ocHalleHHs B Autoform
nas aeradi «llaneas migoru sagus»

[lepmmm eTanoM MOJENIOBaHHS BUTSDKHOro mnepexoxy neranl «llanens
M1JUIOTH 33JIH» € IMIIOPT T€OMETPii JeTall Ta poOoyoro iIHCTpyMeHTy B Autoform.
Leit mpouec BUKOHY€eThCA B MoAyJl Part Stage 3 Bukopuctanusam oniiit Import Part

ta Import Tools (pucynox 3.1).

¥ Import Part ¥ Import Tool
Import Part Geometries from Fie Import Tools or Additional Geometries
- from File

Pucynok 3.1 — Imnopt aeraini ta po6odoro ocHaieHss B Autoform

Hpyrum etanom € Bu3HayeHHs1 yMoBHU Haxwiy (Tip) iMmopToBaHMX reomMeTpiid
1 TMOJOXXEHHS BIIHOCHO LEHTPY IITammna, JaHUW eTalm BHUKOHYETbCA 3

BUKOpucTaHHAM onuii Manual Tipping (pucyHok 3.2)
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Pucynox 3.2 — Tip

Tperim eranom € BU3HA4YECHHs Martepiaiy 1 TOBIUMHHU y Bkiaaui Material, mis
BUBAHTaKECHHS MaTepiany HeoOxinHo BuOpatu omiito Add Material, 3 610mi0TekH,
10 BiAKpuiacs, BkazyeTbest matepian Europe-> Steels for cold forming-> DC04 1
3a/1a€ThCSl TOBIIMHA Marepiany, JJs JaHOl JeTalll TOBIIMHA CTaHOBUTH (0,7 MM

(pucyHnok 3.3).

Add Material Editor

Material DC04.mtb Import...

Thickness 0.700 mm |'%

Pucynok 3.3 — Martepiai 1 TOBUIMHA

UeTBepTUM €TarioM MOJICIIOBAHHS BUTSIKHOTO MEPEXO01Y € BU3HAUCHHS TUJIaHy
nporecy B mMoayni Plan Stage. [Ins ckiianiaHHs HOBOTO IUJIaHY BHUKOPUCTOBYIOTH
¢yukiito Create Plan. V BikHI, 1m0 BigKpuiocsi, HEOOXiJHO BUOpaTH OIepailito
Double Action Draw 1 BuOpatu o06s1aiHaHHs, BUKOPUCTOBYIOUM PyHKIit0 Replace
Press. Onepartis BUTsoKKH Juist fetani «llanens migyioru 3aaHs» BUKOHYETHCS HA

TpaHchepHOMY Ipeci (pucyHok 3.4).
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v

D-20

| — T SR I

<~ Replace Press v & Edit v e " Delete Operation v

Pucynok 3.4 — Bubip onepariii Ta o01agHaHHS

[I'aTum eramoM € CTBOpeHHsI MakeTa npouecy y Bkiaaami Plan. Jlns oneparii
«Butspkka» y TabnuIll miaHy HeoOXiJHO B KOMIpIl iepeTuny psiaka Draw Region 1

1 croBnug D-20 nmoaBiitHuM KianiandsM BUOpaTu onepaiiito Drawing. (pucyHok 3.5)

D E XS

Features v v m

Quter Trim

Pucynok 3.5 — Maket npouecy

[IlocTuM eraroM € BU3HAYEHHS reOMETpil 3aroTOBKH, JJISl LIbOIO HEOOX1AHO
BUKOpUCTOBYBaTH MoAyJsb Blank Stage 1 BuOpatu onmito Create Flat Blank. J{ns
netam «[laHenp niAIOrH 3agHsA» BHKOPUCTOBYETHCS MPSAMOKYTHA 3aroTOBKa
po3mipom 980x1080 mm. VY Bknaaui Outline notpi6Ho BubOpaTtu onuito Edit, y BikHi,
o BiAKpuiiocs, BuOpatu Sketch 1 BHecTH po3Mipu 3aroToBKH (pUCYHOK 3.6).

[To3u110HyBaHHS 3aTOTOBKH BUKOHY€ETHCS BITHOCHO MaTpPHIII.
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Curve Editor

Curve

3arotoeka

Center

B Keep Aspect Ratio

Angle 0.00 ° 5

Corner Radius 0.00 mm "<

[ Keep All Equal
B Keep Maximal

Apply Rounding
¥ Outline
Symmetry

Outline

Position |

Roll Angle =

Pucynok 3.6 — 3aroroBka JJisi maHes i mijIorTy 3aAHBOT

CbOMHM €TarnoM MOJENIOBaHHS BUTSDKHOTO MEPEXO0/y € 3aBJIaHHA IMapaMeTpiB
1HCTpyMeHTy B Moayil Process Stage. /Ings Ram norpiOHO BuUOpatH myaHCOH
(Punch), ans uporo motpiOHo BuOpatu om0 Geometry -> Define 1 BuOpartu
HEOOX1IHE OCHAIIIEHHS 31 CHUCKY, Takoxk npuzHauutu pyx Tool Contact -> Upper

Side of Blank, a B Support Type Bka3zatu Rigid (pucynox 3.7).

Pucynok 3.7 — Ilyancon

s Bed nmotpioHo BuOpatu Matpuiio (Die) mis nporo nmorpibHo BUOpaTu

oniito Geometry -> Define 1 BuOpaTu He0OXi1HE OCHAIIICHHS 31 CIIUCKY,
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nami npuzHauntu pyx Tool Contact -> Lower Side of Blank, B Support Type
Bkazartu Rigid (pucyHnok 3.8)

Pucynok 3.8 — Marpuns
Jlis Binder Ram nmotpibHo BuOpatu nputuck (Binder) mns uporo morpioHo
BuOpatu onuiro Geometry -> Define 1 BuOpatu HeoOX1JHE OCHAILEHHS 31 CIHCKY,
nani npusHauutu pyx Tool Contact -> Upper Side of Blank, B Support Type Bkazatu
Force Controlled mono Die, gam Bka3aTH XiJg 1 3yCHLIsA JUIsl KOXKHOI ornepanli 1i

3Ha4YeHHs CBOi (pUCYHOK 3.9)

Pucynok 3.9 — [Ipmxum

BocbMuM eTanoM € 3amycK poO3paxyHKy CUMYyJLii B MoayJi Simulation,

BUKOPUCTOBYIOUYM KHONIKY Start y Bkiaami Start. (pucyHok 3.10)
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Configure...

¥ (No Queue Selected)
0. JobName Owner Type Status

v Back-end License Configuration

Parallel Execution Paralel 4 ~| @

Pucynok 3.10 — 3anmyck po3paxyHKy BUTSDKHOI onepauii 1y getam «llanens

M1JUIOTH 3aH)

3aBeplIaIbHUM €TallOM MOJIEIIOBAHHS BUTSKHOTO MEPEXOY Ta OCHAILIEHHS B
Autoform ans nerani «Ilanenp mianoru 3aaHs» NPU3HAYEHO NEPETs pe3yJIbTaTiB

BUKOHAHOI cUMYJIsILi. (pucyHok 3.11)
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Pucynok 3.11 — Ilepuunii BUTSKHUN niepexiz AeTail

[Iporpamuuii komriekc Autoform 103BoJIsi€ JOCUTH MIBUAKO ITPOAHAII3yBaTH
HITAaMIIyBaHICTh JAETalll Ta ONTHMI3yBaTW TEXHOJOrYHUK mpouec» [12, c. 1].
[lepernsg pe3ynbTaTy cCUMYJIALIT BUKOHY€EThCs B Moyl Evaluation Stage, B sikomy
KOPHUCTYBa4 MOY€E JIETKO 3HANUTH BIANOBIJIHI 3MIHHI P€3yJbTaTy ISl OL[IHKH PI3HUX
KpUTEPIiB SIKOCTI. MOMXKJIMBICTh 3A1MCHEHHS TEXHOJOIIYHOTO MpoLecy A
oneparrii

«BuTspkKa maHen miJIory 3aHbO1» OLIHIOETHCS 3 BUKOPUCTAHHSM JlarpaMu
rpannyHux gepopmariii (FLD - niarpama), sika BigoOpaxae KpuBy rpaHUYHOI 3MIHH

¢bopmu FLC (pucynok 3.12)



Norlinear FLD | Thinring Limit
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Minor True Strain /
Iy 13.51% 218% (635 031% 022% [0055aN
Limits ~ 0.01 <002 2000% >030 0.00%

Pucynok 3.12 — FLD giarpama ¢popMOyTBOPIOIOUOI oneparii

91

3HaueHHs fedopmaniii 3HaXOAATHCSA HUKYE KPUBOI TPAaHUYHOI 3MIHU (OpPMHU

FLC, Takum unHOM miporiec popMOyTBOPIOIOUOi onepaiii « Butskka nanemni

M1JIJIOTH 33JJHO1» MOXJIMBUN 0€3 pO3pUBIB 1 YTOUHEHD.

[lepmmm etanom penaryBaHHsl ctaHnapty Process Plan € BubGip omepauii ta

TUIy OOJIaHAHHS, HA SIKOMY BUKOHYETBCS ONEpallis, TAKUM YUHOM JUJIsl JeTal

«ITanens mignoru 3agHs» y BKIaal Base Assemblies oOpano omneparito Draw Ta

ob0naananHs Transfer Press (pucynok 3.13)

ProductionLine | ProcessPlan | Tooling

Base Assemblies | DieSets | PieceCost | ProjectData |

Name
— Type
= E2LNo Category 5

T 2
Blanking/Cut-off Progdie Press
Form Trim
Crashform

Component Name \ Tooling Size (mm~2)

0.00... 2865k 2865k ... 6085k = 6085k ... 9875k = 9875k ... 2147483k

Guide Pin between Upper and Lower Die (Shoes) 4 4 4 4
Guide Bushing between Upper and Lower Die (Shoes) 4 4 4 4
Blank Guide 4 6 6 6
Guide Plate (Wear Plate on Die Heel) 8 12 16 20
Backing Plate (between Die Shoe/Base plate and Die Bolster) 0 0 0 0

Pucynok 3.13 — Bubip oneparii Ta Tumy o0gagHaHHS AJI MaHEN! M1JI0TH

3aJHbO1 YaCTUHU

YV Brmamm Base Assemblies KOMIIOHEHTH OOAUIAIOTECS Ha KOMIIOHEHTH
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npoIiecy 1 KOMIOHEHTH 0a30Boi 30ipku. KommoHneHTu nporecy, Taki sSiK MyaHCOH,
MaTpulls, TMPUTHUCK B MPOrpaMHOMY MPOAYKTI Autoform po3mi3HAIOTHCA
aBTOMAaTHYHO, TaKMM YHMHOM KIUJIbKICTh KOMIIOHEHTIB MpPOIECY pelaryBaTh B
cranaapti Process Plan He moTpi6Ho. s BuTskHOTO miTammna aetam «llaHensb
MIJJIOTH 3aHs» MiAI0paHO KUIbKICTh HEOOXIJHUX KOMIIOHEHTIB 0a30BOi1 301pKH

3aJIeKHO Bijl po3Mipy pobouoro ocHameHHs (Tadmuns 3.1)

Ta6muis 3.1 — KomnonenTu 6a30B0i 301pKU BUTSKHOTO LITAMITa

Ha3Ba komnoneHTa KinbkicTh
Ilyancon 1
Martpuus 1
[Tpmxum 1

Kiun 8
HanpsimMuaa 3aroroBku 4
[pyxunuuii 3HIMaY 8
3axXOIUIEHHS 3 IPUCOCKaMU 2
Kononka Hampasistoya 4
Brynka Hanpasisroua 4
bont M10 6

KinpkicTh KOMIOHEHTIB 0€3MOocepelHbO BIUIMBAE€ HA OLIHKY BHUTpAT
BUTOTOBJICHHS IITAMIOBOTO OCHAILEHHS Jisl KOHKpeTHOoi aetanmi. Ilicims Toro sk
BU3HAYEHO KUIBKICTh KOMIIOHEHTIB JIJIs1 0230B01 301pKH BUTSKHOTO IITaMIIa MMaHel
MIJIJIOTH 3aJHBO1, 1aHl 3aHOCATHCS B iH(MOpMaliitny 0a3y cranmapty Process Plan.

(pucyHok 3.14)
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Component Name \ Tooling Size (mm~2) 0.00... 2865k}l 2865k ... 6085k 6085k ... 9875k 9875k ... 2147483k
Guide Pin between Upper and Lower Die (Shoes) 4 4 4 4
Guide Bushing between Upper and Lower Die (Shoes) 4 4 4 4
Blank Guide 4 6 6 6
Guide Plate (Wear Plate on Die Heel) 8 12 16 20
Backing Plate (between Die Shoe/Base plate and Die Bolster) 0 0 0 0
Balance Block/Plate 0 0 0 0
Shim 8 8 8 8
Storage Gas Spring 2 2 2 2
Springloaded Ejector/Stripper 8 12 12 12
Panel Lifter 2 2 4 4
Fuse Protection 1 1 1 1
Guide Pin between Binder and Lower Die Shoe 2 2 2 2
Guide Bushing Between Binder and Lower Die Shoe 2 2 2 2
Bolt M10 6 0 0 0
Bolt M12 0 10 0 0
Bolt M16 0 0 24 0
Bolt M20 0 0 0 24
Bolt M24 0 0 0 0

Pucynok 3.14 — Komnonentu 6a30B0i 301pKH BUTSDKHOTO IITaMIIa MaHEeNl

O1JIOTH 3aJHbO1

[Ticnst BHeceHHs 3MmiH A0 Base Assemblies, moTpiOHO BUKOHATH peAaryBaHHs
HaOopy mtamna y Bkiamui Die Set. HabGip mtamma siBisie co000 1HCTPYMEHT 1
MPUCTOCYBAHHS NJI1 KPIMUICHHS OCHOBHUX POOOYMX YACTHUH IITaMIla, TaKUX SIK
MyaHCOH, MaTpulld. KilbKiCTh KOMIIOHEHTIB HA0Opy IITamia BCTAHOBIIOETHCS

3aJIEKHO Bij TUMY npeca. [ AMcToBOro mraMiyBaHHs JeTanl

«lTaneny  miamoru  3aaHs»  BUKOPUCTOBYEThCS  TpaHCepHHil  mpec
(OGaraTonmo3uIIiHUN TIpec), TOMY pearyBaHHs MapaMeTpiB BUKOHYETbCS s
«Transfer Press». Tak camo, sk 1 17151 6a30B01 301pKH, B HAOOP1 IITaMIIa 3a/1a€ThCA
He0oOXiHa KUIbKICTh KOMIIOHEHTIB JJIsl PI3HUX PO3MIPIB IHCTPYMEHTY BUTSKHOTO

mrammna (tadmauus 3.2)
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Ta6nuis 3.2— KoMnoHeHTH Ha0Opy BUTSHKHOTO IITaMIIa

Ha3Ba komnoneHTa Kinbkicts

[1nanka Hanpasmiso4ya 8

I"a3oBa npy’kuHa (HaKONNYYyBaJIbHA) 2
3anobikHuit 60T 2

CronopHwuii 601t 4

3ano0iKHUK 1

Kononka Hampapisitoya BEpXHbOi Ta HUKHBOT ITOJIOBUH LITaMIIa 4
Brynka Hanpasisiro4a BEpXHbOI Ta HUKHBOI II0JIOBUH IITaMIIa 4
Harmpagisitoua KOJIOHKA TOAYIIKH 4

Brynka Hanpasiisitoya noaymKku 4

Kittou 151 ieHTpyBaHHs 1
I'azoBa npy’KrHA MOAYIIKH 12

[TnuTa MBUAKOTO KPIIMJICHHS BEPXHS 1

[InuTa mWBUAKOTO KPITUICHHS HUXKHS 1

J1aTYuK MOJIOKEHHS JeTal 2

JlaH1 1110/10 KUJIBKOCTI KOMIIOHEHTIB HA0Opy IITaMIla BHOCITHCS 0 0a3u TaHUX
ctangapty Process Plan, miutu MmMBUAKOTO KpIMUJIEHHS HE BPaxOBYIOTHCS B
CTaHJapTl, OCKUIBKH MpOTrpaMHUIl MpPOAYKT Autoform aBTOMaTUYHO BHOCHUTH Iii
napaMeTpH IiJ] yac OI[IHKM BapTOCTI MPOEKTyBaHHs mTamna. Y Bkiadmi Die Set aiis
po3mipy iHcTpyMmeHTy 0...2865k BHeceHI 3HAUYE€HHS! KUIBKOCTI KOMIIOHEHTIB JJIs

BUTSKHOTO Tama jerani «Ilanens miamoru 3aaus». (pucyHok 3.15)
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Konn4yecTso KOMIIOHEHTOB [Is AeTany [TaHeNnb 1moa 3anHsis

I Component Name \ Tooling Size (mm~2) 0.00... 2865k | 2865k ... 6085k 6085k ... 9875k  9875k... 2147483 ]
Guide Plate (Wear Plate on Die Heel) 3 12 16 2
Balance Block/Plate 0 0 0 0
Storage Gas Spring 2 2 2 2
Fuse Protection 1 1 1 1
Guide Pin between Upper and Lower Die (Shoes) 4 4 4 4
Guide Bushing between Upper and Lower Die (Shoes) | 4 4 4 4
Tool Centring Key 2 4 4 4
Elastomer Spring 0 0 0 0
Tapered Centering Pin 2 2 2 2
Part Sensor 2 2 2 2

Pucynok 3.15— KoMnoneHT: HabOpy BUTSHKHOTO IITaMIIa

PenaryBanns omnmuiii Piece Cost 1 Project Data B cranmapti Process Plan
BUKOHYBATH HE MOTP1OHO, OcK1nbkH onilis Piece Cost BiAmoBigae 3a BapTICTh AeTall,
a B onuii Project Data mpezacTaBieHl HalamITyBaHH KopucTyBava. JlaHi omnuii He
BIUTMBAIOTH HA OIIHKY BUTPAT BUTOTOBJICHHS BUTSDKHOTO IITaMIIA JJIS A€TaJl TUILY

«ITanens migoru 3agHs» Ha €Tari PaHHbOTO MPOEKTYBAHHS.

[Ticnst Toro sik 3aKiH4E€HO penaryBaHHs ctaHaapty Process Plan, kopucryBau
30epirae BiApe1aroBaHuii CTaH1apT, BAKOPUCTOBYIOUM KHOIMKY Save As, 1 IPOIUCYE

UIsIX 30epekeHHs CTaHapTy (pUCyHOK 3.16).

ProductonLine | ProcessPlan | Tooling

Base Assemblies | DieSets | Piece Cost | ProjectData |

Name

= No Category
Die Set

Type
Transfer Press
Progdie Press

Component Name \ Tooling Size (mm~2 ) 0.00...2865k 2865k ... 6085 6085 ... 9875k = 9875k... 2147483

Guide Plate (Wear Plate on Die Heel)

Balance Block/Plate

Storage Gas Spring

Guide Pin between Upper and Lower Die (Shoes)

8
[
2
Fuse Protection 1
4
Guide Bushing between Upper and Lower Die (Shoes) 4

2

Tool Centring Key

Pucynok 3.16 — 36epexenns Process Plan ans nerani «[lanens mianioru

3a1Hs»
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3aBeplIaJIbHUM  €TalloM MpU  CTBOPEHHI CTAHAAPTIB JJs  MPOIECY
mramMiyBaHHs aetani «llanens migyioru 3agHs» € penaryBaHHsS CTaHAapty Press.
Butsoxkanii nepexin aertanm «llanens migoru 3aaHs» BUKOHYEThCA Ha 00JIaIHaHHI
Innocenti 1000, ganuii npec BIAHOCHUTHCS 10 TpaHCPEPHOTO TUMY OOJATHAHHS.
TakuM YMHOM, HEPIIMM €TanoM IpU CTBOPEHHI cTaHaapty Press mns peranmi

«ITanenp migoru 3agHs» € BUOIp Tuiy mnpecoBoi JiHil Transfer Press (pucynox

3.17)

j Press Standard - =

Production Line | Process Plan l Tooling |

Presses

Transfer Press

OK Cancel

Pucynoxk 3.17 — Tun obnagHaHHS

«IIITamMnu KOHCTPYIOIOTHCS Ha OCHOBI TaKMX JAaHHUX: 1) KpecleHHs AeTall 3
TEXHIYHUMHU BUMOTaMH, 2) T€XHOJOTIYHA KapTa Ha Olepalii0 MITaMIyBaHHs, 3)

TEeXHIYHA XapakTepucTuka mpeca» [17, c. 5].

Jpyrum eranom € penaryBaHHs 1MeH1 oOnaaHaHHs, y Bkimanui Customer

Presses 3amaetbes im's Innocenti 1000 (pucynox 3.18).
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Production Line Process Plan | Tooling
Presses

Name » B -
opy elete
=} 2 Customer Presses FESE By Copy ete

Innocenti 1000
Properties I PressBed 1 |

A Name Value Unit
=} No Category
Type Transfer Press
Factory Factory 1
Department 123
Press Classification Tandem Small
Part Material Steel
Automation Rails

Pneumatic Actuation Without Air Actuation
Max Number of Blanks 1

Inventory Number 123456789
Pitch 650 mm
Max Stroke Rate 50 1/min

Pucynok 3.18 — Ha3zBa oOnagHanHs

Tperim eranmoM BUKOHaHO peaaryBaHHsA mapametrpiB Pitch, Max Stroke Rate,
Min Stroke Rate, Tool Change Time y Bkuamui Properties qisi oOnagHaHHS
Innocenti 1000, mo BUKOHYE BUTSKHUUN Hepexin s oTpuManHs nerani «llanens

MI1JIJIOTH 3aHs» (pUCYHOK 3.19)

Production Line Process Plan Tooling
Presses

E Customer Pr ess Bed E Copy Delet
e
2 er Presses é

Innocenti 1000
Properties PressBed 1 |

A Name Value Unit
Type Transfer Press
Factory Factory 1
Department 123
Press Classification Transfer Medium
Part Material Steel
Automation Rails

Pneumatic Actuation Without Air Actuation
Max Number of Blanks 1

Inventory Number 123456789

Pitch 950 mm
Max Stroke Rate 16 1/min
Min Stroke Rate 3 1/min
Tool Change Time 0.5 h
Press Hourly Cost 0 usd
Default Press true

Additional Description
Additional Data File Path

Pucynok 3.19 — 3arayibHi B1acTUBOCTI OOJaHAHHS JIJISl BUTSIKKH

YerBepTUM €TaniOM BUKOHAHO peJaryBaHHs BJIACTUBOCTEH MOB3yHa Ipeca

Innocenti 1000, Takux sIK 3yCWJUIS NPUTUCKY, 3yCHJUIA Ha MOB3YHI, IIMpPHUHA
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IMOB3YyHa, AOBXXWHA ITIOB3YHA4, HNIMPHUHA 1 AOBXMHa CTAaHWHH, 3dKpUTa BHUCOTA, XiI[.

(pucyHnok 3.20)

Productontine | FrocessPin | Tooina
Presses
Name e el
Innocenti 1000
Properties PressBed 1
Properties | Allowed Operations | Default Operations |
A Name Value Unit
—
=8 =] No Categor
Binder Force 6000000 N
Ram Tonnage 3000000 N
Ram Length 6000 mm
Ram Width 3000 mm
Bed Length 4500 mm
Bed Width 2500 mm
Shut Height 1530 mm
Stroke 990 mm

Pucynok 3.20 — BnactuBocTi noB3yHa npeca Innocenti 1000

[I'aTum eTanoM mpu CTBOPEHHI CTaHIApTy Press € nmomaBaHHs omepanii, Ky

MOXHa BUKOHATH Ha oOnanHaHH1 J7is netani «[lanens migjmoru 3aaHs» (PUCYHOK

3.21)

ProductionLine | ProcessPlan | Tooling

Presses
Name N
Add b C Delete
Innocenti 1000
Properties | PressBed 1
Properties Allowed Operations | Default Of
Name Filter
Single Action Draw
Double Action Draw Name
=B Available Op
Blanking
Cut-Off
Trim
Crashform
Form Trim
Idle
e

Pucynok 3.21 — JlonaBanss onepauii Juisl IITaMITyBaHHS ITaHE! M1JI0TH
3aJHBOI 3aKIFOYHUM IIOCTUM €TaIlOM € 30€pPEIKEHHS BIIPEIaroBaHOIO CTAHJAPTY.

[licnst TOro siIk BUKOHAHO CTBOPEHHSI TPhOX OCHOBHUX CTaHAAPTIB, TAKUX SIK
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Tooling Cost, Process Plan 1 Press, mo BiAmoBigatoTh 3a OLIHKY BUTpAT s
BUTOTOBJICHHS BUTSDKHOrO mTamma ans getani «[lamens mimmorm 3amHs»,
HEOOX1THO BUBAHTAXUTU CTAHJAPTU BUKOHAHY paHille CUMYJLil0 0e3
3aCTOCYBaHHA CTaHAapTiB. Y Bkjaaaui Standards HaBIPOTH KOXKHOTO CTAHIAPTY

BUBAHTAXUTH, BIIpEJaroBaHi CTaHIapTH (pUCYHOK 3.22)

Standards
Tooling Cost User_Tooling Cost_Floor
Process Plan User_Process Plan
Press User_Press Standard
Design <none>
Control Parameters <none>
Sigma <none>

Evaluation <none>

Group of Standards <none>

Pucynok 3.22 — BuBanTtaxeHHs ctanAaaptiB i aetan «llanens mignoru
3a/THSI»

Ham HeoOxinmHO B rpadiunoMy BikHI Plan y Bkmaaumi Tooling HaTtucHyTH
kHonKy Add Tooling ansa miaxmouenns moayis CostEstimator, miciasi BUKOHAHHS
naHoi nii Moaynb CostEstimator oTprmae 1aHi 31 CTBOPEHUX CTAHAAPTIB 1 BUBEJAE
BUTPATH, HEOOXiAHI [Jis BUTOTOBJEHHS IITaMIa s BUTSKKU AeTan «llanenb

nioru 3aaus» (pucyHnok 100).
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4 Add Tooling
Calculate detailed Tooling Costs and Resource Consumption

Pucynok 3.23 — [linkmrouenns monynst CostEstimator aisa «I[lanens nigioru

3a1Hs5»

3.2. [lopiBHSIHHA TEXHOJOTIYHHUX MPOLECIB JIMCTOBOI0 ITAMIIYBAHHS,

BUKOHAHUX 3 BUKOPUCTAHHAM i 0e3 Bukopucranus moayJs CostEstimator

TexHonoriyHa MIArOTOBKAa BUPOOHMIITBA MOJISITa€ B TMOPIBHSHHI BapiaHTIB
TEXHOJIOTIYHUX IMpoIeciB 1 BUOOpPI HAWKpamoro, 3 HaOUIbLI paliOHATBHUM 1
€KOHOMIYHMM  CIIOCOOOM  BHPOOHHMITBA TEXHOJIOIIYHOIO OCHAILEHHA, SK€
3aJI0BOJIbHSIE BUMOTH 10 sIKOCTi. Bukopucranns moayns CostEstimator qo3Bosisie
BUKOHATH MOPIBHSHHSA BUTPAT HA BUIOTOBJICHHS OCHAIEHHS IS BUPOOHULTBA
JeTalll, 3 BAKOPUCTAHHSM CTaHAapTiB, BOynoBaHux B AutoForm, 1 ctanmapris, siki
CTBOpIO€ KopucTyBad. [Ipu aHaii3i BUTpaT HA BUTOTOBJIEHHS BUTSDKHOIO IITaMIIa
st peram  «[laHens migmorw 3agHsS» BUKOPUCTOBYBAIMCS JBa BaplaHTH
TEXHOJIOT1YHUX MPOLECIB: 1) TEXHONOTTYHUI IpoLec KOpUCTyBaya, 3aCHOBaHU Ha
CTaHJapTax, sIki CTBOPIOBaB KOPUCTYBay; 2) TEXHOJOT1UHHM Ipoliec, NoOyJ0BaHUMA

Ha 0a3i JaHuX MporpamMHOro npoaykry AutoForm.
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3.3 BucHoBku

1. Po3po0sneHo TeXHOJIOTTYHUM MPOIIEC 1 IITaMII JJIsl OTepallii BUTSITYBaHHs
netani «llanenp mimoTy 3aHs» Ta TPOBEJACHO MOJACIIOBAHHS MTPOIIECY

ButAryBanHs uiei gerani B CAE Autoform.
2. Jlna onuiei 3 Benukux Ky3oBHUX aetaneit «llanens migjoru 3agHs» B
CostEstimator Autoform crBopeHi crangaptu mianyBanHsa, Tooling Cost, Process

Plan, Press.
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4 OXOPOHA ITPALII TA TEXHOI'EHHA BE3IIEKA

4.1 BuzHayeHHs HeOe3NeYHUX | MIKIAJIMBUX BUPOOHUYMX (PAKTOPIB

Hebe3neunnumu BUPOOHUYMMH TpaBMaMU 3 PI3HUM CTYNEHEM TSKKOCTI €
YVIIKOJKEHHS BiJI MEXaHIYHMX Ta €JIeKTpUyHuX (Qaktopi. KirouoBum daxropom
MEXaHIYHOTO0 TPaBMATH3MY € KOHTAKT JIIOJMHU 3 3arOTOBKOIO Ta Oe3mocepeiHs
pobota 31 mramnoM. HecripaBHOCTI €1€KTPONPOBOAKK 00JIaIHAHHS, BIJICYTHICTD
a0o moraHe 3a3emiieHHS, a00 HeadalicTh POOITHUKIB - 1€ BCE EJIEKTPUUYHUUN

TpaBMaTHU3M.

Ta6nuis 4.1 — HeGe3neuni Ta mkianusi pakTopu

Neri/mt Bupobuuuo-  |HebGe3neunwmii ta/abo Jlxepeno
TEXHOJIOT1YHA IIK1ITTUBHHA Hebe3neyHoro Ta/abo
Ta/abo BUPOOHUYMI (haKkTOp IIKiIJTUBOTO
eKCILTyaTaliitHo- BUPOOHUYOTO
TEXHOJIOTIYHA dakropa

oriepaltisi, BUJI
BUKOHYBAaHUX POOIT

1 3aBantaxkeHHs |['ocTpi kpai, 3agupKu Toctpi kpai, 3aaupKu
3aroTOBOK 1 Ta MOPCTKICTh HA 3aroTOBOK

YKIAMAHHA B | opepxni 3aroToBKH
KOHTEHWHEep MICIA

00poOKku Ha mpeci

2 [Tpu BuKOHAHHI Bucokwuii piBeHb IIpecose Ta
orepauii Ha mpeci IyMy Ta KOBaJIbChKE
BiOparii BHUPOOHUIITBO
3 Pyx BuxuomnHi rasu, a Pyx Tpancnopry,
HABAHTAXKYBAYIB | TakoxK BUJIJICHHS BiOparist miajaoru
TEXHIYHUX
piavH
4 VY BenukoMy 1exy | Maio ocBiTiieHa HenocrartHicTs
poboua 30Ha €JIEKTPOKHUBIICHHS Ha
OCBITJIFOBAJIbHI

MpUJIAINA
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5 [Tpu BUKOHAHHI [TinBumene Enexrpoaurynu
orepatii 3 mMpecoM | 3HaUYSHHsI HalpyTu B NPECiB, ENEKTPUIHUI
eJIEKTPUYHOMY NPUBiA, IPOTH

JIAHII031, 3aMUKAHHS
SIKOTO MO’K€E CTaTHCS
qyepes TiJI0 JTIOANHA

6 IIpu TpuBanomy | HepBoBo-micuxiuHi MOHOTOHHICTH TIpalli

3aBAHTAXKCHHI TA |  [epeBaHTAXCHHS
HiArOTOBLI J10

orepariii 3aroToBOK|

7 ITpu TpuBanomy ®di3uuHi Craruune
3aBaHTaKeHHI IICPCBaHTAXKCHHSA TIOJIOKECHHSA
Tijga

4.2 3axoau o0 po3po0KHU Oe3nmeYHuX yMOB Mpaui B mexy

BaxnuBuM acnekToM MiATOTOBKU CIIBPOOITHHKA 10 POOOTH BBAKAETHCA
BUBYEHHS MpaBUJI TEXHIKM O€3MeKu, caHiTapii BUPOOHMIITBA, TITI€HU TIpaili,
HaBYAHHS HEWIKIJIMBUM MeETOoJaM BeAeHHs poOiT. HaBuaHHS cHiBpOOITHUKIB 3
NUTaHb O€3MeKW TMpaill CJiJl TPOBOAWTH MiJ Yac MIATOTOBKA HOBHUX KaJpiB
(HOBOMPUITHATUX POOITHUKIB, Kl HE MalOTh Impodecii ado 3MIHIOIOTH TPOPECIIO).
BeTynHuit  iHCTpyKTaXX MOpPOBOJATH 3 yCiMa, XTO BIIAIITOBYETHCS Ha POOOTY,
HE3aJIeXKHO BiJ 1X OCBITH, CTaxKy poOOTH 3a JaHor mnpodeciero abo mocanoro, a
TaKoXX 3 TOBTOPHUM I1HCTPYKTaXeM (IIPOBEJCHHSI BCIX I1HCTPYKTaXIiB YITKO
(biKCyeThCA B KYpHAIIl MICIS MPOXOJKEHHS Teopli TexHiku Oe3neku).llIBunkicts
poboTu 0OJIalHAHHS HE MOBHHHA MEPEBUIIYBAaTU 3aJlaHUX MapaMeTpiB. 30HA
po0O0TH, B KN 3A1HCHIOETHCA IITAMITYBAaHHSI, OCHAIIIEHA CIIEI[1aIbHUMH OTOPOKaAMH,
[0 TaKOX 3HWXKYE piBeHb MmyMy. Jljisi 3ynmuHKH poOOTH mMpeca aBTOMara MOpu
BUHHMKHEHHI aBapIfHOI CHUTyallll KOXHE poOoue MICLE OCHAIIEHE KJIaBILIEIO
«CTOIIl». Omeparopu Ta IHIIMI OOCIYroBYIOUHMI IEepCOHAJ MOBUHHI OyTH
3abe3reueHi crnenoasaroMm (KOMOIHE30H, COpOUKa), TOJJOBHUMHU yOopamu (Kemka) i
0aBOBHSIHUMU pyKaBU4YKamu. KokeH mpalliBHUK Iepe]; IOYaTKoM poOIT
3000B's13aHUI  TIEPEBIPUTH OCOOUCTHI IHCTPYMEHT 1 TMEpEeKOHATUCS B MOro

CIIPaBHOCTI, IO3BOJIETHCSI KOPUCTYBAHHS TIJILKU CIIPABHUM 1HCTPYMEHTOM.



Tabmuusa 4.2 — Meroau ta 3acoOu 3HM>KEHHSI HETaTUBHOTO BIUIMBY

HeOe3NeYHuX 1 MIKIJTUBUX BUPOOHUYUX (HaKTOPiB

Ne /it HeGe3neunwii Ta / OpranizaniifHo-TexHiYHi 3acobu
200 IIKIUTMBUAR METOU Ta TEXHIYHI 3aC00H 1H/IUBITyaTbHOTO
BUPOOHUUUI (haKkTOp 3aXHCTY, 3HW)KCHHS, YCYHEHHS  [3aXHUCTY IpaIliBHUKA

HeOe3neyHoro Ta / abo
[TK1JTABOTO XBUPOOHHYOTO
¢axTopa

1 Po6oui yactuuun IIMTH, 1110 CTOATH 3 —CIIELIOISAT
npeca-aBToMara, rocTpi  [epeIHbOI Ta 3aJHHOI YACTUHHU  |CIIBPOOITHUKA
Kpai, 3alUpKU Ha [ITaMIa; —ojja4ya CUrHany nepe |(6aBoBHSIHUN); —
3aroToBKax, 1110 HE 3aITyCKOM KOKHOI orepartii; — OyniBeNbHI pYKaBUUKH;
npoinu moctoOpoOKy.  3aci0 3amO01KHOTO XapakTepy,  TOJOBHHN yOip

110 MOIEPEIKAE PO (GaBOBHSIHUI );—

MepeBaHTAKECHHS CUCTEMU; — 3aXHCHI OKYJISPH;

[yJIBT JJIsS BBIMKHEHHS TUTBKH _macta, sIKa He

TIBOMa pyKaMH IpaliBHUKA [103BOIISIE MACITY

npeca; —npuOpatn 3aTpUMYBAaTHUCS Ha
6e3nocepeiHil KOHTAKT 13 pyKax

3ar0TOBKOIO, 1110 00pOGIstEThCs B [CHIBPOOITHHKA.
npeci.

2 Bucokwuii piBeHb — 3MAallleHHS TEPTbOBUX 3BYK HaBYIIHUKU
nrymy i BiOparllii Ha MicIli [4aCTHH Ipeca; —3aMiHa 3 IPUAYILIEHHSM LIy M.
BUKOHAHHS OTeparii 3yOuacTux rnepegayd Ha peMiHHI; —

3aCTOCYBaHHS MOIYIIOK ITpeca 3
[11IBUIIICHOIO
BiOPOMOTTMHAIBHOIO 3JaTHICTIO.
3 Benuka KinbKicTh [upkymorodya BEeHTUIIALISA Pecmiparopu,
IWIy Ta razy Ha MIOBITPS, TIOEJHAHA 3 HariBMacKH
[poGoYOMy MicIli O1JIs TpecajIoBITPSIHOIO CHCTEMOIO OTIaJICHHS

104
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4 Henocrarus BcranoBuTH BenuKy OcBiTiroBalbHI

OCBITJICHICTh POOOYOT 30HH | . . . .
KiJIbKICTh CBITJIOBUX NMPHJIAIIB  |TaMITH

4.3 Iloxke:xxHa 0e3mexa

[Toxxexxi Ha BENMKUX MIJMPUEMCTBAX CTAHOBJIATH BEJIHMKY HEOE3NeKy is
CIIBpOOITHUKIB 1 MOXYTh 3aBJaTH BEJIMYE3HOI MaTepiaibHOI mKoau. JlepkaBHa
MOXKEeXKHa OXOpoHa Pocii CTEXHUTHh 3a MOXKEKHOI OE3MEKO0, OTJIAIaryd 104l
o0'ekTH, mporecHu. 'apaHTis BIACYTHOCTI MOXKEX Ha MIANPUEMCTBI MOXe OyTH
3a0e3MedeHa 3ax0/JaMM IMOKEKHOI O€3MEeKH Ta aKTHUBHOIO IMOKEXKHOIO 3aXHUCTY.
[Tonarrs moxexkHa Oe3neka BKIOYae B cele: IHCTPYKTaX 3 MPOTHUIOXKEKHOI
TEXHIKM O€3IeKH; NMpu OyNIBHUUTBI II€XIB BHUKOPHUCTOBYBATH BOTHETPUBKI abo
BOTHECTIMKI Martepiaiau; poOodi MiCIsdg, 10 3HAXOAAThCS Oe3MmocepeaHhO B 30HI
MOTEHUIMHOrO0 BUHUKHEHHS TMOXEX1, MOBUHHI OyTH 0OJIaJlHaHI CHCTEMaMH
MOKEKOTACIHHS; TMOCTIMHUN KOHTPOJb 32 BUKOHAHHSIM HOPM MPOTHIIOXKEXKHOL
Oe3MeKHu.

[IpoekToBana minsiHKa BIAHOCUTHCS N0 Kateropii Jl. BupoOHwuiTBa, B sSIKMX
00pOOJISIIOTHCST HErOPIOYl PEYOBUHHU 1 MaTEpiaiu.

VY pa3i BUHUKHEHHS MOXEX1 Ha AUISHII, NepeadadeHl qBa MUISAXU eBaKyallii,
K1 3HAXOJATHCS HE Jall M'STAECATH METPIB Bl MOXKJIMBOTO MOXKEKOHEOE3NeUHOT
ninsaku. [uprHa nuisxiB eBakyailii CTAHOBUTh HE MeHIlle 1 MeTpa, a 1Bepeil — He
Mermie 0,8 merpa. IllupuHa 30BHINIHIX JBEpel CXOJOBUX KIITOK CTAaHOBHUTH HE
MEHIII€ IIUPUHU CXOJUHKHU CXOJIB, BUCOTa MPOXOJy Ha NUISIXaX eBaKyalii — He

MEHIIEe 2 METpIB.

Ski1o Ha JUISHII BUHUKIIO 3aFOPSIHHS 3 THX YM IHIIMX TPUYUH, POOITHUKH
MOBUHHI I3BOHUTH 32 TesiedoHoM 01 1 BXKUTH 3aX0/11B IEPBUHHOTO MOKEKOTaCiHHS,

OCHAIlIECHUMHU Ha PpoO0OoYMX MICHUAX 10 NPUOYTTS TMOXKEKHOI KOMaHIu. Y



MPOEKTOBAHIN  UISHII

nependaveHi

MOKEXKHI

IIUTH,
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MMOJKEKHI  KOJOHKH,

porHeracHuku OY — 2 1 OV — 5 rta 11111 3ac00U MOKEKOTACIHHA.

Tabmuns 4.3 — Inentudikaiis kiaciB Ta HeOe3NeYHUX (PAKTOPIB MOKEKI

JinsHka, O06nagna Kna He6e3neuni CymnyTHi IposiBU
o | TApO3IL HHA C MOXKexi| (pakTopu moxexki daxTopiB
MOXKEXKI1
Jlinsiaka [Ipec B, [-roxcuuni PamioakTuBHi T4
JICTOBOTO «MW-1700» D,E  npomyxru ropinms;frokciuni  pedoBuHM, 1m0
[1ITAMITYyBaHHS | smokeHmii  BMictMOTPAIMIM B HABKOJIMIIHE

KHCHIO;

I IBUIIIEHA
remMmepaTypa
HABKOJIMIIIHHOT'O
CepeIOBUINA;
—TEIJIOBHUH IOTIK;

—AM.

CEpEOBHILE
3pyHHOBaHUX

3

TEXHOJOTIYHUX yCTAaHOBOK,
yJIaMKiB 3pyHHOBaHHUX|
0aJoK, CTIH Tomo. Brus

BOTHCTACHUX PCYOBHH.




Taonuusa 4.4 — TexHiuH1 3aco0u 3a0e3eUeHHS TT0KEKHOI O€3MEKH

[lepBunHi  |MOOLIBHI CrarrionapHi 3acobu [loxxexxHe 3acobu [oxexxuuit [ToxexHa
3acoOu 3acoou YCTaHOBKU NOKEKHOI  |0OnagHaHHA  [IHOMBIAYalbHOTO IHCTPYMEHT CUTHAJII3allisl, 3B'A30K Ta
[T0XKEHKOTacl [[T0YKEKOTaCiH |[CUCTEMU ABTOMAaTHKU 3aXUCTY Ta OIIOBIIIICHHS
HHS HsI [T0XKCKOTACIHHS PATYBaHHS JIIOJICH
IT1]T Yac MOMKEXKI

[TopomkoBi [[ToxexHi Bopsumii  [[lumuacti  |PykaBu CI3 opranis quxanusjlloxxexHi 6arpu  |AKTHBHI KOJIOHKH,|
BOTHETaCHU [Kapu OpaHcnona NaTYNKU MOXKEKHI Ta 30py MeradoH (opaiio)
K1
bouku 3[ToxexHi ABromarud (CrioBintyBadi [[loxexxHuit BoruerpuBki [ToxxexHi cokrpu  |CBITIOBI MOKAKIHKU
BOIOIO MOTOIIOMITH  |[Hi Fa30Bi CHCTEMHUITOKEKH1 iHBEHTap KOCTIOMU «BUXI»

[T0XKCKOTaCIHHS
Komma 1[ToxexHi [MTopomkoBi Cucrem Kononka 3axucHe Po3mmproBaui, CBITIIOBI  1HIUKATOPH,)
[TOBCTH CIIeIl. 3aCO0M |yCTaHOBKH Taa  MepenavinoxKeKHa CHOPSKSHHS NMOMKpaTH Ta iHIIICTPOOOCKOIH

CHCTEMU [TOB1IOM-CHb ABTOMAaTHYHI

MOXKEKOTACIHHS  [[IPO MOXKEKY yCTaHOBKHU

58
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Tabnuus 4.5 — Opranizaiiiiiti (opratizamiifHO-TEXHI4HI1 ) 3aX0AH 100

320€e3MeYeHHS TOKEXKHOI OE3IIEKU

HaliMmenyBanHs
TEXHOJIOTIYHOTO MPOIIECY,
o0JagHAHHS TEXHIYHOIO

o0'exTa

HaiimenyBanHs BHIIB
pearizoBaHuX
oprasizamiiHux
(opranizamiitHO-TeXHIYHHX )

3aX0/iB

BucynyTi BUMOru 1moz10
3a0e3meueHHs MOXKEXKHOI Oe3MeKH,
peanizoBaHi eeKTH

JIncToBe mrramin

YBaHHs

— HaBYaHHS [IEPCOHATY
Bumoram I1b;

—IOTPUMAHHS TEXHIKU
Oe3mexu;

—IOTPUMAaHHS
[TOCJTIIOBHOCTI  Ta
QITOPUTMY
TEXHOJIOTIYHOTO TIPOIIECY;

—HaHBHiCTL HepBI/IHHI/IX
3aC001B MOXKEKOTACIHHS;

—CBO€YaCHE NMPUOUpPaHHS
[poOMacieHOl TaHyvip's 3
pobodoro micts;

—00MEKEHHS
BHOYXOHEOC3MEUHUX
MaTepianiB 1
KOMITOHEHTIB Ha POOOYOMY
MICITi;

—30epiraHas
BHOYXOHEOC3MEUHUX
MaTepiasiB 1
KOMIIOHEHTIB Y
BIIMOBIAHOCTI SO BUMOT

[1b.

— KBaJTi(piKOBAaHHI TIEPCOHAT,

—3a0e3MeUeHHs 3aXUCTY MPUMIIICHb
CUCTEMaMH

BHSIBIICHHS IT0KEXK], OITOBIIIEHHS Ta
eBaKyarlii;

—HAsBHICTb CUCTEM ITOXKEKOTACIHHA.
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4.4 ExoJsioriuyna BIUIMB 00'€KTAa HA HABKOJIMIIHE Ceped0BHIIE TA 3aX01H 3

€KO0JIOTIYHOI 0e3MmeKn

[Ipu xosioH1N MITaMIyBaHHI TEXHOJOTIYHUM MPOIEC HE COPABISE CUIBLHOTO

BIUIMBY HAa HABKOJUIIHE cepeaoBuine. OCHOBHI 3aX0u 3 €KOJIOTIYHOI Oe3neKu

MOBUHHI

Oyt cropsiMOBaHi

BUKOPHUCTAHUX TEXHOJIOTTYHUX MaTepiaiiB.

Ha TIOCWJIEHHH KOHTPOJIb MPOLECY yTHiII3amii

Taomung 4.6 — [nenTudikariiss eKoaoriyaux GpaxTopiB TEXHIYHOTO 00'€KTa
p

HailiMenyBanHs CrpykTypHi HeratuBaun HeratuBaun HeratuBaun
TEXHIYHOT0 00'€KTA, |CKJIaAOBl TEXHIYHOIO ¥ BILUIUB # BILUIUB ¥ BILUIUB
BUPOOHUYO- 00'ekTa, BUPOOHMYO-|  TEXHIYHOTO TEXHIYHOTO TEXHIYHOTO
TEXHOJIOTTYHOTO TEXHOJIOTTYHOTO o0'ekTa Ha o0'exTa Ha o0'exTa Ha
nporiecy mporecy aTMocdepy rizpocdepy nitocdepy
€HEPreTUYHO1
YCTaHOBKH,
TPaHCIIOPTHOTO
3aco0y TOIIIO.
Pyx TpancnopTHuit 3ara3oBaHic - -
TPaHCHOPTY 3aci0 Ha AU3ETBHOMY|  Th MOBITPS
MBI
Binxonu IIpomacnena - 3abpyaHeH 3abpyHeH
BUPOOHUIITBA T raHyip's, HS1 BOJHUX HS IPYHTY,
CTIO>KUBaHHS BiNIpalboBaHe JOKEpeN BAXKKUMH| TPYHTOBHX BOJ
MacJo MeTamamMu i
TOKCHHAMU
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Tabmuus 4.7 — Po3po06ieHi opraHizaiiiiHo-TEXHIYHI 3aX0/IH, 00 3HMKCHHS

HCTATUBHOI'O AHTPOIIOICHHOI'O BILIUBY TEXHIYHOro 00'€kTa Ha HABKOJHUIIIHE

moa0 3HMKCHHA

CepeIOBHIIE
HaiimenyBan| Pyx tpancnopry Binxonu BUpOOHHIITBA Ta CIOKUBAHHS
HS TEXHIYHOTO
06'exTa IIpomacnena BinnpamsoBane
ranyip's MacJo
3axoau 3amiHa - —
I10/10 3HW)KEHHSI | TPAHCIIOPTHUX 3ac00iB Ha
HETraTUBHOTO JIM3eTIbHOMY TaJIUBI,
AHTPOIIOT€HHOTO TPaHCIIOPT Ha
BIUIMBY Ha CJIEKTPUYHOMY
armochepy aKyMYJISITOp1
3axoau - [ToBHa yTHmizamis [ToBHe abo

(crmanmoBaHHA y

YAaCTKOBE BIIHOBJIEHHS

HEraTUBHOI'O CHeIialIi30BaHUX TeUaXx )|sIKOCTI BIAIPAIIbOBAHIX
AHTPOIIOI€HHOT'O OJUB (pereHepartis) 3
BILIMBY Ha METOIO iX TIOBTOPHOTO
rigpochepy BUKOPHCTaHHSA 32
MIPSIMUM TIPU3HAYCHHSM
a00 JUId 1HIUX [UTel
3axoau - [ToBHa yTHmizamis [ToBHe abo

1040 3HMKCHHA
HETraTUBHOI'O
AHTPOIIOTCHHOT'O
BIUIMBY Ha

airochepy

(cnayitoBaHHS B

crieriaai3oBaHux
rneyax)

YaCTKOBE B1IHOBJICHHS
SIKOCTI BIATIPaIlbOBaHUX
oJMB (pereHepartisi) 3
METOIO iX TOBTOPHOTO
BUKOPUCTAHHS 32
MIPSIMUM TIPU3HAYCHHSM

a00 IS IHIIHUX
ien




111

4.5 BucHoBku

PosrnanyBimm HeOe3neuHi Ta MKIKUBI (aKTOpH, 10 BUHUKAIOTH MiJ 4ac
HITAaMIyBaHHS, 3'ACOBYEThCA, WO TMOTPIOHO OE3J0raHHO JOTPUMYBATHUCS
TEXHOJIOTIYHUX 1HCTPYKLIM Ta 1HCTPYKUIM 3 TEeXHIKM Oe3neku. [ onoBHUM

IIK1IJIUBUM BUPOOHUYUM (DAKTOPOM € Iy M.

[Ilo6 3amobirtu Ta 3MEHIIMUTH MpodeciiiHi 3aXBOPIOBAHHS, HEOOX1IHO

MPOBOAUTH MPOPiIaKTUUHI 3aX0A1 O0€3MEKH 3a BCiMa KaTeropisiMHu.

Po3po6ienuii TEXHOIOTIYHUM MPOLIEC BUTOTOBJICHHS JE€Tajll € Oe3Me4yHuM 1

BI/IMOBIa€ BUMOTaM €KOJIOTTYHOCTI1, OCKIJILKH BIJIIOB1IA€ BCIM Cy4YaCHUM HOpMam
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3AT'AJIBHI BUCHOBKHA

VY marictepcbkiil poO0TI Ha TeMy «Y TOCKOHAJIEHHSI TEXHOJIOT1i BUTOTOBICHHS
JeTallel onepanisiMi X0JIOAHOrO IITAMITYBaHHS 3 METOIO 3MEHILIEHHS cO01BapTOCTI
MPOAYKID» JJisi BAOCKOHAJEHHS MPOIECY MPOEKTYBAHHS TEXHOJOTIi JIMCTOBOIO
IITaMITyBaHHS, HA OCHOBI po3poOku iHpopmaliiHoi 6a3u ctangaptie CAIIP mus
OI[IHKM BapTOCTI BUTSKHOTO IITaMIlia Ha CTajAll PaHHBOTO MPOEKTYBaHHS Ta
CTBOPEHHS  METOJMKM  aJbTEPHATUBHOTO  MPOEKTYBaHHS  TEXHOJOTI 1
BenukoradaputHux mramimiB B CAE HaiBumoi edpextuBHOCTI 11 netam «Ilanens
MIJIJIOTH 3aAHs» OyJu MpoaHalli30BaHl CUCTEMU aBTOMATHU30BAHOTO MPOEKTYBAHHS
TeXHOJOoryHUuX mnpoueciB 1 mrammiB B CAE, npu3HaueHuX Uisl aHalli3y MNpouecy
BUTSATYBaHHSA B JINCTOBOMY IIITAMIIyBaHHI, PO3pOOJIEHI eleMeHTH 0a3 JaHuX
MPOEKTYBAHHSI TEXHOJOTIi Ta mTamiiB B AutoForm s npouecy BUTSATYBaHHS, a
TaKO0X PO3pO0JIECHUN TEXHOJOTTUHHUI MPOLIEC BUTITYBAHHS B CUCTEMI 1HXKEHEPHOTO
aHamizy AutoForm 3 ypaxyBaHHSM OI[IHKM BapTOCTI MPOEKTYBaHHA Ta
BUTOTOBJICHHS BUTSKHOTO IITamIia./[ana po6oTa Mae BeIMKe MPAKTUYHE 3HAYEHHS
JUISL BJIOCKOHAQJICHHS [IIIOYMX 1 PO3POOKH HOBUX TEXHOJIOTIYHUX MPOIIECIB,
CIpSIMOBAaHUX HA OTPUMAHHS JeTajedl METOJIOM JIMCTOBOrO INTaMITyBaHHS Ta
BU3HAYEHHSI BapTOCTI BUTOTOBJICHHS IITAMIIOBOTO OCHAIIEHHS HA paHHIX eTamnax
MIPOEKTYBaHHS, IPYHTYIOUYUCh HAa T€OMETPIl AeTalll.

BcraHoBiieHO, 1110 METOAMKA PO3POOKH Ta aHAII3y TEXHOJIOITYHOIO MPOLECY
auctoBoro ImrammyBaHHsS B Autoform nHa 0a31 CostEstimator 1 Meroguka
MPU3HAYCHHS TTapaMeTpiB TEXHOJIOTIYHOrO OOJjlaflHaHHA B cTaHaapTax Autoform,
nopsifi 3 MPOEKTYBAaHHSIM TE€OMETPil Ta OCHOBHUX E€JIEMEHTIB IITaMITyBaJbHOTO
OCHAIEHHS /JI BUTSDKHUX omepanid € (yHIaMEeHTOM JUisl OI[IHKKM BUTpaT Ha
BUTOTOBJICHHS IITaMIyBaJlbHOTO OCHAIIEHHS 3 TOYHHUM MPOTHO3YBAHHSIM BUTPAT
e J0 MOYaTKy MpOoLeCy IPOCKTYBaHHS Ta BUTOTOBJICHHS IITAMIIyBaJbHOIO
OCHAILIEHHS.

Po3pobieno ABI METOAWMKM Ta ONUCAHO TMPOEKTYBaHHS TeoMETpli Ta
OCHAIIIEHHSI €JIEMEHTIB IITaMITyBaJIbHOTO OCHAIICHHS JJIsI BUTSHKHHUX OmNepamiid B

AutoForm na 0a31 moayns CostEstimator. OcHoBa nepiiioi METOAUKU TOJSATaE B
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pO3po0ILI Ta aHaJI31 TEXHOJIOTIYHOIO MPOLECY JIMCTOBOIO IITAMIyBaHHS Ha 0a3i
CostEstimator. CyTp apyroi METOJMKH TOJISITa€ Yy TMPU3HAYEHHI MapameTpiB
TEXHOJIOTIYHOTO O0JIaIHAHHS B CTaHAApTaX MPOTPaMHOro NpoaykTy Autoform.
JIns onHiel 3 BENMKUX Ky30BHUX Jeraned «llanens mijyorum 3aaHs» B
CostEstimator Autoform ctBopeHo crangapt mianyBaHHs, Tooling Cost, Process

Plan, Press .
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