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KIRISH (falsafa doktori (PhD) Dissertatsiyasi annotasiyasi)

Dissertatsiya mavzusining dolzarbligi va zarurati. Jahonda yengil sanoat
mahsulotlari assortimentini hajmi 25% ga ortishi kutilmoqda, bu mahsulotlarga
bo’lgan talabni yildan-yilga oshib borishidan dalolat beradi. Yengil sanoat
mahsulotlarini ishlab chigaruvchi yetakchi davlatlar qatoriga AQSh, Xitoy, Hindiston,
Yaponiya, Indoneziya kabi davlatlar kiradi. Dunyo miqyosida to’qimachilik bozori
hajmi 2024-yilda 1,840 trillion, 2025-yilda bu ko’rsatkich 1,976 trillion dollarni tashkil
etdi. Shu jihatdan, tikuvchilik sanoatida tayyor mahsulotlar ishlab chiqgarish hajmini
oshirish, yengil sanoat mahsulotlarining yangi assortimentini, xususan hozirgi davr
tarmoqlarining,  tikuvchilik  sanoatining  barqaror  rivojlanishi ~ mamlakat
iqtisodiyotining diversifikatsiyasi va eksport salohiyatining oshirilishida muhim
ahamiyatga ega.

Jahonda yengil sanoat mahsulotlarini ishlab chigarishda tabiiy xomashyolardan
oqilona foydalanish, yengil sanoat mahsulotlarining yangi assortimentlarini ishlab
chigishda yangi texnika va texnologiyalarni takomillashtirish bo‘yicha ilmiy-tadqiqot
ishlari olib borilmoqgda. Ushbu yo’nalishda jumladan, zamonaviy raqamli platformalar
asosida ishlab chiqilgan axborot tizimlari orqali texnologik jarayonlarni loyihalash,
rejalashtirish, nazorat qilish va ularning bajarilishini real vaqt rejimida kuzatib borish
ustuvor yo’nalishlardan biri hisoblanadi. Bu borada, yengil sanoat mahsulotlarini
ishlab chiqarishning ilmiy asoslarini rivojlantirish, avtomatlashtirilgan liniyalar
(Computerized Automated Sewing Lines — CASL) tizimini yaratish va joriy etish,
mahsulot sifatini barqaror saqlash, ishchi kuchiga bo’lgan ehtiyojni qisqartirish hamda,
xomashyo sarfini kamaytirishni texnologik yechimlarini tavsiya etish va nazariy
jihatdan asoslash, xomashyo sarfi kam, yuqori sifat ko‘rsatkichlariga ega bo‘lgan
yengil sanoat mahsulotlari yangi assortimentini olish texnologiyasini ishlab chiqish
masalalariga alohida e’tibor qaratilmoqda.

Respublikamizda to’qimachilik va tikuv-trikotaj sanoatini rivojlantirish, soha
korxonalarining investitsiya va eksport faoliyatini qo’llab-quvvatlash bo’yicha
kompleks chora-tadbirlar amalga oshirilmoqda va muayyan natijalarga erishilmoqda.
2023-2030-yillarda O’zbekiston Respublikasini yanada rivojlantirish bo’yicha
“O’zbekiston-2030” strategiyasida, jumladan, “Mahalliy xomashyo bazasidan samarali
foydalanish va ilg‘or texnologiyalarga asoslangan sanoatni rivojlantirish* kabi muhim
vazifalar belgilab berilgan. Ushbu vazifalarni amalga oshirishda, jumladan, tikuvchilik
korxonalari faoliyati jahon standartlari talablariga muvofiq yangi mahsulotlar ishlab
chigarish jarayonlarini tez va optimal tashkil etishni, ishlab chiqarish korxonalari
texnologik jarayonlarida assortiment o’zgaruvchanligini ta’minlaydigan zamonaviy
asbob-uskunalar ya’ni dasturli boshqaruv tizimidagi avtomatlashtirilgan liniyalarini
loyihalash va ragamli texnologiyalarni keng joriy etish, tikuvchilik korxonalari
avtomatlashtirilgan texnologik jarayonlarni loyihalashning axborot ta’minotini ishlab
chiqish dolzarb masalalardan biri sifatida muhim ahamiyat kasb etadi.

12023-2030 yillarda O‘zbekiston Respublikasini yanada rivojlantirish bo‘yicha “O¢zbekiston-2030" strategiyasida,
jumladan, “Mahalliy xomashyo bazasidan samarali foydalanish va ilg‘or texnologiyalarga asoslangan sanoatni
rivojlantirish”



O’zbekiston Respublikasi Prezidentining 2020-yil 5-maydagi PF-5989-son
“To’qimachilik va tikuv-trikotaj sanoatini qo’llab-quvvatlashga doir kechiktirib
bo’lmaydigan chora-tadbirlar to’g‘risida” gi, 2022-yil 28-yanvardagi PF-60-son
©2022-2026-yillarga mo’ljallangan Yangi O’zbekistonning taraqqiyot strategiyasi
to’g‘risida”gi, 2024-yil 1-maydagi PF-71-son ““To’qimachilik va tikuv-trikotaj
sanoatini rivojlantirishni yangi bosqichga olib chiqish chora-tadbirlari to’g‘risida” gi,
2025-yil 16-yanvardagi PF-6-son “To’qimachilik va tikuv-trikotaj sanoatida qayta
ishlash zanjirini rivojlantirish bo’yicha qo’shimcha chora-tadbirlar to’g‘risida” gi
Farmonlari hamda mazkur faoliyatga tegishli boshqa me’yoriy huquqiy hujjatlarda
belgilangan vazifalarni amalga oshirishda ushbu dissertatsiya tadqiqoti muayyan
darajada xizmat qiladi.

.Tadqiqotning respublika fan va texnologiyalari rivojlanishining ustuvor
yo’nalishlariga bog‘liqligi. Dissertatsiya ishi bo‘yicha tadqiqotlar fan va
texnologiyalar rivojlanishining II *‘Energetika, energiya va resurs tejamkorlik™ ustuvor
yo’nalishi doirasida bajarilgan.

Muammoni o’rganilganlik darajasi. Tadqiqot yo’nalishi yuzasidan
izlanuvchilar ilmiy ishlari tahlil qilindi. Klyuyeva R.G., Gordieva T.A., Parxomenko
Yu.V., Illarionova T.I., Komissarov O.Yu., Buynovskaya Ye.V., Mezenseva T.M.,
Murigin V.Ye., Legkix S.A , Bondareva M. V., Rimar Y. V., Uryadnikova L.V.,
Raxmatullin A. M., Proskurdina T.A., Subbotina Ye.V., Kazanseva G.V., Alekseenko
I.V., Mokeeva N.S., Nigmatova F.U., Shomansurova M.Sh., Sharipova S.T.,
N.R.Yusupbekov, F.B.Alam, Dubravko Rogale, Phan Thanh Thao va boshqa
izlanuvchilarning ishlari batafsil o’rganildi. Adabiyotlar tahlili shuni ko’rsatadiki,
zamonaviy raqamli dasturli boshqaruvga ega avtomatlardan foydalangan holda
tikuvchilik korxonalarining texnologik jarayonlarini loyihalash uchun axborot
ta’minotini ishlab chiqish masalalari qisman o’rganilgan bo’lib, bu keyingi
tadqiqotlarning ilmiy va amaliy ahamiyatini belgilaydi.

Tadgiqotning magqgsadi: Tikuv buyumlari turli assortimentlarini ishlab
chigarishning avtomatlashtirilgan liniyalarini shakllantirish asosida texnologik
jarayonlarni loyihalashning axborot va dasturiy ta’minotini ishlab chigishdan iborat.

Tadqiqotning vazifalari:

tikuvchilik  korxonalari  avtomatlashtirilgan  texnologik  jarayonlarni
loyihalashning mohiyati, uning mazmuni, ahamiyati va raqamlashtirish xususiyatlari
to’g‘risidagi nazariy qoidalarni o’rganish va tahlil qilish:

tikuvchilik korxonalari tikuv sexi texnologik jarayonlari uchun mo’ljallangan
raqamli dasturli boshqarish tizimidagi avtomatlarni tadqiq qilish, assortiment turlari
bo’yicha avtomatlashtirilgan liniyalar loyihalarini ishlab chiqish:

axborotlarni klassifikatsiyalash va kodlash tizimlarini tahlil qilish, texnologik
jarayonlar uchun axborotlarni kodlash tartibini ishlab chiqish:

tikuvchilik korxonalari texnologik jarayonlarini loyihalashning axborot
ta’minotini va ishlab chigarish hajmini, material sarf-harajatlarini rejalashtirish,
avtomatlashtirilgan tikuv sexlari texnologik jarayonlarni loyihalash funksiyalariga ega
dasturiy ta’minotini ishlab chiqish muhim hisoblanadi.



Tadgigotning obyekti — tikuvchilik  korxonalari tikuv  sexlarining
avtomatlashtirilgan texnologik jarayonlarini loyihalashning axborot ta’minotini
shakllantirish jarayonlari.

Tadgigotning predmeti — tikuv sexi texnologik jarayonlari dasturli avtomatlar
liniyalarini loyihalash, elektron ma’lumotlar bazalarini ishlab chigish va axborot
ta’minotini shakllantirish usullari.

Tadgigotning usullari. Dissertatsiya ishida tizimli va funksional- strukturaviy
tahlil, giyosiy tahlil, matematik modellashtirish usullari, ma‘'lumotlarni gqayta ishlash
va uzatish, relyatsion ma’lumotlar bazalarini ishlab chiqgish usullari qo’llanildi.

Tadqiqotning ilmiy yangiligi quyidagidan iborat:

tikuv buyumlari turli assortimentlari uchun avtomatlashtirilgan liniyalarni
avtomatlarning geometrik parametrlari va operatorlarning ish zonasi yuzasini aniqlash
orqali loyihalash usullari ishlab chiqilgan;

tikuv sexi texnologik jarayonlarini avtomatlashtirilgan liniyalar asosida
loyihalash uchun avtomatlarning markalari, vazifasi, ish unumdorligi kabi tavsiflarini
0’z ichiga oluvchi elektron ma’lumotlar bazalari tuzilmasi va tarkibi ishlab chiqilgan;

avtomatlashtirilgan liniyadagi texnologik operatsiyalar asosida avtomatlar ish
zonasini, sonini, operatorlarning ish yuklamasi koeffitsientlarini aniqlashning
matematik modellari ishlab chiqilgan;

tikuvchilik  korxonalari  avtomatlashtirilgan  texnologik  jarayonlarini
boshqarishning raqamlashtirilgan “ASP-Avtomation of sewing production” MES
tizimi ishlab chiqilgan.

Tadqiqotning amaliy natijalari quyidagidan iborat:

raqamli dasturli boshgarish tizimidagi avtomatlarni geometrik parametrlariga
asosan tikuv sexida joylashtirish va operator ish joylarini loyihalash usullari ishlab
chiqildi;

assortiment  turiga bog‘liq holda dasturli avtomatlar liniyalari,
avtomatlashtirilgan sex planlari loyihalari ishlab chiqildi;,

dasturli avtomatlar va avtomatlashtirilgan liniyalar elektron ma’lumotlar
bazalari ishlab chiqildi; dasturiy tizimda tikuv sexida texnologik jarayonlarning
soatlik, kunlik, haftalik va oylik kalendar rejalarini ishlab chiqish funksiyalari
shakllantirildi;

texnologik jarayonlarni loyihalashda dasturiy tizimdan foydalanish, yangi
ma’lumotlarni kiritish, yangilash, uzatish bo’yicha amaliy tavsiyalar shakllantirildi.

Tadqiqot natijalarining ishonchliligi. Dissertatsiyada eksperimental
tadqiqotlar statistikasi, nazariy va amaliy tadqiqotlar natijalarini taqqoslash, ularning
baholash mezonlariga muvofiqligi, nazariy va eksperimental tadqiqotlarning o’zaro
muvofiqligi, tadqiqot natijalarini ishlab chiqarishga joriy etish bilan asoslanadi.

Tadqiqotning natijalarining ilmiy va amaliy ahamiyati.

Tadqiqotning ilmiy ahamiyati avtomatlashtirilgan tikuvchilik liniyalarini
loyihalashning axborot ta’minotini nazariy va metodologik asoslarini shakllantirishdan
iborat bo’lib, xususan: avtomat va operatorning ish joyini loyihalashning matematik
modellarini ishlab chiqish; texnologik liniya tarkibida bir-funksiyali va ko’p-funksiyali



avtomatlarni optimal joylashtirish usullarini asoslash; loyihalash jarayonining axborot
ta’minoti uchun ma’lumotlar bazasining tuzilishi va tarkibini shakllantirish.

Ishning amaliy ahamiyati tikuvchilik korxonalarida avtomatlashtirilgan ishlab
chigarish jarayonlarini loyihalashning dasturiy ta'minotini ishlab chiqish va joriy
etishdan iborat bo’lib, bu tikuv sexida texnologik jarayonlarni loyihalash, nazorat
qilish, mahsulot sifatini oshirish, tannarxini pasaytirish va korxonalarning
raqobatbardoshligini oshirishga imkon beradi.

Tadqiqot natijalarining joriy qilinishi. Tikuvchilik korxonalari texnologik
jarayonlarini loyihalashning axborot ta’minoti bo’yicha olingan ilmiy natijalar
asosida:

“ASP Avtomation of sewing production” MES tikuvchilik korxonalari
faoliyatini loyihalash va boshgarish dasturiy tizimi “Daka Intex” MChJ va “Narim-
Teks” MChJ texnologik jarayonlarida joriy qilingan (“O‘zto‘qimachiliksanoat”
uyushmasining 2025 yil 7-avgustdagi Ne04125-1943-sonli ma’lumotnomasi). Natijada
yangi modellarni ishlab chiqarish texnologik jarayonlarini loyihalash sarf vaqti
qisqarishi va mehnat unumdorligining 40%gacha oshishiga erishilgan.

Tadqiqot natijalarining aprobatsiyasi. Tadqiqot natijalari 9 ta xalqaro va
respublika miqyosidagi ilmiy-amaliy anjumanlarda muhokamadan o’tkazilgan.

Tadqiqot natijalarining e’lon qilinganligi. Dissertatsiya mavzusi bo‘yicha
21 ta ilmiy ish chop etilgan bo’lib 3 ta Skopus va Web of Science bazalaridagi ilmiy
jurnallarda maqola, 3 ta OAK tomonidan tavsiya etilgan ilmiy jurnallarda va 6 ta
xalqaro, mahalliy ilmiy jurnallarda maqolalar chop etilgan. Dasturiy ta’minot
loyihalari va elektron ma’lumotlar bazalari rasmiy ro’yxatdan o’tkazilganligi
to’g‘risidagi 3 ta guvohnoma olingan.

Dissertatsiyaning hajmi va tuzilishi. Dissertatsiya tarkibi kirish, to‘rtta bob,
iqtisodiy qism, xulosa, foydalanilgan adabiyotlar ro’yxati va ilovalardan iborat.
Dissertatsiyaning hajmi 120 sahifani tashkil etadi.



DISSERTATSIYANING ASOSIY MAZMUNI

Kirish qismida dissertatsiya mavzusining dolzarbligi va zarurati asoslangan,
tadqiqot maqgsadi va vazifalari, obyekti va predmeti tavsiflangan, Respublika fan va
texnologiyalari rivojlanishining ustivor yo’nalishlariga mutanosibligi keltirilgan,
tadqiqotning ilmiy yangiligi va amaliy natijalari yoritilgan, tadqiqot natijalarini
amaliyotga joriy qilish, chop etilgan ishlar va dissertatsiyaning tuzilishi bo‘yicha
ma’lumotlar keltirilgan.

Dissertatsiya ishining “Industriya — 4.0. Texnologik jarayonlarni
raqamlashtirish bosqichida tikuvchilik Kkorxonalari faoliyatini kompleks
avtomatlashtirishning ahamiyati” deb nomlangan birinchi bobida tikuvchilik
korxonalarida avtomatlashtirilgan texnologik jarayonlarni loyihalashning axborot
ta’minotini ishlab chiqish mavzusida ilmiy va uslubiy adabiyotlar tahlili, “NewTech”,
“RoboTech”, “VitoniTech”, “DMS Texnology” firmalarining tikuv buyumlarini ishlab
chigarishga mo’ljallangan dasturli avtomatlari tahlili, turli assortimentdagi tikuv
buyumlarini ishlab chigarishga mo’ljallangan avtomatlashtirilgan liniyalar tahlili
natijalari keltirilgan. Ishlab chiqarish jarayonlarini boshqarish tizimlari PLM-tovarning
hayotiylik siklini boshqgarish, ERP-korxona resurslarini boshqarish, MES - ishlab
chigarishni boshqarish tizimlari tahlili, tikuvchilik sanoati texnologik jarayonlarini
loyihalash, boshqarish, rejalashtirish dasturiy tizimlari tahlili, axborotni kodlash,
tasniflash tizimlarining tartibi ko’rib chiqilgan.

Dissertatsiya ishi mavzusiga oid bo’lgan tikuv buyumlarini ishlab chiqgarish
jarayonlari uchun axborot texnologiyalarini ishlab chiqish bilan bog‘liq ilmiy
tadqiqotlar natijalari tahlil qilindi. Tahlil natijalariga ko’ra tikuv sexidagi texnologik
jarayonlarni loyihalashda bir funksiyali va ko’p funksiyali raqamli dasturli boshqarish
avtomatlashtirilgan liniyalarini loyihalash jarayonlari uchun axborot ta’minotini ishlab
chiqish muhim yo’nalishlardan biri ekanligi aniqlandi. Avtomatlashtirilgan liniyalarini
loyihalash jarayonlari tikuv buyumlari qismlariga ishlov berish texnologik tartibi va
avtomatning asosiy ko’rsatkichi lsmenalik ish unumdorligi asosida avtomatlarni
tanlash, konstruktiv parametrlari bo‘yicha joylashtirish, operator ish o‘rinlarini
loyihalash bilan bog‘liqg ma’lumotlarni talab qiladi.

Dissertatsiya ishida ragamli dasturli boshqarish tizimidagi bir funksiyali va ko’p
funksiyali tsiklik-shablonli avtomatlarning umumiy nisbati o’rganildi. Hozirda
aksariyat bir funktsiyali dasturli avtomatlar ishlab chigaradigan konsernlarga
“RoboTech” (bir funktsiyali avtomatlar 98%, ko’p funktsiyali avtomatlar 2%,
“NewTech” (82% Ba 18%), “AutoSew” (96% Ba 4%), “Vitoni Tech” (100% bir
funktsiyali avtomatlar), “DMS Texnology” (83% Ba 17%), “Durkopp Adler” (58% Ba
42%), “Juki” (61% Ba 39%) va asosan siklik - shablonli avtomatlar ishlab chigaradigan
“Jack” (11% Ba 89%), “Joyye” (7% Ba 93%) “Zoje” (37% Ba 63% ) konsernlari kiradi
(1-rasm).



RAQAMLI DASTURLI BOSHQARISH TIZIMIDAGI AVTOMAT
LINIYALAR NISBATI TAXLILI.
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1-rasm. Ragamli dasturli boshgarish tizimidagi avtomatlar nisbati tahlili.

“Durkopp Adler” firmasining djins kiyimini ishlab chiqarishga mo’ljallangan
avtomatlastirilgan liniyalari tahlil qilindi. Liniyada djins kiyimlarning old va ort
bo’laklarini biriktirishga mo’ljallangan 261-160362 dasturli avtomati 8 soatda o’rtacha
720 ta kiyim detallariga ishlov beradi. Tahlil natijalariga ko’ra eng yuqori ish
unumdorligiga ega bo’lgan 906-TUP-BRI avtomatik qurilma smena davomida 2500 ta
qoplama cho’ntakka qirqimlarini bukib ishlov beradi (2-rasm). 906-TUP-Quadri
markali avtomat qurilma cho’ntak chetki qirqimlarini bukib ishlov berishga
mo’ljallangan bo’lib, ish unumdorligi 1 smenada 1700 ta. Qoplama cho’ntakka ishlov
berishga mo’ljallangan 906-01 markali avtomat 1 smenada 1900 dona cho‘ntakka
ishlov beradi.

Djins kiyimlarini tikish avtomat liniyasining ish unumdorligi,
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2-rasm. Djins kiyimlarini ishlab chiqarish avtomatlashtirilgan liniyasining ish
unumdorligi tahlili.
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Tahlillar natijalariga asosan tikuvchilik korxonalarida yuqori sifat va ish
unumdorligiga ega zamonaviy raqamli dasturli boshqgarish tizimidagi Avtomat-
lashtirilgan liniyalarni loyihalash jarayonining axborot ta’minotini ishlab chiqish
hozirgi vaqtda dolzarb masalalardan biri ekanligi aniqglandi, tadqigotning magsad va
vazifalari belgilab olindi.

Dissertatsiyaning “Tikuv sexlarining avtomalashtirilgan liniyalarini
loyihalash jarayonlarini tadqiq qilish” mavzusidagi II-bobida “NewTech”,
“RoboTech”, “Vitoni-New”, “Durkopp Adler”, “Juki”’, “DMS Texnology” kabi
konsernlar dasturli avtomatlari ma’lumotlari tizimlashtirilgan. Avtomatlashtirilgan
liniyalarda dasturli avtomatlar va operatorlar ish o’rinlarini loyihalash masalalari
tadqiq qilingan. Avtomatlashtirilgan liniyalarni loyihalash uchun asosiy ma’lumotlar
shakllantirilran, texnologik jarayonlarni loyihalashning funksional-strukturaviy
modeli ishlab chiqilgan, turli assortimentdagi tikuv buyumlarini ishlab chiqarishga
mo’ljallangan avtomatlashtirilgan liniyalar sex plani loyihalari ishlab chiqilgan.

“Joyee” va “RoboTech” firmasi raqamli dasturli boshqarish tizimidagi avtomat
liniyalari ko’rsatkichlari asosida korxonalarning ishlab chiqarish parametrlari tadqiq
qilindi.

Avtomatlashtirilgan liniyalarni loyihalash uchun assortiment turi, bir funksiyali
va ko’p funksiyali avtomatlar vazifasi, ish unumdorligi, konstruktiv tuzilishi va
geometrik o’lchamlari to’g‘risida ma’lumotlar zarur. Avtomatlashtirilgan liniyada
raqamli dasturli avtomatlar umumiy sonini aniqlash korxonaning kunlik ishlab
chiqarish quvvati asosida aniglanishi yoki avtomatlarning ish unumdorligi asosida
korxona quvvati belgilanishi mumkin.

Avtomatlashtirilgan liniyalarning ishlab chiqgarish parametrlarini hisoblash
uchun JY-K850H “Joyee” firmasining tsiklik-shablonli avtomatida kiyimga ishlov
berish sarf vaqti tahlil gilinganda old bo’lakka qoplama cho’ntakni bostirib tikish
operatsiyasiga 18 sekund vaqt sarflanishi aniqlandi (3-rasm).

JY-K850H “Joyee” firmasining tsiklik shablonli avtomatida
kiyimga ishlov berish sarf vaqtini aniglash.
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bostirib tikish.
1 2 3 4 5 6

Operatsiya nomi

3-rasm. JY-K850H “Joyee” firmasining siklik shablonli avtomatida kiyimga
ishlov berish sarf vaqti tahlili.
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tahlash stansiyalari (5, 6-rasmlar)

12

Tadqiqot ishida RDBT avtomatlarni ish o’rinlarini loyihalash masalalari ko’rib
chiqildi. Avtomatlarni joylashtirishda buyumga ishlov berish texnologik ketma-ketligi
asosida joylashtiriladi. Bunda liniyaga nisbatan ko’ndalang yoki parallel joylashtirish
mumkin (4-rasm).

i i - -
o i ik
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4-rasm. RDBT avtomatlar ish joyini tikuv buyumini ishlab chigarish

texnologik liniyasiga parallel joylashtirish.

RDBT avtomatlar konstruktiv tuzilishi muhim ko’rsatkich hisoblanadi, bu
turdagi avtomatlarda ishlov berilgan detalni olib taxlash uchun maxsus qurilmalari
o’rnatiladi. Operatorni ish zonasida erkin harakatlanishini ta’minlash zarur, operator
boshqarish paneli orqgali avtomatni ishga tushirib tikish yuzasiga detallarni uzatishi —
joylashtirishi lozim. Avtomatlashtirilgan liniyalarni loyihalashda sex yuzasini shartli
A,B,S,D qismlarga ajratildi. A — mayda detallarga ishlov berish liniyasi; B — kiyim
detallarini yig‘ish, S — namlab isitib ishlov berish, D — tayyor buyumlarni avtomatik

AL parametriari
Assorliment turf:
Sorochka.

AL turi:

“VITONI" RDBTA
Sex ytzasi:
S=24%18=432m2
Ishiab chigarish
quvvalf:

M=2150 fa
Operatoriar soni:
N=24 jshchi.

A Zona- mayda
detalfarishiov
berlshAL

B zona- yigish AL
C zona-NiiB

D zona-fayyor
buyurmiarni
aviomatik taxiash
stansiyasi

S-rasm. “Vitoni” firmasining erkaklar ko’ylagini ishlab chiqarishga
mo’ljallangan avtomatlashtirigan liniyasi loyihasi.
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6-rasm. K850H "Joyye" firmasining erkaklar ko’ylagini ishlab
chiqarishga mo’ljallangan siklik - shablonli avtomat liniyasi sex plani.

“Tikuvchilik korxonalari texnologik jarayonlarini avtomatlashtirishning
axborot ta’minoti tuzilmasi va tarkibini ishlab chiqish” mavzusidagi III-bobda
texnologik jarayonlarni loyihalash uchun axborot ta’minoti tizimi Ba ma’lumotlar
bazalari uchun axborotlarni kodlash, tasniflash tartibi shakllantirilgan, ma’lumotlar
bazasi boshqgarish tizimi strukturasi va foydalanuvchi interfeysi ishlab chiqilgan,
tikuvchilik korxonalari texnologik jarayonlarini avtomatlashtirishning ma’lumotlar
bazasi shakllantirilgan, “ASP-Avtomation of sewing production” MES dasturiy
tizimining elektron ma’lumotlar bazasi strukturasi chiqilgan, ekspert baholash
so’rovnomalari asosida tadqiqot ob’ektiga ta’sir qiluvchi asosiy faktorlar aniqlangan,
avtomatlashtirilgan liniyalarda dasturli avtomat ish o’rinlarini loyihalash jarayoni
matematik modellashtirilgan va avtomat liniyalarini loyihalash jarayonlarini
modellashtirish masalalari ko’rib chiqilgan.

Zamonaviy tikuvchilik korxonalarida texnologik jarayonlarni samarali va tezkor
loyihalash uchun axborot ta’minotining roli juda katta. Axborot ta’minoti (AT) — bu
loyihalash jarayonida ishtirok etuvchi barcha funksiyalar va bosqichlar o’rtasida
axborot almashinuvini ta’minlaydigan tizimlar va ma’lumotlar majmuasidir (7-rasm).
Bu tizim yuqori aniqlik, tezkor hisob-kitob va qaror gabul qilish imkonini beradi.
Tikuvchilik korxonalari ishlab chiqarish jarayonlarida raqamli dasturli boshgarish
(RDB) tizimidagi avtomatlashtirilgan liniyalar tobora ko’proq joriy etilmoqda, bu esa
texnologik jarayonlarni (TJ) loyihalashni yetarli darajada axborot bilan ta’minlashni
talab qiladi. Loyihalash samaradorligini oshirish uchun ATni boshlang‘ich
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ma’lumotlardan tortib, RDB uskunalarini boshqarish dasturlarini shakllantirishgacha
bo’lgan barcha bosqichlarni qamrab oluvchi tizim sifatida rasmiylashtirish va

modellashtirish zarur (7-rasm).

RDBTA liniyalarni loyihalash jarayonlari uchun kiruvchi ma’lumotlariga Iy,

quyidagilar

Ly = {My.b-.,' Miex esk.; Toper.,' Mmater.; LAL.kon..} (1)

Kiruvchi ma’lumotlar: Myy,. — yangi buyurtmalar (model nomi, ishlab chiqarish

hajmi, muddati); Miexesk. — model texnik eskizi; Toper —

texnologik operatsiyalar

ro’yxati; Mmaer — materiallar turi, ko’rsatkichlari; Lapkon, — avtomat liniyaning

konfiguratsiyasi.

Jarayonning chiquvchi ma’lumotlarini Iehiq quyidagilar tashkil qiladi:

Ichiq. = {Ttexkarta; Aalloyixa.; lich.par.; Rreja Smater.; Xisobot}  (2)

Tiexkata— Modelning texnologik kartasi;
Aaliloyixa. — RDBT avtomat liniyalari loyihalari;
lich.par. — I1Shlab chigarish parametrlari;

Rreja — Ishlab chigarishni rejalashtirish dasturi (oylik, kunlik, soatlik);

Smater. — Material sarfi xarajatlari:

Xxisobot - tahlil hISObOtI

lkir- Modellar eskizlari, tayyor buyum

namunalari
lkir - Kirish parametrlari
(My,. — yangi buyurtmalar
model nomi, ishlab chigarish
hajmi, muddati; Miexesk—
model texnik eskizi; Toper. —
texnologik operatsiyalar
ro’yxati; Mmater. —
materiallar turi,
ko rsatkichlari; Laikon. —
avtomat liniyaning
konfiguratsiyasi.

AXBOROT TAMINOTI
TIZIMI

lkir - Bajaruvchilar, dasturiy va texnik
ta’minotlar

Ichiq,' ChlqlSh
parametrlari (Texxarta:
modelning texnologik
kartasi; Aalioyixa: RDBT
avtomat liniyalari
loyihalari; lichpar.: ishlab
chigarish parametrlari;
Rreja — ishlab chigarishni
rejalashtirish (oylik,
kunlik, soatlik); Smater. —
material sarfi va
xarajatlar: Xxisonot: tahlil
hisoboti).

7-rasm. Texnologik jarayonlarni loyihalashning axborot ta’minoti tizimi.

MES tizimida axborot ta’minoti ma’lumotlari uch asosiy funksiya - kiritish,

yangilash va uzatish funksiyalari asosida boshqariladi:
1. Axborotlarni kiritish funksiyasi:

DB {MES} = DB {MES}U{M y, M k, T i, M t} 3)
Bu yerda DB {MES} — MES ma’lumotlar bazasi, U — ma’lumotlarni qo’shish

operatsiyasi.
2. Axborotlarni yangilash funksiyasi:

M {new} = Update(M {old}, AM)
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Bu yerda M_{old} — mavjud ma’lumot, AM — o’zgarishlar, M_ {new} —
yangilangan holat.
3. Axborotlarni uzatish funksiyasi:

P {ERP} =f {ERP}(M y, R o, Z m) 5)

P {CNC} =f {CNCHT i, M k) (6)
Bu funksiyalar ma’lumotlarni tegishli tizimlarga formatlash va uzatishni amalga
oshiradi. Axborot ta’minotini PLM, ERP va CNC tizimlari bilan bog‘lash uchun
RESTful API, JSON/XML formatidagi ma’lumotlar almashinuvi protokollari
ishlatiladi. Bu interfeyslar orqali ma’lumotlar real vaqtda gayta ishlanadi va avtomatik
holda integratsiya qilinadi.

Axborot arxitekturasining umumiy modeli axborot ta’minoti va MES tizimi
o’rtasidagi mantiqiy bog‘lanish to’liq avtomatlashtirilgan ma’lumot oqimini
ta’minlaydi:

I out=fM y, M k, T i, M t) - DB {MES} — [ERP. CNC] (7)

MES tizimi bilan axborot ta’minotini integratsiya qilish natijasida tikuvchilik
korxonalarida ishlab chiqarish jarayoni raqamlashtiriladi, aniq hisob-kitoblar, tezkor
boshqaruv va ishlab chigarishni optimallashtirish ta’minlanadi. Bu model
raqobatbardosh mahsulot ishlab chiqarish, modulli CNC liniyalarini boshqarish va
umumiy resurslarni tejash imkonyatini beradi.

“ASP-Avtomation of sewing production” MES dasturiy tizimining elektron
ma’lumotlar bazasini ishlab chiqishda dastlab ma’lumotlar bazasi - MBning tuzilmasi
shakllantirildi. Ma’lumotlar bazasi uchun kodlash tizimi ishlab chiqildi. Asosiy bazaviy
model erkaklar pidjagi misolida kodlandi. Misol uchun kod 001-Erkaklar klassik pidjagi.
Navbatdagi klassik pidjaklar modellari xam ma’lum tartibda kodlandi — Asosiy bazaviy
model: 001-1-Erkaklar klassik pidjagi. Asosiy bazaviy model: 001-1-2-Erkaklar klassik
pidjagi. Bu pidjak modellari bir-biridan faqat yoqgasi shakli bilan farqlanadi (8,9-rasm).
Berilgan tartibda kodlash ma’lumotlarni bazadan izlash, yuborish, o’zgartirish kiritish

jarayonlari uchun juda muhim.
a :;‘;“"“ """'"'I “ i R e © B O- B6Hcpomlcyms ~ 4 Q

woa

4 Pn ; 0 O @ @ ~a@amoe 20 @

8-rasm. Asosiy bazaviy model: 001-1-Erkaklar klassik pidjagi. Asosiy bazaviy
model: 001-1-2-Erkaklar klassik pidjagi
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9-rasm. MBBTda avtomat liniyalar, tikuv buyumi turi, gazlama turi to’g‘risidagi
ma’lumotlar strukturasi — tuzilmasi.

Tadqiqot ishida turli assortimentdagi kiyimlar modellari uchun “RoboTech”,
“NewTech”, “AutoSew”, “Vitoni”, “Durkopp Adler” firmalarining avtomatlashtirilgan
liniyalari ishlab chiqildi. Avtomatlashtirilgan liniyalar axborot ta’minotining ma’lumotlar
bazasi uchun maxsus kodlar asosida kodlandi (10-rasm).
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10-rasm. Erkaklar sorochkasini ishlab chigarishga mo’ljalangan “RoboTech”
firmasining RDBT avtomatlashtirilgan linyasi.
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“StatGraphics” amaliy dasturida tikuvchilik korxonasida avtomatlashtirilgan
liniyalarda dasturli avtomat ish o’rinlarini loyihalash jarayoni jarayoni matematik
modellashtirildi (11,12-rasm). Bunda Y - kriteriy ya’ni avtomatlashtirilgan liniyada
dasturli avtomat ish maydoni, unga ta’sir qiluvchi asosiy omillar X7/- Dasturli
avtomatning gabarit o’lchamlari, mm.; X2 - Dasturli avtomat vazifasi, assortiment
turiga bog‘liq holda qo’yiladigan stollar soni, dona.; X6 - Operator uchun o’tish
yo’llarini hisobga olgan holda sanitar normasi - f, m?.

B STATGRAPHICS Plus - Untitled StatFolio - o X
File Edit Plot Describe Compare Relate Special View Window Help

&0 BB Flw] ' ] 0 2

Eﬂ Muttiple Regression - YDAishmayd \EI@
EEEE e W

Plot of YDAishmayd with Predicted Values

YDAishmayd

15

X1DAgabari

Use the right mouse button to select options NUM

= B

11-rasm. “StatGraphics” amaliy dasturida bir faktorli grafik tahlil

Ko’p faktorli regressiya tenglamasining umumiy ko’rinishi:
Y=>bo+ b XI +b:X2 ++ b3X3+ ... + b,Xp,
Bu yerda Y — bog‘liq o’zgaruvchi, X1, X2, ..., Xp — mustaqil o’zgaruvchi, a by, by,
by, ..., by — regressiya koeffitsiyentlari.
Y=f(XI, X2, X3....c.c.cc.ceeenn. X) Y=£f(XI, X2........ X6).
Y - DAish maydoni Va uchta mustaqil o’zgaruvchilar o’rtasidagi bog‘liglikni tavsiflash
uchun regressiya modeli tenglamasi:
Y =-0,556627 + 0,647179*X1 + 0,206103*X2 + 0,393312*X6
DAish maydoni = - 0,556627 + 0,647179*Dasturli avtomat gabarit olchami +
0,206103*Stollar soni + 0,393312*Sanitar norma.
Dissertatsiyaning 1V-bobi “Avtomatlashtirilgan texnologik jarayonlarni

loyihalashning axborot ta’minotini ishlab chiqish” mavzusida bo’lib dasturiy tizim
17



loyihasida buyurtmalarni ishlab chiqarish texnologik jarayonlarini rejalashtirish
funksiyalarini ishlab chiqish, tikuvchilik korxonalari texnologik jarayonlarda
avtomatlashtirilgan liniyalarni loyihalash jarayoni axborot ta’minotining asosiy
funksiyalarini shakllantirish, “ASP-Avtomation of sewing production” MES dasturiy
tizimining interfeysini loyihalash, dasturiy tizimida ishlab chiqarish jarayonlarida
axborotlarni uzatish, yangilash va nazorat qilish tizimini ishlab chiqish masalalari 0’z
echimini topgan. Tikuv sexi avtomatlashtirilgan liniyalarining iqtisodiy samaradorligi
va tikuvchilik korxonalari texnologik jarayonlarni loyihalashda “ASP-Avtomation of
sewing production” MES dasturty tizimini joriy etish natijasida iqtisodiy
samaradorlik natijalari keltirilgan.
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12-rasm. “StatGraphics” amaliy dasturida ko’p faktorli grafik tahlil.

“ASP-Automation of Sewing Production” MES dasturiy tizimining asosiy
funksiyalaridagi axborot oqimlari va ma’lumotlar uzatilishi sxemasi ishlab chiqildi
(13-rasm). Ushbu sxemada dasturiy tizimning asosiy funksiyalari o’rtasidagi axborot
oqimlari, ya’ni ma’lumotlar hisobotlar, tahlil natijalari ko’rinishida uzatilishi belgilab
ko’rsatildi. Yangi buyurtmalarni ishlab chiqishning tikuv tsexidagi texnologik
jarayonlarini avtomat liniyalar asosida loyihalash bosqichlari shakllantirildi.
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13-rasm. “ASP-Avtomation of sewing production” MES dasturiy tizimining
asosiy funksiyalaridagi axborot ogqimlari va ma’lumotlar uzatilishi sxemasi.

Dasturiy tizim interfeysini loyihalashda ko’rib chiqilgan asosiy 8ta funksiya va
ularning tarkibiy bo’limlari shakllantirildi. Bu funksiyalar tikuvchilik korxonalari
faoliyatini tezkor rejalashtirish, ishlab chiqarish jarayonlarini boshqarish va nazorat
qilish, assortiment o’zgarishi bilan bog‘liq axborotlarni kiritish, yangilash va uzatish
kabi funksiyalarni ta’minlaydi.

Tadqiqot ishida tikuvchilik korxonalari faoliyatini loyihalash va boshqarish “ASP
Avtomation of sewing production” MES dasturiy tizimi interfeysi ishlab chiqildi.
Dasturiy tizim asosiy panelida “Tilni tanlash”, “Izlash”, “Ro’yxatdan o’tish”, “Tizimga
kirish” kabi funksiyalar joylashtirildi (14,15-rasm).

Ragamli dasturli avtomatlar va avtomatlashtirilgan tikuv sexi plani ma’lumotlari
dasturiy tizim ma’lumotlar bazasiga kiritiladi.
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14-rasm. “ASP Avtomation of sewing production” MES dasturiy tizimida
foydalanuvchi ma’lumotlarini Kiritish menyusi.

—
Biug acoopTHMeHTa ey

-----

AamMamsupuaauuau NWHA

fiSewing Production
AtgMaTh3aiivs BEIHOro MPOU3BOACTE

15-rasm. “ASP Avtomation of sewing production” MES dasturiy tizimi asosiy
panelining avtomatlashtirilgan liniyalarni loyihalash funksiyasi elementlari.

Dasturiy tizim asosiy panelida tikuvchilik korxonalarida texnologik jarayonlarni
loyihalash uchun zarur funktsiyalar kiritildi. Dasturiy tizimda tayyor buyum sortini -
navini hisobga olgan xolda buyurtmani ishlab chiqarish umumiy hajmini va
muddatlarini hisoblash mumkin. Buyurtma hajmini mahsulot sortini - 8% hisobga olgan
xolda rejalashtirish funksiyasi kiritildi. Ishlab chiqgilgan dasturiy tizim loyihasida
buyurtma xajmini rejalashtirishda dastur mahsulot navini umumiy ishlab chiqarish
hajmiga 8% nisbatda hisoblaydi.

Maxsulot sifati navini hisobga olgan holda ishlab chigarish umumiy hajmi va
yangi modellarni konstruktiv-texnologik tayyorlash, xom ashyolarni rejalashtirishni
muddatlarini hisobga olgan xolda umumiy ishlab chigarish muddatini aniqlash tartibi
dasturga quyidagi formulalar bo’yicha kiritildi.
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Ishlab chigarish hajmini aniglash formulasi:
Mum.xajmi:Mbuyurtma+( Mbuyurtma/ 100*8) (8)

Bu yerda: Mumxajmi -mahsulotni ishlab chigarishning umumiy hajmi, dona; Mpuyurtma -
buyurtma soni, dona.
Ishlab chigarish muddatini aniglash formulasi:

Tkun=7+( Mum.xaj mi/N ishchilar soni>l< 1 IShChimexnat unumdorligi) (9)

Bu yerda: Tiu — umumiy ishlab chiqarish muddati, kun;
Mum.xajmi - mahsulotni ishlab chigarishning umumiy hajmi, dona; Ntikuvchilar
soni — tikuv sexidagi ishchilar soni;
1 Ishchimexnat unumdorligi - Ditta ishchiga to’g‘ri keladigan mehnat unumdorligi.

“ASP — Automation of Sewing Production” dasturiy tizimidagi ma’lumotlar
bazalari tikuvchilik ishlab chigarish jarayonlarini ragamli boshgarishda muhim
ahamiyat kasb etuvchi axborot infratuzilmasining asosiy elementi sifatida
shakllantirildi. Avtomatlashtirilgan texnologik jarayonlarni loyihalash uchun “ASP-
Avtomation of sewing production” MES dasturiy ta’minoti ishlab chiqildi. Bu dastur
kiyim modeli texnik eskizi yoki namunasi asosida modelning tannarxini aniglash,
ishlab chiqgarish dasturini tuzish va tikuv sexining avtomatlashtirilgan liniyalarni
loyihalash imkonini beradi.

XULOSALAR

1. Ragamli dasturli boshqarish tizimidagi avtomatlar ma’lumotlari tikuv
buyumlari uzellariga ishlov berish vazifasiga asosan tizimlashtirildi. Dasturli
avtomatlarning konstruktiv parametrlari, geometrik o’lchamlari asosida ish o’rinlari,
go’shimcha stollar va operator ish joylari loyihalari ishlab chiqildi.

2. Avtomatlashtirilgan liniyalarda operatorlar sonini aniglash va texnologik
yuklamani tagsimlash, bitta operatorga bir nechta avtomatlar biriktirilishi ish
yuklamasi koeffitsientlari aniqlandi.

3. Avtomatlashtirilgan liniyalarni loyihalashning asosiy ko’rsatkichlarini ya’ni
bitta avtomat liniya uchun ish maydoni yuzasini aniqlash, avtomatlashtirilgan
liniyada avtomatlar turlari va sonini aniqlash, ishlab chiqariladigan mahsulotning
umumiy hajmini aniqlash modellari ishlab chiqildi.

4. Raqamli dasturli boshqarish tizimidagi avtomatlashtirilgan liniyalarni
loyihalash, avtomatlarni joylashtirish Ba operator ish o’rinlarini loyihalash bo’yicha
tavsiyalar ishlab chiqildi.

5. Tikuvchilik korxonalari texnologik jarayonlari axborotlaruni kodlash,
tasniflash tizimlarining harakteristikalari kompleks tahlil qilindi. Axborotlar
tuzilmasi va tarkibi shakllantirildi. Tikuv buyumlari assortimentlari to’g‘risidagi
ma’lumotlarni kodlash, tasniflash tartibi va ma’lumotlar bazasi tarkibi, tuzilmasi
ishlab chiqildi.

6. “ASP-Avtomation of sewing production” MES dasturiy tizimining interfeysi
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loyihasi va elektron ma’lumotlar bazasining tuzilmasi ishlab chiqildi. Dasturiy tizim
loyihasida asosiy funksiyalar panellari,har bir operatsiyaning tarkibiy qismlari
loyihalandi. Buyurtmalarni qabul qilish, buyurtma iqtisodiy samaradorligini
aniqlash, ishlab chigarish bilan bog‘liq texnologik jarayonlarni loyihalash, ishlab
chiqarish jarayonini boshqarish va nazorat qilish kabi asosiy funksiyalar kiritildi.

7. “ASP-Avtomation of sewing production” MES dasturiy tizimining raqamli
dasturli  boshgarish tizimidagi avtomat liniyalari ma’lumotlar bazalari
shakllantirildi. Tikuv buyumlari assortimentiga ko’ra avtomat liniyalardagi xar bir
avtomatning vazifasi, texnik parametrlari kabi ma’lumotlar MBda ma’lum tartibda
kodlangan tarzda joylashtirildi.

8. Iqtisodiy samaradorlik ko’rsatkichlari amaldagi mahsulot erkaklar
kostyumini ishlab chigarish jarayoniga avtomatlashtirilgan liniyalarni tatbiq etilishi
natijasida ish o’rinlari sonining va mehnat sarfining kamayishi hisobiga mahsulot
tannarxi 28545 so’mga kamayishiga va buning natijasida qo’shimcha 21062 so’m
foyda olinishiga erishiladi. Rentabellik darajasi 7,28 % ga oshishi kuzatildi. “ASP-
Avtomation of sewing production” MES dasturiy tizimining texnologik jarayonlarga
joriy qilinishi uchun sarf-xarajatlar 36 324 000 so’mga teng bo’lib, loyihalash
vaqtining qisqarishi natijasida bir yilda 89 004 000 so’m iqtisodiy samaradorlikka
erishiladi.
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AKTYaJIbHOCTb M BOCTPe0OOBAHHOCTH TeMbl auccepramuu. B wmupe
OJKHMJIAETCSl YBEIIMUYECHUE ACCOPTUMEHTA MPOAYKIMU JIETKOM MNPOMBIIIJIEHHOCTA Ha
25 %, 4TO CBUIETENBCTBYET O €KETOJJHOM POCTE CIPOCa HA JAaHHYIO ONpomaykuuio. K
YUCIy  BEAYIIMX TOCYIapCTB —  MPOU3BOAMUTENEH  MOPOAYKIMU  JIETKOM
npoMblinuieHHOCTH oTHOCATCSl CIIIA, Kuraii, Uaaus, SAnonus, MHaoHE3us U Apyrue
cTtpanbl. B MupoBoM maciitabe 00b€M TEKCTUIBLHOTO pbiHKAa B 2024 roay cOCTaBHII
1,840 Tpnu. nomnapoB CIIA, a B 2025 roay 3toT mokaszarenab goctur 1,976 TpnH.
noijiapoB. B aTol cBsA3u yBenudeHue 0OBEMOB MPOU3BOJICTBA TOTOBON MPOIYKIIMH B
MIBEHHON MPOMBIIIUICHHOCTH, pa3pad0oTKa HOBBIX ACCOPTUMEHTOB MPOIYKIIUH JIETKOM
IIPOMBIIIJICHHOCTH, B YAaCTHOCTH C YYE€TOM COBPEMEHHBIX HANpaBICHUN, a TaKkxke
YCTOMYMBOE pa3BUTHE IIBEWHOM OTpacid HUMEIOT BaXXHOE€ 3HA4YeHUe JJIs
IuBepCUPUKAIIMK  HAIIMOHATHLHOW JKOHOMHUKH U  TIOBBIIMICHUS  DKCIIOPTHOTO
MOTEHIIMAla CTPAHBI.

B wmwumpoBomM  macmtabe TpW MPOM3BOACTBE  MPOAYKIHMH  JIETKOH
IIPOMBITIIICHHOCTH BEAYTCS HAyYHO-UCCJIEA0BAaTeIbCKUE PabOThI, HAMpaBICHHBIC Ha
palMOHaIBbHOE MCIOJIb30BAHUE MTPUPOIIHOTO ChIPHSI, a TAKKE HA COBEPIICHCTBOBAHUE
HOBOM TEXHHUKH M TEXHOJIOTHM NpH pa3pabOTKEe HOBBIX aCCOPTHUMEHTOB IMPOAYKIIHH
JIETKOH TIPOMBINUICHHOCTH. B MaHHOM HampaBlIeHUM OJHHM U3 IPHOPUTETHBIX
CUMTAETCSl MPOCKTUPOBAHUE, TUIAHUPOBAHUE, KOHTPOJIb TEXHOJOTHYECKUX MPOIIECCOB
U MOHUTOPUHI UX BBINOJHEHUS B PEXUME peaJbHOr0 BPEMEHHM HAa OCHOBE
UH(OPMAIIMOHHBIX CHCTEM, pa3pa0OTaHHBIX C MCIIOJB30BAHUEM COBPEMEHHBIX
1M poBbIX MaThOpM. B 3T0M cBsI3u 0c000€ BHUMaHUE YICNISIETCS PA3BUTHIO HAYYHBIX
OCHOB MPOU3BOJCTBA MPOIYKIIUH JIETKON MPOMBIIIICHHOCTH, CO3JJaHUIO U BHEAPEHUIO
cucrteM apromarm3upoBaHHBIX JUHHK (Computerized Automated Sewing Lines —
CASL), ofbecnedyernto CTaOMIBHOTO  KadecTBa  IMPOAYKIIMH, COKPAIICHHUIO
OTPEOHOCTH B paboueli cuile, a TakkKe pa3padoTKe, TECOPETHICCKOMY 000CHOBAHUIO U
PEKOMEHIAIlMU TEXHOJOTMYECKUX PEIICHUM 10 CHUXXEHUIO pacxola ChIpbs W
CO3/IaHUIO0 HOBBIX aCCOPTUMEHTOB MPOAYKIHUH JIETKOW MPOMBIIIICHHOCTA C HU3KOM
MaTeprUaIOEMKOCThIO U BBICOKMMHM MTOKA3aTeJISIMUA KaueCTBa.

B PecmyOinke peanusyroTcss KOMIUIEKCHBIE MEPHI 110 Pa3BUTHIO TEKCTUIIBHON H

IBEMHO-TPUKOTAKHOU MTPOMBILIJIEHHOCTH, @ TAKXKE 10 NOIIECPKKE NHBECTULIMOHHOM
Y 3KCIIOPTHOM AEATEIIBHOCTHU MPEANPUATAN OTPACIH, B PE3YIBTATE YETO TOCTUTAKOTCSA
OTIpeIeNIEHHbBIE TONOKHUTENbHBIE pe3ynbTaThl. B Crparerun passutus PecmyOnuku
V36ekucran Ha 2023-2030 romsl «Y36ekuctan—2030», B 4aCTHOCTH, OMPECICHBI
TaKhe BAXHBIC 3a/1a4d, KaK «3(P(HEKTHBHOE MCITOJIb30BAHIE MECTHOW CHIPHEBOM 0a3bl
Y Pa3BUTHE NPOMBIILICHHOCTA HAa OCHOBE MEPEAOBBIX TEXHOJOTHI». B mpounecce
peanu3ainy JaHHBIX 33]1a9, B TOM YHCIie, 0c000¢e 3HaYeHHUEe MPUOoOpeTaeT OpraHu3aIus
NEATENIbHOCTH IIBEUHBIX MPEANPUITHI MO ONMEPATUBHOMY M ONTUMATIbHOMY 3aIlyCKy
MPOIIECCOB TMPOU3BOACTBA HOBOM MNPOAYKIMU B COOTBETCTBUM C TPEOOBaHUSMU
MHUPOBBIX CTAHAAPTOB, MIPOCKTUPOBAHUE COBPEMEHHBIX CPEJCTB U 00OOPYAOBaHUS, a
MMEHHO  aBTOMATU3UPOBAHHBIX JIMHUH €  OPOrpaMMHBIM  YIIPABJICHUEM,
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o0OecrneynBaromuXx THOKOCTh acCOPTMMEHTa B TEXHOJOTMYECKHX MpoIeccax
MIPOU3BOJICTBA, IIMPOKOE BHEJIPEHUE LHUQPPOBBIX TEXHOJIOTHM, a Takxke pa3paboTka
MH(OPMAIIMOHHOTO oOecrieyeHus IIPOEKTUPOBAHHUS aBTOMaTU3UPOBAHHBIX
TEXHOJIOTUYECKUX IPOLECCOB IIBEUHBIX IPEANPUATHH, 4YTO SBIAECTCA ONHOU H3
AKTyaJIbHBIX U IIPUOPUTETHBIX 3a/1a4.

JlaHHOE€  IHMCCEepTAallMOHHOE MCCIEIOBAaHUE B  OIPEICIICHHONW  CTEIICHU
CIIOCOOCTBYET peanu3allud 3ajJad, MpeIyCMOTpPEeHHBIX VYKazamu Ilpe3umenTta
Pecniy6nuku Y36ekuctan: ot 5 mast 2020 rona Ne PF-5989 «O HeoTnoXHBIX Mepax 1o
MOJJIEPKKE TEKCTHJIBHOW M IMIBEHHO-TPUKOTAKHOU MPOMBIIIUICHHOCTHY, OT 28 sIHBaps
2022 roma Ne PF-60 «O Crparerun pasutusi HoBoro VY3bOekucrana Ha
2022-2026 rogwi», ot 1 mas 2024 roga Ne PF-71 «O mepax mo BbIBOAY pa3BUTHS
TEKCTWJIBHOW U IIBEMHO-TPUKOTAKHOW TPOMBIIIUICHHOCTH Ha HOBBIM JTam», OT
16 suBaps 2025 roma Ne PF-6 «O HOMOMHUTENBHBIX MEPAX MO Pa3BUTUIO LIETIOYKH
nepepaboTKH B TEKCTHJIBHOW M MIBEHHO-TPUKOTAKHOM MPOMBIIIUICHHOCTHY, a TaKXKe
WHBIX HOPMATUBHO-IIPABOBBIX aKTOB, OTHOCSIIUXCS K JAHHOU cepe AesITeTbHOCTH.

CBsi3b HCCJIEOBAHUS ¢ TPUOPUTETHLIMH HANPABJIEHUSAMU Pa3BUTHSI HAYKHU
U TexHoJoruid pecny0auku. VcciaenoBaHuss 1o JAUCCEPTAIMOHHON padoTte
BBITIOJIHEHBI B pamkax Il mpuopuTeTHOTrO HampaBieHHs] «DHEPreTHUKa, DHEPTUs U
pecypcocOepekeHe» pa3BUTHs HAYKH M TEXHOJIOTHH.

CreneHb u3y4eHHOCTH mpoOaembl. IIpoaHann3upoBaHbl Hay4YHBIE TPYAbI
uccienosarene mno gaHHoMmy Hamnpapiaenuto: Kiroesoir PI., Topamesoir T.A.,
[Tapxomenko 1O.B., Mmmapuonosoit T.M., Komuccapoa O.1O., byiinosckoit E.B.,
Mesenneoii T.M., Mypsiruna B.E., Jlerkux C.A., bongapesoii M. B., Pumap, 1O. B.,
VYpsauukoBoit 1.B., Paxmarymnuna A. M., [Ipockypaunoit T.A., Cyo66orunoit E.B.,
Kazannesoii I.B., Anekceenko MWM.B., Moxkeesoii H.C., Hurmaropoii ®.V.,
[Momancyposoit M.III., Illapunosoit C.T., H.P.FOcyn6ekosa, ®.b.Anam, /[yObpaBko
Rogale, Phan Thanh Thao u apyrue. AHanu3 nuTeparypbl MOKa3bIBA€T, YTO BOIPOCHI
pa3paboTku HHGPOPMAITMOHHOTO O00ECIEUYCHHS IMPOCKTUPOBAHUS TEXHOJIOTHYSCKUX
IPOLIECCOB HIBEUHBIX MPEANPUATHI C UCIOJIb30BAHUEM COBPEMEHHBIX aBTOMAaTOB C
YUCJIOBBIM MIPOTPAMMHBIM YIIPABICHHUEM H3YyY€Hbl YAaCTUYHO, 4YTO OIpEAeisieT
Hay4YHYIO U MPAKTUYECKYIO 3HAYMMOCTb TAJIbHEUIIINX UCCIEIOBAHUM.

Heab wuccaenoBanus: Pa3pabotka wHDOPMAIMOHHOTO W TPOTPAMMHOTO
oOecrieueHUsI  MPOCKTUPOBAHUS  TEXHOJOTUYECKUX  TMPOIIECCOB HA  OCHOBE
dbopMHUpOBaHUS aBTOMATU3UPOBAHHBIX JIMHUH JIJISi TIPOMU3BOJICTBA MIBEHHBIX W3/IETUI
Pa3IUYHBIX ACCOPTUMEHTHBIX TPYIIIL.

3anaum ucciae0BaHNSA:

M3YyUYEHHUE U aHaJIU3 TEOPETUUYECKUX TMOJIOKEHUU O CYIIHOCTHU, COJIECPKAHUU,
3HAYEHWH U OCOOCHHOCTSX NU(POBU3ANMHN MPOSKTUPOBAHUS aBTOMATH3UPOBAHHBIX
TE€XHOJIOTMYECKHUX MPOIECCOB MIBEUHBIX MPEANPUATUH;

UCCIIEIOBAHUE AaBTOMATOB C  YHCIOBBIM MPOTPAMMHBIM  YIIPaBIECHHEM,
MpeAHA3HAYCHHBIX JJISI TEXHOJOTUYECKUX MPOIECCOB IIBEUHBIX II€XOB IIBEHHBIX
OpeAnpusiTai,  pa3pabOTKa  MNPOEKTOB  aBTOMATU3UPOBAHHBIX  JIMHUM  TIO
aACCOPTUMEHTHBIM T'PYIINaM;
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aHaJgu3 CHUCTEM Kiaccu(uKalMu W KOoAMpOBaHUS uUHOpManuu, pa3zpadboTka
NopsJiKa KOAUPOBaHUS MH(OPMAIIUU AJI1 TEXHOJIOTUYECKUX ITPOLIECCOB;

pa3paboTka MH()OPMALIMOHHOTO o0ecreuyeHust MPOCKTUPOBAHHUS
TE€XHOJOTUYECKUX MPOLECCOB IIBEHHBIX NPEANPUATUH, a TakKe IPOrpaMMHOIO
oOecrnieueHus1, obnanawmero GyHKUUAMH TUIaHUPOBAHUS 00BEMOB MPOU3BOJICTBA U
MaTepUabHBIX  3aTpaT M  TMPOEKTUPOBAHUS  TEXHOJOTMYECKHX  MPOILIECCOB
aBTOMATHU3UPOBAHHBIX IIBEHHBIX IIEXOB.

OO0beKkT Hccien0BaHUA — TMpolecchl (POpMUPOBaAHUS HH(POPMALMOHHOTO
oOecrieyeHusi MPOEKTUPOBAHUS ABTOMATU3UPOBAHHBIX TEXHOJOTMYECKUX MPOLECCOB
IIBEMHBIX LIEXOB IIBEUHBIX MTPEANPUATHH.

IIpeamer uccjieoBaHusA — METOJIbI IPOSKTUPOBAHUS ABTOMATHU3MPOBAHHBIX
JUHUH, pa3pabOTKH AJNEKTPOHHBIX 0a3 JaHHBIX U (POopMUpOBaHUS WH(HOPMAIIMOHHOT O
oOecreyeHus: MPOCKTUPOBAHUS TEXHOJIOTMYECKUX MPOIIECCOB MIBEHHOTO 1eXa.

MeTtonsbl uceaenoBanus. B nuccepraliioHHON paboTe MCIOIB30BaHbI METOIbI
CUCTEMHOr0 U (YHKIMOHAIBHO-CTPYKTYPHOI'O aHaiu3a, CPaBHUTEIHHOTO aHaIu3a,
MaTEMaTUYECKOTO MOJENIMPOBaHUs, 00paOOTKM W Mepenayu AaHHBIX, pa3paboTKu
PEJISIIIMOHHBIX 0a3 TaHHBIX.

Hayuynasi HoBH3HA Hcc/ieJ0BaHUS 3aKII0YAETCS B CIIETYIOIIEM:

pa3zpaboTaHa METOJMKa TMPOEKTUPOBAHUS ABTOMATU3UPOBAHHBIX JUHUN IS
Pa3TUYHBIX ACCOPTUMEHTHBIX TPYINI MIBEHHBIX H3/IETUNA HAa OCHOBE OIpe/esIeHUs
reOMETPUYECKUX IMapaMeTPOB aBTOMATOB M IUIOIIA/Iel pabOYuX 30H ONEPATOPOB;

c(hOpMHUPOBaHbI CTPYKTYypa U COCTAB DJIEKTPOHHBIX 0a3 JaHHBIX, BKIIOYAIOUIUX
XapaKTepUCTUKH aBTOMAaTOB Kak Mapka, Ha3HauyeHHe, MPOU3BOJUTEIHHOCTD
NpeHa3HAYeHHBIX [JIS TPOEKTUPOBAHUS TEXHOJIOTHYECKUX IPOIECCOB IIBEHHBIX
IIEXOB Ha 0a3e aBTOMATU3UPOBAHHBIX JIUHUK;

pa3paboTaHbl MATEMATHYECKHE MOJIEIIH ONpeIeTICHUs] pa004MX 30H aBTOMATOB, MX
KOJIMYECTBa, a Takke KOd(PPUIIMEHTOB 3arpy3Kd ONEpaTOpoB Ha OCHOBE
TEXHOJIOTUYECKUX OTIepalliii aBTOMATU3UPOBAHHOM JINHUH;

pazpaborana 1mdpoBas MES-cucrema NpPOEKTUPOBAHUS U YIPABICHUS
ABTOMATU3WPOBAHHBIMH TEXHOJIOTMYECKUMHU TIPOIECCAMU IIBEHHBIX MPEANPUATUI
«ASP — Automation of Sewing Production».

IIpakTHyeckue pe3yabTaThl HCCAECAOBAHUS 3aKIIOYAIOTCS B CIETYIOLIEM:

pa3paboTaHbl CIOCOOBI pa3MEIIeHUs aBTOMATOB C YHCJIOBBIM MPOTPAMMHBIM

yYIpaBlI€HUEM B IIBEITHOM 1I€XE€ HA OCHOBE UX T€OMETPUUYECKUX MapaMETPOB, a TAKXKe

CIIOCOOBI IIPOEKTUPOBAHUS paboumnx MECT OIEpaTopOB;
B 3aBUCHUMOCTH OT THIIA AacCOPTUMEHTa pa3padoTaHbl MNPOEKTHl JUHUM
MPOrpaMMHBIX aBTOMATOB u TJIaHBI aBTOMATHU3UPOBAHHBIX LIEXOB;

pa3paboTaHbl dIEKTPOHHBIE 0a3bl JAaHHBIX TPOTPAMMHBIX aBTOMAaTOB U
aBTOMATH3WPOBAHHBIX JIMHUW; B MPOTPAaMMHON cucTteMe CHOpMHUpPOBAHBI (DYHKIIUU
pa3pabOTKU MOYACOBBIX, JTHEBHBIX, HEJIEIbHBIX U MECSYHBIX KaJEHJApPHBIX IJIAHOB
TEXHOJIOTHYECKUX MTPOIECCOB MIBEMHOTO 11€XA;

copmupoBaHbl ~ MPAKTHUYECKHE  PEKOMEHJAIMA 10  HCIOJb30BaHUIO
MPOTPAMMHOM CHUCTEMBI ITPU MPOECKTUPOBAHUU TEXHOJIOTUUYECKUX MPOLECCOB, BBOAY,
OOHOBJICHUIO U TIepeaue HOBBIX JTaHHBIX.
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JlocTOBepHOCTH Pe3yJbTATOB McciaeaoBaHMsA. B aucceprauun oO60CHOBaHA
CTaTUCTHKA  SKCIIEPUMEHTAJbHBIX  HMCCJEIOBAaHUM, CpPaBHEHHE  PE3yJbTaToOB
TEOPETUYECKUX M TMPAKTHYECKUX HCCICNOBAaHUN, HMX COOTBETCTBHE KpPUTEPHUSIM
OIICHKH, COBMECTHMOCTh TCOPETUYECKHX U OSKCICPUMEHTAIBHBIX HCCIICIOBAHUMH,
BHEJPEHHE PE3YJITATOB UCCIEAOBAHUI B MPOU3BOACTBO.

Hay4ynas u npakTnyeckasi 3HAYMMOCTb Pe3yJIbTATOB UCCJIeJOBAHUS.

Hayynass 3HauMMoOCTb HCCIEAOBAaHUA 3aKIO4aeTcss B (POPMUPOBAHUU
TEOPETUYECKUX M METOMOJIOTMYECKAX OCHOB IIPOCKTHPOBAHUS aBTOMATH3UPOBAHHBIX
IIBEHHBIX JIMHUHA, B  YaCTHOCTU: pa3pabOTKe MaTeMaTUyecKuX  MOjelen
NPOEKTUPOBaHUsI paboyero MpOCTPaHCTBAa aBTOMara M Oleparopa; 000CHOBAHUU
croco0oB palMoOHaNIbHOTO pa3MeleHus OMHO(YHKITMOHAIBHBIX "
MHOTO(YHKITHOHAJIBHBIX aBTOMAaTOB B TEXHOJOTUYECKOW JWMHUW; (OPMHUPOBAHUHU
CTPYKTYpbl U cocTaBa 0a3bl JaHHBIX WH(OPMAIMOHHOTO OOECIEYeHHs Mpoliecca
IPOCKTHPOBAHUS.

[IpakTuyeckas 3HaYMMOCTb PabOTHI 3aKIIIOYaeTCAd B pa3pabOTKe W BHEIPEHUU
CUCTEMBI MPOTPAMMHOTO 00eCIIeUeHUs IS MPOSKTUPOBAHMS aBTOMATHU3UPOBAHHBIX
NPOM3BOACTBEHHBIX TIPOIECCOB Ha IMBEWHBIX MPEANPUATHAX. OITO TO3BOJUT
OCYHIECTBISTh NPOEKTHUPOBAHUE M KOHTPOJb TEXHOJIOTMYECKUX TMPOIIECCOB B
IIBEHHOM II€Xe, TOBBICHTh KAue€CTBO MPOAYKIIMH, CHH3UTh €€ CeOeCTOMMOCTh M
00ecrneynTh pOCT KOHKYPEHTOCIIOCOOHOCTHU MPEANPHUATUH.

Buenpenune pe3yabraToB HcciaeaoBanus. Ha ocHOBaHMM TONYYEHHBIX
HAy4YHBIX PE3YJAbTAaTOB MO HHMOPMAIMOHHOMY OOECIEYEHHIO MPOEKTUPOBAHUS
TEXHOJIOTUYECKUX MPOIECCOB MIBEHHBIX MPEANPHUSATUN: MPOrpaMMHOE OOecreueHne
NPOEKTUPOBAHUS U YIPABICHHUS JEATENbHOCTHIO IBEUHBIX mpeanpustuii «ASP -
Avtomation of sewing production» anmpoOHpOBaHO B TEXHOJOTHMYECKHUX IMPOIeccax
000 «Daka Intex»u OOO Narim-Tex» (cripaBka AcCOIMAINK « Y3TEKCTHIBITPOM» NO
04125-1943 ot 7 aBrycta 2025 1.). B pe3ynbrare 1O0CTUTHYTO COKpaIlleHUE BPEMEHHU
NPOEKTUPOBAHUSL TEXHOJOTMYECKUX MPOIIECCOB TMPOU3BOACTBA HOBBIX MOJEIEH U
NOBBIIIEHUE TPOU3BOAUTENBLHOCTU TpyAa Ha 40%.

Anpo0anus pe3yJibTaTOB HcceA0BaHUs. Pe3ynbrarTbl 1TaHHOTO UCCIIETOBAHUS
OBLTH 0OCYXKJIEHBI HA 9 MEKIYHAPOIHBIX U PECIyOTUKAHCKUX HAYYHO-TTPAKTUIECKUX

KOH(EPEHIIHSIX.

I[yonukanmusi pe3yabraTtoB uccienoBanusi. I[lo Teme mguccepramnuu
ormyonukoBaHO 21 HayyHBIX pa0oOT, W3 HMX 3 CTaThbu — B HAyYHBIX XypHajax,
BXOASIMMX B 0a3pl gaHHBIX Scopus m Web of Science, 3 crarbu — B Hay4HBIX

KypHanax, pexkoMmeHaoBaHHbix BAK (Beicumieil arrecTanimoHHOM KoMHCCHER),
6 cTareil — B MEXAYHAPOJIHbBIX U peCIyOIMKAHCKUX HAay4YHbIX *KypHanaX. [lomydeHsl
3 CBHIETENBCTBA O TOCYJAPCTBEHHOW PETHCTPAlMU INPOrPaMMHBIX NPOAYKTOB M
AIIEKTPOHHBIX 043 TaHHBIX.

O0beM U CTpyKTypa auccepraumu. /luccepranusi COCTOMT W3 BBEIACHMUS,
YEThIPEX IVIaB, SKOHOMHUYECKOM YAaCTH, 3aKJIIOUYCHHs, CIOUCKA JINTEPATyphl U
npuioxeHuid. O0beM nuccepranuu coctapiset 120 ctpaHui.
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OCHOBHOE COJIEP)KAHME JUCCEPTALIMM

Bo BBeneHum O0O0OCHOBaHBI aAKTYaJIbHOCTh W BOCTPEOOBAaHHOCTH TEMBI
nuccepranuu, copMyaupoBaHbl LEIb U 3a7aud, OOBEKT U MPEAMET HCCIEIOBaHMUS,
MIPUBEJICHO COOTBETCTBHE HCCIEAOBAHMS TPUOPUTETHBIM HAIPABICHUSAM DPa3BUTHS
HAayKH W TEXHOJIOTHH PECIyOJUKH, W3JI0KEHbI HaydHas HOBU3HA W TPAKTUYCCKUC
pe3yabTaThl UCCIICIOBAaHUS, TPHUBEACHBI CBEICHUS O BHEAPCHUH pE3YJIbTaTOB
WCCJICIOBAHUS B ITPAKTHKY, OIMYOJUKOBAHHBIX pab0TaX U CTPYKTYPE IUCCEPTAIUH.

B nepBoit miaBe nuccepranuu o3arasieHHON «Anaycrpus - 4.0. 3nauyeHue
KOMILJIEKCHON aBTOMATU3ALMHU ACATEJIbHOCTH IIBEHHBIX NPEeANPUATHH HA dTaIe
un(GpoBU3aALNH TEXHOJOTHYECKUX MPOIECCOB» TMPEACTABICH aHajlu3 Hay4dHO-
METOJIMYECKON JIUTePaTyphl MO TeMe pa3paboTKu HHGPOPMAIMOHHOTO OOecIedeHus
NPOCKTUPOBAHUS ABTOMAaTH3MPOBAHHBIX TEXHOJIOTMYECCKUX IPOIECCOB Ha IBEHHBIX
NPEINPUATHSAX, TaKKe TPHUBEICHBI pPE3yJIbTaThl aHalli3a aBTOMATOB YHCJIOBOTO
POrpaMMHOTO YIIPABJICHUS JJIs POU3BOJICTBA IMIBEUHBIX u3zenuil pupm «NewTechy,
«RoboTechy, «VitoniTechy», «DMS Texnology» u ap. IIpoBeaeH KOMIIJIEKCHBIN aHATTU3
aBTOMaTH3upoBaHHBIX JUHUK Qupmbl  «Durkopp Adler» nns  mnpousBoncTsa
Pa3IUYHOTO aCCOPTUMEHTA MIBEHHBIX M3ACIHNA. PacCMOTPEHBI CHCTEMBI yIIPaBICHUS
IIPOM3BOACTBEHHBIMH TIpOlleccaMu Takue kKak PLM-ymnpaBiieHre )KM3HEHHBIM ITUKIOM
toBapa, ERP-ynpasnenue pecypcamu npeanpusarusi, MES-cucteMbl NpOeKTUPOBAHUS
U YIPaBJICHUS MPOU3BOJICTBOM, OCOOEHHOCTH CHCTEM YIPABIEHUS MTPOU3BOJCTBOM U
IUIAHUPOBAHUSL ~ TEXHOJIOTMYECKUX  MPOIECCOB  IIBEHHOW  MPOMBIIICHHOCTH,
PUHIIMITBI KJIAaCCU(UKAIIMY U KOAUPOBAHUS UHPOpPMAIIUH,

[Ipoananu3upoBaHbl pe3ylIbTaThl HAy4YHBIX HCCIENOBAHUN HCCIIeoBaTENEH,
CBSI3aHHBIX C pa3pabOTKON MH(POPMAIMOHHBIX TEXHOJOTHUI MPOIECCOB IPOU3BOJICTBA
mBeMHBIX u3aenui. [1o pe3ynpraram aHanu3a yCTaHOBJIEHO, YTO MPH MPOEKTUPOBAHUH
TEXHOJIOTUYECKUX MPOILIECCOB IIBEHHOTO IeXa OJHUM W3 BaKHBIX HaMpaBlICHUN
SBIISICTCSL pa3paboTKa WHPOPMAIIMOHHOTO 00ECIIeUeHUs MPOIECCOB MPOCKTUPOBAHUS
aBTOMATH3UPOBAHHBIX JIMHUNA ONHOQYHKIMOHATHHBIX M MHOTO(YHKIIMOHATBHBIX
aBTOMAaTOB YMCIIOBOTO MPOrpaMMHOTO yrpasieHus. s mpoliecca mpoeKTUPOBaHUS
aBTOMATH3UPOBAHHBIX  JUHUN  TpeOyroTcss  umH(OpMmanuu,  CBA3aHHBIE  C
TEXHOJIOTUYECKUM PEKUMOM 00paOOTKH MIBEWHBIX U3/C/INIA M HA3HAYCHUEM aBTOMATa,
BBEIOOPOM aBTOMATOB HA OCHOBE MX CMEHHOMW MPOU3BOIUTEILHOCTH, Pa3MEIICHUEM T10
KOHCTPYKTHUBHBIM MapamMeTpaMm, MPOEKTUPOBAHUEM PabOIMX MECT OIeparTopa.

B nuccepramnmonnoit pabote ObUIO M3y4eHO 00Iee COOTHOIIIEHNE aBTOMATOB C
YHCJIOBOM MPOTPAMMHON CUCTEMOM YIPABICHUS M IUKINYHO-IIA0JIOHHBIX aBTOMATOB.
B mHacrosmiee BpemMs K  KOHIEpHaM, MPOU3BOMANIAM  MPEUMYIIECTBEHHO
OoMHO(YHKITMOHAIIbHBIE aBTOMaThl, oTHocATCA: «RoboTech» omHodyHKIIMOHANTHHBIC
aBroMatbl — 98%, mHorodyHknuoHambabie — 2%), «NewTech» (82% u 18%),
«AutoSew» (96% u 4%), «Vitoni Tech» (100% omHODYHKIIMOHATEHBIE ABTOMATHI),
«DMS Technology» (83% u 17%), «Durkopp Adler» (58% u 42%), «Juki» (61% u
39%). K xoHiepHaM, KOTOpbIE B OCHOBHOM ITPOM3BOMST IIUKINYHO-I1a0JOHHBIC
aBromarbl, oTHocsTCs: «Jack» (11% u 89%), «Joyye» (7% u 93%), «Zoje» (37% u
63%) (Puc. 1).
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AHAJIN3 COOTHOIIEHUSA ABTOMATOB C YNCJOBbBIM
NPOTPAMMHBIM YIIPABJEHHUEM.

B ABTOMATHI C YHCIOBBIM NpOrpaMMHBIM YIIPABJIICHUEM, % HI/IKJ'II/I‘{HO 1a0IOHHBIE aBTOMAaThI, %

g zose STV 63%
o JoYee |N%N 93%

. sack  [EIGGNN 89%

~ Juxkt e 39%
o DURKOPP ADLER [N 42%

w pMs TExNoLocy [T %
~ viTont TecH [ —T

Puc. 1. AHa/IM3 COOTHOLIIEHUSI ABTOMATOB € YMCJIOBBIM NMPOTrPaMMHBIM

ylpaBJieHUEeM.

B pabore mpoBeneH aHanu3 aBTOMATHU3MPOBAHHBIX JIMHUK QupMbl «Durkopp
Adler» mo nNpPOW3BOACTBY JKUHCOBOW OAEKIbl. B aBTOMaTM3WpPOBAHHOW JIMHUU
MporpaMMupyeMblii aBromaT Mapku 261-160362, npeaHazHadyeHHbINA 1JIs1 COCTUHEHUS
MepeHuX W 3aJHUX JeTaliel JHKUHCOBBIX M3/eNui, 3a 8§ dacoB 00pabaThiBaeT B
cpennem 720 neraneit onexasl. [lo pesynsraram ananusa, ycrporicto 906-TUP-BRI
o0nasaer camMoi BBICOKOW MPOU3BOJUTENBHOCTHIO — 3a OJHY CMEHY BBINOJHSET
monru6 u o6paborky 2500 nHakmamueix kapmaHoB (Puc. 2). ABTromarmueckoe
yctpoictBo Mapku 906-TUP-Quadri, npennasHaueHHOE JJ1s MOATHOa KPaeBbIX CPE30B
KapMaHa, MMeeT mpou3BoauTesbHOCTh 1700 m3nmenuit 3a cmeny. ABtomar 906-01,
MpelHa3HauYeHHbIM it 00paOOTKM HAKJIAIHOTO KapMaHa, 3a OJHY CMEHY
oOpabareiBaeT 1900 kapmMaHOB.

IIpou3BoAMTEIBHOCTH ABTOMATH3MPOBAHHBIX JHHHUI @500
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Puc. 2. IIpou3BoauTeILHOCT ABTOMATU3UPOBAHHBIX JMHUH 110 POU3BOACTBY
JAKMHCOBOM OEKIBbI.

[To pesynbraraMm aHanm3a, OMPEACICHBI IEMH M 3aJa4d HCCICIOBAHMS,
OIlpeNeNIeH0, YTO  pa3paboTka HMHGOPMAIMOHHOTO  OOECIIEYEeHHUs]  Ipolecca
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MIPOEKTUPOBAaHUS aBTOMaTH3UpoBaHHbIX JuHUN ¢ YIIY obecneunBaroniee BBICOKOE
KAueCTBO M MPOU3BOAUTEIILHOCTh HA MIBEWHBIX MPEANPUITUSIX SBIACTCA OJHOW W3
aKTyaJIbHBIX 33/71a4 B HACTOSAIIEE BPEMSI.

Bo Bropoii mmaBe  guccepraumu  «McciaexoBaHue  nponeccos
NMPOEeKTHPOBAHUS aBTOMATU3MPOBAHHBIX JIMHUH IIBEHHOTI0 nexa'
CHUCTEMAaTHU3UPOBAHBI JaHHBIE MPOTPAMMHBIX aBTOMATOB TakuX ¢pupM, kak «NewTechy,
«RoboTech», «ASSy», «Vitoni-NewTechy», «DMS Texnology», «Durkopp Adler»,
«Juki», «Richpeace» PaccMoTpeHbl BOMpOCH MPOEKTUPOBAHUS pPabOYUX MECT
aBTOMAaTOB W ONEPATOPOB Ha AaBTOMATHU3UPOBAHHBIX JUHUIX. ChHOpMUPOBAHBI
OCHOBHBIE JIaHHBIC JJI1 TPOCKTUPOBAHUS JIMHUM, pa3zpaboTaHa (YHKIIMOHAJIBHO-
CTPYKTYpHasi MOJI€JIb NMPOSKTUPOBAHUS TEXHOJIOTUUECKUX MPOIIECCOB, pa3paboTaHbl
MPOEKThl IIJIAHOB 1I€XOB AaBTOMATU3MPOBAHHBIX JIMHUM, MPEAHA3HAYEHHBIX JJI5
MPOU3BOJICTBA PA3IMYHOTO ACCOPTUMEHTA IIBEUHBIX U3ACTUN.

Ha nannom srarie paboThl ObUTH HCCIIEIOBAaHbBI MPOU3BOJCTBEHHBIC TTapaMeTPhI
npeanpusTHil Ha ocHOBe noka3zateneit muaui YITY ¢upmer «Joyee» u «RoboTech »

JI1st IpOEKTUPOBAaHUSI aBTOMATU3UPOBAHHBIX JTUHUNM HEOOX0auMa UH(pOpMAIIHs
O BHUJE aCCOPTUMEHTA, HA3HAYECHUM U TMPOU3BOAUTEILHOCTH, KOHCTPYKTHBHBIX
napamMerpax OJHO(DYHKIIMOHAJIBHBIX M MHOTO(YHKIIMOHAJIBHBIX aBToMatoB YITY.
Omnpenenenue odmero koiuuecTra aBToMaroB ¢ UITY Ha aBToMaTU3MpOBaHHOM JTUHUM
MOXKET OBITh OCHOBAHO Ha CYTOYHOM MPOM3BOJCTBEHHOW MOIIHOCTU MPEANPUSITHUS, B
HEKOTOPBIX CIy4dasX MOIIHOCTh MPEINPHUATHS MOXKET OBITH OmNpejereHa Ha OCHOBE
IPOU3BOIUTEIBHOCTH aBTOMATOB.

[Ipu ananuse BpeMeHHM OOpPaOOTKH OAEKIbI Ha IMKIMYECKOM I1a0JIOHHOM
aBromare JY-K850H cdbupmsl «Joyee» miig pacuera IpOU3BOACTBEHHBIX MapaMeTpPOB
aBTOMATH3UPOBAHHBIX JUHUNA OBUIO YCTAHOBJIEHO, YTO ONEpalus MPUIIMBAHUSL
HAaKJIaJHOTO KapMaHa K MepeIHel 4acTu moJjiouku cocTtapisieT 18 cekynn (Puc. 3).

Onepeneneﬂne 3aTpaTbl BPEMEHU HA TEXHOJOINIECKUE OIIEpalluu
25 npou3BojacTBa ofexabl Ha UITY JY-K850H “Joyee”.
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HacrpauuBanue  CraunBaHue Coenunenue Coenunenue CoenuHeHue CoenuHeHue
HAKJIaTHOTO BBITAYKU KOKCTKH C BEPXHEr0 U BOPOTHHKA CO  JIeTajel MaHXeT

KapMaHa Ha nepeaHei HUXKHETO CTOIKOM
TMIOJIOUKY. HOJIOBUHKON BOPOTHHKA

1 2 3 4 5 6
Ha3BaHne TeXHOJIOFPI‘[eCKOﬁ OHCPaIIHP[
Puc. 3. AnHasu3 BpeMeHH 00padOTKH 01eKAbl HA MUKJIUYECKOM
maoaoHoBoM aBToMare JY-K8S0H ¢pupmbl «Joyeey.

3arpaTa BpeMeHHU, CEKYH/I
ol

Paccmotpenbl BONpPOCHl MPOEKTUPOBAHUS pabOuMX MECT OMNEepaTopoB H

apromaroB ¢ YIIY. Pa3menienne aBTOMAaroB OCYIIECTBISIETCS B COOTBETCTBUH C
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TEXHOJIOTUYECKON  IOCIEN0BAaTENbHOCTbIO 00paboTkn wu3penus. Ilpu  sTom

00Opy/TIOBaHUS MOYKHO PACHOJIOXHUTh TMOMEPEYHO WIM MapaJICIIbHO JIMHHUH
(Puc. 4).

Puc. 4. Pacnonoxenne padouero mecra apromaros UIIY napaJsieabHo
TEeXHOJOIrM4eCKOU JIMHUHU NMPOU3BOACTBA MIBEHHbIX U3eJIHI.

KoncrpykrtuBHoe ctpoenne aBTromaToB UITY sBiseTcs BakKHBIM IOKa3aTelieM; B
aBTOMaTax JaHHOTO THIA YCTAaHABIMBAIOTCS CICIUAIbHBIC YCTPOWCTBA JUISl CHATHS U
yKJaaku 00padoTanHbIX AeTaneil. Heooxoqumo obecreunTs CBOOOIHOE TepEMEIICHNE
orepaTopa B pabodeii 30He; orepaTop JI0JKEH 3aITyCKaTh aBTOMAT C IIOMOIIIBIO ITAHETH
yIIpaBJICHUS M ToJaBaTh (pa3MelaTh) ACTaldd B 30HC MUThA. [Ipy MPOEKTHpOBaHUU
aBTOMAaTH3WPOBAHHBIX JIMHHUH ILIOIA b 1IeXa YCIOBHO pa3zeiieHa Ha 30HbI A, B, C, D:
A — nuHUA 00pabOTKU MENTKKX feTajeii; B — coopka neraneit onexapl; C — BIIaKHO-

TCIIJIOBAs 06pa60TKa; D — aBTOMarnueckue CTaHIWU YKIIAAKHU I'OTOBBIX H3I[CJIPIﬁ (PI/IC
5, 6).

Taparerpes
All-apromaTisuponariion
A Bug

aCCOPTHMBHTA

MyXoxas pySaina .

Bia AT: VITONI" YTy I
S=24*18=432m2
e, -l

MPORSBOSCTEA ; 4 41| . q q
M=2150 wnyx
Ko/muecTe0 Oneparopon .

N=24

A 3oma - All obpaboria
MEJTRHX Qe Tansi

B 3ona- AT Monrax

C 3ona-BTO

D 3oHa -CaHiprs
AETOMITHSHPOBAHHOH
VITAKOBIO FOTOBEBX
mgemsi.

Puc. 5. IIpoexT aBToMaTu3upoBaHHOU JuHUM pupmbl «VitoniTech» s
NMPOU3BOACTBA MY:KCKHUX pyOallek.

32



-
7

|

aia
|
|
_D,_

i
)2 |jr

N=28. -+
A 3owa- All obpabora § +| b o— 10 ~— 0

e
-
MG JoTanesd
B 3owa- AT Monraw -3 O 1 u
D ova Cravapen g T EPTME =0

) ., =0
[

e = 7= =

Puc. 6. Ili1an nexa npon3BoacTBa MYKCKHX pydamieKk madJJ0HHO-IMKINYeCKOl
apromarusupoBanHoil JuHun mapku K850H «Joyye».

B tperneii 1mnaBe «Pa3paboTka CTPYKTYpbl M cocTaBa HH(OPMAIHUOHHOIO
o0ecneyeHUs1  ABTOMATH3AallMM  TEXHOJIOTMYECKMX  IMPOLECCOB  INBEHHBIX
npeanpusTuii»  pa3paboranbl  cucTeMbl  HH(OpPMAIMOHHOTO  obecreueHus
NPOEKTUPOBAHUS TEXHOJIOTMYECKHUX IMPOLIECCOB, KOAMpOBaHUE MHMOpMalmu ajs 6a3
JTaHHBIX, GOpPMUPOBAHUE TOPSAIKA KiIacCUPUKAILMKU, pazpaboTaHa CTPYKTypa CUCTEMBbI
yrnpaBieHuss 0a30¥ MaHHBIX W IOJB30BaTEIbCKUN HHTEpdeiic, chopmupoBaHa Oaza
JAHHBIX AaBTOMAaTH3allMM TEXHOJIOTMYECKUX TMPOLECCOB IIBEHHBIX MPEANPUITHH,
pa3zpaboTaHa CTPYKTypa SJIEKTPOHHOM 0a3bl JaHHBIX MPOTPAMMHON CUCTeMBbI «ASP-
ABTOMAaTH3alMs IIBEHHOTO MPOU3BOICTBA», OIPEACICHBl OCHOBHBIC (DAKTOPHI,
BIMSIIONIUE HA O0BEKT UCCIIEIOBAHUS Ha OCHOBE DKCIIEPTHBIX OILIEHOYHBIX OMPOCHUKOB,
MaTeMaTU4eCKu CMOJICIIMPOBAH MPOIIECC MPOSKTUPOBAHUS pabOUUX MECT OMEepPaToOpoOB
Ha aBTOMATU3UPOBAHHBIX JIMHUSX U PACCMOTPEHBI BOIIPOCHI MOAECIHPOBAHMUS IPOLECCOB
MPOEKTUPOBAHUS aBTOMATU3UPOBAHHBIX JTUHUM.

Pons mHboOpManmonnoro obecnedenus s 3PGEKTUBHOTO M ONEPATUBHOTO
MPOEKTUPOBAHUSI TEXHOJOTMYECKUX TMPOLECCOB HA COBPEMEHHBIX IIBEHHBIX
MPENNPUATUAX OueHb Bennka. MHbopManrmonHoe obecreueHrne - 3T0 COBOKYIMHOCTh
CUCTEM U JIaHHBIX, 00eCTIEUNBAIOIINX 0OMEH HHPOpMAIel MKy BCeMU PYHKIIUSIMU
M 3TanaMuy, y4YacTBYIOIIMMH B mpolecce npoekrupoBanusi (Puc. 7). Ota cucrema
00ecCIreYnBaeT BBICOKYI0 TOYHOCTh, OBICTPBIA pacdyeT W TPHHITHE pelieHuid. B
MIPOU3BOACTBEHHBIX MPOILIECCAX IIBEUHBIX MPEANPUITUNH BCE Yalle BHEAPSIOTCS
ABTOMATHU3MPOBAHHBIE JIMHUU C YHCJIOBBIM NMporpaMMHbIM yrpasienuem (UITY), uto
TpeOyeT  AOCTAaTOYHOTO  HMH(POPMAIIMOHHOTO  OOECHeYeHUsS  IPOEKTUPOBAHUS
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texHonmornueckux  mpoueccoB  (TII). Jlns  noseimienuss  3¢hHEKTUBHOCTH
MPOEKTUPOBAHUSA HEOOXOAUMO (HOPMAIHU30BATH U CMOJEIUPOBATH MH()OPMAITMOHHOE
obecneuenue (MO) kak cucteMmy, OXBaThIBAIOILIYIO BCE 3TAIbl OT UCXOIHBIX JAHHBIX 10
(dbopMupoBaHUS TPOrpaMM yiipaBieHus: ooopyaoBanuem ¢ UIIV.

Bxonnble naHHbIe 11 IPOLIECCOB NMPOECKTUPOBaHUS TUHUN UITY ey
BKJIFOYAIOT: Loxoo. = {MH06.3(1K. s Monexsers T onep.s MMamep.; LAJYKOqu. } (1)
Bxopsiine undopmanuu: M,ps 50 — HOBBIE 3aKa3bl (3CKU3 MOJEIH, 00bEM
MIPOU3BOJCTBA, CPOK); Mpex.sex— TEXHUUECKUN ICKU3 MOAENH; T ppep— CTIMCOK
TEXHOJIOTUYECKUX onepaunii; M,amep — BUABI MATEPUAIIOB, TOKA3ATENH; L 4zcong.—
KOH(UTYpaIUsi aBTOMAaTU3UPOBAHHBIX JIMHUH.
[sx. - Beixopsine naHHble mpolecca:
I6blx. = {Tmex,Kapma; AAJ]npoeKm.; Inpow.nap.; eraH SMaTep.; Xomttem} (2)
Ttex karta— TEXHOJIOTHYECKAs KapTa MOJICIIH;
A npoexr. — IPOEKTHI aBTOMATU3UPOBaHHBIX JIMHUN YITY;
| ipous.nap. — MapaMeTPbl IPOU3BOJICTBA;
Rinan — TUTAaHUPOBaHUE TTPOU3BOJICTBA (MECSYHBIN TUIaH, THEBHOM TUIaH, IO 4aCOBOM
TUIaH);
Swarep. — MaT€pUaJIbHBIE PACXOBI;
Xorger — OTUET aHAJIM3A.

lexoo.- Dckuzvl modeneil, 06pazybl 20mMoswIx
uzoenu

16x00.- Bxoonwie | gix. - Boixoonwie

napavempet (Muos sax. - napamempei (T pex karta:
HaszeaHue Manflu HOB020 mexHon02UuecKas Kapma

3aKaza, obvem

mooenu; AAJYn oexm. -
npouszeoo0Ccmsd, Cpox, ’ P

Ilpoexmul

:Eﬂcngczo-az;zﬁz}qecxfm CUCTEMA asmomMamu3upoB8aHHbIX
s 4 onep: 3 .

nepeuenb mexHol02UYEeCKUX b o illl i LEL aunun 911V, Inpous.nap.-

onepayuil;, Myamep. - 810, OBECIIEUEHUMA npouU3B00CmMEeHHblE

nokasameiu mamepuanos, napamwempul,

L, Jkong. = KOHpuU2ypayus Runan - nianuposeanue

A8MOMAMU3UPOBAHHOU npouzeo0cmaea
JIUHUU. (edrcemecaunoe, cymounoe,

nouacosoe); SMamep, -
PAcxo0 mMamepuanos u

3ampamol.: Xomqem :
AHATUMUYECKULL omqem).
loxo0.- HUcnonnumenu, npozpammmnoe u
mexHuyeckoe obecneyerue
Puc.7. Cucrema uHpopManiuOHHOT0 o0ecneYeHHU sl MPOeKTHPOBAHUSA
TEXHOJOTHYeCKUX MPOLECCOoB.
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Hannbie nHdopmanmonHoro odecneyenus B cucreMe MES ynpaBisitoTcsi Ha OCHOBE
TpPEX OCHOBHBIX (DYHKLMM - BBOAA, OOHOBJICHUS U MEpPEaYu:
1. ®ynkuusa BBoja MH(GOpPMALUH - TaHHBIX:
DB {MES} =DB {MES} U{M y, M k, T i, M t} (3)
I'ne: DB_{MES} — MES 06a3a nannsix, U — omnepanusi BBoAa JIaHHBIX.
2. ®yHKIMA 00HOBIEHUS UHPOPMAITUA:
M {new} = Update(M {old}, AM) (4)
I'ne: M_{old} —cymecTBytomas uapopmanus, AM — uzmenenus, M_{new} —
OOHOBJICHHBIN CTaTYC.
3. Ilepenaua qaHHBIX:
P {ERP} =f {ERP}M y, R o, Z m) (5)
P {CNC} =f {CNC}(Ti, Mk) (6)
OTH  (QYHKIUMU  OCYIIECTBISIIOT (opMaTUpOBaHWE M TMepedadyy JaHHBIX B
COOTBETCTBYIOIIME cuUcTeMbl. s CBA3M HMH(OPMAIMOHHOTO OOecnedyeHust ¢
cuctemamu PLM, ERP u CNC wucnonb3yroTcsi TpOTOKOJIBI OOMEHa JaHHBIMU B
dopmare RESTful API, JSON/XML. UYepes otu uHrepdelchl aaHHbIC
00pabaTkIBaIOTCS B PEKUME PEATbHOTO BPEMEHU U aBTOMAaTHYE€CKU MHTETPUPYIOTCSI.
O6mast wmomenb WHGOPMAIMOHHON apXUTEKTYypbl JIOTUYECKas CBiI3b MEXKIY
nHpOpMalMOHHBIM obecrieueHueM u cuctemoir MES obGecneunBaeT mNOTHOCTHIO
aBTOMATH3WPOBAHHBINA MOTOK MH(POPMAIUU:
I out=fM y, M k, T i, M t) - DB {MES} — [ERP. CNC] (7)
B pesynbrare unterpaunu uHpopmanroHHoro odecneueHus ¢ cucremoid MES
INPOM3BOJCTBEHHBIH TMpollecC Ha MIBEMHBIX MpeAnpusTHsaX OyneT onudpoBaH,
0o0ecneunBaloTCs TOYHBIE PACYETHI, ONEPATHMBHOE YIPABIEHUE W ONTUMHU3ALUSA
OPOU3BOJCTBA. JTa MOJENb I[O3BOJSET NPOU3BOJUTH KOHKYPEHTOCIIOCOOHYIO
IPOAYKLUIO, YIIPABIATh MOLYAbHBIMU JTUHUSAMH UITY 1 5KOHOMUTB 00IIHE PECYPCHI.

[ Homerasme & @ @ O B O- (Bhsemmem s + @
Tam paeka Bwa  Boramx Dopmar  Hases PucTpymestsl  Pacumpowes  Cnpass

m

I2 Jamew

2

2

13

> flowc O @ @ Aemamoc ot W
Puc. 8. bazoBast mozesan: 001-1-Myxkckoil kiiaccuyecknil nuaxkak. basosast
Mozaeab: 001-1-2-My:xcKoM KIacCHu4eCKU MUIKAK.
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[Ipu pa3paboTke 31€KTPOHHOM 0a3bl JaHHBIX HporpamMmHoi cucteMbl MES
«ASP-ABTOoMaru3anusi MBEHHOTO MNPOU3BOACTBA" MEpPBOHAYAIBHO CcopMUpOBaHa
cTpykTypa 0a3bl naHHbiXx - BJI. [Insg co3maHus cTpyKTypbl 0a3bl JaHHBIX Oblia
pazpaboTaHa  IOCJENIOBaTENbHOCTh  KoAWpoBaHMs. bazoBags wmogenbp  Obuia
3aKOJMPOBAHA HA NPUMEPE MYKCKOTO NUIXkaka. Hanmpumep, MyKCKOW KJIacCUYECKUN
numkak - kon - 001. Cnenyromue MoAeny KIACCMYECKHX MHUIKAKOB TaKkKe
KOJUPOBAJIMCh B OMNpeAelieHHOM nopsiake - OcHoBHas 0a3oBasi  MOJEINb:
001-1-Myxckoii knaccuyeckuil nupkak. Jlanmee - ba3zoBas 0a3oBas MoOAElb:
001-1-2-MyKcKOW KJIACCUYECKUM MUJKAK. DTU MOAEIU MUIKAKOB OTIUYAIOTCA JPYT
oT apyra Toisko (opmoit BoporHuka (Puc.8,9). KogupoBanue B 3ajaHHOM MOpPsIJIKE
OYEeHb BaXKHO JIJIsI ITPOLIECCOB MOMCKA, OTIPABKU MH(OpMAIINil 1 BHECEHUSI U3MEHEHUN
B 0a3e JaHHBIX.

:J drawSQL  File  Share Diagrams > sewproject ) ‘ » Save {v o
X Tables OB+ New table [4
v Bug marepuana
v Marepuan
I v Mopens
A Aaromaru:\npnaanwe NHHAK

id bigint Bua wapenus Wapenue

ABTOMaTH3UPOBAHHBIE NHHUMN

‘ OBopynosaxns bigint N d

‘ NMnax uexa bigint N

‘ Add Index | | Add

v Bug agenun
v Wapenue

v Ha3Hauexue : IHCAHHE
v (OUpMa NPOMIBOAUTEND

v KaTeropui 06opyAoBaKHA ; Bup matepuana Marepuan

v 0Bopyaosaxme i id
Bua

L[]
B & 8 9 = 0% + [

Puc. 9. CTpykTypa 1aHHBIX 00 ABTOMATH3MPOBAHHBIX MPOU3BOACTBEHHBIX
JIMHHUSAX, ACCOPTUMEHTE IIBEHHbIX U3/Ie/IHii U BUIaX MATEPHAJIOB B cCUCTeMe
ynpasJjienusi 6azamu ganubix (CYB/)

B pabGore pazpaboransl aBromMarm3upoBaHHble JTUHUH ¢GupM «RoboTech»
«NewTechy», «AutoSew», «Vitoni», «Durkopp Adler» nnst pa3nuaHOTO aCCOPTUMEHTA.
ABTOMAaTH3MPOBAHHBIC JIMHAH KOJUPOBAHBI HA OCHOBE CIEIIHATBHBIX KOJOB TSl Oa3bI
JMaHHBIX UHpopMarmoHHoro odecneuenus (Puc. 10).
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1.01.002.1.AL.J.1
AEBTOMAT A8
HACTpaJHBAHHA IUTAHKH Ha
TONIOYKe
PT 6200-783D

2.01.002.1.AL.J.1
ABTOMAT
(YHKIMOHATEHOTO H
JIEKOPATHBHOTO IMBa
AST-785A

3.01.002.1.AL.I.1
ABTOMAT IS
TIPHTATHBAHHA I

HAaCTpa1HBAHHA BOPOTHHKA
AJ-9400-IX

4.01.002.1.AT.J.1
ABTOMAT I
BTAYHBAHHS PYKaBa B
TpoiMy
PT 6200-783D

5.01.002.1.AL.1.1
ABTOMAT JJI COSIHHEHHS
OoxoBRIX cpezoB PT-3300

6.01.002.1.AL.J.1
ABTOMAT [UL HACTpaYHBaHNA
HAKTATHOIO KapMaHa
XP 7100-IX

7.01.002.1.AL.J.1
ABTOMAT JUIA HACTPaYHOIO
IIBa MAHKET
PT-6200-783D

8.01.002.1L.AL.T.1
ABTOMAT J14 14
006paboTKH HH3a MYKCKHX
pybamex PT-3300

9.01.002.1.AL.J.1
ABTOMaT 114 00paboTKH
nerens D-EB 436D

10.01.002.1.AL.J.1
ABTOMAT 1A IPHITHBAHHA

IIyTOBHIT
D-EB 438D

Puc. 10. ABromaruzupoBannas Junus YIIY ¢upmbl «<RoboTech» mist
NPOM3BOACTBA MYKCKOI pyOalIKH.

B mpuknagnoit mporpamme «StatGraphics» Maremarnueckud CMOIEIMPOBAH
npolecc — MpPOEKTUpOBaHMS ~ pabounMx  MecT  aBToMara W omeparopa
ABTOMATU3UPOBAHHBIX JIMHUHN 1BerHoro mnpeanpusatus (Puc.11,12). Ilpu stom
kputepuid Y - T.e. pabodas 3oHa aBromara UIIY Ha aBTOMaTM3UpOBAHHOW JIMHWH,
OCHOBHBIE (DaKTOPHI, BIUAIONINE HA Hee X 1-rabapuTHbIe pa3Mepbl aBTOMaTa, MM.; X2
- Ha3HAuY€HHE MPOTPAMMHOIO aBTOMaTa (KOHCTPYKTHUBHBIE MapameTphl), KOJIUYECTBO
YCTAaHABIMBAEMBIX CTOJIOB B 3aBUCHMOCTM OT BHJAa aCCOPTUMEHTA, IIT.;
X6 - caHuTapHasi HOpMa JIJIsl OTIepaTopa ¢ Y4ETOM MPOXoioB - f, M2.

& STATGRAPHICS Plus - Untitled StatFolio - a X
File Edit Plot Descrbe Compare Relate Special View Window Help
|| B[] | ] ] R o O 2

[T Multiple Regr

¥DAishmayd [E= = B
R I — T —

Puc. 11. OnHodakTopHbIil rpaduuecKUl aHAJIN3 B MPUKJIAJTHON MporpaMmme
StatGraphics.
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OO61mmii BU ypaBHEHUSI MHOTO(AKTOPHON PErPECCUH:
Y =b0 +bl1X1 + b2X2 + b3X3 +... + bpXp,
rne Y - 3aBucumas nepemenHast, X1, X2,..., Xp - He3aBUcHUMas iepeMeHHas, a b0,
bl, b2,..., bp - koadpuuenTr perpeccun.
Y=1f(XI, X2, X3...ccecee oo ee...... X)
Y=f(XI, X2..... X6).

18 STATGRAPHICS Plus - Untitled StatFolio -

file Edit Plot Describe Compare Relote Speciol View Window Help
S0 @8] Flval ] B ] ]| Y e o ) 2
[ Cluster Analysis =0 =
L= et Eﬂaw ]7D

zy ,.

o 52
=2 4
g 4
E 4
z o,
<< 3,
)

=2,
e 2

YDAishmayd

Puc. 12. MuorogakTopHbiii rpaguuecknii aHAJIU3 B IPUKJIAJHON MporpaMme
StatGraphics.

VYpaBHEHHE PErpecCMOHHOM MOAENHM JUIsl OIKCAHUS B3aMMOCBS3M MEXKIY
Y - mnomansro [TApa6300a B TPEMS HE3aBUCHMBIMU NIEPEMEHHBIMM

Y =-0,556627 + 0,647179*X1 + 0,206103*X2 + 0,393312*X6

[TApas.s0na = - 0,556627 + 0,647179*['abaputHsIil pazmep NpOrpaMMHOTO aBTOMara
+ 0,206103 *KomuecTtBo ctonoB + 0,393312*CanurapHas HopMma.

B derBeproii mmaBe gucceprauuu  «Pa3padborka HMHGOPMAIMOHHOIO
o0ecneyeHUs1 TMPOEKTHPOBAHUSA  ABTOMATH3HPOBAHHBIX  TEXHOJOTMYECKHX
NMpOILECCOB»  PEIIEHB  BOMPOCHI  pa3pabOTKu  (QYHKIUH  TPOEKTHUPOBAHUS
TEXHOJIOTUYECKUX TPOIIECCOB MPOU3BOACTBA, (OPMUPOBAHUS OCHOBHBIX (DYHKITUN
MH(OPMAIIMOHHOTO O0ECIEUYEeHHsI MPOIECCa MPOCKTUPOBAHUS aBTOMATHU3UPOBAHHBIX
JIMHUM B TEXHOJOTMYECKHUX IPOLECCAX WMIBEWHBIX MPEANPUITUN, MPOCKTUPOBAHU I
unTepdeiica nporpammuon cucteMbl MES «ASP - Avtomation of sewing productiony,
pa3pabOTKH CHCTEMBl TIepenadyr, OOHOBJIEHUS W KOHTPOJIS WHPOpMAIUKA B
MPOU3BOACTBEHHBIX Mpoleccax B MporpaMMHON cucteMme. [IpuBeneHbl pe3ynbTarhbl
AKOHOMHYECKON 3(PPEKTUBHOCTU BHEJIPEHUS] aBTOMATU3UpOBaHHBIX JuHUN UIIY B
TEXHOJIOTMYECKUM TMpOLleCC IIBEHHOro 1eXa M NPUMEHEHHS MPOrpPaMMHOIO
obecrieuennst MES «ASP-Avtomation of sewing production» mpu TpOEKTHPOBAHUU
TEXHOJIOTMYECKUX MPOIECCOB MBEHHBIX MPEINPUATHIM.

Pa3zpaborana cxema nHGOpPMAIMOHHBIX IOTOKOB U MEPEJaul JaHHBIX B OCHOBHBIX
bynkmusax MES-cuctembr « ASP — Automation of Sewing Production» (Puc.13).
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1. MOTVIIb 2. MOIYTT «V%[?-‘dﬂ%%m 4. MOTYIIh 6. MOIIVIIb 7. MOIVIE 8. MOJYIb
QMAPKETHHT «3AKAZEL TPOIBEONCTRER «VTIPABIIEHHE «KOHTPOIE CAHATIR .
TPOMZROTICTRAY TR MATEPHAJEHEM COTPY/THIHKOR H TIPOIECCA 1T
H 3ATIACAMH» TEPCOHATTA» OTUETHOCTEn CHCTEMAMH»

Paspabora, KoBTpous sa Koarpoms
PR L IOCTAEEOH B KAYeCTEA CHEA, Epesern
KOHTPOIE ACKOmOM 3 1 : H
s L p Yty ' nnnyﬁ)aﬁ]zma’rus ! T —— ' d:apunpon—aﬂue PLM, SCADA,
MATEPHATIOE,  EroTOECH | — i CT=ETOE 00 CAD/CAM r
| i

typERTYpEL ! i l EcnonEeRRR APYTHMHE CHCTEMAMH
Brog marnex [ ! ] i il 32KAsOE, -

L1 i
o e i T ' i [l mcnomsosamm
accopravert [ ! L i il lnamposasme il PeCYPCOE H ApYTHE
a, pasuepax, Y TO! i N P B W pabonero rpadeea Bl o croRmmx
xomaecTee B I 1 CIFTEMESATIE o u pacapepencene R moxasatenix
zate saxasos TPON{2CCOB YHETA g ! obAsaEHOCTER (Il IpOBESECACTEEHEOHR
E CHCTEMY. i | RENEED - MERY i EATENBHOCTH.

= ! MATEPHAIOE. o e COTPYIHAKAME. o -

‘Yuer pabouero

PaspatoTra
EELRCTIET R, ! E . i i !
rpagmia 1 3 ! ! | I AHaras
npomsEcAcTER [ i ! ! B bberTHEROCTH
HOBHIX. . - ! ! | MIPORSECACTEEHHEL
Moneneit mo - ! ! X DIPOTIECCOE,
3aTOTOEHTEID
HEIM, CDeCTIEdEHAT
PACEPOHHEM MATEPHANAME H
H MEEHHE _ dypEATYpOE d
Texan. TIpORSECACTECHHEE I

TIPOTECCOE.

HudopmanHoHHBIH HOTOR

obopyACEaHER

memmm | e OT4ersl, pe3yaLTATHI AHATH3A

Puc. 13. Cxema nH(pOpMAIITMOHHBIX MOTOKOB U MEPeAAYH JAHHBIX B OCHOBHBIX
¢pynxuusax nporpammuoii cuctembl MES «ASP- Avtomation of sewing
productiony.

B nanHo# cxeme HarsiAHO TOKa3aHbl HH(GOPMAIIMOHHBIE TOTOKH MEXI1Y OCHOBHBIMU
(GYHKIIUSIMU TIPOTPAMMHOM CHCTEMBI, @ UMEHHO Tepe/iaya TaHHbIX B BUJE OTYETOB U
pe3yabsratoB aHanusa. ChopMHpOBaHBI 3Tallbl MPOCKTUPOBAHUS TEXHOJOTHYECKHUX
MPOLIECCOB IIBEHMHOrO I1I€Xa IO BBIOJHEHHIO HOBBIX 3aKa30B Ha OCHOBE
aBTOMATU3UPOBAHHBIX JIMHUIA.

[Ipu  mpoextupoBanun  uHTEepdeiica NPOrpaMMHONM  CHCTEMBl  ObLIU
chopMHUpOBaHbl OCHOBHBIE 8 (PYHKIHMI W MX CTPYKTYpHbIE pa3lienbl. DTU (YHKIUU
o0ecreynBaloT ONepaTUBHOE MJIAHUPOBAHUE NESITEILHOCTH MIBEHHBIX MPEINPUSTUH,
MPOEKTHPOBAHKE, YIIPABICHUE W KOHTPOJIbL MPOU3BOJCTBEHHBIX MPOIECCOB, & TAKKE
BBOJI, OOHOBJICHHE U NTepeaavy HHGOPMAIINH, CBI3aHHON ¢ N3MEHEHUEM aCCOPTUMEHTA
MPOAYKITHH.

B pabore pazpabortan cucTtemHblid WHTEp(ENc MPOrpaMMHOTO OOECTICUCHUS
VIOpaBICHUS NESITEILHOCTHIO MBEUHBIX mpeanpusatuii «ASP - Avtomation of sewing
production». Ha rmaBHO¥W maHeaw mpOrpaMMHOTO 00ECTeUeHUs pPa3MEIICHBI TaKHhe
¢bynkmuu, kak «Bwibop s3pika», «llouck», «Permcrpamms», «Bxom B cucrtemy»
(Puc.14,15).
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Puc. 14. MeH10 BB0OA NOJIb30BaTEeIbCKUX JAHHBIX IPOTPAMMHOI0 00eCIeYeHH sI
MES «ASP - Avtomation of sewing productiony.

JIaHHBIE O CXEeMax pacloJOXKEHUsS aBTOMAarOB C YHUCJIOBBIM MPOrPaAMMHBIM
o0OecrieyeHUEM M aBTOMATU3UPOBAHHBIX JIMHUM BHOCATCS B 0a3y JIaHHBIX
nporpaMMHoro obecneueHust cucrembl. Ilocie BBoma nanHbeix o UYIIY-aBromarax
peanusyeTcst PyHKLHA TOMCKa ONTUMAJIBHOM MIIaHUPOBKU LIBEHHOIO 1ieXa.

-

ABTOMBTHINDOBAHHAR NMHUA

Automation of SewingProduction
ABTOMaTiA3aL 1BEVHOrO MPOM3BOACTBA

Puc. 15. OcuoBHast nanesb cucteMbl MES «ASP - Avtomation of sewing
production» u 37eMeHThI PyHKINH NPOCKTUPOBAHUS ABTOMATH3HPOBAHHBIX
JIMHMH.

B ocHOBHyI TmaHenb MPOrPaMMHOTO OOCCIICUEHUS BKIIOYCHBI (YHKIIWH,
HEOOXOJMMBIE I TMPOCKTHPOBAHHUS TEXHOJIOTHMYECKHX IPOIECCOB Ha IIBCHHBIX
npennpusitusix. [I[porpaMmMmuoe oOecriedeHre MO3BOJSET pacCUUTaTh OOMUN 00BEM U
CPOKM H3TOTOBIICHUS 3aKa3a C Y4eTOM COPTHOCTH TOTOBOH MpomyKmuu. DyHKIHSA
IUTAHUPOBAHUsI 00bEMa 3aKa3a ¢ y4eToM coprta mponykuuu - 8%. [lpu mianupoBaHun
o0beMa 3aka3a B pa3pabOTaHHOM IPOCKTE CHCTEMBI MPOrpaMMa PaCCUYHUTHIBAET COPT
MPOIYKIIMK B COOTHOMIEHNH 8% OT 00111ero oobeMa mpon3BOACTRA.

ITopsimok ompenesaeHus o0Imero cpoka MPOU3BOJICTBA C YIETOM 00IIero oobeMa
MPOU3BOJACTBA W CPOKOB KOHCTPYKTHBHO-TEXHOJOTHYECKOW TIOJTOTOBKH HOBBIX
MOJIeJICH C Y4eTOM KadecTBa W COpTa NPOAYKIMH, TUIAHHPOBAHHUS MaTEPHAIBHBIX
pacxoJI0B BKIFOUYCH B MPOTPaMMYy IO CICIYIONIHM GOopMyIam.

Onpenenenne o0beMa IPOU3BOACTBA:

MO6HL06’I>€M:M33K.KOH.+( Mk xon/ 100*8) (8)

re: Mosu.ooven -OOLIHMI 00BEM IPOU3BOACTBA TPOLYKIMH, IITYK;
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M3a1<.1<0n — KonudecTBo 3aKka3zaHHOM napTuu, MTyK.
OHCpCI{GJ’ICHI/IC CPOKOB ITPOMU3BOACTBA:

Tz[Heﬁ:7+(M061u.061>eM/N KOILpao. *1 Onep-(npomB.l onep.)) ( 9 )

TAC: T ueit — OOMmMIA CPOK MPOU3BOICTBA, JHEM;
Mo6u.o6vem — OOLIMI 00BEM IPOU3BOICTBA, LITYK;
NKon.onep. — KonuuectBo oneparopoB, 4Ci.,
1 Onep. (upouss. 1 onep.) — [IponsBOAUTENBHOCTE OllEpaTOpa, ITYK.

ba3pl nmanHbIX TporpaMMmHON cuctembl «ASP-Automation of Sewing
Production» Obin copMUpOBaHBI KaK KIIOYEBOM D3JIEMEHT UHQPOPMAIIMOHHOM
UHPPACTPYKTYpPbl, HUMEIONIMIA Ba)XKHOE 3HA4YCHHWE /I [HU(POBOTO yIpaBICHUS
nporieccaMy MIBEHHOTO MPOU3BOACTBA. {151 MPOEKTUPOBAaHUS aBTOMAaTH3UPOBAHHBIX
TEXHOJIOTUYECKUX TPOIECCOB pa3paboTaHO MporpaMMHOe obecredenne «ASP -
Automation of Sewing Production» MES. JlanHoe nporpamMMHOe oOecreyeHue
TIO3BOJISIET HA OCHOBE TEXHIUYECKOTO ICKM3a MIIM 00pasiia MOIETH OJICK bl OTIPEICIISATh
cebecTonMoCTh  MOfeNH, (opMHpPOBaTH TMPOM3ZBOACTBEHHYIO TMpOrpamMMmMy |
POEKTUPOBATh ABTOMAaTU3WPOBAaHHBIC TMHUH IIBEHHOTO I1eXa.

BbIBO/IbI

1. [lanHBIE =~ aBTOMAaroB €  YHCJIOBBIM  IPOTPAMMHBIM  YIPaBICHHEM
CUCTEMaTU3UPOBAaHbl B 3aBUCHUMOCTH OT Ha3HaueHHUsi 0OpaOOTKU Y3JI0B IIBEHHBIX
uznenuii. Ha oCHOBE KOHCTPYKTMBHBIX NapaMETPOB U TE€OMETPHUUYECKUX Pa3MEpOB
POrpaMMHBIX aBTOMATOB pa3pabOTaHbl MPOEKTHl PA0OYMX MECT, JTOMOJHUTEIHHBIX
CTOJIOB M OTMIEPATOPCKUX PabOYMX 30H.

2. B aBTOMaru3upoOBaHHBIX JIMHUSX ONPEIEICHO KOJIMYECTBO OIEPAaTOPOB U
pacnpeeseHrue TEXHOIOTHYECKON Harpy3Ku; YCTaHOBICHBI KOO (DHUIIMEHTHI 3arpy3Ku
IIPU 3aKPETUICHUN HECKOJIBKUX aBTOMATOB 33 OHUM OIEPATOPOM.

3. Pa3paboransl Mozenu onpeaereHus OCHOBHBIX MOKa3aTelleld MPOSKTUPOBAHUS
aBTOMATH3WPOBAHHBIX JIMHWM, T.€. IUIomanud paboueld 30HBI Uil  OFAHOMU
aBTOMATH3WPOBAHHOW JIMHUM, oOmpeneieHus Koddduiuenta oO0mel Harpy3ku
orepaTopa, pacdera 3aTpar BpeMeHU Ha 00padOTKy OJTHOM JIeTaIN IIBEHHOTO U3/IEIHS,
ompezeneHus 00mero od0bemMa BBITYCKAEMON MPOAYKIIMKA Ha aBTOMATU3MPOBAHHOMN
JIVHHM.

4. PazpaboraHbl pPEKOMEHJAIMHU [0 MPOEKTUPOBAHUIO ABTOMATHU3UPOBAHHBIX
nuauid YITY u nnaHoB 1EXOB, pa3MENIEHUIO aBTOMATOB, POEKTUPOBAHUIO PAOOUMX
MECT OIEepaTOpOB.

S.IIpoBeneH KOMIUIEKCHBIA aHAli3 XapaKTEpPUCTUK CHCTEM KOAWUPOBAHMS,
Kiaccupukauu MHGOpPMALMU, XapaKTEPHOM I TEXHOJIOTMYECKUX MPOIECCOB
mBelHbIX npeanpustuid. CHopMUpOBaHBI CTPYKTYypa U COAEpKaHHE WH(OpMaIIUH.
Pa3zpaboranbl nops1I0Kk KoOAUpoBaHus, Kiaccuukannu napopmanunu 006 aCCOPTUMEHTE
IIBEUHBIX U3JIETTUN U CTPYKTypa 0a3bl TaHHBIX.
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6. Pa3zpaboran unrepdeiic nporpammuoro obecneuenuss MES «ASP-Automation
of sewing production» u CTpyKTypa OHJIEKTPOHHOM 0a3bl AaHHBIX. B mpoekre
porpaMMHoOi oOecrieyeHusi ObUIM CIPOEKTUPOBAHbI OCHOBHBIE MaHENU (QYHKUUN U
COCTaBHBIE 3JEMEHThl KaKJ0M omnepanuu. BKiItoueHbl OCHOBHBIE (DYHKIMH, Kak:
CBEICHUS U OIpe/ielIeHne SKOHOMUYECKOU d(PPEKTUBHOCTH 3aKa3a, IPOEKTUPOBAHUE
TEXHOJIOTUYECKUX TMPOIECCOB, VYIPABIEHHE U KOHTPOJIb MPOU3BOICTBEHHOIO
npotecca.

9. ChopmupoBansl  0a3bl  JaHHBIX aABTOMATHU3UPOBAHHBIX  JmHHM  YUITY
nporpamMmmHoro obecrneueHuss MES «ASP-Automation of sewing production». B
COOTBETCTBUM C ACCOPTUMEHTOM IIBEHHBIX M3/1eNIMi B Oa3e TaHHBIX B ONPEACIEHHOM
3aKOIMPOBAaHHOM BHJI€ pa3MEUIEHbl CBEJEHHS O Ha3HAYEHMM Ka)KJOro aBTOMara Ha
JUHUSX, €T0 TEXHUYECKUX MapaMeTpax U IPYyrux XapakTepUCTUKAX.

8. Pesynbprarbl OLIEHKHM HKOHOMHUYECKOM 3(PGEKTUBHOCTH IMOKA3bIBAIOT, YTO
BHEAPEHUE AaBTOMATU3MPOBAHHBIX JIMHUM B TMPOLIECC TPOU3BOJCTBA MYMKCKOIO
KOCTIOMa IMO3BOJISIET 3a CUET COKpALIECHUS YHciia padodrX MECT U TPY/103aTpar CHU3UTh
cebecTouMOoCTb u3sienus Ha 28545 cyM U Kak CIIEACTBUE, OIYYUTh AOMOIHUTEIbHYIO
npuObLTb B pasmepe 21062cym. Habmionaercst yBenuueHue ypoBHSI peHTaOEIbHOCTH
Ha 7,28 %.

Pacxonpl Ha BHenpenne MES-nporpammuoit cucremsl «ASP-Automation of
Sewing Production» B TexHosornyeckue mnpouecchl coctaBisaioT 36 324 000 cym, npu
9TOM 3a CYET COKPALIECHUS BpEMEHH IPOEKTHPOBAHUS SKOHOMUYECKast 3P (HPEKTUBHOCTh
3a onuH roa pocturaet 89 004 000 cym.
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INTRODUCTION (abstract of PhD dissertation)

The aim of the research work: development of information and software
support for designing technological processes based on the formation of automated
production lines for manufacturing various assortments of sewing products.

Tasks of the research work: to study and analyze the theoretical principles
regarding the essence, content, significance, and digitalization features of designing
automated technological processes in sewing enterprises.

to investigate the programmable digital control system automats intended for
technological processes in sewing workshops of sewing enterprises and to develop
projects of automated lines according to product assortments.

to analyze information classification and coding systems and to develop
procedures for coding information for technological processes.

to develop information support for designing technological processes in sewing
enterprises, as well as software capable of planning production volumes and material
consumption, and performing functions of designing technological processes in
automated sewing workshops.

Object of the research — the processes of forming information support for
designing automated technological processes in sewing workshops of sewing
enterprises.

Subject of the research — methods for designing lines of programmable
automats in technological processes, developing electronic databases, and forming
information support.

The scientific novelty of the research work the following:

Methods for designing automated lines for various assortments of sewing
products were developed based on determining the geometric parameters of the
automats and the area of the operators’ work zones.

The structure and composition of electronic databases were formed, including
characteristics of automats such as brand, function, and productivity, for designing
technological processes of sewing workshops based on automated lines.

Mathematical models were developed to determine the work zones of automats,
their quantity, and the workload coefficients of operators based on the technological
operations in the automated line.

A digital MES system, “ASP — Automation of Sewing Production”, was
developed for managing automated technological processes in sewing enterprises.

Publication of Research Results. A total of 21 scientific papers have been
published on the topic of the dissertation, including 3 articles in journals indexed in
the Scopus and Web of Science databases, 3 articles in journals recommended by the
Higher Attestation Commission (HAC), 6 articles in international and local scientific
journals, and 9 articles in the proceedings of international and national scientific-
practical conferences.

The structure and scope of the dissertation. The dissertation consists of an
introduction, four chapters, an economic part, a conclusion, a list of references and
appendices. The volume of the dissertation is 120 pages.
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	Kiruvchi ma’lumotlar:  My.b. – yangi buyurtmalar (model nomi, ishlab chiqarish hajmi, muddati);  Mtex.esk. – model texnik eskizi; Toper. – texnologik operatsiyalar ro’yxati;  Mmater. – materiallar turi, ko’rsatkichlari; LAL.kon. – avtomat liniyaning ...
	Axborot arxitekturasining umumiy modeli axborot ta’minoti va MES tizimi o’rtasidagi mantiqiy bog‘lanish to’liq avtomatlashtirilgan ma’lumot oqimini ta’minlaydi:

	“StatGraphics” amaliy dasturida tikuvchilik korxonasida avtomatlashtirilgan liniyalarda dasturli avtomat ish o’rinlarini loyihalash jarayoni jarayoni matematik modellashtirildi (11,12-rasm). Bunda Y - kriteriy ya’ni avtomatlashtirilgan liniyad...
	Входные данные для процессов проектирования линий ЧПУ  Iвход.. включают:        Iвход. = { Mнов.зак.; Mтех.эск.; Tопер.; Mматер.; LАЛконф.}        (1)
	Входящие информации:  Mнов.зак. – новые заказы (эскиз модели, объем производства, срок);  Mтех.эск.– технический эскиз модели; Tопер.– список технологических операций;  Mматер – виды материалов, показатели; LАЛконф.– конфигурация автоматизированных л...
	8. Результаты оценки экономической эффективности показывают, что внедрение автоматизированных линий в процесс производства мужского костюма позволяет за счёт сокращения числа рабочих мест и трудозатрат снизить себестоимость изделия на 28545 сум и как ...
	Расходы на внедрение MES-программной системы «ASP-Automation of Sewing Production» в технологические процессы составляют 36 324 000 сум, при этом за счёт сокращения времени проектирования экономическая эффективность за один год достигает 89 004 00...



