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BBenenue

Pemenne 3amau moBbiieHUs S((HEKTUBHOCTH aBTOMOOWIECTPOUTEIILHON
MPOMBIIICHHOCTH U IPYTUX MAaIIMHOCTPOUTENIBHBIX OTpaciiell TpeOyeT peanusaiuu
COBPEMEHHBIX METOJIOB TEXHUKO-IKOHOMUYECKHX OOOCHOBAaHUN U IJIAHUPOBAHMS.
Oco0€HHO aKTyaJlbHO MOBBbIIIEHUE A(DPEKTUBHOCTU OMNPEACNAIONINX IMOKa3aTelen
(GYHKIIMOHATBFHOCTH U CTOMMOCTH, OCHOBAHHBIE Ha UCTIOJIb30BaHUH (YHKIIMOHATHHO-
CTOMMOCTHOTO aHaliu3a M KOMIIBIOTEPHOTO MOJeIupoBaHusd. I(HPEeKTUBHOCTH
(GYHKIIMOHATFHO-CTOMMOCTHOTO aHAJIM3a 3aKJIF0YaeTCs B TOM, YTO OH OPHCHTHPOBAH
Ha CHUKEHHE 3aTPaT NPOCKTUPOBAHUS U MIPOU3BOJICTBA U3ACTUN MAITMHOCTPOCHUS.

Ouenka 3arpar s W3TOTOBJICHHS IITAMIOBOM OCHACTKU  SIBIIETCS
HEOOXOIMMOW COCTaBJISIFOLIEH pabOThl KOMIIAHUM aBTOMOOWJIBHOM WHAYCTPUH, TaK
KaK IIpY OPOEKTUPOBAHUM U MU3TOTOBJIEHUU PACXOJbl HA U3TOTOBJICHUE LITAMIIOBOU
OCHACTKH COCTAaBJISIFOT 3HAYUTENIBHYIO YaCTh I10 OTHOLIEHUIO K CTOMMOCTU U3JEIUSA
WM TEXHOJOTHMYECKOMY Mpolieccy. B yClIoBUAX KOHKYPEHIIMU NPUOBLIL U YOBITKH
OTIPEJIEIISIIOTCS CIIOCOOHOCTHIO OLIEHUBATh 3aTPaThl HA PAHHUX dTanax IIAHUPOBAHUS
MPOM3BOACTBA [JII y4YacTHsl B TEHJEpAaX W pPa3BUTUM NpOu3BoACTBa. M3-3a
COKpAIICHUsT CPOKOB  M3IFOTOBJICHUS M KECTKOM ILIEHOBOM  KOHKYPECHIMHU
aBTOMOOWJIbHAS TPOMBIIIUICHHOCTh CTAJIKUBAETCS CO CIOXKHBIMH 33jJlauaMUd B
MpoIlecce BHIOOPA TEXHOJOTUYECKUX PEIICHUI. OnHoli W3 BaXHBIX 33/1a4
TEXHOJIOTUYECKON TMOATOTOBKHA  SIBISIETCA OLIGHKA 3aTpaT Ha MPOEKTUPOBAHUE
IITAMIIOBOM OCHACTKU ¢ HEOOXOIMMOCTHIO TOYHOTO MTPOTHO3UPOBAHUS PACXO/I0B €IIIe
JI0 Hayaja Tpolecca MPOCKTUPOBAHMUS W W3TOTOBJIEHHUS IITAMIIOBOM OCHAcTKU. B
HACTOSIIEEC BPEMs HE CYLIECTBYET CUCTEM aBTOMATU3UPOBAHHOIO MPOCKTUPOBAHUS,
KOTOpBIC MpeHAa3HAYEHBI 1JI1 Pa3paO0TKU KOHCTPYKIIUU IITAMIIa U TEXHOJIOTUU €ro
U3TOTOBJICHUSI C yY4€TOM CTOMMOCTH B  pyOnsx, modToMy pa3paboTka
WH()OPMAITMOHHONW KOHCTPYKTOpPCKO-TexHoJoruueckor 0a3el CAIIP st onenkm
aJbTCPHATUBHOTO TMPOEKTUPOBAHUS IITAMIA IMO3BOJAIOLIETO TMOJIYYHUTh €ro C

MEHBIIEH CTOUMOCTBIO B POCCUMCKUX JCHEKHBIX €AUHULIAX SBIISIETCA aKTYaJIbHOM.



[lenpto Maructepckoi pabOThl SBISETCS COBEPIICHCTBOBAHHME IpoIlecca
IPOEKTUPOBAHUA TEXHOJOTHMHM JIMCTOBOM INTAaMIOBKM Ha OCHOBE pa3pabOTKu
uHdopmarmonHon 6a3sl ctanaapToB CAIIP B poccHiickux JeHEXHBIX €IUHULIAX IS
OLIGHKH CTOMMOCTH BBITSDKHOTO IITaMIla Ha CTaJUM PAHHETrO0 MPOEKTUPOBAHUS U
CO3/IaHMe METOJIUKH aTbTEPHATHBHOTO IMPOCKTHPOBAHHS TEXHOJOTHU  BBITSKHBIX
mramiioB B CAE ¢ Hanbosee BbICOKON 3((HEKTUBHOCTBIO JIJII KPYITHBIX KY30BHBIX
JEeTaJICH.

Hayunass HoBM3Ha paboThl 3akio4yaeTcs B pa3pabOTKe METOIUKU
aJIbTEPHATUBHOTO MPOEKTUPOBAHUS TEXHOJIOTMUECKOTO MPOIlecca Ha OCHOBE OLIEHKU
CTOMMOCTH MPOEKTHPOBAHMSI M HW3TOTOBJICHHS BBITSHKHOTO INTaMIa HAa paHHEH
CTa/IMM MMPOEKTUPOBAHUS, OCHOBBIBASICh HA TEOMETPUH JICTAIIH.

OOBeKTOM  HCCNeIOBaHUS  SIBISIETCS ~ METOJAWKAa  albTEPHATHBHOTO
IPOEKTUPOBAHUS TEXHOJIOIMUECKOT0 IPOIECCa U BBITSHKHOTO IITaMIIa.

[Ipeamer wuccnenoBanus-uHbopmanrionHas ©6a3a crangaptoB CAIIP B
POCCHUHCKHUX JCHEKHBIX EIUHHUIIAX JUISI BBIYUCICHHS CTOMMOCTH  KPYIHBIX

BBITAKHBIX IIITAMIIOB.



1 O030p ¥ aHaIM3 TEXHOJOTHM, KOHCTPYKUHMH IITAMIIOB H CHCTEM
aBTOMATH3HMPOBAHHOI0 NMPOCKTHPOBAHUS ISl OLHEHKH CTOMMOCTH BBITSKHBIX

mTamMiioB B aBTOM06I/I.TIeCTp06HI/II/I

1.1 AHaIM3 TEXHOJIOTHYeCKOro npoiecca U 000pya10BaHMS 1JI5 BHITSKHOM

onepanuu prHHOFaﬁapHTHOﬁ JAeTajIn «Ilanean moJa 3aHAD»

«Baxxuenmien COCTaBHOMU 4aCThIO TEXHOJIOTUUECKOMI OOJATOTOBKH
MIPOU3BOJACTBA 151631 (05054 MAIIIMHOCTPOEHUS SIBJISIETCA MPOEKTUPOBAHUE

TCXHOJOIMYCCKUX IMMPOUCCCOB NX U3IrOTOBJICHHA, BKIIOYAIOMICC:
- IPOCKTUPOBAHNUC TCXHOJOTHYCCKHUX ITPOHCCCOB U3I'OTOBJICHU A IIGTEUICI?I;

- TPOEKTUPOBAHUE TEXHOJOTHYECKUX IPOIIECCOB Y3JIO0BOM M 00IIel cOOpKu

MalluH;
- IOJITOTOBKY YIIPABIISIONIMX MPOTpaMM Jijist o0opymoBanus» [11, c. 8].

OnHo¥t 13 OCHOBHBIX (POPMOM3MEHSIONIUX OIEpaldii B JUCTOBOM IITAMIIOBKE
SBJIIETCSI BBITSKKA. BBITSDKKA MpeacTaBisieT co0o0i Mpoliece JIMCTOBOM IITaMITOBKH
MOJIyYeHHs TOJIbIX M3/eaui. B 3ToM mporecce 3arotroBka, B OOJIBIIMHCTBE CIIy4aes,
3aTSATUBACTCS BBITSHKHBIM IYaHCOHOM B MATpPHILy, YTOOBI MOJYyYUTh TpeOyeMytro
dbopMy  TOJIOCTH. OCHOBHBIM  HA3HAUYEHUEM  ONEpPAllMd  BBITSDKKA B
aBTOMOOMJIECTPOCHUM SIBJISIETCS MOJyYEHHE AeTaneil CIOKHOW (POpMBbI, TaKMX Kak,
naHes b ToJia 3ajHssl, BHYTPEHHsISI TaHeNb KaroTa M OaraxHuka, KpbIlia, Karor,

OOKOBHHBI U AP.

[Tanens mona 3agHss (PUCYHOK 1) sSIBISICTCS OCHOBAaHHEM I 3aHEH 4acTh
Ky30Ba aBTOMOOWJIS U BBIMOJHSET BAXKHEHIIIYIO POJb JJisi 00eCIeUeHus: )KECTKOCTH

3az[He171 9aCTH KY30Bad U YKIAJKH 3aIIaCHOI'O KOJICCA.



Pucynok 1 — DnekTponHasi reomeTpudeckasi Mmojieib «[lanens mosna 3aaHsis»

3Ty ACTaJIb MOJXHO OTHCCTH K THIIOBBIM JACTAJIIM KYy30Ba JICTKOBOI'O

aBTOMOOMIIS. TeXHOIOTHYSCKHUM IIpoHecCC U3roTOBJICHUA THIIOBBIX I/I3I[eJII/Iﬁ prnHOﬁ

JINCTOBOM IITAMIOBKHU ITOKa3aH B TaGJ'II/IIIe 1.

Tabmuma 1 — TexHomornueckuii mporiecc s Aetanu «[lanens mona 3agHss

Ne onepaniun Oneparust O6opynoBaHue
10 BeiTsikka Innocenti 1000
20 JoTrsxka Innocenti 450
30 OO0pe3ka, mpoOnBKa Innocenti 450
40 ®dnaHII0BKa, 00pe3Ka Innocenti 450

«Ob6opyaoBaHue JJ1s1 TUCTOBOM IITAMIIOBKH MOYKHO YCJIOBHO pa3/Ie/IUTh Ha JBE

I'pyliIibl: OCHOBHOC W BCIIOMOTI'aTCIIBHOC. OCHOBHBIM Ha3BIBACTCS O60py,I[OBaHI/Ie, Ha

KOTOPOM U3TOTOBJISIIOTCS JleTanu (u3denus). BcemomorarenbHoe 000py0BaHUE

CIYXUT IJII IIOATOTOBKH JIMCTOBOI'O MaTCpualla K IITAMIIOBKE, IICPCMCIICHUS €TO

yepes padouyro 30Hy U nepepadoTku oTx010B» [14, c. 12].

OcHoBHOI onepauneﬁ TCXHOJOTNYCCKOTO IIponecca ABJICTCA BbITAXKKA,

JaHHasA oOIcpanud BbIIIOIHACTCA Ha IIPECCC

Innocenti

1000. [Hannwiii mpecc

npelHa3HayeH Jid T[IyOOKOM BBITSOKKMA TMOJBIX KpPYIMHOTa0apUTHBIX JAeTaliel

WIMHIPUYECKON, KOpoOYaToil WM Jpyrodl CciaokHOM (OpMBI M3 JIHCTOBBIX
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MaTepUajoB U SABISETCS OCHOBHBIM oOopynoBaHue. OJHUM U3 OCHOBHBIX (DaKTOPOB
ONPENENICHNs] CTOMMOCTH BBITSDKHOTO IITAMIIA HA PAHHEW CTaJAMM NPOECKTUPOBAHUS

SIBIISICTCS XapaKTepUCTHKa 000pynoBaHus (Tabnwuia 2)

Tabnuna 2 — Texuuueckas xapaktepuctuka Innocenti 1000

[TapameTpsi En.uzm BuyTtpennuii nosazyH Buennuii nomsyx
HomunanbHoe ycumme mpecca kH 6000 4000
PerynupoBka moisyHa MM 610 610
MakcumanbHas 3aKpbiTas BbICOTa MM 1560 1484
MuHrMalbHas 3aKphITask BBICOTA MM 950 874
Xonx nonzyHa MM 965 686

1.2 Oco0eHHOCTH KOHCTPYKHMHM KPYNHOTa0APUTHBIX  BBITHAKHBIX

HnTamMIoB

«HpOCKTHpOBaHI/Ie MTaMIIOB JJIA O6JII/IHOBOLIHI>IX ,Z[eTaJIeﬁ aBTOMO6HJIH,
0COOEHHO IITaMIIOB AJIs1 BBITSDDKKH, OTJIMYACTCA OT IMPOCKTUPOBAHHA IITAMIIOB IJIA

neTainel 0osee mpocThix popm» [7, ¢. 60].

KpynnorabaputHsie BBITSDKHBIE IITAMIIBI B aBTOMOOUJIECTPOCHUE
UCIIOJB3YIOTCS TMPU IITAMIIOBKE OOJUIIOBOYHBIX JeTajied aBTOMOOWJISA, TOJIIMHA
JAHHBIX JIeTaJICH MOXKeT H3MeHAThcs B mpeaenax oT 0,5 mo 2 M. BeiTsbkka
CIOXHBIX  JE€Taliel  BBINOJHSIETCS 3a  HECKOJBKO  MEPEXOJ0B, MOITOMY
KpyITHOTa0apHUTHBIC IITAMIBI MOAPA3ACIAIOTCS HA  BBITSHKHBIC IITAMIIBI, IITAMITBI

JOTAXKKHU M IIITaMIIbI OKOHYATEJIbHOMN BBITSIKKHU.

prrIHOFa6apI/ITHBIC BBITSXKHBIC  IOTAMIIBI  AJIsI  HW3IOTOBJICHHA z[eTaneﬁ
OTJIMYAKOTCA OT APYIuxX IITaMIIOB HC TOJIBKO CBOHMMMH OOIBIINMHA Fa6apI/ITaMI/I u

3HAYUTEIHLHON Maccol (JIOCTUTasi MHOTJA HECKOJIBKHUX JIECSITKOB TOHH), HO TakXKe W




CJI0)KHOCTBIO KOHCTPYKIIMU, CBSI3aHHOU €O crienupukoi (GopMUpPOBaHUS Pa3InIHON

TEOMETPHUH JIETAIIEH.

®opMooOpazoBaHUE CIOKHBIX KY30BHBIX JI€TAJICH BHITIOJIHICTCS Ha BBITSHKHBIX
mTaMnax Ha Mpeccax JABOMHOIO JIEMCTBUS M MPECccax MPOCTOTO JCHUCTBUS C
TUAPONHEBMATUYECKOM ToAyIIKOoi. OCHOBHBIMHM JI€TaJsIMU KPYITHOTa0apUTHOIO

BBITAIDKHOI'O IITaMIIa ABJIAIOTCA ITYaHCOH, MAaTPpHIA U IIPUKXHUM.

Martpuna ¢uxcupyercsa Ha crosie mpecca. [lyaHCOH M TPHKUM COEAMHEHBI
COOTBETCTBEHHO C BHYTPEHHHUM M HApPY>XKHBIM MOJI3yHAMHU TIpecca, KOTOPbIE UMEIOT
BO3MOXXHOCTh BEPTHUKAJIBLHOIO BO3BPATHO-TIOCTYIMATEILHOTO TepeMelleHus. Takum
o0pa3oM, MyaHCOH W MPWKHUM BO BpeMsi pabOThI IITaMIa TaKXKe IMepeMenaroTcs
BEPTUKAJIBLHO. MaTpuila BRITSKHOTO IITaMIla MOXKET ObITh BBIIOJTHEHA KaK IEILHOM,
TaK U COCTABHOM, C WCIOJb30BAaHWEM BKJaJbIIa. VIcnoib30BaHUE BKJIAIBIINIECH IS
MaTpHI], UMEIOIIUX TITYOOKYIO MOJOCTh U CIO0XHYI0 (opMy pabodeil TOBEpPXHOCTH,
MOBBIIIAET TEXHOJOTMYHOCTh MX W3TOTOBJIEHUSI U CHIXKACT TPYAOEMKOCTh. TOYHOE
HEHTPUPOBAHUE ITyaHCOHA OTHOCUTEIHHO MATPUIIBI IIPU IITAMIIOBKE 00ECIIeYnBaeTCs
HaMpaBJISIIOIIMMUA ~ dJIEMEHTaMu  ITamna. [IpukuM  OTHOCUTEIBRHO  MaTPUILBI
HEHTPUPYETCS HAMPABISIIOIIUMM  MpPU3MaMH, KpEMAIIUMUCA Ha MaTpuie |
BXOASIIMMUA B COOTBETCTBYIOIIME Ta3bl MpUKUMa. B CcBOWO odepedr ITyaHCOH
OTHOCHUTEJIbHO TPUKUMA LEHTPUPYETCS C TMOMOIIBIO 3aKpPeIUIIeMbIX Ha HHX
HAIPaBJISIOMUX TJIaHOK. [[s1 MOBBIIIEHUS WHTEHCUBHOCTU TOPMOXKEHHS (piiaHIia
3arOTOBKM Ha MPWKMMHOM KOJBIE YCTAHABIMBAIOT TEPETSHKHbIE pedpa, a Ha

HpH)KHMHOﬁ IMOBCPXHOCTHU MATPHIbI BBIITIOJHAKOT COOTBCTCTBYIOIINC KaHABKH.

B nmpouecce paGoThl I1UIOCKas JUCTOBas 3aroTOBKa YKJIAJbIBA€TCS Ha
NPWKUMHYIO TIOBEPXHOCTh MATpULbl M (UKCUpYyeTCs Ha HE B 3aJaHHOM
nosokeHuu. IIpm ykianke 3aroToBKM IyaHCOH M IIPYIKAM ITOAHATHI IOJI3YHAMH
npecca HajJ Marpuled. 3aTeM MPOUCXOJUT, OMyCKaHWE MpHKUMa U nepudepuiiHas
4acTh 3arOTOBKM OKa3bIBACTCSA 3aKaTOM MEXAy NpWXKUMOM M Marpuneu. Ilocie
ATOr0 OMYCKAaeTCs IMyaHCOH, U ero pabouasi MOBEPXHOCTb MPHUAAET LEHTpPaIbHOU

YacTH JINCTOBOM 3aroToBKM HeoOxonumyto gopmy. B mpouecce popmoobOpazoBanus
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3aKaThld (hJaHel] 3aroTOBKH BBITATHBACTCS M3 3a30pa MEXAY NIPWKUMOM U
MaTpulel, oOecreunBasl MOCTYIJICHUE IOMOJHUTEIBHOTO MaTepuana B IOJOCTh
MaTpuipl. OKoHuaTenbHOE (HOpMOOOpa30BaHUE MPOUCXOJUT, KOIJa IyaHCOH
JOCTUIaeT KpalHEro HIKHETO MOJI0KEHHSI. 3aT€M ITyaHCOH M MPUKUM MOJHUMAIOTCS

BBCPX, H OTHITAMIIOBAHHAA BBITSIKKOM AC€TaJIb U3BJICKACTCA U3 IITaMIIA.

1.3 AHagu3 NpPoOrpaMMHBLIX NPOAYKTOB VISl ONpeaejJeHusi CTOMMOCTH

BBITHKHBIX IITAMIIOB HA PAHHHUX CTAAUAX IIPOCKTUPOBAHUSA

Omnpenenenue 3aTpaT Ha U3TOTOBJICHUE IITAMIIOB 3aHHMMAIOT OJIHY M3 CaMBbIX
BOXHBIX LE€JIEM B TEXHUYECKOW IIOArOTOBKE MpPOU3BOACTBA. lcmonap3oBaHHe
TEXHOJIOTMM  (PYHKIIMOHAJIBHO-CTOMMOCTHOIO  aHaJIM3a  3aHUMaeT  OobIIoe
KOJIMYECTBO BPEMEHU. TexXHOJOorus (QYHKIUOHAIBHO — CTOMMOCTHOIO aHaju3a
3aKJIIOYAETCSl B OLEHKE PEAJbHOM CTOMMOCTH MPOIYKTa, YCIYT I IOJIy4EHUs

JTAHHOTO MPOJYKTa U JIJIsl 3TOrO Pa3paboTaH CHEIMaIbHBIN arOPUTM (PUCYHOK 2)

- A KW 0N GYHKUMK Ha
Onpegenexmne LLNA KEMA00 DYHKLMK On A0 yHKL I'Iu-cﬂeﬁ'mru K3K ANA BrRX

nocnefoBaTENBHOCTH onpepenAnTCA NOHBIE OCHOBE OLEHOK W3 MYHkTa ‘hyrariaia Syaay onpe Ae et

= 2 onpegenaerca METONHWKM M3 pakek,

dyHHUKHA, HeoGxogMBbIX TOfL0BbIE 3ATPATBI H HOMMUE CrBEHNan NPOBOAMTCA OKOHYETE NEHBIR
ANA NpoOWSBOACTEA wonmuecteo pabounx PaCHET IATRAT Ha NPOMIBOACTED

MAPAKTE PHUCTHHED KOHKPETHOTO NPOSYKTE WAK

TOBAPA WAK YOIYTH YaACOB
WCTOYHHHEE M3JEHER yeayr

Pucynok 2 — Anroputm MeToaa GyHKIIMOHATHHO — CTOMMOCTHOTO aHaIn3a

B mnHacrosiee BpemeHs (YHKIIMOHAILHO-CTOMMOCTHOM aHali3 yXOIUT Ha
BTOpPOM IUIaH WH3-32 OBICTPOrO pa3BUTHS HWHOOPMAMOHHBIX TexHojorui. Ha
CETOJIHSIIHUN JICHb OIpEeJeIeHUe 3aTpaT Ha M3TOTOBJICHHE INTAMIIOB CTajlo
JOCTYITHO B CHCTEMaX aBTOMATH3UPOBAHHOTO IPOCKTUPOBaHUA. Pa3paboTunku
CHUCTEM aBTOMAaTHU3MPOBAHHOTO MTPOCKTUPOBAHKS CO3AIOT CIICIIUAIILHBIC MOTYIIH WA
IIPUJIOKCHMS, a TaKKe COOCTBEHHBIC MH(OpPMAIMOHHBIC 0a3bl JAHHBIX JIJISI OICHKH

CTOMMOCTH TCXHOJIOTHMH M IIITAMIIOB.
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B Hacrositiee BpeMsi CyIiecTByeT OOJIBIIIOE KOJMYECTBO CHCTEM WHXKEHEPHOTO
aHann3a, ocHOBHeIMH sBisiIoTcst  ANSYS, LS-DYNA, SIMCENTER NX,
AUTOFORM.

[Iporpammubiii  npoaykt ANSYS mo3BosisieT BBINONHATH pacueThl B
Pa3IMYHBIX HaNpaBJICHUSAX WHXEHEPHOW AESITENbHOCTH, TAKUX KaK pELICHHE 3a]ad
TEIJI000MEHA, MPOYHOCTU KOHCTPYKLMH IITAMIIOB, HO HE HCIIOJIb3YETCS ISl OLEHKH
croumoctu mmrammnoB. [Iporpamma LS-DYNA wucnonb3yercs B aBTOMOOUIIBHOU
IPOMBIIIIEHHOCTH M HCIOJB3YETCS Ul pEHIeHUs TPEXMEPHBIX JUHAMUYECKHX
HEJIMHEWHBIX 3a/1a4 MEXaHUKH AePOpMUPYEMOTo TBEPIOTO Tella U MHOTUX JAPYTHUX,

HO Kak, 1 B ANSYS u SIMCENTER NX oTcyTcTByeT MOIyb OLIEHKH CTOMMOCTH.

B nporpammuom mnpoaykrax PLM Teamcenter st OLEHKH CTOMMOCTH
OCHACTKHM Hcnojb3yercss moaynb Product Cost Management. Pemrenne Teamcenter
JUTSL pacyeTa 3aTpaT Ha MHCTPYMEHTHI MO3BOJISET OBICTPO MOJIYYHUTHh IOCTOBEPHYIO U
noApOOHYI0O CMETy 3aTpaT Ha MHCTPYMEHTBHl C pa3OMEHUEM MO KaTEropusiM.
['eomeTputo neraneld MOKHO OINMCHIBATH BPYUYHYIO WJIM C MOMOIIBIO MPOrPAMMEBI
pacriozHaBanusi 35eMeHTOB (NX Feature2Cost). Pemenne Teamcenter nns pacuera
3aTpaT Ha MHCTPYMEHTHI OCYIIECTBIISIET apaMETPUUYECKUE PACUEThI JJISl Pa3IMUHbIX
MIPOU3BOJICTBEHHBIX TEXHOJIOTHI, TAaKMX KaK JIUThE MOJ MAaBJICHUEM, OTJMBKa B
GbopMBI MOJ BBICOKMM JaBJIEHUEM M IITaMIIbl TMOCJEI0BATEIILHOTO JICHCTBUS.
WUnrerpupoBanHas ©a3a 3HaHWNA BKIIOYAaeT B ceOs CChUIOYHBIC JaHHBIE O
TpyJo3aTpaTax, pacxojax Ha MaTepualibl, 00OpYJAOBAHME M MPOLECCHI, O CPOKax
BBITIOJTHEHUS WHTETPUPOBAHHBIX MPOILIECCOB. DTO TO3BOJSET CTaHIAPTHU3UPOBATH

pacyer 3aTpar Ha ypOBHE MPEANPUATHS.

OCHOBHBIM JIUJIEPOM [IJI1 OLICHKH 3aTpaT HAa M3rOTOBJICHUE INTAMIIOB JJIs
JMCTOBOM IITaMMOBKU siBisieTcsi mporpammubiii mpoaykt AUTOFORM. AutoForm-
CostEstimator mpeacTaBiseT COBEPIICHHO HOBBIM TOAXOJ JJIE BBIYUCIICHUS
CTOMMOCTH IIITAaMIIOBOM OCHACTKM U JaHHOE MPHUJIOKEHHE MPOU3BOJIUT OBICTPYIO
OLIEHKY CTOMMOCTH WHCTpyMeHTa Ha ocHoBaHuu CAD-moneneid neraned u

TeXHoJoruueckux mporeccoB. B CostEstimator cyimiecTByl0OT BO3MOXKHOCTH
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ajgalTalnmm K Tpe60BaHI/I$IM IIOJb30BaATC/IsA, B TOM YHCIC BO3MOXHOCTHU
pPEAaAKTUPOBAHUA HCXOI[HOﬁ 6331)1, HU3MCHCHHUC IIO4aCOBBIX CTAaBOK M ILIC€H Ha

MaTcpurajibl MHCTPYMCHTOB M 3aI1aCHBIC YaCTH.

JIns onpenesieHns CTOMMOCTH M3TOTOBJICHUSI BBITSIKHBIX IITAMIIOB HA PAaHHUX
CTaJAMsIX MIPOECKTUPOBAHUS BHIOPAH MPOTrpaMMHBIN mpoaykT AutoForm, ssistomuiics
OCHOBHBIM MPOTPAaMMHBIM KOMIUIEKCOM JUIsl MPOCKTUPOBAHUS U MOJCTUPOBAHUS

nporeccoB ucToBor mraMnoBkd B OAO «ABTOBA3».

1.4 BeiBoanbl

[Ipoananmu3upoBaB TEXHOJOTHUIO, KOHCTPYKIIMIO KPYITHBIX IITAMIIOBOB JIJIS
BBITSOKKM M CHCTEMbl aBTOMATH3WPOBAHHOTO TMPOEKTHPOBAHUSA JJIsi  OICHKHU
CTOMMOCTH BBITSDKHBIX IITAMIIOB B aBTOMOOWJIECTPOCHHH OIPEEICHbl OCHOBHBIC
3a/1a4uu I JOCTHOKCHUS e PaOOThI:

1. TlpoBecT aHanMM3 CUCTEM AaBTOMATU3UPOBAHHOIO MPOEKTUPOBAHUS
TEXHOJIOTHYECKHUX TporieccoB U mramioB B CAIIP, npenHasHaueHHBIX IS
aHaJM3a IMpoIiecca BBITSHKKH B JINCTOBOM IITAMITOBKE.

2. PazpaboraTe sneMeHTHI 0a3 JaHHBIX MPOCKTUPOBAHUS TEXHOJOTHUU H
IIITAMIIOB JIJIST TIPOIIECCA BBITSIKKH.

3. Co3maTh 25IeMEHTHI 0a3 JaHHBIX MPOCKTUPOBAHMS TEXHOJIOTHU U IITAMIIOB
B AutoForm asis mpoiiecca BBITSDKKH Ha 3Tare paHHEro MPOSKTUPOBAHMUS.

4. Peanu3oBaTh METOJIWKY OIICHKM CTOUMOCTH  TIPOSKTHPOBAHUSI U
M3TOTOBIICHUS BBITSDKHOTO IIITaMIIa C UCIOJIb30BAaHUEM CTaHIApPTOB B

cucreme CAE AutoForm.
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2 AHAJIM3 CTPYKTYP cTaHaapToB AutoForm

2.1 Onucanue cTpykTypsl npuioskenust CostEstimator aina AutoForm

«B  cnoxkuMBHIMXCST ~ OKOHOMHYECKMX  yCIOBHMAX  pas3Butua  Poccunm
CTpaTerMyecKoe pa3BUTHE MPEANpUsATHl (opraHuzanuii, ¢GupM, KOMITaAHMA)
ornpeneneHo 3Q(EeKTUBHBIM YIIPABICHUEM 3aTpaTaMy ONTUMU3ALMEN U BBISBICHUEM

PE3epBOB SKOHOMHH JCHEXKHBIX cpeacts» [20, c. 5].

[Iporpammusbiii  npoaykt AUtOFOrM  ucnoib3yercss Ha  MOPEANPUITHIX
aBTOMOOUJIECTPOCHUS, MOCTAaBIIUKOB IITAaMIIOBOH OCHACTKH, 000pOHHOM
MIPOMBIIIJIEHHOCTH. TexHonorM4yecknue  mpoUecChl  JAHHBIX  MPEANPUSITUN
OCHOBBIBAIOTCS Ha TPATUIIMOHHOW JIMCTOBOM IITammoBke. AUtOFOrm ucmonb3yror

BCE BEIyIME AaBTOMOOWJIbHBIE KOMIIAHMM MHpa, B Hamed ctpaHe AutoForm

ncnoJib3yroT Takue kommnanuu, kak ABTOBA3, KAMA3, I'A3, YAS.

Omenka 3aTpaT Ha WM3TOTOBJICHWE OCHACTKM HA paHHEH CTaauu
MPOCKTUPOBAHMSI BBITIOJNHSACTCS C TIOMOIIBIO PYYHOTO BBOJAA JAHHBIX B TaOJIHIIBI
Excel, mannbiii mporecc siBisercss odeHb Tpymoemkum. COStEstimator momoraet
TOYHO OIIEHWUTH 3aTpaThl HA TPOU3BOJCTBO OCHACTKH JUISI IIITAMIIOBAHHBIX JIeTaJICH,
YTO TMO3BOJISIET ONTHUMHU3UPOBATH MPOIIECC MPOU3BOACTBA U OIICHHBATH 3aTpaThl HA
cragusax rianupoBanus. [Ipunoxkenue CostEstimator ucronssyercs B AutoForm s
TOYHOW U OBICTPOM OILICHKU CTOMMOCTH IIITAMIIOBOM OCHACTKH, MCIOJIB3YS TUIAHBI
TEXHOJIOTUYECKUX TPOIECCOB U TeoMeTpuio jaeranu. CKOpocTh pabOThl JTaHHOTO
MIPWIOKEHUST YMEHBIIACT BpeMs, HEOOXOIUMOE JUIsl OIIEHKH CTOMMOCTH OCHACTKH,
UCIIOJIB3ysl ABTOMATHYECKOE pAClO3HABAHHE TEOMETPUUYECKUX KOHCTPYKTHBOB

JACTalIH.
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AutoForm-CostEstimator ucmonb3yercs JUisi TOJY4YeHHUS HAACKHONH H
OOBEKTUBHOM OIIEHKH CTOMMOCTU MOJHOTO HAOOpa MHCTPYMEHTOB ISl BBITSKHBIX U
o0Ope3HbIX onepauuil. PacueT cToMMOCTH MHCTpPYMEHTa OCHOBAaH Ha OINPEJEICHHOM
IUIaHe Ipouecca (TO €CTh NpPeUIaraéMoM IIpOLiecCe W3TOTOBICHMS JETalu) U
UCIOJIB3YET ONpPENEICHHBIE Ppecypchl, HeoOXoauMmble Uil co3gaHus Habopa
UHCTPYMEHTOB, BKJIIOYash CTOMMOCTb HEOOXOIAMMBIX OTJIMBOK, MAaTEpUajoB U
CTaHJAPTHBIX KOMIIOHEHTOB. Takum oOpazom, AutoForm-CostEstimator mo3Bosser
JETAIbHO ONPENENATh NOTPEOIEHUE PECYPCOB ISl CO3AAHUSI HHCTPYMEHTA, KOTOPOE

MOJKHO HUCIIOJb30BaTh JJIA INIAHUPOBAHUS ITPONU3BOACTBCHHBIX onepauﬂﬁ.

AutoForm-CostEstimator MOXXHO HCIIOB30BaTh HA paHHEH  CTaauu,
OCHOBBIBASICh TOJIBKO Ha TEOMETPUU JETalu, IS TOJIy4YeHUsS HAACKHBIX U
OOBEKTHBHBIX OIICHOK CTOMMOCTH MHCTPYMEHTA, a TakXke Ha Oojiee MO3THMUX dTamax
MIPOCKTUPOBAHMS ISl OIICHKH M3MEHEHUN B IIPOTHO3€ CTOMMOCTH HHCTPYMEHTA M3-3a
IPEMIOKEHHOTO Tpoliecca WM M3MEHEHuH aetanu. Takum oOpa3om, 3aTparbl Ha
HHCTPYMEHT M PE3yJbTUPYIOIIUE 3aTpaThl MOTYT OBITh HCIIOJIB30BaHbI B KauyeCTBE

MOoKa3aTCJIA JJIA OUCHKH TCXHOJOTHYHOCTH IIPCAJIaracMbIX BAPHUAHTOB ITPOLCCCa.

2.2 Ananu3 0a3 JaHHBIX cTaHaapToB B AUutoForm

«Pa3BuTHE COBPEMEHHOTO TIPOMBINIICHHOTO IPOM3BOJCTBA W OW3HEca
HEBO3MOXKHO 0€3 CO3/I1aHHs aBTOMAaTH3WPOBAHHBIX MH(DPOPMAIIMOHHBIX CHUCTEM, OIHO
U3 HAa3HAUCHUH KOTOPBIX — TMPEAOCTABICHHE IOJH30BATEII0 JIOCTOBEPHOM
uHdopMaIuu, HEOOXOUMOM NIl TPUHSTHS ONTUMANbHOTO pemieHus. Wrtak, 0aza
JTAHHBIX — UMCHOBAHHASI COBOKYITHOCTh JAHHBIX, OTPaXKAIOIIAsi COCTOSHUE OOBEKTOB
U X OTHOIIICHHUH B pacCMaTpUBAcMOM MpeIMeTHOM odmacTuy [35, c. 8].

CraHgapTel BBITOJHAIOT (PYHKIIMIO BCIIOMOTATELHOTO MEXaHW3Ma IpU
OpraHu3aIK MPOCKTUPOBAHUS, TIPEAOCTABIISASI OCHOBHBIC HACTPONKHU MO0 YMOJIYAHUIO
W IOMOTasi COOTBETCTBOBAThH 3aJIaHHBIM TEXHHYECKUM YCJIIOBHUSIM M PYKOBOISIIAM
ykazaHusiM. B cucreme wumxxeHepHoro anamu3za AutoForm mnpexacraBieHo 8
crangaptoB. 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 (pucysok 3)

@ Open Standard...
Mew Tooling Cost Standard
MNew Process Plan Standard
MNew Press Standard
Mew Design Standard

Mew Control Parameters Standard

Mew Sigma Standard

Mew Evaluation Standard

Mew QuickLink Export Standard

Mew Group of Standards

Pucynoxk 3 — ba3za ctangapros B AutoForm

Cranpaptsl B AUtOFOrm nojpasaenstoTcsi Ha IBa OCHOBHBIX THUIIA: CTaHAAPTHI
IUTAHUPOBAHMS, CTAHAAPTBI HACTPOWKM U OICHKH (pucyHok 4). CraHmapTsl
TJIAHUPOBAHMS BKIIFOYAIOT B C€OS CTaHAAPTHI MO TUIAHUPOBAHUIO M OMPEICTICHUIO
3aTpar Ha JTane IUlaHupoBaHMs, K HUM oTHocsTcs Tooling Cost Standard, Process
Plan Standard, Press Standard. K cranmapraM HacTpOMKH W OIICHKH OTHOCSTCS
Design Standard, Control Parameter Standard, Sigma Standard, Evaluation Standard,
QuickLink Standard, koTopbie comepikar nmpeaBapUTeIbHbIC HACTPONKHU IMapaMeTpoB

MPOCKTUPOBAHMUS JIJISl IPEIBAPUTEILHOM U MOCIEAyIoel 00paboTKu.

15



Tooling Cost ‘

Process Plan |

CTaHmapThl IIAHNPOBAHIA

Press Standard ‘

Cranaaptsl AutoForm

Design ‘

Control Parameter ‘

CTaHaapTEl HACTPOIKI H OLICHKH
Sigma |

Evaluation ‘

QuickLink ‘

Pucynok 4 — Knaccudukanus ctannaptos B AutoForm

Jnst onpeneneHnus CTOMMOCTHA M3TOTOBJIEHUS BBITSKHOTO IITAMIIA HA paHHEU
CTaJuM aJbTEPHATUBHOTO METO/JAa MPOEKTHUPOBAHUS HEOOXOJUMO HCIOIb30BAThH
CTaHJIAPTHI TUIAHUPOBAHUSA, KOTOPBIE BBINOJHSIIOT OLEHKY 3aTpaT HAa WHCTPYMEHT
(KOMITIOHEHTBI JUIsl 3aKyNKH, IOYaCOBbIE W MaTepuUalibHbie Tapudnl, (GakTopsl
MIPOU3BOIUTEIILHOCTH U HaJlaJIKa OCHACTKH), TUTaH Tpoliecca (JOMOJIHUTEIbHBIE TTOJIS
JTAHHBIX TIPOEKTA, yIpaBieHUEe 0a30BOM COOPKOM, HACTPOUKH CTOMMOCTH 3arOTOBKH U
JIeTaIN), a TakKe MapaMeTphl mpecca (XapakTepUCTHKA HUCIIONIb3YEeMOTo Mpecca WiH

IIPECCOBOM JIMHUM).

Cranmapt Tooling Cost (pucyHok 5) OCHOBBIBACTCS Ha 3HAYCHHUAX W
napamMeTpax, OTHOCSIIHUXCS K CTOMMOCTH OCHACTKH. Y TIOJb30BaTeIsl €CTh
BO3MOKHOCTh ~ ONPEAEIMTh 3aTpaThl I COOPKH, KOMILUICKTa INTAMIIOB H

KOMIIOHCHTOB IIITaMIIa.
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Production Line Process Plan Tooling

Purchase Components ] Manufacturing Steps Materials Tryout ] Tooling Settings ]

*  MName Price Productivity Factor Unit

= 7 Cast / Steel

Gray Cast Iron Class 1 (GG25CrMo, etc.)
- Gray Cast Iron Class 2 (GG25, etc.) 1.3

Ductile Graphite Iron Class 1 (GGG 70L, ete.) 2,7
- Ductile Graphite Iron Class 2 (GGG 30, etc] 2.4

Cast Steel Class 1 (GP4M, etc.) 17
- Cast Steel Class 2 (1.2382, etc.) 67
- Cast Steel Class 3 (G5-60, etc.) 6,4
- Cast Steel Class 4 (1.2769, etc.) 6,3
- Cast Steel Class 5 (G5-43, etc.) 47
- Tool Steel - Rolled Class 1 (CP4M, etc.) 6,5
- Tool Steel - Rolled Class 2 (1.2379, etc.) 49
- Low Alloy Tool Steel Class 1 (C 45, etc.) 16
- Low Alloy Tool Steel Class 2 (5t 32-3, etc) 1,3
= {21 Other Materials
. -~ Corrugated Sheet
i " Styrofoam
= 21 Other Costs

‘o Off-the-shelf Components

Pucynox 5 — Crangapt Tooling Cost

CTOMMOCTh KOMIIOHEHTOB OMPEIENSAETCS MO OJHOMY WJIM JBYM IapaMeTpawm,
IIPUMEPOM MOXKET MOCIYKUTh HAINPABISIIOIAA KOJIOHKA, JUI KOTOPOU KIIOYEBBIMU

napaMeTpaMH SBIISTIOTCS TUAMETP | JUTHHA (PUCYHOK 6).

Purchase Compaonents Manufacturing Steps Materials ] Tryout ] Tooling Settings ]

Mame -
IDIEITIEteI’ {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

- Elastormer Spring

- Tapered Centering Pin

- Flange Lifter

- Air Cushion

- Teol Centring Key

- Guide Pin for Binder/Pad

- Guide Bushing for Binder/Pad
- Roller Table 360

- Roller Table 520

- Roller Table 630

- Roller Table 840 =

Pucynox 6 — [TapameTpsl onpeieIeHUsI CTOMMOCTH

Crangapt Tooling Cost yuuThiBaeT MOYacOBYKO CTaBKY U KOI(DGHUIMEHT

MMPOU3BOAUTCIBHOCTH AJISI KAXKIAOI'0 9Taria IPOM3BOACTBA: M3TOTOBJICHUSA, HaJaAKH
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(BKIIFOYass MPOOHYH HalaaKy) M MaTepuald. B pamkax pacuyera CTOMMOCTH
UHCTPYMEHTA KOA(PPHUIIMEHT MPOU3BOAMTEIHPHOCTH YMHOKAETCS Ha Yachl (BeC — IS
MaTepuaia),  KOTOpbIE  BBIUHCIIAIOTCA  JUIA  pacCMaTpUBaeMOro  dTara
pOM3BOICTBA/MaTepuaia. EnquHuIa/BaioTa CTOMMOCTH, ONPE/ICTICHHAs B CTaHapTe
Tooling Cost, mpumeHnsiercss k0 BceM 3HaueHusM 3atpat B AF-Designer, mpu
U3MCHCHUH BAJIOTHI B JIAHHOM CTaHAapTe, MPEIbIAYIIHNe 3HAUYCHUS yCTAapeBAIOT U

JOJIZKHBI OBITE OOHOBJICHBI J10 3HAa4YCHHUS HOBOM BaJIIOTHI.

B cranmapre Process Plan (pucyHok 7) moJyib30BaTellb MOXET YIPaBIISAThH
KOJJMYECTBOM KOMITOHEHTOB 0a30BOMl COOPKM M KOMIUIEKTYIOIIUX JUIsl IITamria,
OTPEIEIATh 3HAUCHUS TI0 YMOIUAHUIO JUIsl pacueTa CTOUMOCTH JICTAlId U ONPEACIIATh

naHHBIE TIpoekTa B Process Plan.

Production Line ProcessFlan | Tooling

Base Assemblies | DieSets | Piece Cost | ProjectData |

N
ame o

=1 1 Mo Categor - Press Line
-: ]Eh = Transfer Press
Blanking/ Cut-off - Progdie Press
- Form Trim

: Component Name \ Tooling Size (mm~2) 0.00... 2865k 28
- Crashform

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

Pucynok 7 — Cranmapt Process Plan

KonunuecTtBoO KOMIIOHEHTOB 0a30BOM COOpPKHM 3aBHCHT OT THIMA OMNEpaluu U
TUMa HWHCTpyMeHTa. HacTpoiiku, 10 yMOJYaHUIO HAa3HAYAIOTCAd  KaXIOMY
KOMIIOHEHTY, M TOJIb30BaTeIb MOXET 3aJaBaTh CBOM COOCTBEHHBIE HACTPOWKH IO

YMOJIYAHUIO U1l PA3IM4YHBbIX 0a30BBIX COOpPOK B JaHHOM pazzene. KomumdecTtBo
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KOMITOHEHTOB IITaMIIa yCTAHABIMBAIOTCS B 3aBUCUMOCTH OT THUIIA TIpecca, BHIOOP B
CIIUCKE TIpecca IEHCTBYET Kak (UIBTP: COOTBETCTBYIOIIME KOMIIOHEHTHI U WX

KOJIMYICCTBO MNICPCUNUCICHBI B COOTBCTCTBHHU C BBI60pOM II0JIB30BATCJIA.

B cranmapre Press (pucyHok 8) mpencTaBieHBI OCHOBHBIC THITBI IPECCOB:
Ipecc JJsi 3aroTOBOK, IpeccoBas JIMHUS, TpaHCPEpHbI Tpecc, IMpecc IS

IIPOTPECCUBHOM IITAMIIOBKH.

Production Line Process Plan Tooling

Presses
MName
: Add Delete
o New

Properties | PressBed 1 ]

*  Mame Value Unit
= B Mo Category
- Type Press Line
- Factory Factory 1
- Department 123

- Press Classification Tandem Small
- Part Material Steel
- Automation Robots

-~ Pneumatic Actuation Without Air Actuation
- Max Mumber 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

Pucynox 8 — Cranmapt Press
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I{aHHLIﬁ CTaHOapT ITO3BOJIACT CO3daBaTb, KOIIMPOBATHL W YIAJIATH CBOMCTBaA
mpecca. CBoiicTBO npecca HMMCCT CIINCOK O6IHHX IMIPU3HAKOB, KAXIOC 3HAYCHHC

KOTOPBIX MOKCET OBITH N3MCHEHO HCIIOCPCACTBCHHO B CIIMCKC.

Bamrora ucnonb3zyemass B AF-Designer koHTpoiupyercs cranaaproM Tooling
Cost, moaToMy HHKaKo€ 3HAaYE€HHUE CTOMMOCTH Jii MOYacOBOM OIJIAaThl Mpecca He
MOXKET OBITh OTpeJelicHa B JaHHOM cTaHiapTe. EawHWMIIa HW3MepeHus Bceraa
SBIISIETCS.  TOJB30BATENIbCKOM, 3TO  O3HA4aeT 4YTo OyJeT HCIOJIb30BaThCA

HI0JIb30BaTEIHCKOE 3HAUCHUE BAIIOTHI U3 cTanaaprta Tooling Cost.

2.3 AJroput™m omnpeaejeHUsi CTOMMOCTH INTAMIOBOW OCHACTKH B

Autoform

[TepBbrit 3Tan I onpeAeTeHUs] CTOMMOCTH ITaMITOBo# ocHacTku B Autoform
- TIOAKIIIOYCHHUE JIMICH3MH Ha MCIoib3oBaHue npwiokeHus CosStEstimator. Jlns
ITOT0 HEOOXOIUMO B TpaduuecKoM OKHe BBIOpaTh Moaysb COStEstimator u maxatsb

kHonky Apply (pucyHok 9)
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License Selection

L N I

StampingAdviser ProcessPlanner ProcessExplorer

Z 1
— ]

Selected

AutoForm-Sigma Seat
Generate, validate and systematically improve complete process designs to ensure
highly efficent tool engineering / tool tryout and robust part production.

Available Add-ons for this Seat

AutoForm-DieDesigner

Create parameterized draw die geometry induding
secondary forming tools

Selected

AutoForm-StampingAdviser

Evaluate forming potential of imported geometry;
predict coil use of crashform or draw process, define
and evaluate alternative geometry

Selected

S

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

b

Show this dialog on each start

Host Info...

Pucynok 9 — INogxrouenne moayns CostEstimator

Bropoii stanm co3ganme mpoekra B Autoform. Jlns storo HeoOXoaumo B

TJIABHOM MEHIO TIPOTPAMMBbI CO3/1aTh HOBBIH MPOeKT (pucyHok 10)
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Open...

Open Read-0nly. ..

. Reopen Cirl+5hift+0

Mew Ctrl-+H

Open Template. .. Ctrl+T

Pucynox 10 — Co3znanue npoekra

TperpuM  3TamoM  HEOOXOAMMO HUMIIOPTHPOBATH TEOMETPUIO JETald B

dopmare IGES B momyne rpaduyeckoro okna Part, ucrons3ys dyaknuonan Import

(pucynok 11)

= - A~
(Project M T )( Material )( Fillet ) Modify ){ Formchk |
[> Tolerance ettings

¥ Symmetry & Part Type

ietry !. [ i Define... '

PartType |Inner Panel + ﬂ

¥ Part Geometries

¥ Import Part
| . ImportPart Geometries from File

linn=ed Fares

v ImportPart.. v k¥

Pucynox 11 — Umnopt reometpuu aetaiu

YeTBepThIM 3TAIIOM SBJISICTCS CO3/IaHUE MOJHOrO MpoekTa B Autoform, maHHbri

3Tan COCTOUT W3 CIEAYIOIIECH MOCIEA0BATEILHOCTH I€UCTBUI:

— 13aJlaHie CBOMCTB MaTepHasia U TOJIIIUHBI 1eTalIH;

— BBINOJHEHUE POBEPKHU T€OMETPUH;
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— CO3/IaHue IJIaHa Iporiecca (TEXHOJIOTUN);

— pa3paboTka pabo4ero HHCTPYMEHTA,;

— TPOCKTUPOBAHUE 3aTOTOBKH.

B rpadpudeckom okne Plan Bo Bkiankax Piece Cost u Tooling HyxHO HakaTh
kHonky Add Piece Cost u Add Tooling (pucyHok 12), TakuM 00pa3oM MOAKITI0YACTCS
momyns COStEStimator m mo reomerpun AeTand ONpEACHseTCS IMpeIBapUTEIbHAS

CTOUMOCTH pab09Yero HHCTPYMEHTA U JICTaJIH.

v

tion: m m R

;\$ Calculate the Costs per Part B, Calculate detalled Tooling Costs and Resource Consumption

Pucynok 12 — Monayns onpeneneHusi CTOUMOCTH

OI[HHM N3 Ba>XHBIX MOMCHTOB OIIPCACICHUA CTOMMOCTH H3TIOTOBJICHUA
OCHACTKH KU ACTAJIU ABJLACTCA TO, UTO 0e3 I/IMHOpTI/IpOBaHHOI\/'I ACTAJIN MOOYJIN Piece

Cost u Tooling BEIMONHATE (GYHKIHIO OMPEACTICHUS CTOUMOCTH He OynyT (PUCYHOK

13)

 cetings ) Production ) Plan JE ™ Picce Cost )

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

Pucynox 13 — Ommbka n3-3a OTCYTCTBHS T€OMETPHUU JICTAIIN

JUi TOAKITIOUEHHUsI CTaHAAPTOB HYXHO IpaHUuecKoOM OKHE BHIOpaTh OMIUIO
Standard 1 NOAKIHOYKATE HEOOXOIUMBIE CTaHAApThl. 3a OMNPEACICHUE CTOMMOCTH
orBevaroT Tpu cranmapra: Tooling Cost Standard, Process Plan Standard, Press

Standard (pucynox 14)
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50032526 forces - Plan

E YD e
(setings )((production ) Plan ) Toolng JREes

B coiing 10.0 %
B rartvaterial 317 %
B scap Material  17.9 %
B Reject Material 0.8 %
. Production Line  18.1 %
. Reworked Parts 13.3 %
M shiooina 8.2%

AutoForm”~plus R

-
o —
| Standards

Tooling Cost <none =
Process Plan <MOne >
Press <none =
Design <none >
| Control Parameters <none =
<naone’z
=none =

<Mone =

Pucynox 14 — Beibop cranaapToB

Jlis BBITPY3KH Ia0JOHOB CTaHIAPTOB BO BKIaake Standard nHeoOxomumo

Ha)XaTh HAa CTaHIApPT, KOTOPBIH HYXXHO aKTHMBHPOBAaTh M HaxaTh KHOmKy Load/Set.

[Iporpamma BBI3BIBaeT TpadUIecKOe OKHO, B KOTOPOM IMPOIHKCHIBACTCS TYTh

PaCIIOJIOKCHUA CTaHdapTa U CaM CTaHAapT, IIOCJIC U3 CIIMCKA H€O6XOI[I/IMO BBI6paTB

Hy}KHBIﬁ CTaHdapT. 3aTreM I[aHHBIﬁ CTaHdapT aKTUBUPYCTCA U CTOMUMOCTb HAYHMHACT

OTIPENIENSIThCS, YIUThIBas CTaHAapT (pUCYHOK 15)

G
| Standards
Tooling Cost
Process Plan

=

Design

Control Parameters
Sigma

Evaluation

Group of Standards

Standard_ToolingCost
Standard_ProcessPlan

Standard_Press

<none =

Pucynok 15 — Aktuanus ctangapToB B Autoform

[IpocmoTp  pe3ynbTaToOB  OLEHKHU

CTOMMOCTH  HM3IrOTOBJICHHs  IITaMIIad,

OCHOBBIBAETCSI HA TEOMETPHUH JETaIM U BBIMOJIHIETCSA BO BKjIaake T100ling. B nannom
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rpaduueckoM OKHE TOKa3bIBAIOTCS AMArpaMMbl, TaOMUIBI C y4eTOM 3aTpaT Ha

KaXXTyI0 OIEPaIliio, CTOMMOCTh U KOJUYECTBO KOMIIOHEHTOB, peCypcoB (pucyHok 16)

¥ Cost per Operation Total Tooling Cost: 65329 €

Input ' Overview Components  Cost

16 e
14k ¥ Engineering h| 1240 300 365 305
12k Process La.. Simulation h 37 12 12 12
Full 3D Tool Design h 680 144 241 161
10k Styrofoam Pattern h 235 82 34 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
4k »  Die Tryout h 566 95 292 179
% | P> Cast/Steel ka| 22818 2534 3246 3312

»  Other Materials 5
0- > Other Costs - 27442| 2714 2684 8274

D-20 T-30 T-40 M-50 [20,20] [30,30] [40+ . |

» Hardening
9511 15034 0 11057 11057 110

Input ' Overview Components €54 Resources

7 ol 20 [r30 a0

¥ Cost per Category P  Engineering 1240

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 € > Cast /Steel ' 22818 2534 3246 3312
. Try-Out 0.9% 566 € j» Other Materials | 9661 1529 1889 1889
B ool Material  49.7 % 32479 € |» Other Costs 27442| 2714 2684 8274
B other 440% 28723 € >  Hardening 331 - 109 22

W Hardening 0.5% 331 € Additional Cost .
Surcharges » 1281 149 186 295
Total 65329 7615 9'511 15034

Pucynoxk 16 — Pe3ynbTaThl OlleHKH 3aTpat

Ha ocHoBaHWM aHanm3a MPUMEHEHHs CTaHIAPTOB MJISi OICHKH CTOMMOCTH
U3roToBJIeHHs mTamroB B Autoform Owu1 pa3paboTaH anropuT™M HCHOIB30BAHUS
JAHHBIX CTaHAAPTOB!

— CO3JaHue MMPOEKTa,

— UMIIOPT TEOMETPUH JICTAIH,

— pa3paboTka IJIaHa mporecca,

— moaxmouenue moayss CostEstimator (ucnons3ys Piece Cost u Tooling);

— BBIOOp MIA0JIOHOB CTAHAAPTOB U UX aKTHUBU3AIIHS,

— TPOCMOTP PE3YJIbTATOB.

Crangaptel Autoform MoXHO MCTIONB30BaTh M IS PENAKTHPOBAHUS, 3a1aBast

HE00XOIMMbIE MTapaMETPhl HY>KHbIE KOHKPETHOMY I0JIb30BATEIIIO.
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2.4 Pa3paborka MeTONOB peIaKTHPOBAHUA TaOJHUI] CTAHIAAPTOB B
Autoform

OnHUM U3 CIOCOOOB penakTupoBaHus Tabmui crangaproB B Autoform
SBISICTCS. CO3/IaHWE W PEJAKTHUPOBAHWUE CTAHIAPTOB B CaMOM IIPOTrPAMMHOM
npoaykTe. [l  BBIMOJTHEHWS PpPEJAKTUPOBAHUS HEOOXOJIMMO OTKpBITH 0asy
crangaproB B Autoform (pucynoxk 17)

Recently Used Files

™ Open...
@™ Open Read-Cnly...
=

=

© New

Open Template. ..

@ Open Standard...

s Plan Standard

Standard

Mew from QuickLink. ..

Ctrl+5hift+wW K valuation Standard
t Standard
Mew Group of Standards

N
Material bl . Standards ~ | ﬁ Preferences. .. Y Ewit

Pucynok 17 — Ba3a penakTHpOBaHHUs CTAaHIAPTOB
Jlns  penaktupoBanusi crtangapra Tooling Cost, HeoOxomumo B 06ase

penakTrpoBanus BeiOpath ommuio New Tooling Cost Standard u BeIBecTH Ha dKpaH

MOHHTOpA HaHHbIe cTanmapTa Tooling Cost (pucynok 18)
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Production Line Process Plan Tooling

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

MName
Length {mm ) 0.00 .., 200,00 200.00 ... 1000000000000,00

-} 21 Base Assemblie Components
- Guide Plate (Wear Plate on Die Heel) Purchase Component (price ) |40 &0
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 ... B3

Pucynok 18 — ba3za mannsix Tooling Cost Standard

B ©0aze mamneix Tooling Cost Standard Bo3MOXXHO pegaKTHpOBaHHE
napaMeTpOB MITAMIIOBOM OCHACTKE MO Pa3IUYHBIM cTaThsM: Purchase Components -
3akynka kommoHeHToB, Manufacturing Steps - srtambl m3rotomienus, Materials -
3aTpaThl Ha Matepuaj, 1ryout - croumocTts Hamaaku, Tooling Settings - 3aTpatsl Ha
00paboTKy.

B ¢ynkumonane crateu Purchase Components mpenctaBieHbl KOMIOHEHTBI
0a30BOM COOpKM: HAMpaBIAIONIME KOJIOHKM, BTYJIKH, IUIAHKW HAMNpaBISIOIINE,
IpYXUHBI, COpachIBaTENH, KIIMHbS, BUHTHI CTOMOPHBIE, OONTHI, TOYIIKHA, POJTUKOBBIC
CTOJBbI, JIOTKM JUISi OTXOJa, IIyaHCOHBI, MAaTpHLbl, OpWXKUMBL [ Kaxmoro
KOMIIOHEHTa 3a/laHa KIJII0ueBas XapaKTEepUCTUKAa M CTOUMOCTh. KitodeBbIMU
XapaKTepUCTUKAaMU SIBJSIIOTCS JJIMHA, KOJI-BO, BEJIIMYMHA XO0Ja, JAMAMETp, JJIMHA
OKpYXKHOCTh, ycwine. Bwidop xommonentoB Purchase Components Autoform
BBITIOJHSET 1O KJIIOYEBBIM XapaKTEPUCTHKAM, YYHUTHIBAS CTOUMOCTH W3CIUH,
ONMMpasiCh Ha UX TEOMETPUIO JeTald. J[JIs KOJOHKHM HaIpaBiAIOIIEeN KIOYEBBIM
napaMeTpoM siBisieTcss ee nuamerp (pucyHok 19). B 3aBucuMocTH OT pasmepa

AUaMETpa IpPOIUCBIBACTCS CTOUMOCTD caMoO# KOJIOHKH.
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Procucsontne | Processpin | ooy

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

MName )
Diameter {mm ) 0.00...40.,00 40.,00...50,00 50.00... 6500 65.0C

- Elastomer Spring
- Tapered Centering Pin Purchase Compenent (price ) ‘?_0 30 40 50

- Flange Lifter

- Air Cushion

Tool Centring Ke

i Pinforinderbad Y
- Guide Bushing for Binder/Pad

Pucynox 19 — KitoueBoit mapameTp /1l KOJIOHKHA HaIPaBJISIOMIEH

B ¢yaknuonane crarem Manufacturing Steps ompenenstorcss 3aTpaThl Ha
WHKUHHUPHHT, TPOCKTUPOBAaHWE M W3roToBIeHUME ocHacTku, YIIY o0pabotky,

3akainky (pucyHok 20)

Producton ne.| processpan_ Tooiro |
Furchase Components | Manufacturing Steps | Materials ] Tryout ] Tooling Settings ]
“  Name Cost Rate Productivity Factor Unit
- 1 Engineering
- Process Layout, Draw Die Development, Simulation 73 1 h
- Full 30 Tool Design 70 1 h
- Styrofoam Pattern 50 1 h
- Full 2D and 30 Milling Path Prograrmming 65 1 h
= 2 Die Making/Manufacturing
- Die Making/Rough Assembly 1: Pads, Trim Steels 60 1 h
- Adjust the Pad &0 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 5Steel, Assembly for Hardening 60 1 h
- Build and Assemnble Scrap Chutes 60 1 h
- Final Assembly/Die Making 60 1 h
= & CNC Machining
- Drilling and Milling (First Pass) S &0 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) § 70 1 h
- Shape and Contour Milling (HSC) M 85 1 h
-~ Shape and Contour Milling (HSC) L 103 1 h
- Drilling and Milling 5 63 1 h
- Drilling and Milling M a0 1 h
~ Drilling and Milling L 90 1 h
- Wire Cutting ] 1 h
= 1 Hardening
- Hardening and Ternpering 1.6 1 kg
- Through Hardening 2.5 1 kg
- Surface Hardening (Laser) 150 1 m
- Induction Hardening 135 1 m

Pucynok 20 — 3atpater Ha Manufacturing Steps
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Croumocts B Manufacturing Steps paccuutbiBacTCs M3 OILUTAThI OJHOTO Yaca,
YMHOXXEHHOTO Ha KO3 PUIIMEHT MPOU3BOIUTEILHOCTH.

B o¢ynkumonane crateu Materials mpommchiBaloTCST  3aTpaThl Ha  JIMThE
MaTepuaiga u caMm marepuasl. CTOMMOCTh PacCUMTBHIBACTCA W3 Beca MaTrepuana u

K03 HIIHEeHTA TPOU3BOAUTEIBHOCTH (PUCYHOK 21)

broducionne. | Frocspen | Toons IR

Purchase Components ] Manufacturing Steps | Materials | Tryout I Tooling Settings ]
#  MName Price Productivity Factor Unit
=+ 5 Cast / Steel
- Gray Cast Iren Class 1 (GG23CrMo, etc) 1.8 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 (G5-45, 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.) 1.6 1 kg
- Low Alloy Tool Steel Class 2 (5t 32-3, etc.) 1,3 1 kg
(= 22 Other Materials
- Corrugated Sheet 6 1 kg
" Styrofoam 008 1 dm”3
= 22 Other Costs
- Off-the-shelf Components 1 1

Pucynox 21 — 3atpatst Ha Materials

B ¢ysuknuonane crateu Tryout yuyuThIBaIOTCS 3aTpaThl Ha HANAAKY IITaMIIa:
YCTaHOBKY, IEPBUYHYIO MPOBEPKY, MO3UIIMOHUPOBAHUS HA MpEcce, MPOBEPKY IMpecca,
IPOBEPKY COOpPKH, KOHTPOJb KauecTBa MOJIy4aeMOW JAeTaiu, HaNaJKy d3JIEKTPUKH,

OKpacka (pUCYHOK 22)

Production Line ] Process Plan | Tooling

Purchase Components l Manufacturing Steps ] Materials Tryout Tooling Settings ]

“  MName Cost Rate Productivity Factor Unit
(1 21 Die Tryout

~Spotting 60 1 h

Die Try-ocut 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

1 h

- Electric, Pneumnatic Hook-ups, Painting (Labour) 60

Pucynox 22 — 3arpatsr Ha Tryout
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Ouenka ctaTbu 3aTpaT [ryout ompezgensieTcs M3 OIUIATBl OJIHOTO 4aca,
YMHOKEHHOTO Ha KO3 (GUIIMESHT MPOU3BOIUTENHHOCTU. EMHUIIA N3MEPEHUS OTUIATHI
OTIpEIETISICTCS BBIOJIHEHHOM paboTOM 3a O/IMH Yac.

B ¢ynakmuonane crarem Tooling SettingS mponuceIBarOTCS 3aTpaThl Ha
00paboTKy KOMIOHEHTOB Ha cTaHke ¢ UIIY, yuuTsiBasi ckopocTh (pe3epoBaHus, TUII
00paboTku, pazmepsl crankoB YIIY, 3amac TodamMHBI closi Matepuana Al YCaJakH,
JIOTIOJIHUTENIBHBIE 3aTpaThl 3a 00paboTKy, a TakKe MPOIEHTHOE COOTHOIICHHE

KOMITIOHEHTOB COOPKH (PUCYHOK 23)

Purchase Components ] Manufacturing Steps ] Materials ] Tryout Tooling Settings

* Mame Value Unit

=] =) CNC Production Standards |
HSC Milling Speed for Inner Panels 273 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 0.35 cm”2/min
Steels Spotting Speed 0.3 cm”2/min

-I- =1 Component's Volume Percentages
Die 30 %
Punch 30 %
Binder 3333 %
Upper Die 30 %
Lower Die 30 %
Pad 30 %
Support 60 %
Casted Trim / Flanging Steels (Cast Iron) 65 %

-I- |21 Tooling Production Standards
HSC Milling Allowance 0,8 mm
Max Purchase Camn Length 500 mm
Max Cam Length 4000 mm
Standard Length of Steels 350 mm
Standard Length Sections 350 mm

+ CMC Machining Size Category

+- B3 Global Values

+ Default CNC Machining Method

+ B3 Part Material Surcharge

+ Tool Material Dependent Machining Surcharges (Draw Die)

Pucynoxk 23 — 3atpatsl Ha Tooling Settings

JIns  pemakTHUpOBaHUS MAPAMETPOB  OLEHKM CTOMMOCTH B  CTaThiX
¢yukunonano Purchase Components, Manufacturing, Materials, Tryout, Tooling
Settings HeoOX0MMO ABOMHBIM IICITYKOM Ha)KaTh HA HY)KHOE 3HAYCHHUE M U3MCHHUTH

3HAYCHUE Ha HEOOXOAUMOE TOJTb30BATEIIO (PUCYHOK 24)
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*  Name Cost Rate Productivity Factor Unit
ElEZ' Engineering

- Process Layout, Draw Die Development, Simulaticn 75
70
50
¢ Full 2D and 3D Milling Path Programming 65
=1 7 Die Making/Manufacturing

. - Die Making/Rough Assembly 1: Pads, Trim Steels &0 1 h

[
o T T T

~ Adjust the Pad

Pucynoxk 24 — 3meHnenue mapaMeTpoB JJisi TOJIb30BATEINS

s Toro 4ytoOBbl TMOJB30BATENbCKHE W3MEHEHHUS BCTYNWIA B CHIY HYKHO
COXPAaHUTh OTPEJAKTUPOBAHHBIN CTaHIAPT, ISl ITOrO HEOOXOIUMO Ha)KaTh KHOIIKY
Save AS ¥ HazHAUUTh UMS CTAaHIAPTa, a TaKXKe MPOMHUCATh MYTh PACHOJIOKEHUS

cTangapra (pUCyHOK 25)

Production Line ] Process Plan | Toaling

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

| Hame Value 0.00 ... 1.00
= |23 Base Assemblie Components
- Guide Plate (Wear Plate on Die Heel) Purchase Component (price ) | 265

- Blank Guide

Pucynox 25 — CoxpaHneHue oTpelakTHPOBAHHOTO CTaHapTa

OmHMM W3 OCHOBHBIX CTaHJAPTOB JJISi OIICHKHM CTOMMOCTH H3TOTOBJICHUS
IITAMIIOB HA PaHHEW CTaJWM MPOCKTUPOBAaHUsA sBIsAeTcs craHmapT Process Plan.
JlaHHBIN CTaHIAPT MO3BOJISICT YIPABJIATH KOMIIOHEHTAMH 0a30BOi COOPKH, MO3TOMY
JUTs co3/1aHus U peaaktupoBanus Process Plan Standard mo ananoruu co ctanmapTom
Tooling Cost Hy»XHO OTKpPBITH OCHOBHOE MeHIO M co3math New Process Plan

Standard, mocne nepelitu B rpaduyeckoe OKHO cTaHaapTa (pUCyHOK 26)
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Production Line | Process Flan

Base Assemblies | DieSets | Piece Cost | ProjectData

Mame
= 7 No Category

- Trim

- Blanking/Cut-off
= Form Trim

“ Crashform

Pucynok 26 — I'paduueckoe okHO pemaktupoBanus Process Plan Standard

B moxyne Base Assemblies (pucynok 27) mpencraBieHa 0Oa3oBas cOOpka
mrammna, kKoropas (OPMHUPYETCS B 3aBUCUMOCTH OT THIA OIEpPallik M THIIA
obopymoBaHHs, Ha KOTOPOM  BBIOJHSCTCS  Omepanus. PemakTupoBaHHe
NPOU3BOJIUTLCS  JIBOMHBIM ~ HaXaTHEM I1I0 KOJMWYECTBY KOMIIOHCHTOB, ©CJIH

HEOOXOIMMO BHECTA U3MEHEHMS.

Pracuctn Lne_| ocess P | Tocieg_ |

Base ies | DieSets | PieceCost | ProjectData |

Name

) Type
=& No Category
- Draw - Transfer Press

- Trim “ Progdie Press

Blanking/Cut-off
- Form Trim
- Crashform

Component Mame \ 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 27 — Ynpasienre KOMIOHEHTaMHA 0a30BOW COOPKH

B moxyne Die Sets pacrosiaratrorcst JOMOJHUTEIILHBIE KOMIOHEHTBI COOPKU
mramna. Mi3MeHeHne KoJIM4ecTBO KOMIOHEHTOB MPOU3BOIUTCS JBOMHBIM ILIETYKOM U

BBOJIUTCS HY’)KHOE ITOJIb30BATEITI0 KOJIMYECTBO KOMITIOHEHTOB (pUCYHOK 28)
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Production Line Process Plan
Base plies | DieSets | Piece Cost | ProjectData |
N
E o Category - Transfer Press
- Die Set H i
- Progdie Press
Component Mame \ Tooling Size (mm~2 ) 0.00 ..2865k 285% ... 6085 6035k.. 9875k  087%k... 2147483 [
Guide Plate (Wear Plate on Die Heel) 12 16 20
Balance Block/Plate ] 1) 0 ]
Sterage Gas Spring 2 2 2 2
Fuse Protection 1 1 1 1 o

Pucynoxk 28 — 3MeHeHMe KOJIMYECTBa KOMIIOHEHTOB

B wmonmyne Piece Cost (pucynok 29) ompenensercs ce0eCTOMMOCTh
W3TOTOBJICHUS JCTalld, YYHMTHIBas TPOIEHT Opaka, pacxoIbl Ha OCHACTKY U
TEXHUYECKOe OOCITy>KHBaHHE, CTOMMOCTh IPOM3BOJCTBEHHON JIMHUH, 3aTpaThl Ha
ycTpaHeHHe Opaka, 3aTpaThl Ha JIOTUCTHKY. 3HAUYCHHUS IapaMeTpPOB 3aBUCIT OT
YPOBHSI HAIEKHOCTH U KOIPUIIMEHTAa OTKJIOHEHHWsA. Pasmuuaior Tpu THNA
OTKJIOHCHUW: HU3KU, BBICOKAN U CpEIHUN. PerakTHpOBaHUE BBINOJIHACTCSA IBOMHBIM

HIETYKOM I10 MapaMeTpy, KOTOPbIA ONpPeaeseT N0JIb30BaTEb.

Productontine | rocesPin | oo |

Base jes | Diesets | PieceCost | ProjectData |
M
= ame MName Value
= Iee Cost - Total Producticn Velume (Strokes) 500000
ettings “ Robustness Level Medium
- Tool and Maintenance Cost ohu
- Production Line Cost
-~ Rework Cost
“ Shipping Cost
Robustress Level Low Medum High
Reject Rate (%) 50 2 05

Pucynok 29 — ITapameTpbl ce0eCTOUMOCTH JeTalN

33



JInst ucronb30BaHuUs OTPEAAKTUPOBAHHOM 0a3bl qaHHBIX Process Plan Standard
HEOOXOMMMO COXPAHHUTh CTAHAAPT, MCIONB3YsS KHOMKY Save AS W Ha3HAYMTH MM

CTaHJapTa, a TAKKE MPOMKCATh MMyTh PacIooKeHus cTanaapTa (pucyHok 30)

Production Line Process Plan | Tooling

Base Assemblies | Die Sets ] Piece Cost ] Project Data ]

MName
) Type
=3 No Category

- Transfer Press
- Progdie Press

- Form Trim
- Crashform

Companent Mame | Tooling Size {mm~2) 0.00 ... 2865k 28865k ... 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
Elank 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 4 4 4

Pucynoxk 30 — CoxpaHeHre OTpelakTHPOBaHHOIO cTaHaapta Process Plan

PenaktupoBanue cranaapra Press (pucyHok 31) HEOOXOAUMO BBIMOIHATD JJIS
TOYHOH OIICHKM H3TOTOBJCHHMS INTAMIIOBOM OCHACTKM M YydeTa 3aTpaT Ha
obopymoBaHue. 3aTpaThl Ha 00OPYIOBAHMS COCTOST M3 CTOMMOCTH OOCIY)KHBAHWSI,
apeH/Ibl TIOMEIIICHHS, 3aTpaT Ha JCKTPOIHEPTHIO, Mojada CMa3Ku. PemaktupoBaHue
BBIMOJIHSETCS B OCHOBHOM MEHIO ¢ Hcmonb3oBanue kHomku New Press Standard. B
Autoform npescraBieHo HeCKOIbKO THIOB TpeccoB: Blanking Press - 3aroroBouHsbIi,
Transfer Press - muoromo3unnonHsii, Press Line - muuus npeccos, Progdie Press -
nocjeaoBareabHbIi npecc. [lomp30BaTens MOAOMPAET THII IIpecca B 3aBUCHMOCTH OT
TUMA  JIMHUH, YCTAHOBJICHHBIX Ha TMPOW3BOJACTBE, 3arpy3ku 000pyIOBaHHMS,

rabapyuToB MOJIy4aeMOro U3ENHsI U MHOTHX JPYTUX MPOU3BOJCTBEHHBIX (DAKTOPOB.
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Production Line Process Plan Tocling

Presses

Pucynok 31 — I'padpuueckoe oxno Press Standard

Tak kak omepamuy JUCTOBOM INTAMIIOBKH BBITIOIHSIOTCS Ha Pa3IMYHBIX
npeccax, He0OX0aMMO JUTsl IeTallu Co3AaBaTh CTaHAAPT 000PYIOBaHUsS, HA KOTOPOM
BEITIOJTHAIOTCSL omnepanuu. J[Js 3Toro HeoOXOAMMO CO3/1aTh CTaHAAPT, HCIOJB3YS

kHOTKy New B ctanmapTe 000pyJI0BaHHUs M BRIOpATh TUII Mpecca (PUCYHOK 32)

Production Line Process Plan Tooling |

Presses

Press Ling

Cancel

EE Copy

Pucynok 32 — Co3nmanue 1 BBITIOp THTIA TIpecca

B otkpebiBHICHCS  BKJIaJKEe HEOOXOAWMO BHECTHM BCE 3HAUYCHUS U
XapaKTEPUCTHUKK  OOOpYJOBaHUS: THI Tpecca, 3aBOj, Marepuaid JeTajd,

HOMHWHAJIbHOC YCHUJIMC, MAKCHMaJlbHasd W MHHHUMAJIbHAA 3aKpPbITYIO BBICOTY, XO[
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IMOJI3yHa, a TaK¥KeC BBI6paTB THII OIICpal, KOTOPAsA BBIITOJHACTCA HAa JJAHHOM IIPECCC

(pucyHok 33)

Production Line

Presses

Process Plan Tooling

MName + " l
; A Delete
BET Customer Presses Press Bed
"~ New

Properties | PressBed 1 ]

*  Mame Value Unit

=+ 7 Mo 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

Pucynoxk 33 — XapaktepucTuku 000py10BaHuUs

KomuuectBOo M XapaKTCPHUCTUKA IIOJIBYHOB IIpECCa 3aJacTCd BO BKIIAJKC

PressBed, nist Toro yTo0bI 100aBUTH MOJI3YH HYkHO HaxkaTh Add (pucyHok 34)

36



Production Line | Process Plan ] Tooling

Presses

Mame + .
- Ade
=/ £ Customer Presses Pressged _

----- New

Properties PressBed 1 | PressBed 2 ]

Properties | Allowed Operations ] Default Operations ]

*  Name Value Unit
B &7 No Category
- Binder Force 0 N
-~ Ram Tennage 2500000 N

-~ Ram Length 4500 mm
- Ram Width 2300 mm
-~ Bed Length 4300 mm
- Bed Width 2500 mm
- Shut Height 1000 mm
- Stroke 600 mm

& T )
" MNew é Copy Delete

Pucynok 34 — BHenrHuii 1 BHyTpEHHUH MOJI3YH

JIst cCOXpaHEHUs OTPENAKTUPOBAHHOIO CTaHZApTa HYKHO HAXKAThb KHOIIKY
Save AS u HazHAuUTh UMS CTaHJAPTA, a TAKXKE NPONUCATh MyTh PACIOJIOKEHUS
CTaHAapTa.

[Tocne TOoro kak mMoJib30BaTeldb OTPEAAKTHPOBAT HEOOXOAMMOE CTaHAAPTHI,
HEOOXOMMOE BBITIOJHUTh BBITPY3KY JaHHBIX craHaaproB B Autoform, nannas
IIPOLIEAYPa BBIIIOIHACTCS 4Y€pe3 OCHOBHOE MEHIO IPOTPaMMBI, MCIIOJb3YS KHOIKY
Standard (pucynok 35). HyXHO BBLICIHTH HYXXHBIH CTaHIApT U HAXATh KHOIKY
Load/Set, monp3oBarenb BHITPYXKAET, OTPEAAKTUPOBAHHBIC CTAHAAPTHI W OHH

BCTYIIAIOT B CBOIO CUJTY.
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.-. B n-ni- i\ AutoForm

Untitled - Part

rE‘ = = = Standards
— 'I'u:u:uling Cost <none =
(Project JBC B Tin ) (Fillet )( Modify ]

[ Tolerances & Settings

Process Flan <none=
Press <none=
¥ Symmetry & Part Type Design <none
Symmetry - aa Control Parameters <none =
Part Type E&r Panel ~ | €D Sigma SiLTES
Evaluation <none=

¥ Part Geometries
Group of Standards <none >

Pucynok 35 — Beirpyska crangapToB

2.5 BbiBOABI

AJNTOpPUTM ONpeIeIeHUsI CTOMMOCTH IITAMIIOBOM OCHACTKU Ha CTaJIUU PAHHETO
MIPOEKTUPOBAHKUS M METOJl PENAKTUPOBAHUS CTAHAAPTOB SIBIISIIOTCS OCHOBOM JJIA
IPOBEICHUS] CUMYJIALMS JUIsl ONEpPalld «BBITSKKA» C YYETOM CTOMMOCTH Ha
W3TOTOBJICHUE IITAMIIOBOM OCHACTKA Ha CTaJWM PAHHET0 IPOCKTUPOBAHUS,
OCHOBBIBASICh TOJIBKO HA TEOMETPUIO JETANIH.

Jliis aHanm3a CTpyKTyp cranaaproB Autoform:

1.Pa3zpaboTan aJropuT™M OMpEACTICHHUs] CTOMMOCTH IITAMIOBOM OCHACTKUA B
Autoform (pucynok 36) 1 MeTo peIakTHpOBaHUS cTaHaapToB B Autoform.

AJNTOpUTM onpeaesaeHus] CTOMMOCTH ITaMIIOBOM OCHACTKH HAMPSMYIO 3aBUCUT
OT UMITOPTa TEOMETPHH JICTAlIU, TaK KaK B pemiareiab Moyt CostEstimator Bctpoen
OCHOBHOW KpUTEpUU [JIsl OLIEHKU CTOMMOCTH «l'eomeTpusi AeTtain», 0€3 KOTOpOro
HEBO3MOYHO BBIMIOJIHUTH aHAIN3 CTOMMOCTH LITAMIIOBOM OCHACTKHU.

2.Co3maHa METOJIMKa PENaKTUPOBAHMS CTaHAAPTOB, KOTOpas COCTOUT U3
CIIEYIOIIEH MOCIEIOBATEILHOCTH ICMCTBUM:

— OTKpBITHE ¥ BBIBOJ Ha dKpaH 0a3bl ctanmapToB Autoform;

— BBIOOp M3 CYIIECTBYIOLUX CTaHAAPTOB CTaHJApTa JAJIs PEIaKTUPOBAHUS;

— co3manre HoBoro (New) crammapra Ha Oa3e CyIIeCTBYIOIICH Oa3bl

cranaaptoB Autoform;
38



— PpEeNaKTHUpPOBAaHUE NAPAMETPOB CTAHJAPTA;
— COXpAaHEHHE OTPENAKTUPOBAHHOTO CTAHIAPTA,;

— 3arpy3ka B 0a3y cTaHAapTOB HOBOTO IOJIb30BATEIBCKOTO CTaHAAPTA.

AJTOPUTM  OmpejieNieHuss CTOMMOCTH IITAMIIOBOM OCHAaCTKM U METOJ
PETaKTUPOBAHUS CTAHIAPTOB pacKphIBaloT (GyHKIHoHAN npuioxkenus CostEstimator
nporpaMmMHOro mpoaykra AutoForm. DTo moMoraer TOYHO CHpPOTHO3UPOBATH
3aTpaThl Ha MPOU3BOJACTBO OCHACTKU JJIS IITAMIOBAHHBIX JAETalleld, 4TO MO3BOJISIET
ONTUMHU3UPOBATh MPOLIECC MPOU3BOJACTBA M OIECHMBATh 3aTpaThl Ha CTAAUSIX

IJIaHUPOBAHUA.

39



Ha4ano

Co30aHue NpoekTa B
AutoForm

!

VMIMMODT reoMeTpMK JeTanm

|

Cozganuwe Process Plan

v

MoaknYeHHe Moy s
CostEstimator

v

Brirpysea cTaHgapTos

|

MpoCMOTp PesynsTaTos

Het

CTOMMOCTb OnpegensHa

Pucynox 36 — Anroputm onpeiesnieHrus CTOMMOCTH IITAMIIOBON OCHACTKHU

40



3 MoneanpoBaHue BBITSZKHBIX NMepPexo10B U ocHacTKu B Autoform

3.1 Meroauka pa3padOoTKH W AaHAJIM3a TEXHOJOTHYeCKOro mnpouecca
JIUCTOBOI mTamMnoBku B Autoform na 6a3ze CostEstimator

Co3gaHre TEXHOJOTHYECKOro Ipoliecca JMCTOBOM mrammoBku B Autoform
3aKJIF0YACTCS B pa3pabOTKe yIOPSIOUYCHHOH IMOCISA0BATEIEHOCTH TEXHOJIOTHICCKUX
oTiepalyii ¥ HATAJIOK C TEJIbI0 U3TOTOBJICHHS U3MIETUSI. DTOT MPOTPAMMHBIN MPOIYKT
MO3BOJISICT BBIMOJHUTL OICGHKY CTOMMOCTH pabO4yero WHCTPYMEHTAa Ha pPaHHHX
CTaAMsIX TUIAHUPOBAHUS TEXHOJOTHYECKOTO TMpoIlecca W KOHCTPYKIHH mTtamioB. C
AutoForm CostEstimator, kaxaplii KOHCTPYKTUBHBIA JJIEMEHT W3JENHs, KOTOPBIH
OKa3bIBa€T BIMSHUE HAa CTOMMOCTh TEXHOJIOTMUYECKOW OCHACTKU, CTAaHOBUTCS
aBTOMATHYECKH aCCOIMATUBEH C TIPOM3BOJICTBEHHON ormepamnuei, a Takke AutoForm
o0najaeT UHTEIJIEKTyaIbHOW METOJI0JIOTUEH OIEHKH 3aTpaT olepaluil MTaMIOBKH.
Onenka 3arpaT Ha W3TOTOBJICHHE WHCTPYMEHTa [l HW3TOTOBJICHUS JETaJeH,
ocHoBana Ha CAD pmaHHBIX JAeTamd ®W YHOPSAOYECHHOM TOCICIOBATEIHPHOCTH
TEXHOJIOTUUECKHUX ONEpalyii, 4To MO3BOJSET OOJee MOCIeN0BATEIbHO, HAJIEKHO U
OBICTPO BBITIOJTHUTH OIEHKY 3aTpar.

Meronvka pa3pabOTKM M aHadu3a TEXHOJOTMYECKOro IMpollecca JIMCTOBOMN

mTaMIioBky B Autoform Ha 6a3e CostEstimator cocTouT U3 cieayrommx 3Tamnos:

— co3manHwue npoekra B Autoform;

— B ¢ynkuuoHane Part Stage mnpomuckiBaeTcs HHPOpPMAIAS O TPOCKTE
(Project), BBIIOJMHSCTCS WMMIIOPT TEOMETPHHM JeTald W paboyero
unctpymenrta (Import), 3amarorcs momycka (Import), onpenensercs 1eHTp
noJyiockenus tmramma (Tip), 3 OMOTMOTEKH 3aJaeTCs MaTeprall U TOJIIUHA
u3genus (Material), mpu HEOOXOAMMOCTH BBINOJIHSACTCS CrUIAKHBAHUE
octpeix kpaes (Fillet), Bemmonasiercs mpoBepka mrammyemoctu (Formchk);

— wucnoip3ys ¢yaknuonan, Plan Stage BeiOupaetcs oOopyaoBaHHe U
CO3MAIOTCSA  OMEpalMi  TEXHOJIOTMYECKOro  mpolecca JUid  JeTalH,
COCTaBJISICTCS MakKeT Ipoliecca, mojakitodaeTess Mmoaysib CostEstimator mms

Tooling u Piece Cost;
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— B ¢Qynkuuonane Die Face Stage monb3oBarenb CO3MAET MOBEPXHOCTH
unctpymenToB (Binder, Addendum, Punch, Die), mpoBogsT mpoBepky
JUHUN OOpEe3KH U MPOBEPKY IITAMITYEMOCTH OIPaHUYEHUE B COOTBETCTBUU
C IPOU3BOJICTBEHHOM JIMHUEH U TEXHOJIOTHYECKUM ILJIAHOM, OTIPEEICHHBIM
Ha JTarle TUIaHWPOBAHUS;

— B ¢yukuuonane Blank Stage mosb3oBaTens omnpenensieT pasmep U Gopmy
3arOTOBKU CaMOCTOSITEJIbHO WJIM BBITPYXKAET CYLIECTBYIOUIYI0 T€OMETPHUIO
3aroTOBKH, pa3padaThIBaET PACKpOil;

— B (¢yukmuonaige Process Stage omnpenensroTcs — TEXHOJIOTHYECKHE
napameTpbl IITAMIIOBKH M KOHCTPYKTUBHBIE OCOOEHHOCTH IIITAMIIOB JUISI
BCEX OMepaIruii, KoTopbie yka3anbl B Plan Stage u nepenarotcs B pemarens
AutoForm-Incremental;

— TMOJAKJIIOYAIOTCSA CTaHAAPTHI MOJIB30BATENS, KOTOPHIE TOJIH30BATENb CO3/1AET
0 Hayana pa3pabOTKH TEXHOJOTHYECKHX TMPOIECCOB W IITAMIIOB B
AutoForm;

— B ¢yHkumonane Simulation ocymiecTisieTcss pacder ¢ MOMOIIBIO METoJa
KOHEYHBIX  DJJEMEHTOB  MOJCIMPOBAaHWE  INTAMIIOBKH,  IMPOBEpPKa
MITAaMIIyeMOCTH, a TakKe T[IoKa3aTeJlel KadecTBa H  HaINpsHKEHHO-
ne(OPMUPOBAHHOTO COCTOSIHUSI pa3pabOTaHHOIO IMPoLecca U3rOTOBICHUS
U3JICIHS;

— aHajJM3 TEXHOJOTMYECKOro Ipolecca JMCTOBOM LITAMIIOBKH C YYETOM
CTOMMOCTH BBITIONIHsICTCS B (yHKuuoHase T100ling, rme mpoBoauTCs
JETAbHBI pacdyeT CTOMMOCTH OCHACTKM M COOTBETCTBYIOIIMX 3aTpat
peCypcoB.

[lepBBIM 3Tarom pa3pabOTKH HOBOTO TEXIpOIlecca SBISETCS CO3AaHNe HOBOTO
MPOEKTa B OCHOBHOM MEHIO, ucIoib3yto omuuio New. dynknuonan Part Stage
MOCBSIIEH TOJATOTOBKE UMIIOPTUPOBAHHONW T€OMETPUU I JabHEHIIeH pa3paboTKu
TEXHOJOTHYECKOTO TpoIlecca M IITaMIOB, TEXHUKO-DKOHOMHUYECKOTO OOOCHOBAHHMS

BO3MOKHOCTH INTAMIIOBKH HU3JACIIHA HA «PAHHCM)> 3TAIIC IIPOCKTHPOBAHHUA, a@ TAKIKC
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OTIPEICTICHUIO HMCXOJHBIX JAHHBIX TSI (DOPMHUPOBAHUS TEXHOJIOTMYECKOTO TIIaHA.
®dyukrmonain Part Stage cogepKuT 7 OCHOBHBIX OTITHIA:

1. Omuus Project - mpemiaraer BO3MOXKHOCTh cCO3laHHs (aiiia MpoeKTa, B
KOTOPBIN 3alMCHIBAIOT BCIO OONIyI0 WH(POPMAIMIO M KOMMEHTapHH, CBSI3aHHBIC C

POCKTOM (pUCYHOK 37)

w Additional Information

E Log

Pucynok 37 — Project

2. Onuus Import — TpancaupyeT Bce TeoMeTpUYECKre JaHHbIE, UCIIOJIb3YEMbIE
B KQYECTBE MUCXOJHBIX BXOJIHBIX JAHHBIX JUIS MPOCKTUPOBAHMS, BKIIIOYAsl TEOMETPHUIO
JeTalld, UHCTPYMEHTHI / JOINOJHUTENIbHBIE T€OMETPUHN, KPUBBIE, TOUKH M CHCTEMBI
KOOpAMHAT, B CO3/IaHHBIN (paiin ¢ momoinsio onuuu Project. Jlonmycku u HaCTpOUKH,
UCIIOJIB3yEMBIC I TPOCKTHUPOBAHUSA, TAKXKE MOXHO OINPENEIUTh B IIpolecce

BBIMOJIHEHHUS] UIMITOPTa FeOMETpUH (pUCYHOK 38)
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Project 60 @ Tip ) Material J{ Fillet ) Modify ) Formchk )
[» Tolerances & Settings

¥ Symmetry & Part Type

¥ Part Geometries

¥ Import Part
——

| \, Import Part Geometries from File

¥ Tools & Additional Geometries

Import Tool

Pucynok 38 — Import

3. OHHI/IS[ Tlp — IIO3BOJEICT OIPCACINTDb, ITOJOKCHHC CHCTCMbBI KOOPpAHWHAT
HU3JCJIUA OTHOCHUTCIIbBHO CHCTCMbI KOOPAWHAT IIpcCcCa. HpOBCCTI/I BHU3YyaJIN3alUIO

HOBerHOCTeﬁ HU3CIIUA IIPpU Pa3JIMIHOM HAKJIOHC UX IJII BCEX OTHOCUTCIIBHO ICHTPA

mrammna u ocu Z (pucyHok 39)

»

+ Manual Tipping

& Manual, automatic, imported or no tipping

+

2 Copy Tipping
b Copy Working Point and Tip Angle

Pucynok 39 — Tip
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4. Omust Material — mo3BosnsieT BHeCTH B CO3aHHbIN (aitn nmpoekta Gusnko-
MEXaHUYECKHE CBOWCTBA 3arOTOBKH M3 CYIIECTBYIONIMX 0a3 MartepuanoB. B aroit

OIIIMU OHU MOTYT OBITh UIMIIOPTUPOBAHBI M OTPEAAKTHPOBAHBIL. (pucyHoK 40)

4+ Add Material
Load a material and define thickness for a single or tailored

B bk

Pucynok 40 — Material

5.0mmus  Fillet — mnpemnazHavyena s MOCTPOEHHS] KOPPEKTHOM CETKH

KOHCYHBIX JJICMCHTOB I HMHOpTHpOBaHHOﬁ rcoMCTprur, KOTOpas MOKCT

coJiepkaTh OCTphIe Kpas. Ux MOKHO CKPYTJIUTh U MMOATOTOBUTH ISl MOJICTMPOBAHUS,
UCTIONB3Ys JTAHHYIO OMIHIO (PUCYHOK 41)

B - & © = o

" roiect X imoort W 1o ) Material W= ™ Modify ) Formchk )

o After applying global fillet CAD data is not available any mare.

4 Add Global Fillet
_\"l Add fillet module to detect and filet sharp edges

Pucynok 41 — Fillet

6.0mmus Modify — Brirouaer B cebs 9 omepaimii, KOTOPBIC MO3BOJISIFOT

M0JIb30BATENI0 YTOUHATh U U3MEHSATh UMIIOPTUPOBaHHYIO reomeTputo. [Ipu BbI3OBeE
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KOMIICHCAIlMK I MMOJHOCTBIO  HMMIIOPTUPOBAHHBIX  HMHCTPYMCHTOB  MOJYJIb

KOMITEHCAIMK OyJeT aBTOMAaTHYECKH J00aBIICH B CITUCOK (PUCYHOK 42)

= ¥

" Project ) Import ) Tip ) Material ) Filet JCES L@ Formchk )

- - b

Controls Add Module

Trim

y\:

Fill Holes

Quter Fill

*

Pucynok 42 — Modify

7. Formchk — ommust HeoOXoaumasi Ui YCTaHOBJICHHMS HA PAaHHUX 3Tamax
NPOEKTHUPOBAHUS IITaMIIyeMOCTH, BBITATMBaeMblx Drawn Parts u monBepskeHHBIX

rubke Bend Parts uznenuii (pucyHok 43)
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=» - AT

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 43 — Formchk

Ha »srame pa3paboTku TeXHOJOTHYECKOro mporiecca B moxayie Plan Stage
MO>KHO ONPEEIUTh MOCIEAOBATENBHOCTh MpOLecCa IITAMIOBKH [JIsI T€OMETPHH
uMmroptupyemoit neranu. Ilocme BbIOOpa OJHOTO W3 MATU MPEAOCTABICHHBIX
IPOIIECCOB TOJB30BATENb JOJKEH HA3HAYMTh Mpecc M3 0a3bl JaHHBIX IPECCOB
(cranmapToB). B 3aBUCMMOCTH OT BBIOPAaHHOTO IMpollecca MpPHU CO3JaHUU ILIaHA
aBTOMATHUYECKU CO3/Aa€TCsl COOTBETCTBYIOIIAsl TMOCIEIOBATEIBHOCTh omepanuii. Ha
CIEAYIONIEM JdTale MOXKHO ONPEACIUTh JJIEMEHTHl JIeTAIM W HA3HAYUTH
MIPOU3BOJICTBEHHYIO  TOCIEOBATEIbHOCTh  (CTaHAApTHl OO0pabOTKM WM  Tak
Ha3bpIBACMbBIC CAMHHUIIBI OOpa0OTKH) KaXJAOMY DJIEMEHTY aBTOMATHYCCKH WA
BpyuHyro. Kaxnmas omnepauuss ¥ Kaxkjas eIdHHUIIA OOpabOTKU aBTOMATHYECKU
CO3JaI0T COOTBETCTBYIOIIUE OMEpPAlMM W MHCTPYMEHTHI Ha TOCIEAYIOIIMX dTarax.
Taxum 00pa3om, Bce MOIYJIH SBJISTFOTCS TTOCJIEIOBATEILHBIMHU M M30BITOYHON pabOTHI
MOKHO u30exaTh. @yHkunonan Plan Stage coctout u3 5 OCHOBHBIX OMIINI:

1. Onmwmst Settings ucnonb3yeTcs Ui HA3HAYCHUS TTAPAMETPOB HACTPONKHU ISt
¢ynkuonana Plan Stage. Dtu  HacTpoWKM HEOOXOIWMBI IS TOTO, YTOOBI
OTIPEICTTNTh, KAaKKe MMapaMeTPhl aBTOIJIaHA aKTUBHBI U KaK OHU OyAyT IPUMEHSTHCS B
HOBOM TEXHOJIOTUYECKOM TMpouecce. Takke Ha3HAYalTCs TEXHOJOTUYECKH
000CHOBaHHBIE TAPaMETPHI, CBSI3aHHBIE C MPOIECCAaMU MPOOUBKU M OOPE3KH. DTH
napamMeTpbl ¥ HACTPOWKHU TaKXKe JOCTYIHBI JJisi Ha3HaueHus B craHmapte Design

Standard. Tlonb3oBarens MoxeT OO paboTaTh € 3arpy>KEHHBIM CTaHJAPTOM, JHUOO
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OPUMEHATh  HACTpOMKM depe3 Tpaduyeckuil uHTEepdeiic, mnepe3anuchbiBas

3arpyKCHHbIC WU CTAHIAPTHBIC MApaMeTPhI 0 YMOIYaHUIO (PUCYHOK 44)

=B E Y.
poemmy N pian Y Tooing Y Piece Cost |

¥ Autoplan

Settings M Optimize Hole Tipping 0'
® Cam Sharing o
M Autobundle Features 0
f Component Sharing o

¥ Sharing Constraints for Piercing

-

Max Angle Deviation 15.00 = B3
Max Distance 71.00 mm

Min Distance 4,00

¥ Outer Distance 3580.00 mm

vel Deviation 20.00 mrm

Q00000

Max Rotation .00 ® T

¥ Trim Telerance Limits
Trim Angle
12,00 ©
Marginal 17.00 ©
Shear Angle
13.00 ©
Maraqinal 12.00 ©

Scrap Diameter

Marginal

[- Piercing Tolerance Limits

Pucynok 44 — Settings

2. Onmums Production — ucnosnb3yeTcs Uit OMPeNeieH s POU3BOICTBEHHOTO
mpoliiecca U yrpasieHuss HHGOpMAIHEe 0 TEeXHOJIOTHYECKUX IMOCIIEI0BATEILHOCTSIX
onepauuii. Kpome pa3inuyHbIX TEXHOJOTMYECKUX OMNEpalMil Ha MPECccax IOCTYITHBI

ornepanyu (IaHIIOBKU, KOHTPOJISI M HarpeBa 3aroToBOK (PUCYHOK 45)
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D B Xa g

D-20 T-30 T40 F-50

«* Replace Press ~ & Edit v+ Skip ~ Delete Operation =

Operations

=T a5 = =7

Equipment

W
Lo

Pucynok 45 — Production

3.0mms Plan — ompenmensier MakeT mporecca IS HMMIIOPTHPOBAHHOM
reoMeTpun. Takas cxema TaOJIMYHOTO IMpoIlecca OIMMCHIBACT, YTO, KaK W TJIE

o0OpabaThIBaCTCs OMPEICICHHBIN AJIEMEHT JeTalu (PUCYHOK 46)

e ==

Elongated Hole 2
Circular Hole 1
Circular Hole 2
Circular

Circular

Circular

Circular Hole 6

Circular Hole 7

© Feature... = L% Component Sharing... ~

Pucynok 46 — Plan
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4. Onnust Tooling — BBIMOJHSET ETaNbHBIM PacyeT CTOMMOCTH OCHACTKU W
COOTBETCTBYIOIIIMX 3aTpaT pPECypCcoB, a TakkKe JPYryld COOTBETCTBYIOIIYIO
HH(pOpMaITHIO MOKHO T00aBUTh C MOMOIIBIO KHONIKK J[00aBUTh OcHAcCTKY. CTpaHHIa
WHCTPYMEHTOB COJACPKUT TISITh TMEPEKIIoYaTeNie BHUAA: BXOJHBIC TaHHBIE, 0030D,

KOMITOHEHTBI, CTOUMOCTb, PECYPCHI (PUCYHOK 47)

+ Add Tooling
Calculate detailed Tooling Costs and Resource Consumption

Pucynok 47 — Tooling

5. Onmus Piece Cost — o0mast CTOMMOCTB 3a IITYKY PacCYUTHIBACTCS B paMKax
ATOTO Imara. JTa CTOMMOCTh COCTOMT W3 HECKOJNBKMX KAaTerOpHid: OCHACTKa |
pacxolnpl Ha TEXHHYECKOE OOCIy)XMBaHHE, CTOMMOCTh MaTepuana, CTOMMOCTh

HpOH3BO}ICTBeHHOﬁ JIMHUH, CTOUMOCTBL IIEpcaciia, CTOUMOCTb JIOTMCTUKH (pI/ICYHOK

48)

+ Add Piece Cost

| ‘ Calculate the Costs per Part

Pucynok 48 — Piece Cost
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dyukimonan Die Face Stage (pucyHok 49) MOCBAIIEH MPOESKTUPOBAHHIO
TEOMETPUU IITAMIIOBBIX HMHCTPYMEHTOB B COOTBETCTBHH C MPOU3BOACTBEHHOM
JMHUEH U TEXHOJOTHUYECKUM MPOIECCOM, KOTOPbIE 3aJ]aHbl HA ATAle IIaHUPOBAHUSI.
[IporpaMmMuoe  obecrieueHue  TMO3BOJIAET  OBICTPO  OLEHUTh  HECKOJBKO
aIbTEPHATUBHBIX  KOHIENIMW  mpouecca. Omepanuu W UX  COAEp)KaHUE
aBTOMATHUYECKU 3allyCKaloTCid CO CTaJuu IUlaHa M HE MOTYT OBITh CYIIECTBEHHO
W3MCHEHBI Ha CTAJWH IITaMIIOBKH. J[t000oe W3MeHeHWe, BBHITIOJHEHHOE Ha CTaauu
IJlaHa, HEMEMJIEHHO PpaclpOCTPaHAETCs HAa CTauI0 TpaHEell ImTaMmna U HaoOOpoT.
[TocnenoBaTeTbHOCTH MOJCITUPOBAHUS TECOMETPUNA HHCTPYMEHTOB IITAMIIA OTIEPATTHIA
JOJKHA OBITH BBITMIOJIHEHA, HAUWHAS C IMOCJIeIHEeH onepanuu (Hanpumep, GopMoBKa)
¥ BO3Bpalllasch K TEpBOM (HAMpUMeEp, BBITSKKA). OTa MpoLEaypa MO3BOJISIET
CKOIMPOBATh BBHIOPAHHBIC TPaHU B TEOMETPHUIO HWHCTPYMEHTAa B MPEABIIYIIYIO

OIICpalHrIo, B IIPOTHUBHOM CJIY4aC OHHU aBTOMATHUYCCKHU YIAJIAIOTCA.

Dependent on "None - Use Symmetry 0

Pucynok 49 — Die Face Stage
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dyukimonan Blank Stage (pucynok 50) mpemiaraet onmuu Ist: ONpeaeICHUs
3aroToBKH (KOHTYp, YrOJl HAaKJIOHA 3aroTOBKH, €€ IOJIOXKEHWEe, THUIl CHMMETPHUH),
BBIPE30B 3arOTOBOK, JIMHUN CBapKH, 30H MPOKATKH 3aroTOBOK M 30H 3aIlIaT, a TaKKe
OTPAaHMYUBAIONINX JMHUA JUISI MOJCIUPOBAHUSA, BIIOKCHHOCTh W BCTPAWBAHHC
KOHTypa B packpoe (ONTUMH3AIMS MO TIOMIAAN WK IIeHe); 0030p pe3ybTaToB (BecC
¥ TICHBI, BUJI 3aTOTOBKH U PYJIOHA).

B 3aBucuMOCTH OT JOCTYIIHBIX BXOJHBIX JAHHBIX ITOJIB30BATEIb MOJXKET
BBIOpaTh OJMH U3 YETHIPEX BaPHUAHTOB ONPECIICHUS 3arOTOBKHU. CO3JAHHE IJIOCKOU
3arOTOBKH; CO3/IaHWE 3aroTOBKH IS TMPOTPECCHBHOTO IITAaMIIa;, CO3JaHHE
MpeIBapuUTEIbHO  Ie()OPMHUPOBAHHONW  3aroTOBKH, CO3JIaHHWE TIPEIBAPUTEIHHO

c(hopMHUpPOBAHHOM 3aTOTOBKH.

4+ Create Flat Blank
\ i ®  Create a flat blank defined by a 2D outline.

+ (reate Flat Blank for Progressive Die

’é./ Create a strip

y

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

Pucynok 50 — Blank Stage

B ¢ynkimonane Process Stage Bce BXOIHBIC MaHHBIE JJIS BCEX OIeparuit
OMpECIIAIOTCS Ha 3TOM dTare M MepeaarTcs B pemarens AutoForm — Incremental.
OTo BKIIOYAaeT WHPOPMAIMIO O KOJMYECTBE U TOCJIEIOBATEIBHOCTH IIIAroB

orcpanu, rcoMCTpUr HHCTPYMCHTA, IIOJOKCHHH HWHCTPYMCHTA U KHHCMATHUKC.
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Janee mnonkirouaercss (yHknuoHan Simulation ams pemieHuss MOJACTHMPOBAHUS
MIPOLIECCOB JIMCTOBOM IITAMIIOBKH.

JUJ1st BBITTOJTHEHHSI aHAJIN3a TEXHOJIOTUYECKOTO MPOLIecca JUCTOBOM MITAMIIOBKH
B Autoform mHa 0a3e CostEstimator, HeoOxoqumo B ¢dynknmonaire Plan Stage
OTKpBITh onmuio 100ling, u mporpamMmma aBTOMATHYECKH BBIBEIET TUArpaMMbl H
TaOJUIIBI C 3aTpaTaMu 1O ONEPAIUIM.

B ommmm Tooling (pucyHok 51) mpoBoauTCsS METambHBIA pacdeT CTOMMOCTH

OCHACTKH U COOTBETCTBYIOIIUX 3aTPaT PECYpPCOB.

<
Production ) Plan JEETET

m Overview Components ' Cost ' Resources

Pucynoxk 51 — 3atpatsr B Tooling

Bo Brmagke Input (BxomHble maHHBIC) (PHCYHOK 52) TpeICTaBICHBI

CIEAYIOUIUE TapaMeTphI:

View Components  Cost | Resources

¥ Calculation Settings
Type Inner Panel
fDies Mo
1 Mo

Type Medium Strength Steel

r Additional Cost

Operation

Pucynox 52 — Input
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1. Tun Jleramm (Part Type) Bimser Ha pacyeT Ha ypOBHE KOMITOHCHTOB, a
TaKKe Ha pacuyeT MEXaHHYeCKOH 00paboTku. Tun meranu 3aaeTcs Ha 3Tare uMIopTa
(CHMMETpHS ¥ TUI JICTAJIN) U MOXET OBITh H3MEHEH TOJIBKO TaM.

2. Pacduer BTOporo kominiekta mrammoB (Calculate Second Set of Dies), ecim
OIIUS BKJIFOUEHA, TO JJI CHMMETPUYHOM JIeTali aBTOMATUYCCKH PACCUMTHIBACTCS
BTOpPOW HAOOp IITaMIOB (€CIM BTOpas JeTallb OTCYTCTBYET B HUMIIOPTHPYEMOMU
TCOMETPHH ), HAIIPUMEP, ONPEICTUB TEXHOJIOTHUSCKHN IJIaH 33 {HCH JBEpH CJICBA, BB
MOJKETE BKJIFOUYUTHh HA0OP IITAMIIOB JIJI1 COOTBETCTBYIOIICH 3a/HEH JBEpPH CIipaBa B
CTOMMOCTH OCHACTKH C ITOMOIIBIO ATOW OIIIIHH.

3. Pacuer cummerpum (Include Symmetry Calculation), ecim ycranoBieHo
3HAa4YCHHWE Ja, TO JeTallb BBIYUCIIACTCS KaK CHMMETPUYHAS JIeTaldb. JTO 3HAUYCHHE
ABTOMATUYCCKH YCTAHABIIMBACTCSA B 3aBUCHMOCTH OT I1apamMeTpa CHMMETPHH,
BBIOpAaHHOTO TIPH UMIIOpTE JneTann. Ho MOXKHO mepeonpenenuTh HaCTPOUKH, SCIIH,
HarmpuMmep, ObUIa UMIOPTHPOBAHA BCSA T'€OMETPUS CUMMETPHYHOW JeTair (BMECTO
OJTHOM ITOJIOBUHBI TCOMETPHH ).

4. Tun pynona matepuana (Coil Material Type) B 3aBHCUMOCTH OT TPOYHOCTH
Y IUTOTHOCTH MaTepHajia JijIsi BBIOPAHHOTO MaTeprayia OyJeT MPUMEHEH aJeKBaTHBIN
KO3 PHUIIMEHT TOoTUIaThl K 0011Iel CTOMMOCTH 3a OTepaIuIo.

5. Jlononuutenbhbie 3aTpaTthl (Additional Cost) monb30BaTe b MOKET BBECTH
3aTpaThl, KOTOPbIE HE YyUYMTBHIBAIOTCS B paMKaxX CTaHJAPTHOIO pacyeTa.
JloTIOTHUTEIBHBIE 3aTPAThI ONIPEICIISIOTCS JIJIsl KaXKI0H OTICpaIlHH.

Bo Bkmagke Overview (pucyHok 53) oroOpaxaroTcss HawOoyiee BaKHBIC
CBEJICHUS, KaCaIOIIUECs pacyeTa 3aTpar | IJIaHa Mpoliecca, MePeUncIICHbl Ha BKIIAIKE
Overview tab. Crommocth onHoi omepamuu (Cost per Operation) coaepxur
uHpopmaiio 00 00IIel CTOMMOCTU U TUCTOTPAMMY C YKa3aHUEM OOIIeld CTOUMOCTH
JUTA KaXIo¥ omepanuu ¥ Habopa mramnoB. CtomMocth mo kareropusim (Cost per
Category) comepXUT KPYroBylO auarpaMmy pacrpeaeicHus OOIIMX 3arpar Iio
Pa3IMYHBIM KaTETOPHSIM 3aTpaT M CBOJHYIO HMHGOPMAIUIO O COACPYKAHUM KaKIOH

omeparum.
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¥ Cost per Operation Total Tooling Cost: 480936 €

120k

100k
80k
60k
40k
20k
0

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

4 »

¥ Cost per Category

. Engineering 22.7% 109400 €
B ccMachining 20.0% 96020 €
B i Making 18.3% 87994 €

B vout 11,1% 53155 €
B ool Material  8.6% 41526 €
B other 19.1% 9165 €

s Hardening 0.3% 1245 €

Pucynok 53 — Overview

Bo Bkmaake Components (pucyHok 54) mpeacTaBieH HaOOp KOMIIOHEHTOB
WHCTPYMEHTA, CBS3aHHBIX C KaXABIM OSTanoM oO0paboTKu, 0a30BBIM Y3JIOM U
mTamnoM. Bo  Bkiajke mepeyucieHnl  BCe  KOMIIOHEHThI ~ MHCTPYMEHTA,
paccmatpuBaeMsble 1 pacueta. CIIUCOK COPTHUpPYETCs MO omepanusaM. s Kaxoi
BBIOpAaHHOW OTEpalyy M3 CIKCKA CJIeBa CHadaja MEPEeYUCISIFOTCS BCe KOMITOHEHTHI
00paboTKH, a 3aTeM KOMIIOHEHTHI sl 0a30Boil cOopku. baszoBas cOopka wu
KOMIIOHEHThI ~Habopa INTaMIOB JOCTYMHBI M  PEAAKTHPYIOTCS C  dTama
MPOU3BOICTBEHHON JMMHUU. J[OCTyn K KOMIIOHEHTaM 00paOOTKH MOKHO TMOJYYUTh C
JTamna riaHa rnpoiecca. Bce KOMIOHEHTHI HHCTPYMEHTA, KOTOPbIe HEOOXOIUMBI JIJIst
COOTBETCTBYIOIIETO JCHCTBUSI MHCTPYMEHTA, OMNpEesseMoro OJO0KOM 00paboTKw,
cBs3aHbl ¢ O110kOoM 00paboTku, [Ipu BeIOOpe equHUIBI 00paOOTKKU HA MaHEIH IUIaH
mporiecca 1 MIeTYKe IPaBoi KHOMKON MBIIIH/TIpaBKa OTKPOSTCS JUATIOTOBOE OKHO Ha
MECTE CO CIUCKOM BCEX TOCTYMHBIX KOMIIOHEHTOB M TOJAPOOHBIMU pacdyeTaMu st

BbIOpaHHOro KommnoHeHTa. B pazgene CBeneHus mnepeducieHsl MNOTpeOsIeHue
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pECYpCOB M PE3yNbTUPYIOLIME 3aTpaTbl Ui KaXXIOr0o IJTama NPOU3BOACTBA M
Marepuana. Kaxapli KOMIOHEHT HWMEET OIpPEACIICHHbIE PEAAKTUPYEMbIE HIIU
BUJMMbIEC TIapaMeTpbl (BUAMMBIE 3HAUEHUS SIBJSIOTCS MH(POPMALMOHHBIMHM, OHM HE

BIIUSIOT HA Pacyer).

Input | Owerview Cost | Resources

0Ps and Die Sets ¥ Processing Unit Components
Punch
Die
Binder (without Adapter)
¥ Base Assembly Components
Shim

Blank Guide

Springloaded Ejector fStripper
Panel Lifter

Guide Pin bet...ower Die Shoe

Guide Bushing...ower Die Shoe

Bolt M10

Pucynok 54 — Components

Bo Bkmagke Cost (pucyHok 55) mokasaH pe3ynbTrar 3aTpaT  Ha
WHCTPYMEHTAIbHBIE cpencTBa. Kakmas CTpoka TaOaMIBI 3aTpaT COOTBETCTBYET
NPOM3BOJICTBEHHOMY 3Tally WJIM MaTepuany COOTBETCTBEHHO, a KaXKIbIH CTOJOEI-
olepanuyd WIH INTaMIly COOTBETCTBeHHO. OOIas CTOMMOCTh KaXJIO0Tro JTara
NPOM3BOJICTBA WJIM MaTepuaja (CymMMa B CTPOKE), COOTBETCTBEHHO, M 0OIIas
CTOMMOCTb JUIS KQKIOH Omepaiuu, a Takke oOlias cCymMMa 3aTparT Ha 3aKajKy W
MaTtepuan pPacCYMTBHIBAIOTCS ISl BBIMYCKa NpoayKinuu. CTpoKa IOMOJHHUTEIBHBIX
3aTpaT COJEPXKHUT 3HAYCHUS, JOOaBIICHHbIC Ha BKJIagke BBOA. CTpoKa JOIUIATHI
COJZICPIKUT JOTUIATY 3@ BCE PACXOJbl B paMKaX OHOM OMepaiuu. ITO MaTepuaibHas

HaJ0aBKa, onpeiesieHHas B cranapte OCHACTKU.
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Input = Overview Components g&54 Resources

R RRRRRRERRDBEBEBEBDEDEDEDZBEBEZEZE=S ———————p e — —————— ———y

Total o0 T30 a0 [Fso[F

Engineering 109'400| 14'356 24'728 19'146 15272

P CNC Machining | 96'020| 10021 23659 16'449 16'589

b  DieMaking/..nufacturing | 87994 3606 24668 16368 11713

» Die Tryout | 53'155| 4246 19'4496 12904 10'249

P Cast/Steel | 38'522 4629 4198 3477 3546

P> Other Materials | 3005 77 746 743 528

P Other Costs | 82225| 2714 17089 21084 4824 1

P Hardening | 1'245 - 440. 332 417
Additional Cost | = - - - -
Surcharges 9431 1810, 1263

480'996 117273 92312

Pucynok 55 — Cost

Cpenu »TUX KaTeropuil - TPUALIATH JBa 3Tama MPOU3BOJCTBA, MATHAALATH
TUTIOB MaTEPUAJIOB M YETHIPE THIA YIPOUYHCHHUS (TIOAPOOHBIN CIMCOK CM. HUXKE).
3atpatel B rpaduyeckoM uUHTepdeiice NpeNcTaBleHbl B BHAE OKPYTJIECHHBIX
3HAYEHHWI; B OJKCIIOPTE 3aTpaT- HEOKpyrJeHHbie 3HaueHHsA. C TOMOMIbIO KHOIMKHU
Show Kilo BHH3Y MOKHO MEPEKIIOYUTh OTOOpaKEHNE 3HAYCHHI Ha 00Jiee KOPOTKYIO
HoTaruio co MmHOXKUTeneM 1000 u obpatHo (mokazats 1000).

Bo Bkianke Resources (pucyHok 56) B BepxHeW 4YacTH TaOJHMIBI PECypCcOB
yKa3aHbl pacyeTHBIC TPY103aTpaThl U 4achkl 00paboTKu. B pasnene marepuanoB HIKE
yKa3aHO KOJUYECTBO HEOOXOIMMOTO MarepHuaia B KI (3a HCKJIIOUYEHHEM TOTOBBIX
KOMIIOHEHTOB/CTaHIAPTHBIX KOMIOHEHTOB). [l ympoYHEHHsI JOTMOJHUTEIHHO
YKa3bIBAETCSl pPACU€THOE KOJIMUYECTBO KHJIOTPAaMMOB (B cilyyae 3aKajKd CTajiedl WM
MOJTHOTO YIPOYHEHHE COOTBETCTBEHHO) WMJIM B METpax (Jla3epHOE MOBEPXHOCTHOE
YIPOYHEHUE WM HHIYKIIMOHHOE YNPOYHEHHE COOTBETCTBEHHO). BTopoil ctonben

IIOKAa3bIBACT AJIA Ka)I(I[Oﬁ CTPOKHU CAMHUIY UBMCPCHUA, B KOTOpOﬁ OHa BbIYUCIISACTCA.
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Input = Overview Components | Cost .
Urit Tulii D-Iﬂ T—Z-I}I T—-ﬂ{] F
225 373 286

¥  Engineering h 1675
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 43 110 85
B CNC Machining h 1282 137 330 221
P Die Making/.. nufacturing h 1457 &0 411 273
b Die Tryout h a7 35 280 186
B Cast/Steel kg 26'050 1714 2'590 2230
b Other Materials - -
b Other Costs - 82225 2714 17089 21084
P Hardening - -

Pucynok 56 — Resources

3.2 IIpoexkTHpoBaHMEe TeOMETPHUM W OCHOBHBIX 3JIEMEHTOB WITAMIIOBOM
OCHACTKM /ISl BBITSKHBIX onepanuii B Autoform na 6ase CostEstimator

[IpoekTHpoBaHUE T€OMETPUU U OCHOBHBIX DJIEMEHTOB IITAMIIOBON OCHACTKH
JUTS BBITSDKHOMW OIepaIiiy BBIOJIHICTCS ¢ UCTIOIb30BaHueM Moyeit Part Stage, Plan
Stage, Process Stage.

«MaTreMaThuuecKkue MOJIeNId HCMOJB3YIOT MPU MPOTHO3UPOBAHUU TMOBEIACHUS
MOJIEIUPYEMBbIX OOBEKTOB. MareMaTH4ecKoe OINUCAHUE SBJSIETCS OTPaKEHUEM
(bU3MYECKOM CYIIHOCTH TMpoIlecca CO CBOWCTBEHHBIMU €My OCOOEHHOCTSIMU U
OTPAaHUYCHUSIMU. DTU OCOOCHHOCTH W OTpaHUYECHUS JTOJHKHBI YUYUTHIBATHCS KaK MPU
bopMyIMpOBAHHH 33]1ayH, TaK U MPU COCTABICHUU OMUCAHUS U BHIOOPE YMCICHHOTO
MeTOIa MoeupoBanus» [16, ¢. 7].

[IpoexkTrpoBaHuEe reOMETPUHM M OCHOBHBIX 3JIEMEHTOB MO>KHO BBITIOJIHUTH B
CAD cucreme NX, cipoeKTHpOBaHHYIO T€OMETPUIO HEOOXOAMMO MpeoOpa3oBaTh B
MOBEPXHOCTH 0Oe3 ydera TommuHbl. JlaHHblid mpouecc B NX BBIONHSETCS C

ucnojb3oBanrueM GyHkImu «Konuposats rpanby (pUCYHOK 57)
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MepemecTute & Moeepxvocte PaGota co JoGasnte ;:;,
rpaHe v choprol -
CHHXpOHHOE MO, [MNepemMecTTE *
E 'S & G4 Bumarueanmne rpaHm [A WzmennTs pasmep rpann

JeTaneHEIA 3NEMEHT
@ KlzpeHnTe pazmep cEpyrieHua @ MomeHATE NopAgoK CEpYTASHWA
£A Wsmenute pasmep dackw £, MometnTs dacky
[NoBTOPHOE MCNOAL30EAHKWE
@ Bupesns rpa
F= BcraswTe rpade
PebBpo
5 MNepemecTuTe pebpo S Cmewenne pebpa w

Pucynok 57 — @ynkuus «Konuposath rpanb» B NX

[Tocrme Toro kak (yHKIMS aKTUBUPYETCS C TEOMETPHH JAETall HEOOXOAMMO

CKOIHMPOBATh BCE HEOOXOAMMBIC TPaHU JIJIsl OTICPAIIMH BBITSHKKU (PUCYHOK 58)

pane 2
Mowuck rpaHed ]

PesyneTtatel | Haa'puﬁml CCI:I-I'IKB|
Haipenao

MpecBpazoeanne A

Mepemewenune | % Paccmnﬂue-yrunlzl

" 338aTe BEKTOP PacCTOAHNA
& 3apaiiTe Touky NnosopoTa

Paccroanne | E mm |""‘

¥ron |ﬂ deg |+| v
|

Pucynok 58 — Iloaroroska pabouero HHCTpyMeHTa i oniepaiuu « BoITsxka
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[Ipu HeoOxoMMMOCTH BCE OTBEPCTHSI MOKHO 3amUTh B NX UCHONB3YS OMIHUIO

«3amuBKa oTBepCTHI» (pUCyHOK 59)

Moeepxrocte | Ananws Bug [pecBpazoceate VHcTpymedter  TY

XHOCTENR ; @ Et] S?‘ ﬂuj e @

TREHHNE I'IDEEFI}CHEIL'I'Eﬁ =

e
- & Jononnutensio | CMeweHne OBpeska - HdonoanwtensHo  X-dopma
pyrnenne N < MOBEPXHOCTA MOBEPXHOCTH 9 -
PXHOCTD MosepxHocTs ~
2 JKCnpecc NoBEPXHOCTH 7 PasmecTWTe NOBEPXHOCTE

loneko sHyTpw paBos w | [0 ©
M MNepexog [E\ OrpaHuyeHHan NAOCKOCTE

Al
gl MoeepxHocTe ckoca M, 3awmexa oTeepcTwil

F20 [NoBepxHOCTE NO CETKE KPWEBBIX

] fNuHeiiuatas noeepxHOCTE

Jo0o
I
4

Ina

Pucynok 59 — 3ammBka orBepctuii B NX

[Tocne Toro, Koraa BCsi FTEOMETPHUSI MHCTPYMEHTA IMOJTOTOBJICHA JIJIsl BBITSKHON
oTiepanuy, HeOOXOAMMO BBITTOJIHATH SKCIIOPT TeOMeTpuu padbodero mHCTpyMeHTa. C
ATOM IENIbI0 CJIEAYET HUCIOJIb30BaTh B OCHOBHOM MEHIO (GYHKIHIO «DKCHOPT» H
BbIOpaTh popmat IGES, nanee BbIOpaTh HEOOXOAUMYIO TEOMETPHUIO JIJISl IKCIIOPTA U
BBITIOJIHUTH omeparuio. B Autoform B ¢yHknumonane Part Stage BIOpaTh OIIIMIO

Import Tools u mpousBecTH MMITOPT TOATOTOBJICHHOTO padouero MHCTPYMEHTA

(pucynox 60)

¥ Tools & Additional Geometries

Import Tool
Import Tools or Additional Geometries
from File

Unused Faces

*a ImportTool... ~ w ¥

Pucynok 60 — ImnopT paboyero MHCTpyMeHTa
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JIns KOppPEKTHOCTH BBINMOJHEHUsT cuMmyssiiud B Autoform Tarxke HyXHO
BBITMIOJIHUTh UMIIOPT T€OMETPUU AETalli, JAHHBIN MPOIECC BBIMOIHACTCSA, KaK U I
pabodero HMHCTpyMeHTa, ToJibko B Autoform wucnone3yercs ommmst Import Part.
[Tocne wMmmopra Bcex HEOOXOAMMBIX TE€OMETPUMl HEOOXOAMMO TMEPEKIIOUUTCS B
¢dyukumnonan Plan Stage.

B Plan Stage neooxoaumo BeiOpaTh omiuro Create Plan (pucynox 61)

EY PN e

Process O Empty Flan
w, Measurement

w, Trim, Measurement

Create Plan
B es

Pucynok 61 — Co3ganue miaHa mnpouecca

Bo Bxmanke Production mms omepanum «BpiTsbkka» BeIOpath u3 Operations

omnepanuto Double Action Draw (prucyHok 62)

Production mm P

D-20

«* Replace Press « @ Edit v - Delete Operation

Operations
= = E] — = = T

Pucynok 62 — Oneparus «BoiTsbkka» B Autoform

Jlns omepanuu «BeiTsbkka» B Autoform HykHO Ha3HAYMTH 00OpYIOBAaHUE,

JaHHasl ONepalys BBIIOJHACTCS, UCIOIb3Ys KHONKY «Replace Pressy (pucyHok 63)
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AF-Presses
Secondary Press
55 Line

Transfer Press

Blarking Press

Transfer Press
Transfer Press

NMumber of Beds: 1
Press Bed Size

Length: 4500 mm
Width: 2500 mm

[T R
ViEw Spec...

Choose Press Cancel

Pucynok 63 — Haznauenue o60opynoBaHus

B ommmu Plan B Tabnwuie miman mporecca MOJiIb30BaTelbh OMPEACSIET MaKeT
nporiecca, HanmpotuB cTpoku Draw Region 1 wa omepamun D-20 HyxHO BBIOpath

JBOMHBIM IIIETYKOM MBIIIKH pyHkmuto Drawing (pucyHok 64)

( settings ) Production J@acll( Tooling ) Piece Cost |
Features fm

Draw Region 1 )y

Quter Trim

Pucynox 64 — Ilnan nporiecca st BBITSIKKA

B ¢ysakmuonane Process Stage BeIMONHSETCS Ha3HadeHWe pabodero
UHCTPYMEHTA C UCMONb30BaHueM omiuu 100IS. Jlns Ram HykHO BbIOpaTh myaHCOH
(Punch) mnst sToro HyxHO BbIOpaTh omiuio Geometry -> Define u BbIOpaTh
HEOOXOJIMMYI0 OCHACTKY M3 CIIMCKa, Takke Ha3HauuTh nBwkeHue 100l Contact ->

Upper Side of Blank, a 8 Support Type ykasats Rigid (pucyHok 65)
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Tools

¥ Fam

¥ Bed

¥ Binder Ram

Punch 3

ool Contact Manual

O Upper Side of Blank

® Lower Side of Blank
Geometry | Define... ' L,
Clearance '« 0.00 mm {5 o

¥ Support
Support Type | Rigid ~ g

ap at Bottom o 0.00 mm [+
[-_:, Nl:ll'l-.l:'-.llti".-’E IIII. F|:|||j .J:'i_'ﬂ‘.'-a'!f EFIEItI|E [ |

Pucynok 65 — I[Tapamerpst s Punch

Jliis Bed nyxHO BbIOpaTh Matpuily (Die) maiis 3Toro st 3Toro Hy»KHO BBIOPATh

omuuto Geometry -> Define u BbIOpaTh HEOOXOUMYIO OCHACTKY M3 CITUCKA, Jajee

Ha3HauuTh aBmwkeHue T00l Contact -> Lower Side of Blank, B Support Type ykazatb

Rigid (pucynoxk 66)

Die 3
Tool Contact Manual
® Upper Side of Blank

O Lower Side of Blank

Geometry |Define... '+ L

Clearance ' 0,00 mm

¥ Support

Support Type | Rigid

ap at Bottom 'z 0,00 mm

Pucynok 66 — ITapamerpsi mist Die

Jlns Binder Ram nyxHo BbIOpaTh mpwkuMm (Binder) mis storo mist 3Toro

HY)KHO BbIOpaTh ommuio Geometry -> Define u BeIOpaTh HEOOXOAMMYIO OCHACTKY U3
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CIHCKa, aanee HasHauuth aBrkeHue 100l Contact -> Upper Side of Blank, B Support
Type ykazats Force Controlled otaocurensro Die, manee ykazath X0 U yCHIIHE IS

KaXJI0¥ omepariy 3TH 3HAYCHUS CBOM (PUCYHOK 67)

Tools Binder 3
¥ Fam Tool Contact Manual
O Upper Side of Blank

® Lower Side of Blank

Geometry [Define... |« L
Clearance o 0.00 mm |3 o
L Suprl.nrl'
Support Type | Force Controlled 'l"

Displacing Tool | Die 3 -

Cushion Stroke o 350.00 mm | %

Tool Stiffness @ 60.00 MPa/mm |+ 1)

B Lock during Opening

Pucynox 67 — I[Tapamerpst s Binder

[Tocne 3aBepiieHus 3aJaHusl MapaMeTPOB MMIIOPTA, IIJIaHA, 3arOTOBKH,
mpoliiecca HEOOXOIUMO BBITIOTHUTH CUMYJISIITUIO. JJIsi pacuera CTOMMOCTH pabodero
WHCTPYMEHTA TIepe]] Ha4aJIoM CUMYJISIIUM TOJIh30BaTeNbh BRITPYKACT CTAHAAPTHI JJIS
TUIOBOTO TMpOIecca OMNepald M BBINOJHAET Tpoiecc cumynsiuu. llocie kax
NpoBe/IeHA CUMYJIAIINSA, CITONB3ysl MOAY/b Plan Stage Mo)KHO olleHUTh 3aTpaThl Ha

IITAaMITIOBYIO OCHACTKY MCHOJIB3Yys onmwmto Tooling.

3.3 Mertoauka Ha3HAYCHUS napaMeTpoB TEXHOJIOTHYEeCKOI0
o0opyaoBaHus B cTanaaprax Autoform

Jlig TOro 4roObl Ha3HAYUTh MAapaMeTPhbl TEXHOJIOTHYECKOTO 0OOPYAOBAHUS B
Autoform, mons30BateNb JOKEH BHITPY3UTH CTaHAAPT Press uepe3 oCHOBHOE MEHIO.

B 06a3ze gmamHbix cranmaptoB  Autoform  ucmone3yroTcs  4eThIpe — THIA

64



TEXHOJOTHYECKOro 000pyA0BaHUs: MpecC sl BBIPYOKH 3arOoTOBOK, JIMHUS MPECCOB,
MHOTOITO3ULIMOHHBIN MPECC U IPecC ISl IPOrPECCUBHON IITAMITOBKH.

IlepBbIM 3TanoMm SBISAETCA CO3JaHME CTAaHIApPTA B 3aBUCUMOCTH OT THIA
oOopynoBanus. B ocHOBHOM MeHIO cTaHmapTa Press HeoOXoaumMo HaxaTh KHOIKY

New u B OTKpBIBIIIEMCS] OKHE BbIOPATh THIT 000py/10BaHuUs (PUCYHOK 68)

x| Press Standard = &

Producton Line
Presses

Blanking Press
Transfer Press

Progdie Press

Pucynoxk 68 — Coznanue u BbIOOp THIIAa 000PYI0BAHUS

BTOpBIM 9TaIllIOM B OTKPLIBHICMCS OKHC, IIOJIb30BATCIIb MOXKCT 3addTb HMA

obopynoBanus B Mojyse Presses Bo Bkiaake Customer Presses (pucyHok 69)

Production Line Process Plan Tooling

Presses
MName
: Add Delete
Properties PressBed 1
#  Name Value Unit
=31 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 630 mm
+ Max Stroke Rate 50 1/min

i

Pucynoxk 69 — 3amanvne nMeHn 000pyTI0BaHUS

TperbuM 3TanoM MOJIb30BATENb PENAKTUPYET JIAaHHBIE B CBOMCTBaxX IIpecca,
KOTOpPBIM HCIIOJIb3YyeTCsl Ha 3aBOJiE€ Ul MPOU3BOJCTBA HYXHOM IOJIB30BATEIIO
JeTanu. B cBOMCTBax MoOJIb30BaTeNIb MOXKET BHECTU JAHHBIE O THUIIE IIpecca, 3aBOJE,
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oThene,  KilacCUpUKalMU  Tpecca, MaTepuane  JeTald, AaBTOMAaTHU3allHH,
MTHEBMATHYECKOM TPUBOJIE, MAKCUMAJIBHOM KOJUYECTBE 3arOTOBOK, MHBEHTAPHOM
HOMeEpe, IIare TMoJa4ud, MaKCUMaJlbHOW M MHHHUMAJIbHOW CKOPOCTH XOJa, BPEMEHHU
CMCHBI HWHCTPYMCHTA, IIOYACOBOW CTOMMOCTH 3aTparT Ha mpecc (pucyHok 70),
PEIaKTHPOBAHUE BBIMIOJIHSACTCS JBOWHBIM Ha)XaTHEM II0 HY)XHOMY IapameTpy H

BHCCCHHIO JaHHBIX ITOJIB30BaTCIIA.

Press Bed + Add EE Copy Delete

*  Mame Value Unit
-1 =1 Mo Category
Type Transfer Press
Factory Factory 1
Department 123
Press Classification Tandem Small
Part Material Steel
Automation Rails

Prneumatic Actuation Without Air Actuation
Max Mumber of Blanks 1

Inventory Mumber 123456729

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
Additicnal Data File Path

Pucynox 70 — CBoiicTBa npecca B CTaHAapTe

YeTBepThIM ATAlioOM MOJH30BATENb PEIAKTUPYET CBOMCTBA IMOJ3yHA Tpecca,
JUISE TOTO 4TOOBI J00ABUThH MOJI3YH HEOOXoAuMmo HakaTh kHONKy Add. Bo Bkiamke
Press Bed mpuBeicHBI ClaeayIOINe XapaKTEPUCTHKU: YCHIINE MPUKKMA, YCHIHEC Ha
MOJI3yHE, IIMPUHA TOJ3yHA, JUIMHA TTOJI3yHa, IIMPUHA U JUIMHA CTAHWHBI, 3aKphITas
BbICOTa, X0 (pucyHok 71). PemakTupoBaHHe mapaMETPOB BBIMOJHACTCS TaK XKe

JIBOMHBIM Ha)KaTUE MO HY>KHOMY MapaMeTpy.
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Press Bed + Add B Copy Delete

Properties | Allowed Operations ] Default Operations ]

Properties PressBed 1

“  Name Value Unit
[=F 21 Mo Category

- BinderForce 0 N
; 2500000 M

4500 mm

2500 mm

- Bed Length 4500 mm

- Bed Width 2500 mm

- ShutHeight 1000 mm

- Stroke 600 mm

Pucynok 71 — CpoiicTBa moi3yHa mpecca

[TaTeIM 3TanoM sIBJIIETCS BHECEHHE HaHHBIX BO BKiagke Allowed Operations, B
KOTOPOM YKa3bIBAIOTCS pa3pelleHHbIC omepanuu s obopymoBanus. CIHCOK B
JeBOM d4acth penakTopa (BkiIagka «Pa3spemieHHble onepanuny) OKa3bIBaeT
HA3HAYCHHBIC B HACTOSAIIEE BPEMsS pa3pelICHHBIC OIEepaliH;, CIHCOK CIpaBa

MIOKa3bIBACT BCE JOCTYITHBIC ONEPANuU (PUCYHOK 72)

Ipagas 4acTh

Properties PreszBed 1

Properties | Alowed Operations | Default Operations |

Mame JeBad 9acThb Filter [

Mame
=} =7 Available Operations
i+ Single Action Draw
-~ Double Action Draw

> Crashform
& Form Trim

Remove ¥ Down

Pucynoxk 72 — PaspenieHnbie oneparyu s 000py10BaHUS
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Jlo6aBUTh HEOOXOIMMYIO ONEpPAlMI0 MOXKHO IyTeM BBIOOpa oOImepanuu B
NpaBOM CHHCKe M HaxaTtws kiaBumu Add, mocie 3Toro omepamus mnepeiier B
CIIMCOK pa3pelieHHBIX Olepanuid. YJaJeHne Omepaldu OCYIIECTBISCTCS BBIOOPOM
orepaly B JICBOM CIHCKE M HakatheM Ha Remove, mocne nanHHas omnepanus
yIanuseTcss W3 CIUCKa pasperieHHbIx omnepanuid. Up/ Down He oTHocuTcs K
pa3pelIeHHbIM ONEPAaIUsM, a HCIIOIB3YeTCsl TOJIBKO ISl OTIePAIIHii 10 YMOITYAHUIO.

Ha miectom sTame moiap30BaTeb MOXKET BHECTH W3MEHEHUS B OMEpaIiH 110
ymouanuio Bo Bkiagake Default Operations. IMocienoBateabHOCTh IO YMOJTYAHUIO
OTpesensieTcss sl KaXAoro mpecca (He Ui mpecca), T.€. Ui JUHUM TPECCOB U
3arOTOBOYHBIX IPECCOB JOJDKHA OBITh OINpeaeNieHa TOJNBKO OJHA OIepamnus To
ymonyaHuto st npecca. [lonp3oBarenbckas MOCIEIOBATEIbHOCTD OIEpanui s
IIPOTPECCUBHBIX MPECCOB MOXKET OBITH OTPErYIMPOBAaHA HA OCHOBE TEKYIIETO Iara u
pa3Mmepa cranuHbl npecca. [loap30BaTens MOXKET 100aBUTh: TyTeM BhIOOpa Olepanuu
B MpPaBOM cHHUCKe M HakaB Ha Add, mocie sta omepanus 100aBJISIETCS B CIUCOK
oTepaIyii 0 YMOJIYaHUIO, TAKXKE MOJIb30BATENh MOXKET yJAIUTh, BRIOPAB OMEPaIUio
B JIEBOM CITMCKE W Ha)KaTh REMOVE fanee orepaiusi, yaaiseTcs U3 ClicKa ornepanui
o ymomdanuro. Up/ Down: mytem BeIOOpa orepariuu B JieBoM criucke Up/ Down ata
omepanus nepememaercs Up/ Down B mociie0BaTeIbHOCTH  ONEPAldi 110
YMOJTYaHHUIO.

CenpMBIM 3TAriOM SIBJISIETCSI COXpaHEHHE OTPEJaKTUPOBAHHOTO CTaHIApTa IS
TEXHOJIOTUYECKOr0 000PYyI0BaHMs, UCTIONB3Ys KHOIMKY Save AS U mpomnuchiBas MyTh

COXpPaHCHUS

3.4 BoiBoAbI

1. YcraHOBIEHO, YTO METOAWKA Pa3pabOTKM M aHAM3a TEXHOJIOTHYECKOTO
npoiecca JaMCcToBOM ImrammoBku B Autoform ma 6asze CostEstimator m meromuka
Ha3HAYCHHS TTapaMeTPOB TEXHOJOTHIECKOro 00opyIoBaHus B ctaHaaprax Autoform,
HapsaAy C TPOCKTUPOBAHMEM TEOMETPUHM M OCHOBHBIX JJICMEHTOB INTaMIIOBOM

OCHACTKH OJI BBITAKHBIX onepaunﬁ ABJIAACTCA (bYHILaMeHTOM AJI1 OLCHKHU 3aTpaT Ha
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U3TOTOBJICHUE IITAMIIOBOM OCHACTKHU C TOYHBIM NMPOTHO3UPOBAHUEM PACXOJOB €IIIe
710 HaJaJia mpolecca MPOSKTUPOBAHUS M U3TOTOBIICHUS IITAMIIOBOM OCHACTKH.

2. Pa3paboTaHbl JBE METOIWKHA W OIMCAHO MPOCKTHPOBAHHWE TEOMETPHHU U
OCHACTKU 3JIEMEHTOB IITAMIIOBOM OCHACTKH JJISl BBITSDKHBIX omnepanuii B AutoForm
Ha Oa3e wmomyns CostEstimator. OcHoBa mepBOil METONWKH 3aKJIIOYAaeTCS B
pa3paboTKe U aHAJIM3e TEXHOJIOTUYECKOTO MpoIlecca JIMCTOBOM IITaMIOBKH Ha Oase
CostEstimator. CyTel0 BTOpPOH METOIWKH SIBIISICTCS Ha3HAYCHUE I1apaMeTpoOB
TEXHOJIOTUYECKOTO 00OpyIOBaHMS B CTaHAApTaX MPOTPAMMHOTO  IMPOIYKTa

Autoform.
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4 MopaeJmpoBaHue BBITSIZKHBIX IEPEeX010B M OCHACTKH B Autoform Ha 0a3e

CostEstimator nias geraau «Ilaneans moja 3agHsas»

4.1 MopaesupoBaHue BBITAKHOIO Nepexoaa M OCHACTKM B Autoform st
neraju «Ilanean mosa 3aaHsasD)

[TepBbIM 3TanioM MOAEIUPOBAHUS BBITSHKHOTO Tiepexoaa netanu «llanens mona
3a[IHSSD» ABISCTCS UMIIOPT T€OMETPUH JeTald U padodyero HHCTpyMeHnTta B Autoform.
JlaunHBINM TpoIiecc BRITIOJIHAETCS B Moaysie Part Stage ucmons3ys ommuu Import Part u

Import Tools (pucynoxk 73)

1 Import Part Import Tool
Import Part Geometries from File Import Tools or Additional Geometries
Q from File

Pucynox 73 — Immoprt getanu u padodeii ocHacTku B Autoform
BropeiM  3Tamom  sBhseTcss  ompexaenacHue  yciaoBus —HakioHa  (Tip)

HMIIOPTUPOBAHHBIX FGOMCTpI/Iﬁ N TII0JOXCHHUC OTHOCHUTCIBHO IMCHTpa MITaMIla,

JaHHBIN ATAIl BBITIOJIHACTCS ¢ ncnoiib3oBanreM ommmu Manual Tipping (pucyrok 74)
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Pucynoxk 74 — Tip
TpeTbuM 3Tam SABISCTCS ONPEICICHUE MaTephaja W TOJIIUHBI BO BKIAJKE
Material, ais BeIrpy3kH MaTepHaia HeoOxoauMo BeiOpath ommuio Add Material, u3
OTKpBIBIICHCS OMONMMOTEKN yKa3biBaeTcss wmarepuan Europe-> Steels for cold
forming-> DCO4 u 3amaercs ToJIIMHA MaTepuaya, JUIs JAHHOW JCTaad TOJIIUHA

cocrassiet 0,7 MM (pUCYHOK 75)

Add Material Editor

Material DCO4.mib Import...

Thickness 0,700 mm [

Pucynok 75 — MaTtepuai 1 ToJIIMHA

YeTBepThIM 3TAamioB MOJCIUPOBAHUS  BBITSDKHOTO — TEpexoja  SIBISETCS
omnpeelieHue TuTaHa mporiecca B moayiie Plan Stage. /{is coctaiieHust HOBOTO ITaHa
ucnonb3ytor ¢yukiuo Create Plan. B oTkpsiBiieMcs OKHE HEOOXOIUMO BHIOpATh
orepanuto Double Action Draw u BeIOpaTh 000pyHOBaHHE HUCTONB3YS (PYHKIIUIO
Replace Press. Oneparius BeITsOKKH 1Tt getand "[laHess mosa 3aaHss" BBITOTHACTCS

Ha TpaHcdepHOM mpecce (PUCyHOK 76)
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SY BN e 7
m Production mm

O-20

[r || Tpancdepusii npecc

- Replace Press * & Edit ~' o

Pucynoxk 76 — Bei6op onepatiuu u 000py10BaHus
[TaThIM STamoM sBISETCS CO3JaHHEC MakeTa Ipolecca Bo Bkiagake Plan. s
onepannu «BeITsDKKay B TaONIMIIE MIIaHA HEOOXOIMMO B STUEHKE TIEPECCUEHUs CTPOKU
Draw Region 1 u cron6ma D-20 gBo#HBIM IHICIYKOM BBIOpaTh omeparuio Drawing
(pucyHok 77)

Outer Trim

Pucynox 77 — Maket npouecca

[IlecTbiM 3TamoM SBJISETCS OIpPEACIICHUE T€OMETPUU 3arOTOBKH, JJII ITOTO
Heo0X0aMMO HCIoJIb30BaTh Moayib Blank Stage w BeiOpate ommuio Create Flat
Blank. dns neranu "Tlanesns mona 3aaasiss" UCHOIB3YETCS MPAMOYTOJIbHAS 3arOTOBKA
pasmepom 980x1080 mm. Bo Briagke Outline myxxHO BBIOpaTh Omiuio Edit B
OTKpBIBIIEMCSI OKHE BbIOpaTh SKetch u BHecTH pa3mepbl 3aroToBKH (PHUCYHOK 78).

HOSI/IHI/IOHI/IPOBaHI/IC 34rOTOBKH BBITIOJHACTCS OTHOCHUTCIIBHO MATPHUIIBI.
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Curve Editor

Curve

3aroToExa

Center

Length
Width

Angle

Corner Radius

Apply Rounding
¥ Outline

Symmetry

Roll Angle [«

Pucynoxk 78 — 3arotoBka aiisa [Tanenu mosna 3aqHen
CenpMBIM 3TAIlOM MOJCIMPOBAHUS BBITSDKHOTO TIEPEX0Ja SIBISETCS 3a/JaHHC
napamMeTpoB MHCTpyMeHTa B mojyse Process Stage. Jlnms Ram HyxHO BbIOpaTh
nyaHcoH (Punch) mns sToro HyxHo BeIOpaTh ommuto Geometry -> Define u BeiOpath
HEOOXOMMYI0 OCHACTKY M3 CIIMCKa, Takke HazHauuTh JaBrxeHue 100l Contact ->

Upper Side of Blank, a 8 Support Type ykasats Rigid (pucyHok 79)

Pucynok 79 — Ilyancon

s Bed wmyxHo BwIOparh Marpuiy (Die) mias 3Toro mms 3TOro HYKHO

BoIOpaTh om0 Geometry -> Define u BbIOpaTh HEOOXOAUMYIO OCHACTKY U3 CITHCKa,
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nanee HasHauuTh aBkenue 100l Contact -> Lower Side of Blank, 8 Support Type

ykaszaTh Rigid (pucynok 80)

Pucynok 80 — Matpuiia
s Binder Ram wyxHO BbIOpaTh mpwxuMm (Binder) mms storo mis storo
HY>KHO BbIOpaTh om0 Geometry -> Define u BbiOpaTh HEOOXOUMYIO OCHACTKY U3
CrucKa, nanee Ha3HauuTh aBrxkeHue 100l Contact -> Upper Side of Blank, 8 Support
Type ykazates Force Controlled otHocurensro Die, manee ykazats X0 U yCHIIHE JUIS

KaXXJI0¥ omepaIiy 3TH 3HaYCHHS CBOM (pUCYHOK 81)

Pucynok 81 — Ilpuxum

BocbMbIM 3Tanom sIBISICTCS 3aIllyCK pacueTa CUMYJISIIUU B Mojysie Simulation,

UCTIONB3ys KHOMKY Start Bo Bkiaake Start (pucynok 82)
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¥ (No Queue Selected)

o Job Name

v Back-end License Configuration

Pucynok 82 — 3amyck pacueTa BBRITSHKHOM ornepariuu 1uist netanu «llanens mona
3a/IHSIS
3aBepIlIaoNIMM TallOM MOJEIUPOBAHUE BBITSIKHOIO MEPEX0/ia U OCHACTKU B

Autoform A ACTalIn «Ilanens moia 3aHAA» HAa3HAYCH IIPOCMOTP PEC3YIILTATOB,

BBITIOJTHCHHON CUMYJISIUH (PUCYHOK 83)
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Pucynok 83 — IlepBblil BBITSHKHOM MTEPEXO.T ACTATTN

«IIporpamMmmubIii  KOMITIEKC Autoform MO3BOJIIET JOCTAaTOYHO  OBICTPO
MIPOAHAIIM3UPOBATh ITAMITYEMOCTh JI€TATH W ONTUMHU3UPOBATH TEXHOJIOTUUCCKUN
npouecc» [12, c. 1]. IIpocMoTp pe3yibTaTa CUMYISLHAHM BBINOJHSETCS B MOJYJIE
Evaluation Stage, B KOTOpOM IMOJb30BaTEb MOXKET JIETKO HAWTH ITOIAXOISIINE
NMEepEeMEHHBIC  pe3ynbTaTa I OIEHKHM pAa3IMYHBIX KPUTEPHUEB  KadecTBa.
B03MOXXHOCT  OCYIIIECTBICHHUSI TEXHOJOTHYECKOTO Tpollecca i ONepaluu
«BBITsDKKA TIaHETW TIOJIa 3aJHEW» OIICHUBAETCS C HCIIOIB30BAHUEM JTUArpPaMMBbl
npefenbHbix aepopmanuii (FLD - aumarpamma), kotopas 0OTOOpaXkaeT KPHBYIO

npenaenpaoro popmounsmenenust FLC (pucynok 84)
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Nonlinear FLD Thinning Limit

0.5

Major True Strain

0.2

0.3 -0.2 =01 u} 0.1 0.2 0.3 0.4

Minor True Strain Z
area 218% [ 051% 022% [BEBEN
Limits  0.01 <0.02 2000% >030 0.00%

Pucynok 84 — FLD auarpamma dhopmooOpasyroliieit onepaiuu

3HavueHus  aedopmaruit HaXOsITCSA HUKE KpUBOU NPEAETBHOTO
dbopmounzmenenuss FLC, takum oOpazoM mporecc ¢GpopMoobOpasyroliel onepanuu

«BBITsKKA TaHENH 1oJ1a 3aJHEi» BO3MOXKEH 0€3 pa3pbIBOB U YTOHEHUH.

4.2 Co3gaHue CTAaHAAPTOB VISl mpouecca mramMnoBku Aeranau «Ilanenn
moJia 3aIHASD

AJbTEpHATUBHOE MPOCKTUPOBAHHE TEXHOJOTHYECKOrO Mpollecca W IITamiia
JMCTOBOM INTAMITOBKH I onepanuy «BeITsSkKa MaHead moja 3aHei» ¢ OLEHKOM
CTOMMOCTH MPOCKTUPOBAHMS W W3TOTOBJICHUS BBITSHKHOTO IITAMIIa Ha paHHEH
CTaUK MPOCKTUPOBAHUS B PYOJIAX, OCHOBBIBACTCS Ha PEIAKTUPOBAHHE CTAHIAPTOB
Tooling Cost, Process Plan, Press B mporpamMmMuom mpoaykre AutoForm.

Cosnanne cranmapta Tooling Cost mist omepanuu «BbITsbkKa MaHETW MoJia
3a7He», KOTOPBIA IMO3BOJSET BBINOJIHITH OIEHKY CTOMMOCTH TEXHOJOTHYECKOTO
npoliecca M INTamIia JMCTOBOM INTaMIOBKH B PYyOJIsIX, OCYIIECTBIISIETCS METOIOM
penaktupoBanus crangaptoB B AutoForm. B crammapte Tooling Cost BeimonHeHo
pEIaKTUPOBAHHE CTOMMOCTH BCEX IApaMETpOB B PyONIsIX, Tak KaKk B CTaHIapTe

UCIIOJIB3YETCSl OLIEHKA CTOMMOCTH B €Bpo. PepakThpoBaHue Ha 3aTpaTbl B JaHHOM

77



CTaHAapTC BBIIOJIHCHO COIJIACHO CpeI[Heﬁ prHO‘-IHOfI CTOMMOCTH HUCXOAA N3 HaHHBIX

BHYTPEHHETO PbIHKA CTPAaHBI.

B monyne Purchase Components BBIOJHEHO peIaKTHPOBAHUE CTOUMOCTH

KOMITIOHEHTOB 0a30BOii C60pKI/I mTaMiia, OCHOBHBIX KOMIIOHCHTOB /I BBIIIOJIHCHUA

TEXHOJOIM4YCCKOIro Iponecca u Ha6opa JJIs1 IITAaMIIOB, BBIITOJIHAIOIINUX (I)YHKHHIO

KpCIUICHHsI MATPUIIBI U ITyaHCOHa JUTst neTanu «[lanens mosa 3aanss (pucyHok 85)

Production Line ] Process Plan

Marme

[ ES Base Assemblie Components |

| = &2 Processing Unit Components |
- Inner Binder

- Piercing Punch - Circular

- Piercing Punch - Obleng

- Piercing Punch - Rectangular

- Piercing Punch - Polygonal

- Piercing Punch - Shaped

- Punch Retainer Plate

- Pressure Plate

- Stripper Plate

- Pierce Die - Circular

- Pierce Die - Oblang

- Pierce Die - Rectangular

 Pierce Die - Polygonal

- Pierce Die - Shaped

- Pierce-Form Punch

- Form Punch KommoHeHTBI
 Retainer Plate ITAMIIA

- Pad Plate

- Flange Pad

- Cam

L JFiller | |
- Cam Pad

- Cutting Bushing - Circular

- Cutting Bushing - Oblong

- Cutting Bushing - Rectangular

- Cutting Bushing - Polygonal

- Cutting Bushing - Shaped

- Pierce Nut Unit

+- ES Die Set Components |

Tooing |

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

CTOMMOCTE KOMIIOHEHTOB INTAMIIA B pyOIax

Cam set
Length -
Length -
Length
Length -
Length
Length -
Length -
Length
Length -
Length -
Length -
Length
Length
Length
Length

Length

0.00 (usd )

150,00 (usd )

- 250,00 (usd )

350.00 (usd )

- 450,00 (usd )

550,00 (usd }

650,00 (usd )

- 900.00 (usd }

1100.00 (usd )
1300.00 (usd )

1500.00 (usd )

- 1750,00 (usd )
- 2000.00 (usd )
- 2300.00 (usd )
- 2600.00 (usd )

- 2900.00 (usd )

0.00... 1.00 | 1.00 .., 200 2.00.. 3.00 3.00...4.00 4.00... 500 5.00.. 65.00

90000 27000 125000 90000 700000 170000
150000 27000 200000 212500 750000 170000
250000 32000 300000 335000 200000 170000
325000 32000 400000 470000 900000 250000
400000 62000 500000 595000 1000000 250000
500000 62000 600000 670000 1125000 250000
650000 84000 300000 850000 1250000 332500
200000 24000 1000000 930000 1450000 332500

950000 106000 1250000 1110000 1775000 415000

1100000 106000 1500000 1240000 2100000 500000

1250000 106000 1750000 1370000 2425000 590000

1400000 106000 2000000 1500000 2750000 680000

1600000 137500 2250000 1630000 3075000 770000

1300000 137500 2500000 1760000 3400000 860000

2000000 137500 2750000 1850000 3650000 950000

2250000 137500 3000000 2020000 3900000 1040000

Pucynox 85 — CTouMOCTh KOMIIOHEHTOB IIITaMIIa B PyOJIsX

B momyne Manufacturing Steps mpow3BeneHa KOPpPEKTHpPOBKAa 3aTpar i

mTaMiia, KOTOPBIC HAIIPABJICHBI Ha OIIATy 1M0YacoOBOM CTaBKM U KOS(b(l)PII_[I/IeHTa

MMPOU3BOAUTCIBHOCTH IICpCOHAJIa HWHXHWHUPUHIA, IIPOU3BOJACTBA, HW3IOTOBJIICHUSA

ocHactku, YITY- 00paboTkH, 3aKanku (pucyHok 86)
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Purchase Components | Manufacturing Steps | Materials | Tryout | Tooling Settings |
*  Name Cost Rate Productivity Factor Unit
5 B Engineering
Process Layout, Draw Die Development, Simulation 3750 1 h
Full 3D Tool Design 3500 1 h
Styrefoam Pattern 2500 1 h
Full 2D and 3D Milling Path Programming 3250 1 h
- = Die Making/Manufacturing
Die Making/Rough Assembly 1: Pads, Trim Steels 3000 1 h
Adjust the Pad 3000 1 h
Prepare for Hardening 3000 1 h
~ Spotting of Trim Steels and Pads 3000 1 h
Die Making/Final Assembly 2: Pads/Trim Steels/Cams etc. 3000 1 h
Open Dies and Spotting 3000 1 h
Adjust and Finish 3000 1 h
Profile Grinding of Upper Trim Steel, Assembly for Hardening| 3000 1 h
Build and Assemble Scrap Chutes 3000 1 h
~ Final Assembly/Die Making 3000 1 h
£ 5 CNC Machining
Drilling and Milling (First Pass) § 3000 1 h
- Drilling and Milling (First Pass) M 4000 1 h
Drilling and Milling (First Pass) L 5000 1 h
~ Shape and Contour Milling (HSC) 5 3500 1 h
Shape and Conteur Milling (HSC) M 4250 1 h
Shape and Contour Milling (HSC) L 5250 1 h
Drilling and Milling 5 3250 1 h
- Drilling and Milling M 4000 1 h
Drilling and Milling L 4500 1 h
Wire Cutting 3000 1 h
= 31 Hardening
Hardening and Tempering 80 1 kg
~Through Hardening 125 1 kg
Surface Hardening (Laser) 7500 1 m
Induction Hardening 6750 1 m

PI/ICYHOK 86 — 3anaTBI Ha IIPOU3BOACTBCHHLIC OTallbl U3TOTOBJICHHU:A OITaMIIa

B monyne Materials cranmapra Tooling Cost oTrpemakTHpoBaHBI 3aTpaThl,
CBSI3aHHBIC C JIMTBEM MaTepuaia Ui H3TOTOBICHHS KOMIIOHCHTOB BBITSDKHOTO

mramna (pucyHok 87)

Purchase Components ] Manufacturing Steps Materials | Tryout ] Tooling Settings ]
*  Mame Price Productivity Factor Unit
[+ ¥ Cast / Steel
- Gray Cast Iron Class 1 (3G25CrMa, etc.) 90 1 kg
- Gray Cast Iron Class 2 (GG25, etc.) 65 1 kg
- Ductile Graphite lron Class 1 (GGG 70L, etc.)] 135 1 kg
- Ductile Graphite Iron Class 2 (GGG 50, etc.) | 120 1 kg
- Cast Steel Class 1 (GP4M, ete.) 335 1 kg
- Cast Steel Class 2 (1.2382, etc.) 335 1 kg
- Cast Steel Class 3 (G5-60, etc.) 320 1 kg
~ Cast Steel Class 4 (1.2760, etc.) 315 1 kg
- Cast Steel Class 5 (GS-45, ete.) 235 1 kg
- Tool Steel - Rolled Class 1 (CP4M, etc.) 325 1 kg
- Tool Steel - Rolled Class 2 (1.2379, etc.) 245 1 kg
- Low Alloy Tool Steel Class 1 (C 45, etc.) 80 1 kg
- Low Alloy Tool Steel Class 2 (S5t 52-3, etc) |65 1 kg
=1 & Other Materials
- Corrugated Sheet 300 1 kg
- Styrofoam 4 1 dm*3
- & Other Costs
- Off-the-shelf Compeonents 50 1

Pucynok 87 — CTouMOCTb JIMThsl MaTepuaia Jisi KOMIIOHEHTOB IITaMIIa

B momyne Tryout BHeceHa CTOMMOCTh Ha HaJIAKy IIITaMIIa: yCTAaHOBKA,

MEepBUYHAS MPOBEPKA, YCTAHOBKA MOJIOKEHUS Mpecca, MPOBEPKA Ipecca, MpoBepKa
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C60pKI/I, KOHTPOJIb KadycCTBa HOJ'Iy‘-IElGMOfI ACTAJIM, HaJlaJlIKa BJICKTPUKH, OKpaCKa

(pucyHok 88)

_ Production Line | Process Plan | Toofng - |

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

“  Name Cost Rate Productivity Factor Unit
= =¥ Die Tryout
- Spotting 3000.00
- Die Try-out 3000.00
- Spotting Press 6500.00
“Tryout Press 6500.00
- Mechanical Finishing 5250.00
- Quality Control 3000.00
- Assembly Check 3000.00
‘- Electric, Pneurnatic Hook-ups, Painting (Labour)| 3000.00

T T T T T T T

Pucynoxk 88 — 3arpaTel Ha HanaKy IMITaMIia B pyosisax

B monyne Tooling Settings nu3ameHeHne CTOMMOCTH HE BBITIOJIHSIOCH, TaK KaK B
JTAaHHOW BKJIQJIKE BBITIOJIHIETCS MPOIIEHTHOE COOTHOIICHHE BCEX 3aTpaT Ha 00paboTKy
KOMIIOHEHTOB Ha crtaHke c¢ YIIY, yuuThiBasg CKOpPOCTh (pe3epoBaHHUS , THII
o0paboTtku, pasmepsl crankoB UIIY, 3amac TONIIMHBI CIIOSI MaTepuaia Al YCaaKH,

JIOTIOJTHUTEIBHBIE 3aTPATHI 3a 00pa0bOTKy (prucyHOK 89)

Producton Line | Process pan | Tooing |

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

A MName Value Unit

[+ ES CNC Production Standards
[+ B Component's Volume Percentages
- Die
Punch
Binder
Upper Die
Lower Die
Pad
- Support
“ Casted Trim / Flanging Steels (Cast Iron)
+- B Tooling Production Standards
+- B8 CNC Machining Size Category
+- B3 Global Values
+- B Default CNC Machining Method
+- B Part Material Surcharge
+- B Tool Material Dependent Machining Surcharges (Draw Die)

33

SBEEBLES
EEE S L S

Pucynok 89 — IIpornientHoe cootHorenue Tooling Settings
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Bce 3Hauenus u mapameTpbl KOH(MUTYpalud, OTHOCSIIHECS K CTOMMOCTH
M3TOTOBJICHUSI BRITSDKHOTO TITamia st aetanu «[lanenb momna 3aafsisy, onpeaeieHbl
B crangapte Tooling Cost. Jlanee HE0OXOAUMO COXPAaHUTh CTAHAAPT U BBHITPY3UThH
OTpPEIAaKTHPOBaHHBIA cTaHmapT (opmara Xml-aiita B BBHINOJIHCHHYIO paHEe
CHUMYJIALIMIO TEXHOJOTHYECKOTO Mpoliecca, UCTob3ys npuioxenue CostEstimator.

«XML (anrn. eXtensible Markup Language, pacmmpsieMblii sI3bIK pa3METKH)
MIPEICTABIISIET COOOM SI3BIK Pa3METKH, KOTOPBIM ObUT CO3/IaH sl OTMMCAHMS TaHHBIX.
S3bIK pa3MeTKH MpeAcTaBisieT co0oi HaOOp CMMBOJIOB WJIM TOCJEA0BATEILHOCTEMH,
BCTaBIIIEMBIX B TEKCT JUIA Tepenadyd WH(POpMAIMd O €ro BBIBOJE WU CTPOCHUHU.
Takum 00pa3oM, TEKCTOBBIM JOKYMEHT, Pa3MEUYEHHBIN C MOMOIIBIO TaKOTro SI3bIKa,
COJICP)KUT HE TOJBKO CaM TEKCT, HO W JOMOJHUTEIbHYIO HH(GOPMAIMIO O €ro
cTpyktrype. Kpome TOro, S3bIK pa3sMETKH IIO3BOJISIET BCTaBISATH B JIOKYMEHT
WHTEPAKTUBHBIE DJIEMEHTHI U COJIepKaHue Ipyrux aokymeHToB. XML-gokymeHt
OOBIYHO COCTOUT W3 TMPOIECCUHTOBBIX WHCTPYKIMM, JJIEMEHTOB, aTpuUOyTOB,
cymiHocTel 1 kommeHnTapuen» [10, c. 6].

[Tocne BwIMONMHEHUs penakTupoBaHus crangapta Tooling Cost, HeoOxoarMo
BBITIOJIHUTH PeIaKTHpOBaHUE cTaHmapta Process Plan, orBedaromiero 3a KOJIMYECTBO
KOMITOHEHTOB 0a30BOil COOPKH M KOMIUIEKTYIOIIUX JJIS BBITSHKHOTO IITaMIa JIeTaau
«[Tanens mona 3aausss». s penaktupoBanus cranaapta Process Plan ucmonbs3yercs
METOIHMKA pEeNaKTHUpOBaHUs cTaHmapToB B AUtOForm. KommdecTBO KOMIIOHEHTOB
0a3oBoil cOopku mtamma ais neranu «llanenp mona 3amHss» 3aBUCHT OT THUIIA
oTepalii M TUTIAa HHCTPYMEHTA Mpecca. BRITSHKHOW Tepexoa JASTald BBITOTHSICTCS
Ha TpaHCcPEepHOM Tpecce, MOATOMY B CTaHAApTE MOMJIEKAT PEIAKTHPOBAHUIO BCE
napameTphl, CBSI3aHHBIE C onepanuen «BoiTsxkka» u obopynoanuem « TpanchepHblit
pecey.

[TepBBIM 3TarmoM peaakTHpoBaHMs cTaHaapTa Process Plan, ssisercst BbiOOp
omepani W TUIa OO0OPYIOBaHWS, Ha KOTOPOM BBITMIOJTHSETCS ONEpAIHs, TaKUM
obpaszom mis getanu «[lanens mona 3aaHss» Bo BKiIaake Base Assemblies, BoiOpana

onepanus Draw u od6opymosanue Transfer Press (pucynox 90)
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ABTOMAaTHU4YCCKH,

Praoduction Ling Process Plan ‘ Tooling

Base Assemblies | DieSets | Piece Cost | ProjectData |

Mame

= E2LNg Category

1 Draw |
nim
Blanking/Cut-off
Form Trim
Crashform

Type

2
Frogdie Fress

Component Name | Tooling Size (mm#2 )

Guide Pin between Upper and Lower Die (Shoes) 4

Guide Bushing between Upper and Lower Die (Shoes) 4
Blank Guide 4
Guide Plate (Wear Plate on Die Heel) 3

Backing Plate (between Die Shoe/Base plate and Die Bolster) 0

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

Pucynok 90 — BeiGop onepariuu 1 Trma o00opyn0BaHus AJisl TAHENU T0Jia 3aHEH

Bo Bkmagke Base Assemblies xoMmmoHeHTHI pasnensrorcs Ha KOMIIOHEHTHI

TaKUM

oOpazam

KOJIMYECTBO

KOMIIOHCHTOB

mponccca M KOMIIOHCHTEI 0a3oBoOM C60pKI/I. KommoHeHTBI IIponeccca, TAKHUC KakK

NyaHCOH, MaTpulia, IPWXKUM B IporpaMMHOM mpoaykre Autoform pacmosnaroTcs

nporecca

PCOAKTUPOBATE B CTAHOAPTC Process Plan ne HYXHO. I[JIH BBITAIDKHOI'O IIITaMIIa

neranu «[lanenb mosa 3aaHss» MOI00pPAaHO KOJIUYECTBO HEOOXOIUMBIX KOMITOHEHTOB

0a30BOI COOPKHU B 3aBUCHMOCTH OT pa3Mepa padodei ocHACTKH (Tabnuma 3)

Tabnuia 3 — KommoneHThI 6a30B0ii COOPKH BBITSDKHOTO IITAMIIA

HanMenoBaHne KOMIIOHEHTa

KomanyectBo

[Iyancon

1

Marpuna

[

[Tprxum

Kinnu

Hanpagsnsroniast 3aroroBku

[Ipy>KMHHBIN CHEMHUK

3axBar ¢ MpHUCOCKaMU

Kononka HaIlrpaBJIAOIIAAg

Brynka Hampasisromas

boar M10

(o T T S S O LS 2 I e« I B = e o T I
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KonnyectBO KOMIOHEHTOB Ha MpAMYK0 BIHSIET Ha OLEHKY 3arpar
W3TOTOBJIEHUS IITAMIIOBOM OCHACTKM JJisi KOHKpeTHOW neranu. llocne Toro kak
OTIPEJIEICHO KOJIMYECTBO KOMIIOHEHTOB JJisi 0a30BOM COOPKM BBITSKHOTO IITamIa
NaHeNlyd Tojia 3aJHei, JaHHbIe 3aHOCATCS B HH(OpPMaIMOHHYIO 0a3zy cTaHaapTa

Process Plan (pucynoxk 91)

Component Name | Tooling Size {(mm~2 ) 0.00... 2865kl 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 ]
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
Springleaded 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 ] 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

Pucynox 91 — KomnoneHTsl 6a30B0# COOPKHU BBITSKHOTO IIITAMITa MTAHEIX T0JIa
3aIHEN

[Tocne Toro xak BHeceHbl u3MeHeHus B Base Assemblies, Hy>KHO BBITIOJIHHUTH
penakTpoBaHue Habopa mramia Bo Bkiagke Die Set. HaGop mramma npepcrapiseT
co00l MHCTPYMEHT M IPHUCIOCOOJICHHS JUIsl KPEIUICHUS OCHOBHBIX pabOUYMX yacTeu
ImTamma, TaKuX Kak IMyaHCOH, MaTpuiia. KolnyecTBo KOMIIOHEHTOB Habopa ITamiia
YCTaHABJIMBACTCS B 3aBUCHMOCTHU OT THIA mpecca. /(s TucToBOM MTaMIOBKH JIETaIH
«[lanenp moja 3agHss» HCMONB3YyeTCss TpaHChepHbIH mpecc (MHOTOMO3UITMOHHBIN
npecc), IOTOMY PeIaKTHPOBAHKE IMapaMeTpoB BhINOJHsAETCS s « Transfer Pressy.

Tak e, kak u Jysi 06a30Boil cOOpKHM, B HAOOpe IITaMIla 3a7aeTcs HEO0OXOAMMOoe
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KOJIMICCTBO KOMIIOHCHTOB JIsI PA3HBIX Pa3MCPOB MHCTPYMCHTA BBITSKHOT'O IITaMIIa

(Tabnuma 4)

Tabnuna 4 — KomnoneHTs! Ha00pa BBITSHKHOTO IITaMIIa

HanmenoBanue komMnoHeHTa KomnuectBo
[Tnanka HampaBIsrOMIAs 8
["a3oBas npyxuHa (HAKOMUTEIbHAS ) 2
[IpenoxpanuTenbHBIN OOJIT 2
CronopHoii 601t 4
IIpenoxpanurens 1
Kononka Hampaisitonias BepxHei 1 HUKHEH MOJIOBUH IITaMIa 4
Brynka Hanpasiisitolast BepXHel M HU)KHEH IOJIOBUH LITaMIla 4
Hampasisitomas KoJIOHKA ITOAYIIKH 4
Brynka Hanpasisomas noymkKku 4
Kntou 151 ieHTpupoBaHus 1
["a3oBas npy>xrHa NOTYIIKH 12
[1nuTa 6BICTPOrO KpEIIeHNs BEPXHSIS 1
[TnuTta OBICTPOTO KPETUICHUST HIDKHSS 1
JlaTunk MonokeHus AeTanu 2

JlaHHBIE 1O KOJMYECTBY KOMIIOHEHTOB Habopa INTamma BHOCITCS B 0a3y
JTaHHBIX cTaHzapta Process Plan, miuTel OBICTPO KpEIUICHUS HE YYMTHIBAIOTCS B
CTaHJapTe, TaK NpOrpaMMHBIA MPoaykT Autoform mpou3BOIUT aBTOMAaTHYECKOE
BHECEHHUE ITUX TapaMETPOB TPU OIEHKE CTOMMOCTH MPOSKTUPOBAaHUs InTamma. Bo
Bkiaaake Die Set mns pasmepa wuHcTpymenrta 0..2865K BHECeHBI 3HAYCHHS
KOJIMYECTBAa KOMITOHEHTOB JJISI BBITSDKHOTO IITamIia jneraiu «llaHenp momna 3amHssy

(pucyHok 92)
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proucion e | ProcessPlen | oo ——

Base Assemblies | Die Sefs | Piece Cost | ProjectData |

Name

=B No Category
Die Set.

Komm4ecTe0 KOMIOHEHTOR A AeTANH [TaHeTs MTONA 3alHAg

Component Name | Tooling Size {mm~2) 0.00... 2855k | 286%... 6085k = 6085... 9875  987%... 2147483
Guide Plate (Wear Plate on Die Heel) 8 2 16 20
Balance Block/Plate ° 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 )
Tool Centring Key 2 4 4 4
Elastomer Spring ] 0 0 0
Tapered Centering Pin 2 2 2 2
Part Sensor 2 2 2 2

Pucynok 92 — KomnoneHTsl HabOpa BBITSKHOTO [ITAMITA

PenaxtupoBanue onmwmii Piece Cost u Project Data B cranmapte Process Plan
BBITIOJIHATH HE HY>KHO, TaK KaK OIIIUS Piece Cost oTBeuaeT 3a CTOUMOCTH JETAJIN, a B
OII MU Project Data npencraBieHsl 1M0Ib30BaTEILCKUE HACTOUKHU. JIaHHBIC OIIIUKM HE
OKa3bIBAlOT BJIMSAHHA Ha OHLCHKY 3aTpaTrT HM3rOTOBJICHUSA BBITSKHOTO IOTaMIla JJIA

JACTaJIi TUIIA «ITanens mona 3aJIHASD Ha 9TallC PaHHCTO IPOCKTUPOBAHUA.

[Tocme TOro Kak 3aKOHYEHO peIaKTUpOBaHWE craHaapta Process Plan
M0JI30BATENIb COXPAHSIET, OTPEAAKTUPOBAHHBIN CTaHIAPT, UCIOJIb3YIO KHOIKY Save

AS ¥ IpOTnUCBIBAaCT MyTh COXpaHeHHE cTaHaapTa (pucyHok 93)

Production Line | ProcessPlan | Tooling
Base Assemblies | DieSets | Piece Cost | Project Data
Name
= Type
ﬁg;:ﬁ“"’ *~ Transfer Pres:
- Progdlie Pres:

Component Name \ Tooling Size (mm~2) 0.00... 2865% 2865k ... 6085  6085k... 9875k 9875k ... 214748%

Guide Plate (Wear Plate on Die Heell

Balance Block/Plate

Storage Gas Spring

Guide Pin between Upper and Lower Die (Shoes)

8
0
2
Fuse Protection 1
4
Guide Bushing between Upper and Lower Die (Shoes) 4

2

Tool Centring Key
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Pucynok 93 — Coxpanenune Process Plan mist netanu «Ilanens moja 3aaHss»

3aBepIIaroiM 3TaroM IpU CO3IaHUU CTaHAAPTOB JJIsl Mpoliecca MTaMIOBKHU
neranu «[lanenp moma 3aaHss» SABISIETCS peIaKTUpPOBaHUWE cTaHaapTa Press.
BritsokHOM niepexon aetanmu «[laHens mosa 3aHss BBITOTHIETCS Ha 000y I0BaHUH
Innocenti 1000, maHHBINA Mpecc OTHOCHTCSA K TpaHCHEPHOMY THITY OOOPYIOBAaHHS.
Takum o00pa3oMm, TEPBBIM 3TAallOM MPH CO3JAaHWUW cTaHmapta Press mus meranm
«[Tanens moia 3amHSS» SBISETCA BbIOOp THIA TpeccoBou juHMM |ransfer Press

(pucyHok 94)

i Press Standard = =

Production Line Process Flan Tooling |

Presses

Transfer Press

oK Cancel

Cancel

Pucynok 94 — Tumn o6opynoBanus

«lITamMnbl KOHCTPYUPYIOTCS HA OCHOBE CICAYIOIIMX JaHHBIX: 1) yepTex
JeTai ¢ TEXHUYECKUMHU TPpeOOBaHUSIMHU, 2) TEXHOJOTHYECKash KapTa Ha OMNepaluio

IITAaMITOBKH, 3) TEXHUUECKas XapaKTepucTuka mnpecca» [17, c. 5].

BropsiM 3Tanom siBiisieTcs peJakTUpOBaHUE UMEHU 000PYI0BaHUs, BO BKIIAJIKE

Customer Presses 3amaercs ums Innocenti 1000 (pucynoxk 95)
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Production Line
Presses

Name + ” E. l
- Press Bed A Copy Delete
= B Customer Presses eSS e ae By Copy ele
e —— Properties | PressBed1 |

A Name Value Unit

=+ 1 No Categery

- 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 mrm
- Max Stroke Rate 50 1/min

EE Copy Delete

Pucynok 95 — mst o6opynoBaHust

TpeTbrM 3TanoM BBIOTHEHO penakTupoBaHue mapamerpos Pitch, Max Stroke
Rate, Min Stroke Rate, Tool Change Time Bo Bxiagke Properties mist o6opynoBanus
Innocenti 1000, BBINOJHSOMIETO BBITSDKHOW IMEPEXO] Ui IOJyYCHHS JeTalu

«[Tanenpb nona 3aausasm» (pucyHok 96)

Production Line Process Plan | Tooling
Presses

Mame + o

“ Innocenti 1000
Properties PressBed 1

A Mame Value Unit

EN=]

- Type Transfer Press

- Factory Factory 1

- Departrment 123

- Press Classification Transfer Medium

- Part Material Steel

- Autemation Rails

Preumatic Actuation Without Air Actuation
- Max Number of Blanks 1

-~ Inventory Mumber 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
Additienal Data File Path
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Pucynox 96 — O01mue cBoiicTBa 000pYy10BaHUS JIJISl BBITSHKKH

YeTBepThIM STArioM BBHITIOJHEHO PEIaKTUPOBAHWE CBOWCTB TIOJI3yHA Ipecca
Innocenti 1000, Takux Kak yCwiIHe NMPUKMMA, YCHUIIHE HA TIOJI3yHE, IIAPUHA TOJI3yHAa,

JUTMHA TI0JI3YHA, IIMPUHA U JUTMHA CTAHWHBI, 3aKPBITasi BBICOTA, X0 (PUCYHOK 97)

Productintine | process fen | icoiro | —

Presses
Name e
Add L Copy Delete
* Innocenti 1000 —_—
Properties | Presssed 1 |
Properties | Allowed Operations | Default Operations |
A Name ialue Unit
=B
- Binder Force 6000000 N
~~Ram Tonnage 3000000 N
- Ram Length 6000 mrm
-~ Ram Width 3000 mm
Bed Length 4500 mm
- Bed Width 2500 mm
-~ Shut Height 1530 mm
- Stroke 990 mm
E New B copy Delete
P MEW By Copy elete

Pucynoxk 97 — CpoiictBa nmon3yHa npecca Innocenti 1000

[IsTom »srTamoM npu co3AaHUU cTaHgapTa Press spisieTcs Ao0OaBiieHUE
omepaly, KOTOPYI0O MOXHO BBINIOJIHUTH HAa 00oOpynoBanue it neranu «llanensb

noJja 3aaHsasm» (pucyHok 98)
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Producion e | _ereces izn | 1ccva. | —
Presses
Name =
- Add L Copy Delete
= Innocenti 1000 B —"
Properties PressBed 1
Properties Allowed Operations | Default Operations ]
Name Filter
- Single Action Draw
- Double Action Draw Name
S =] lable Operations
i Blanking
- Cut-Off
w Trim
i+ Crashform
-+ Form Trim
o ldle
S T

Pucynox 98 — Jlo6aBneHue oneparuu i MTaMIIOBKH ITAHEIH T10J1a 33 THeH

3aKIIIOYNTEIILHBIM MECThIM 3TaIlIOM ABJIACTCA COXpaHCHUC

OTPCAAKTUPOBAHHOI'O CTaHapTa.

[Toce TOro Kak BBIMOJHEHO CO3[aHMe TPEX OCHOBHBIX CTAHIAPTOB, TAKMX KaK
Tooling Cost, Process Plan u Press, oTBewamomux 3a OIECHKY 3aTpar A
MU3TOTOBJIEHUS BBITSHKHOTO LITaMIa 1id nerain «llanens mona 3aHss», He0OX0IUMO
BBITPY3UTh CTAHAAPTHl BBIIOJHCHHYIO paHEe CHMY/ISIHIO 0€3 IpUMEHCHHUS
cranmapToB. Bo Bkmagke StandardS HampoTHB KaKIOro CTaHIApPTa BBITPY3HTh,

OTpeIaKTUPOBAHHbBIC CTAaHAAPTHI (PUCYHOK 99)
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Standards

Tooling Cost User Tooling Cost_Floor

Process Plan User_Process Plan

Press User_Press Standard
Design <naone =
Control Parameters <none >
sigma <none =
Ewvaluation <rione

Group of Standards <none

Pucynok 99 — Beirpy3ka crangaptoB ais Aetanu «llanens momna 3aauss»

Jlanee HeoOxoaumo B rpaduueckom okue Plan Bo Bkimaake Tooling maxkathb
kaonky Add Tooling ms noaxmouerust moaynst CostEStimator, mocie BbImoTHEHUS
JaHHOTO JeiicTBus Momyiab COStEStimator mosyyuT JaHHbIE W3 CO3JaHHBIX
CTaHJAPTOB W BBIBEAET 3aTpaThl HECOOXOAWMBIC [JIS H3TOTOBICHHS IITaMIa st

BBITSDKKHU fetanu «[lanensb noma 3amusas» (pucynok 100)

4 Add Tooling
Calculate detailed Tooling Costs and Resource Consumption

Pucynox 4.28 — [Noaxmtouenue monynst CostEstimator gyt «Ilanens mosa 3aaHss»
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4.3 CpaBHeHHEe TEXHOJOTMYECKHX IPOLECCOB JIMCTOBON INITAMIIOBKH

BBINOJIHEHHBIX HA 1 0e3 ucnoJb3oBanus moayJas CostEstimator

TexHonorndyeckas IOATOTOBKA IIPOM3BOACTBA 3aKIIOYACTCI B CPAaBHCHUE
BAapMAHTOB TEXHOJOIMYECKHX IPOLECCOB M BbIOOpAa HAMIIy4llero, ¢ Haubosee
paloHaIbHBIM W HAKOHOMHUYHBIM CIIOCOOOM TPOM3BOJACTBA TEXHOJOTHYECKOU
OCHACTK{, KOTOpas YIOBIIETBOPSET TpeOOBaHMsA MO KadecTBy. lcnosb3oBaHue
mosynsi CostEstimator, mo3Bossier BHIOTHUTE CpPaBHEHHE 3aTpaT Ha WU3TOTOBIICHHE
OCHACTKH ISl MPOM3BOJICTBA JETAIH, C UCIIOJIB30BAHUEM CTAaHAAPTOB BCTPOCHHBIX B

AutoForm u crangaptaMu, KOTOpPbIE CO3aET MOJIb30BATEb.

Ouenka 3atpar B pyOJiiX HAa M3TOTOBJIEHUE IITAMIIOBOM OCHACTKHU OIEpaIuu
«BBITSDKKa» i aetanu «IlaHenb mona 3aaHsish», BBINOJHEHA C HCHOJb30BaHHEM
CTaHJIAPTOB IIOJI30BATEIS M CTaHAAPTOB Oa3bl JaHHBIX Moayis CostEstimator B

nmporpaMmmMHOM npoaykte AutoForm.

B crangaprter 0a3bl gaHHBIX Moayis AutoForm-CostEstimator Obun BHECEHBI
M3MEHEHHUS sl TapaMeTPOB, CBSI3aHHBIX CO CTOUMOCTBIO, BBIMOJHEHA KOHBEPTAIIUS
€BpO B PYOJIH, JJIsl CpaBHEHHUS TEXHOJIOTHYSCKHUX ITPOIIECCOB JUCTOBOM IITAMIIOBKH
BBITIOJTHEHHBIX Ha M 0e3 wucnosib3oBanus Monayist CostEstimator B Poccuiickoit

neHexHou enuauie (pucynok 101)
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productonine | processpon | Tooins |

Purchase Components ] Manufacturing Steps ] Materials | Tryout | Tooling Settings ]
*  MName Cost Rate Productivity Factor Unit
=1 I Die Tryout
- Spotting &0 1 h
- Die Try-out EBPG &0 1 h
- Spotting Press 130 1 h
= Tryout Press 130 1 h
- Mechanical Finishing 105 1 h
- Cuuality Control &0 1 h
- Azzembly Check &0 1 h
- Electric, Pneumatic Hook-ups, Painting (Labour) 60 1 h

Production Line | Process Flan | Toolng |

Purchase Components ] Manufacturing Steps ] Materials | Tryout | Tooling Settings ]
A Name Cost Rate Productivity Factor Unit
= § Die Tryout
- Spotting Pvomu 3000.00 1 h
- Die Try-out ) 3000.00 1 h
- Spotting Press 6500.00 1 h
- Tryout Press 6500.00 1 h
- Mechanical Finishing 5250.00 1 h
-+ Quality Control 3000.00 1 h
- Assembly Check 3000.00 1 h
- Electric, Pneumatic Hook-ups, Painting (Labour) 3000.00 1 h

Pucynox 101 — KonBepranus BamroT B 6a3e JaHHBIX cTaHaapToB AutoForm

B TexHonormuyeckom mpoliecce, OCHOBAaHHOM Ha CTaHAapTax 0a3bl JaHHBIX
Autoform, mns neramm «[laHens nosa 3aaHss» ONpeieiieHa CTOUMOCTh H3TOTOBJICHUS
IITAMIOBOM OCHACTKH JUIsl BBITSDKHOTO ITamma, Kotopas coctasisger 11 980 234

pyOJieli ¥ BhIBE/ICHA B THarpaMMax M rMCTOrpaMMax rnporpammbl (pucyHnok 102)
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¥ Cost per Operation Total Tooling Cost: 11980234 ¥ Cost per Category
120k

B crgneering  27.1% 3769400

e B cicMachining 22.2% 3089300

B oie Making 14.3% 1992900
a0k B rvout 12.2% 1702404
B ool Material - 14.3% 1994500
a0k B other 9.8% 1363230

|| Hardening 0.0 % 0€
40k

20k |

D-20  [20,20]

Pucynox 102 — 3atpatrbl Ha BBITSDKHOM IITaMII, y9UTBIBast cTanaapTel Autoform

3anaTBI Ha  HU3roToBJICHHC OCHACTKH JId  BBITAXKHOIO  IITaMiila C

UCIIOJIb30BaHUE CTAHIAPTOB Mosb30oBatess B Moayine CostEstimator cocrasnsitor 11

830 900 pyOuseil, KOTOpbIE BBIBEIIEHBI B TMporpaMMHOM mpoaykre AutoForm
(pucynok 103)

¥ Cost per Operation Total Tooling Cost: 11830500 ¥ Cost per Category

120k
. Engineering 28.1% 3869400

100k . CNC Machining 22,2 % 3089300
. Die Making 14.3 % 1992900

a0k Bl vout 12.2% 1702400
. Tool Material 14.3 % 1994500

&0k B other 9.8% 1363200
| Hardening 0.0 % 0E€E

40k |

20k -

U .
D20  [20,20]

Pucynok 103— [Tonb3oBarensckue 3aTpaThl Ha U3TOTOBIEHUE BBITSKHOTO IITAMITA

JIyist cpaBHEHUS 3aTpaT Ha W3TOTOBJIICHUE OCHACTKH JJISL BBITSHKHOTO IITaMIIA B
Poccutickoii neHexxHOW enuHMIC TOKa3aH rpaduk (pucyHok 104), B KoTOpoMm
CPaBHHMBAETCS OKOHYATEIbHAsI CTOMMOCTH BBHITSDKHOTO INTAaMIIA, C HCIIOJh30BAaHHEM

CTaHJIapTOB TOJIL30BATEsI M CTAHIAPTOB OCHOBAHHBIX Ha 0a3e gaHHbIx AutoForm.
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Pucynox 104 — CpaBHeHue 3aTpaT Ha H3TOTOBJICHHUE BRITSDKHOTO IITAMIIA

Monyns  CostEstimator  mo3BonisieT  BBINIOJHUTH ~ CPaBHEHHE  COCTaB
KOMIIOHEHTOB TMpoIllecca M KOMIIOHEHTOB 0a30BOM COOPKH Ui TEXHOJOTHYECKUX
IPOLIECCOB, OCHOBAHHBIX HA CTaHAApTaX IOJb30BaTeNs U CTaHAAapTaxX 0a3bl JaHHBIX
nporpaMmHoro mpoaykra AutoForm. Hcmone3ys B moayne Plan ¢ynkumonan
Tooling, Bo Briagke Components oToOpakeHbBI KOMIIOHEHTBHI TIpoIecca M
KOMIIOHEHTHI 6a30Boi cOOpku. J1Jis BBITSXKHOTO HITAMIIA EPEYHCIIEHbl KOMIIOHEHTHI
U UX KOJMYECTBO, MPOTPAMMHBIA MPOAYKT MOAOMpAET WX, OCHOBBIBAasACh Ha 0ase
JAaHHBIX CTAHJApPTOB MpPOrpaMMbl WJIM CTaHAAPTOB mojb3oBaTens. IIpoBeneHo
CpaBHEHHE KOJIMYECTBa KOMIIOHEHTOB ITamna Juist Aetanu «llanenb mona 3amHssDy

(pucynok 105).

KonuuecTBO KOMIOHEHTOB B CTaHgapTax II0Jb30BATCIIAI W CTaHAapTax
NporpaMMHOI0 MpOAYKTa UMCIOT HEC3HAYUTCIBHBIC OTIMYHMS, TaK KaK ITOJIb30BATCIIb

noAOUpAET HY)KHOE KOJIMUECTBO KOMIIOHEHTOB.
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Pucynox 105 — CpaBHeHHe KOTMYeCTBa KOMIIOHCHTOB IITaMIIa

Bo Bkiagke Resources mokazaHbl pecypchbl, pacCUMTaHHbIE Ha 3aJaHHBIX
BXOJHBIX JaHHBIX. B Tabmuiie pecypcoB yKa3aHbl pacdyeTHbIE Yachl pabOTHl U
oOpabotku. B paznene «Marepuan» HUXKE KOJUYECTBO HEOOXOJUMOTrO Marepualia
yKa3aHO B Kr (32 HCKIIOYEHHEM TOTOBBIX KOMIIOHEHTOB / CTaHAApPTHBIX
KOMIIOHEHTOB). {7151 3aKaiKku JOMOJHUTEIBHO PAaCCUMTHIBAETCS BEC B KHJIOIpaMMax
(oOpaboTka TmpU OTIyCKE 3aKaJe€HHBIX CTajlell WM TOJHOE YIPOYHEHUE
COOTBETCTBEHHO) WJIM JJIMHA B METpax (Ja3epHOE YNPOYHEHUE MOBEPXHOCTU WIIU
UHAYKIIMOHHOE YIPOYHEHHE COOTBETCTBEHHO). BTOpoil cTonben mokas3biBaeT AJist

K&)I(I[Oﬁ CTPOKH CAMHUIY U3MCPCHUA.

CrpyKTypa cTaHAApTOB MOJIb30BATENs M cTaHAapTa 0a3bl JAaHHbIX AutoForm
COBMAJIAIOT, TaK KaK PeaKTUPOBAHHUE MapaMETPOB CTPYKTYPHI HE MPOU3BOIMIOCH. B
¢dyHkunoHanze Resources mokazaHbl pecypchbl [UIsl BBITSDKHOTO IITamma st

u3rotoBiieHust netainu «Ilanens mona 3aaussy» (pucyHok 106)
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5f7 475 102

Engineering
CMC Machining 377 326 51
Die Making/...nufacturing 332 241 a1

h
h
h

Die Tryaut h 2149 219
kg

vy v\ v\ v\ v v\ v\ w

Cast [ Steel 10241 5400 4341
Other Materials

Cither Costs - 10a04| 2714 g§'190
Hardening

Pucynox 106 — Pecypcsi

B d¢yaknmnonane Cost mompoOHO TMOKka3aH pe3ynbTaT CcTaTedl 3aTpaT Ha
ocHacTKy. Kaxknas ctpoka TabiuIlbl 3aTpaT COOTBETCTBYET dTaIly MPOU3BOJICTBA WU
MaTepualy COOTBETCTBEHHO, a KaXAbli CTOJIOCI - oOlepanuu Wikd CcOOpKe,
COOTBETCTBEHHO. JIJIT BBIXOHBIX JAHHBIX PACCUMUTHIBACTCS OOIas CTOMMOCTH dTara
M3TOTOBJICHUS WJIM MaTepuaia (CyMMa Ha CTPOKY) COOTBETCTBEHHO, a Takke 001as
CTOMMOCTh K&)KJOW Omepanuu M o0Imas cymMMa 3aTpaT Ha 3aKaJKy W marepuan. B
CcTpoke «JloToTHUTENbHAsT CTOMMOCTBY» COJIEp)KAaTCid 3HA4YCHHs, J100aBJICHHBIC Ha
Biuanike «BBom». Ctpoka [lomuiata comepKUT HAIIEHKY Ha BCE PacxXxojbl B pamMKax
OJHOM omepanuu. OJTO MaTepuaibHas Hag0aBKa, OINpeAeNieHHas B CTaHIApTe

OCHACTKHM.

Cpenu karteropuid TpuAllaTh JBa 3dTama MPOU3BOJICTBA, MITHAAIATh THUIIOB
MaTepUaJiOB W YEThIpEe THUMNA 3aKalKh. 3aTpaTtbl B TpaduueckoM uHTEpderice
MPEACTABJICHbl B BHJIE€ OKPYIJIEHHBIX 3HAUEHUM; B Mpelieslax CTOMMOCTH 3KCIOpTa
HaxoasITcss HeoOocHoBaHHble 3HaueHus. C momonipio kHomkM  «Ilokazath
KWJIOTPAMMBD» BHHU3Y OTOOPaKCHHE 3HAYCHHN MOXKHO TMEpPeKIIOYNTh Ha Oolee

KopoTKyto 3amuch (1000 r 3aMeHseTcs Ha Kuiorpamm) U oopatro (mokasatsh 1000 r).
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[ToTrpebnenue pecypcoB  pacCUMTHIBACTCS ISl KaXJAOTO  OTACITHHOTO
KOMIIOHEHTa MHCTPYMEHTA U JJIsl KaXJ0ro 3Tana npousBojcTBa. [locnme storo mns
BBIXOJIHBIX JAHHBIX pacueTra oOmpeaessieTcs cyMMa [iJIsi BCEX KOMIIOHEHTOB,
Ha3HAYEHHBIX JTOW omepanuu (YyMHOXXEHHass Ha COOTBETCTBYIOIIME IOYAacCOBBIC

CTaBKH M 3aTpaThl HA MaTEpUal).
B ¢ynkmmonane «Cost» nmpornucaHsl clieayromye IapaMeTph:
1. Engineering/TaxuHUPUHT :

- Process Layout, Draw Die Development, Simulation/Cxema mporecca,

pa3paboTKa YepTekei, MOICINPOBAHUE;,
- Full 3D Tool Design/TTonusiii 3D nu3aiiH HHCTPYMEHTA,;
- Styrofoam Pattern/I11a6;10H K3 MeHOILIACTA,

- Full 2D and 3D Milling Path Programming/Ilomaoe 2D wu 3D

IporpaMMHpPOBaHUE Ppe3epHOI TPACKTOPHH.
2. CNC Machining/4ITyY o6paboTka:

- Drilling and Milling (First Pass) S/Ceepienue u dpesepoBanue (IlepBbrit
npoxon) S;

- Drilling and Milling (First Pass) M/Cgepnenre u ¢pesepoBanue (IlepBbrit
npoxon) M;

- Drilling and Milling (First Pass) L/ Ceepnenue u ¢pesepoBanue (IlepBbrit
npoxon) L;

- Shape and Contour Milling (HSC) S/®pesepoBanue ¢Gopmbl U KOHTypa
(HSC) S;

- Shape and Contour Milling (HSC) M/ ®pesepoBanue (HopMbl U KOHTypa
(HSC) M;

- Shape and Contour Milling (HSC) L/ ®pe3epoBanue popmbl ¥ KOHTypa
(HSC) L;

- Drilling and Milling S/Csepinenue u dpesepoBanue S;
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- Drilling and Milling M/Cgepaenue u ¢hpesepoBanne M;

- Drilling and Milling L/Csepnenue u dpesepoBanue L;

- Wire Cutting/ D1eKTpo3p031OHHOE BBIPE3aHHUE.

3. Die Making_Manufacturing/ Msrotosnenue mrammnoB_IIpon3BoacTBo:

- Die Making_Rough Assembly 1: Pads, Trim Steels/ 3rotoBieHue mramIioB

npeaBapuTenbHas coopka 1. mogymiku, oOpe3Kka cTaiu;
- Adjust the Pad/PerynupoBka moaymkH;
- Prepare for Hardening/IToaroroBka k 3akaike;

- Die Making_Final Assembly 2: Pads_Trim Steels/Cams etc./ M3rorosnenune

mTaMIoB puHaabHast cOOpKa 2: MOaYyIIKK, 00pe3Ka CTaJIh, SKCIEHTPHK;
- Open Dies and Spotting/PackpbiTre mTamna 1 KOpPEeKTHPOBKa,;
- Adjust and Finish/PerymupoBka u OKOHUAHUE;

- Profile Grinding of Upper Trim Steel, Assembly for Hardening/

[nudosanne npoduns cranu Upper Trim, cOopka aiist ynpoYHEHUS;
- Build and Assemble Scrap Chutes/Coopka 1 ycTaHOBKa JOTKOB IS OTXO/IOB;
- Final Assembly_Die Making/®unanbHas cOOpka U H3rOTOBJICHUE IIITAMIIA.
4. Die Tryout/Hanaaka mramma:
- Spotting/BricTaBicHue;
- Die Try-out/Hananka mramna;
- Spotting Press/BricTaBiienne Ha npecce;
- Tryout Press/Haanka nipecca,;
- Mechanical Finishing/Mexanudeckast 00paboTKa;
- Quality Control/KouTposs kadecTBa;

- Assembly Check/ITpoBepka cOopku;
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- Electric, Pneumatic Hook-ups, Painting/9nekTpruka, THEBMAaTHYECKUE

CIIEIIKH, ITOKpackKa.
5. Cast Steel/JIutbe cTanm:
- Gray Cast Iron Class 1 (GG25CrMo, etc.)/Ceppiii uyryH Kiacca 1;
- Gray Cast Iron Class 2 (GG25, etc.)/Cepsiit uyryH kiacca 2;

- Ductile Graphite Iron Class 1 (GGG 70L, etc.)/KoBkuii rpauTOBBIH 4yryH

Kiacca 1;

- Ductile Graphite Iron Class 2 (GGG 50, etc.)/KoBkuii rpaduTOBBI 4yTr'yH

Kjacca 2;
- Cast Steel Class 1 (GP4M, etc.)/JTutas crais knacca 1;
- Cast Steel Class 2 (1.2382, etc.)/JIutas crajis Kinacca 2;
- Cast Steel Class 3 (GS-60, etc.)/JIutas ctanb kiacca 3;
- Cast Steel Class 4 (1.2769, etc.)/JTutas crans knacca 4;
- Cast Steel Class 5 (GS-45, etc.)/JIutas ctanb Kiacca 5;

- Tool Steel - Rolled Class 1 (CP4M, etc.) MUactpymeHTanbHas ctanb-IIpokar

KJtacca 1;

- Tool Steel - Rolled Class 2 (1.2379, etc.)/uctpymeHTanbHas ctainb-IIpokar

KJacca 2,

- Low Alloy Tool Steel Class 1 (C 45, etc.)/ HwuskoserupoBaHHas

HHCTPYMCHTAJIbHAA CTAJIb KJIdaCCa 1,

- Low Alloy Tool Steel Class 2 (St 52-3, etc.)/ HwuskonerupoBaHHas

HHCTPpYMEHTaJIbHAasE CTajb Kiacca 2.
6. Other Materials//Ipyrue marepuaiisr:
- Corrugated Sheet/ I'oppupoBaHHbIi JUCT;
- Styrofoam/ Ilenommacr.

7. Other Costs/[Ipyrue pacxompr:
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- Off-the-shelf Components/ I'oToBbie KOMITOHEHTBI
8.Hardening/3akanka:

- Hardening and Tempering/ 3akanka 1 OTITyCK;

- Through Hardening/CxBo3Has 3akaiika;

- Surface Hardening (laser)/3akanka noBepxunoctu(Jiazep) ;
- Induction Hardening/MaaykiimoHHOE YIIPOYHECHHE;

- Additional Costs/ JlonoaHUTEIbHBIE 3aTPaTHI;

- Surcharges/ lomnatsr;

- Total/ Uror.

CpaBHEHHE TEXHOJOTHMYECKOTO IpoIecca MOJb30BaTENsl U TEXHOJIOTHUYECKOTO
mpoiiecca Ha OCHOBE 0a3bl gaHHbIX AUIOFOrM st M3roTOBJIEHUS BBITSHKHOTO
ITaMna BBIIOJIHEHO, HCHOJIb3YA

¢bynkuuonan Cost. IlpuMeHeHue TaHHOTO

(GyHKIIMOHANMa TIO3BOJIMJIO BBIMOJHUTH CpPaBHEHHE 3aTpaT Ha HW3TOTOBJICHHE
«Ilanenp moma 3amHIA»

UITY-o6paboTtka,

BBITSDDKHOI'O IOTaMIla A AC€TaJId mo CJICAYIOIHM

mapamMmecTpam: WHXUHHUPHUHT, HN3TOTOBJICHUC mITaMIIOB,

IIPOM3BOJICTBO, HAJNAJKa IITaMIa, JIUTbE, APYTME MaTepuaibl, IPYTHE pPAacCXOIbI,

3akainka (pucyHok 107)

Input = Owerview Components Resources

Totl (D20 [[20,200

Input = Overview Components Resources

ot [p20 120,20

Engineering
CNC Machining

3769400(31'31000 6'38400
30'89300(26'73400(4' 10900

Die Making/ .. nufacturing [19'92900 (14'45800|5'47100

Die Tryout
Cast [ Steel
Other Materials
Other Costs

Hardening
Additional Cost

Surcharges

1702404(1702400

19'60100(13 30800 6'29300
3440 2210 1230

10'90400(2'71400 |8'19000

2116 611
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Engineering
CNC Machining

3869400(31'31000 738400
30'89300|26'73400(4' 10900

Die Making/.. nufacturing [19'92900|14'45800|5'47100

Diie Tryout
Cast [ Steel
Other Materials
Other Costs
Hardening
Additional Cost
Surcharges

1702400(1702400

19'90100(13'30800 &'29300
3440 22100 1230

10'90000(2'71000 |8'19000

2116 b1l

Pucynok 107 — CpaBHeHue 3aTpaT Ha U3TOTOBJICHNE BHITSDKHOTO IITaMIIa
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OcHOBBIBasiICh Ha JaHHBbIE TaOJMIl MporpaMMHOro mpoaykra AutoForm Owut
co3/1aH rpaduK CpaBHEHHUS TEXHOJOTHMYECKOTO IpoIliecca IMOJIb30BaTels U mpoiecca

Ha OCHOBE 0a3bl JAHHBIX IIPOrPAMMHOTO MpoayKTa (pucyHok 108)
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2500000
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2000000
1500000

1000000

S00000

ENGINEERING CHNC MACHINING DIE MAKING TRY-OUT TOOL MATERIAL OTHER HARDENING

3ATPATbI

NMAPAMETPbBI

Pucynox 108 — I'paduk cpaBHEeHuUs mporieccoB no napamerpam Qpynkimonana Cost

[Ipu aHanmu3e 3aTpaT Ha M3TOTOBJICHUE BBITSHKHOTO IIITAMIIa I JI€Talu
«ITanenp mona 3amHSAS» MCIOJIB30BAIMCH JIBA BapuUaHTa TEXHOJOTUYECKHX
nporeccoB: 1) TEXHOJOTMUECKUU TMPOIECC TOJIb30BaTENsl, OCHOBAHHBIM Ha
CTaHJapTax, KOTOpPbIE CO3/aBaJl TOJIb30BAaTENb, 2) TEXHOJOTUYECKHM TIpoliecc,
MOCTPOCHHBIM Ha 0a3e JaHHBIX MpOorpaMMHOro mnpoaykra AutoForm. Awxanus
BBITIOJHSUICS ¢ HMCIoyb3oBaHueM Moayias CostEstimator, ¢ momoripio KOTOpOro
OTIpeJIeieHa CTOMMOCTh BBITSDKHOTO IiTaMiia B pyOssix. CTOMMOCTH BBITSIKHOTO
ITaMIla, OCHOBAaHHOTO Ha IMOJb30BaTEIbCKOM Texmpoiiecce, coctariser 11 830 900
pyOseii, a CTOMMOCTHh BBITSDKHOTO IIITAMIIa, OCHOBAHHOTO Ha 0a3e IaHHBIX

nmporpaMmMHOro npoaykra, cocrasisier 11 980 236 pybneit, uro Ha 149 336 pyGuneit
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i 1,25% 0OonbIne, Moab30BaTENIbCKOTO BapuaHTa. 3aTPaThl IMOJIh30BATEILCKOTO
TEXIMpoIlecca U TEXHOJIOTHYECKOT0 MpoIlecca, OCHOBAHHOTO Ha 0a3e JaHHBIX, HMEIOT
OPUEHTHUPOBOYHBIE 3HAYEHUS OTHOCUTEIBHO CTOMMOCTH B Poccuiickoil AeHeXHOU

SIMHUIIE.

BbInoHUB aHaNU3 TEXHOJOTUYECKUX IMPOIECCOB, ObLI pa3paboTaH aJrOPUTM
pacuera 3aTpaT Ha MHCTPYMEHT, KOTOPBIM COCTOMT M3 HECKOJBKMX 3TamnoB. Bo-
MEPBBIX, BCE JETAIM, OTHOCSIIMECS K TMPOIECcCY W CTOMMOCTH, OCHOBAHBI Ha
reoMmeTpun uznenus. OoHapyXeHHe OTBEPCTUH / 3aMJIaTOK MOKET OBITh BBIMOJIHEHO
a0 BpydHylo, MO0 aBTOMaTHuecku. Ecnmu reometpus neranu (emie He TOCTYITHA),
napameTpbl 2JIEMEHTa MOTYT OBITh ONpe/eieHbl 0€3 Ha3HAYeHHs reoMeTpur. B aTom
cllyyae mapameTpbl OoObeKkTa (Hampumep JIMHa OOBbEKTa) HEOOXOJAUMO BBOJUTH
BpyuHyto. JIIsi KaxJoro mapaMmeTrpa OmpeneieH HaOOp THIOBBIX CTaHIAPTOB
oOpabotku. Cranmgapt 00pabOTKM - O5TO YIOPSJAOYEHHAs TOCIIEI0BATEIHLHOCTD
0JI0kOB 00paboTku. biok 00paOOTKM MpeNCTaBisIET TUI JEUCTBUS 00pabOTKH,

BBIIIOJIHACMOI'O B OIICPpAlWH I CO3AaHUA 3JICMCHTA.

Uepes Autoassign PU kaxaoMmy cTaHaapTy Ha3Ha4yaeTcs CTaHAApT 0OpabOTKU
10 YMOJIYAHHIO, WIIA K€ OTICITbHBIC IMOCIEAOBATEIIEHOCTH MOTYT OBITh OTPEICICHBI
IMyTEM PYYHOT'O IIPUCBOCHHS CIMHHUI] O00pabOTKM djeMeHTaM. B oboux ciydasx

IIOCJICAOBATCIbHOCTDb MOXKCT OBITh U3BMEHEHA IIpu H€06XOI[I/IMOCTI/I.

Kaxnprit Tun 610xka 00pabOTKH COAEpKUT HaOOp KOMIOHEHTOB. Kak Tonbko
eAuHUIIa OO0paOOTKM Ha3HauyeHa Il (QYHKUMH, KOJIMYECTBO U MapameTpbl
KOMIIOHEHTa MOTYT OBITh paccyMTaHbl Ha OCHOBE MapameTpoB ¢yHKuuu. B
OTIPEJICTICHHBIX CIIy4asiX CYIIECTBYIOT JOMOJHUTEIbHbIE KOMIIOHEHTBI, KOTOpPbHIC
BKJIFOYAIOTCS B 3aBHCHUMOCTH W3 ONpEIeNeHHBIX ycloBuid. Hampumep, 050k
obOpabotku Trimming Bcerma comepxkut komnoneHTsl Lower Trim Steel and Upper
Trim Steel, HO, ecmu oOpe3anHbIi MaTepual UMeeT JIUHY Oosiee 600 MM, 3TOMY
0JI0Ky 00pabOTKM Ha3HAYaIOTCs JBa JOMOJHUTEIbHBIX KOMIOHeHTa: Lower Scrap

Cutter u Upper Scrap Cultter.
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HHaHI/IpOBaHI/Ie u MMpOU3BOACTBO OCHACTKH MOXHO OIIuCaTb KaK
MMOCJICA0BATCIIBHOCTDL ITPOU3BOACTBCHHBIX 3TAIlOB, KOTOPLIC H606XOI[I/IMO BBIITOJIHUTH
T TOCTHKCHUA OKOHYAaTECJIbHOM OCHACTKHU (Ha‘II/IHaH C IINTAaHUPOBAHHUA IIPOLCCCA,
MOJCIINPOBAHUA U p33pa60TKI/I BBITSDDKHOI'O IITaMIla BIIOTH 1O KOHTPOJIA Ka‘-IeCTBa).
Ka>1<m>1171 KOMIIOHCHT CBsA3aH C TCMH OJSTallaMHU IIPOU3BOJACTBA, Ha KOTOPBIX OH
Ha3HaueH. [lomuMmo IMPONU3BOACTBCHHBIX JTAIlIOB KOMIIOHCHT MOJKCT OBITH CBSI3aH C

ImponcccaMu 06pa6OTKI/I MaTCpUAIIOB H 3aKaJIKH.

C nomor1pio 6JI0KOB 00pabOTKH U (PYHKIIMH MOTYT OBITH CT€HEPHPOBAHBI BCE
KOMIIOHEHThI, HEOOXOIMMBIE JIJI peaau3aliuu 00pabOTKU B paMKaxX OJHOM onepaluu.
Kpome Toro, Habop NOMOJIHUTENHHBIX KOMIIOHEHTOB HHCTPYMEHTA (TaK Ha3bIBaeMbIe
0a30Bble KOMIIOHEHTBl COOpPKH) TaK)X€ PACCUUTBIBACTCS MJisi KaXKJIO0M OIlepaluu.
Takoit HabOp COAECPKHUT BCE KOMIIOHEHTHI WHCTPYMEHTa, KOTOpPBHIE HE CBSI3aHBI C
Kako-mubo (QyHkimedt (uim oOpabaThIBAIONIMM YCTPOMCTBOM, COOTBETCTBEHHO),
TaKHle KaK HampaBISIONIUe MTU(THI, HATPABISIOMINE BTYJIKH, ChEMHUKHU, TIPOKIIAIKH.
B ciydyae mepexomgHBIX MaTpUIl, TaKKe€ MOTYT OBbITh JIOTOJHUTEIbHBIE HAOOPHI
KOMIIOHEHTOB, KOTOpbIE HEOOXOJMMBI [UIsl IUTaMIOB, KOTOpPBIE MOTYT OBITh
OTIpEe/eNeHbl AJI1 OJHOM WM HECKOJIbKUX omnepanuif. CyliecTBYIOT KOMIIOHEHTHI,
KOTOpbIE HaxonATcs B 0a30BoW cOOpke Al JUHEHHBIX IITaMIIOB, HO OHHU
«TEepPEMEIAIOTCS» K Ha0Opy MITAMIIOB B CITydae MEPEHOCHBIX IITAMIIOB, TOTOMY YTO
B 3TOM CJIy4ae OHHU CYIIECTBYIOT TOJbKO OJMH pa3 Ha HAOOP IITaMIIOB (a HE OJIUH pa3
3a omepanuio) U / WIK OHU NOJY4yaroT MX pa3Mepbl B 3aBUCUMOCTU OT pa3Mmepa
MaTpuIbl (BMecTO pazMepa onepauuun). Kpome toro, B cinyyae ¢ Progdies, B 001em
HaOope IITaMIIOB €CTh KOMIIOHEHTBI, KOTOPHIE SIBJISIOTCA YHUKAIbHBIMHU JJISI BCETO
kpuctamia, a He misi OP. B Progdies monp3oBarens Takke MOXKET pa3eiuTh
OTpe/ieTieHHbIe KOMIIOHEHTHI MEXAY IByMs uiu Oomee omeparusmu. Cremyromas

uH(pOpMaIUs XpaHUTCA ISl KaXKI0TO KOMIIOHEHTA:

— TMpaBuWia, KOTOpPbIE COOOIIAIOT, KaK MapaMeTpbl KOMIOHEHTa (pa3mep,
MaTepHuay) MOTYT OBITh TIOJIYYCHBI U3 MapaMeTPOB OOBEKTOB M MapaMeTPOB

pacueta
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— (QyHKIMU TOTPEOJIEHUS PECypCcoB s KaXKIOTO JTama MPOU3BOJCTBA,
CBSI3aHBl C TPYJOEMKOCTBIO WJIM pPacxoJoM maTepuana. BXogHbiMu

JaHHBIMUW JJId CI)YHKHHP'I SABJIAIOTCA IMapaMCTPbl KOMITIOHCHTA.

CronMocTh BCeX KOMIIOHEHTOB (7t OJI0KOB 00pabOTKH, 0a30BBIX COOPOK U
HaOOpOB IITAMIIOB) OIPENENSETCS C MCIOIb30BAHUEM TOH K€ METOJ0JOTHH.
BriocienctBum odmiee moTpediIeHne pecypcoB Ha IIar MPOW3BOACTBA HIIM MaTepHal
OIIpeNeNIIeTCs JUTSl KaXIOM orepalud M, IpU HEOOXOTUMOCTH, YMHOXKAeTCs Ha
Hal0AaBKM WJIM CKHIKU (€CIIM OHH OIpEICNICHBl IOJIb30BAaTENeM), a TaKKe

ompeieiIeMbIe IMOJIb30BaTEIEM ITOYaCOBbIE COOPBI MIIM MaTepHaIbHBIC 3aTPATHI.
4.4 BeiBoaBI

1. Pa3paboTaH TEXHOJIOTMYECKUH MPOLIECC U IITaMII ISl ONEpalliy BBITSKKA
s peranud  «llanens mona 3agHsAA» W NPOBEIEHO MOJEIMPOBAHME IIpoliecca

BBITSKKM 310l netasi B CAE Autoform.

2. Jlns ogHOW W3 KPYMHBIX Ky30BHBIX nertanei «llanenp mona 3amgHss» B
CostEstimator Autoform cosmansl crangapthl wianuposanus, 100ling Cost, Process

Plan, Press na 0a3e poccuiicKoi I€HEKHON €IHHHIIBI.

3. Pazpaborana Meroauka OIEHKM HEOOXOIUMBIX 3aTpaT Ha H3TOTOBJICHHE
IITaAMIIOBOM OCHACTKM HA OCHOBE TE€OMETPUM JIETAIM B POCCUMCKOW JEHEKHOU

€UHULIC U MOKa3aH AJITOPUTM pacueTa.

4. TlpoBemeH aHAIW3 PACXOAOB IS MPOCKTUPOBAHUS W HM3TOTOBJICHUS
OCHACTKH BBITSDKKH AeTan «[laHenb moja 3aaHss0», TOTyYeHHBIX 10 TPEII0KEHHON
metoauke B CostEstimator Autoform ¢ TumoBsIM OOIICHPUHSATHIM METOIOM pacyeTa

ce0ECTOMMOCTH 10 CTaThIM KaJIbKYJIALIAH.

5. CpaBHEHHE pE3yJIbTATOB pacuyeTa pPacxXoJOB C THUIOBBIM METOJIOM H C
nomotneto CostEstimator Autoform  moarBepanio BbICOKYHO 3((HEKTHUBHOCTH

CO3JIAaHHOTO AJIIrOpuT™Ma pacdeta. Pazuuna B pedynbprarax He npesbicuna 1,25%.
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3akJIroueHue

B wmarucrepckoit nuccepranuu Ha TeMy «COBEpIIEHCTBOBAHME IIpoliecca
MMPOEKTUPOBAHUSL OCHACTKH JIMCTOBOM IITAMIIOBKA Ha OCHOBE cTaHmaptoB B CAE»
JUISL  COBEPILICHCTBOBAHMS Ipoliecca IPOECKTUPOBAHHUS TEXHOJOTHMU  JIMCTOBOM
IITAMIIOBKM Ha OCHOBE pa3paboTku MHpopManmoHHol 0a3bl crangaptoB CAIIP nns
OLICHKM CTOMMOCTH BBITSDKHOTO IITaMIla Ha CTaJWU PAHHEro MPOEKTUPOBAHUS U
CO3JaHUs METOJMKM  AJbTEPHATUBHOTO IPOEKTUPOBAHUS TEXHOJOTHMH MU
KkpynHorabaputHbix mTamnoB B CAE HauOosiee BbICOKOW 3(PQPEKTUBHOCTH MJis
TUIOBBIX JeTanell ObUIM MpOaHAIM3UPOBAHBI CHUCTEMBl aBTOMATU3WPOBAHHOIO
IPOCKTUPOBAHMSI ~ TEXHOJOrM4Yeckux  npoueccoB u  mramrnoB B CAE
NpEeIHA3HAYEHHBIX [UIsl aHaju3a MpPOLEecca BBITSHXKKM B JIMCTOBOM IITaMIIOBKE,
pa3paboTaHbl 3J€MEHThl 0a3 JaHHBIX MPOEKTUPOBAHMS TEXHOJIOTMHM M IITaMIIOB B
AutoForm asis mpoliecca BBITSKKH, a TaKKe pa3padOTaH TEXHOJOTMYECKUN Mpoliece
BBITSKKHA B CUCTEME MHXKEHEpHOro aHanu3a AutoForm ¢ yyeTom OleHKH CTOMMOCTH
IPOEKTUPOBAHMS U U3TOTOBJIEHUS BBITSHKHOTO IITAMIIA.

JlanHast  pabota umeeT  OOJIbIIOE  MPAKTUYECKOE  3HAYEHUE  JIs
COBEpIICHCTBOBAHUS JCUCTBYIOUIMX U Pa3pabOTKH HOBBIX TEXHOJIOTHMUECKUX

MpoucCCOB, HAIIPABJICHHBIX HAa ITOJYYCHUC I[eTaHeﬁ MECTOOOM JIMCTOBOM IITAMIIOBKH
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H OIpCACIICHUA CTOMMOCTH HU3IOTOBJICHHC IITaMIIOBOM OCHAaCTKHU Ha pPaHHUX STalax

IMPOCKTUPOBAHNUA, OCHOBBIBAACH HA TCOMCTPHIO JICTAJIN.

1. YcraHoBneHO, YTO MeETOJIMKa pa3pabOTKM U aHalM3a TEXHOJIOTHYECKOTO
nporecca JaucToBoi mrammoBku B Autoform ma 6asze CostEstimator m meromuka
Ha3HAYCHUS TIApaMETPOB TEXHOJIOTHYECKOro 000pyaoBaHus B cTanmaprax Autoform,
Hapsy C TPOEKTUPOBAHHEM TE€OMETPUM U OCHOBHBIX 3JEMEHTOB IITaMIIOBOMN
OCHACTKHU JJI BBITSDKHBIX ONepanuil siBisercsa (yHIaMEeHTOM JUIsl OLIEHKH 3aTpaT Ha
W3TOTOBJICHUE IITAMIIOBOW OCHACTKH C TOYHBIM MPOTHO3UPOBAHHUEM PACXOJIOB €IIle
710 HaJaJia mpolecca MPOSKTUPOBAHUS M U3TOTOBIICHUS IITAMIIOBOM OCHACTKH.

2. Pa3paboraHbl 1B€ METOJMKM M ONHUCAHO IMPOEKTUPOBAHUE TCOMETPUHU U
OCHACTKU 3JIEMEHTOB IITAMIIOBOM OCHACTKH JJISl BBITSDKHBIX omepammii B AutoForm
Ha Oa3e wMoxayns CostEstimator. OcHoBa TIepBOM METOAMKH 3aKJIIOYacTCsA B
pa3paboTKe U aHAIM3€ TEXHOJIOTMYECKOTO Mpolecca JIMCTOBOW INTaMIIOBKM Ha 0ase
CostEstimator. CyTel0o BTOpPOH METOIWKH SIBJIISICTCS HA3HAYCHUE I1apaMeTpOB
TEXHOJOTMYECKOro  O0OpyJIOBaHUS B CTaHAapTax MpPOrPaMMHOTO HPOAYKTa

Autoform.

3. JIng omHOM W3 KPYHHBIX Ky30BHbIX netanenl «llanemp mona 3amHss» B
CostEstimator Autoform cosnansl cTtangapt rranupoBanus, Tooling Cost, Process

Plan, Press Ha 0a3e poCCHIICKOM ICHE)KHOM CAMHUIIBI.

4. Pa3zpaboTaHa METOJMKa OIEHKHM HEOOXOJIMMBIX 3aTpaT Ha HM3TOTOBJICHUE
IITAMIIOBOM OCHACTKM Ha OCHOBE TE€OMETPUM JIETAIM B POCCUMCKOW JEHEKHOU

€UHULIC U MOKa3aH AJITOPUTM pacueTa.

5. CpaBHeHHME PE3yJIbTAaTOB pacyeTa PacXOJOB C THUIIOBBIM METOJIOM M C
nomotneto CostEstimator Autoform  moarBepanio BbeICOKYH 3((HEKTHBHOCTH

CO3JIAaHHOTO AJIIrOpuT™Ma pacyera. Pazuuna B pedynbprarax He npesbicuna 1,25%.
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