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YJIYHIIEHUE IMPOU3BOJACTBEHHBIX ITPOIIECCOB CUCTEMbI
MEHE/’KMEHTA KAYECTBA HA OCHOBE MOJIEJIMPOBAHUA

3anopoxueB A.B., Xa3zoBa Bep.H!., Xa3zoa Bux.U.
Hwxeropockuii rocynapcTBeHHbIN TexHuueckuil yausepcureT uM. P.E. Anexceesa, Hiwknuit Hosropoxn, Poccus

Annomanyusn. IlocTaHoBKa 3agaul (AKTYaJBHOCTh PadoThl). OCOOCHHOCTRIO MPOIIECCOB CHCTEMBI MEHEIKMEHTA
kagectBa (CMK) siBisieTcst HEOOXOANMOCTh pacCMaTpUBaTh X C JIBYX TOYEK 3PEHMS: C TOUKH 3PEHUSI CYIIHOCTH IIPO-
1ecca IpeoOpa3oBaHus, BBIIOJIHACMOTO B JaHHOM IIPOLECCE, a TAKXKE C TOYKU 3PEHUs COOTBETCTBHS 3TOrO Hpolecca
TpeboBaHusaM cranaaptos cepun ISO 9000. B cBs3u ¢ aTum npouecc CMK MoxHO paccMaTpuBaTh Ha Pa3HBIX YPOBHSX:
YPOBHE 3JIeMEHTa IIPOM3BOJCTBEHHOTO MOTOKA (000pYHOBaHUE), YPOBHE NIPOU3BOACTBEHHOIO IIOTOKA, YPOBHE YIIPaB-
JICHUS! TPOM3BOICTBEHHBIM ITOTOKOM M YPOBHE CETH IPOU3BOJCTBEHHBIX MOTOKOB. J{J1s1 TOTO 4TOOBI LU(POBOIH ABOHHUK
npouecca CMK ycneniHo peman 3aa4u MOBbILIEHNs 3PPEKTUBHOCTH MpoLiecca Ha KaKIOM M3 YIOMSHYTBIX ypOBHEH
3a cueT pa3pabOTKU YIy4IIeHUH, ero 1mudpoBas MOAENIb AODKHA COAEPHKATH IEMEHTHI, COOTBETCTBYIOIINE YPOBHIO
paccmoTpenns nporecca. Ileab padoTsl M MeTOAbI HecIeA0BaHUs. Pa3paboTaTs Moaxo1 K MOISITMPOBAHHIO TIpoLiecca
CMK, obecneunBaromuii co3gaHue TaKUX MOZAEIEH, B CTPYKTYPE KOTOPBIX OyIyT 3JIEMEHTHI, COOTBETCTBYIOIINE pPe-
AJBHBIM TIpolieccaM. DTO MTO3BOJIUT MOCTABUTh B COOTBETCTBHE M3MEHEHUSI B MOJIENIN MPOIIECCa M3MEHEHUSIM B pealb-
HOM Tporecce. Jyis perreHust 3Toi 3a1auu B paboTe NCIIONIB3YeTCs MOIX0]l CHCTEMHON AMHAMUKH, YTO TIO3BOJISIET pas-
pabaTbIBaTh MOJIENH, aJIeKBaTHBIC peaJbHOMY MpOLEcCy Kak IO CTPYKType, Tak M Mo moBeneHuio. Pesyabrarsl. Pac-
CMOTPEH BOIIPOC O pa3paboTKe MOJENHN JIEMEHTa IPOU3BOJICTBEHHOrO TI0ToKa (00opynoBanus). Pazpaborana mugpo-
Basi MOJIeJIb IIPOM3BOJICTBEHHOT'O IOTOKA U J0Ka3aHa aJIeKBaTHOCTh 3TOI MOJIENIN OCHOBHBIM 3aKOHOMEPHOCTSIM, KOTO-
pble IEHWCTBYIOT B IIPOM3BOJCTBEHHBIX cUcTeMax. Ha oCHOBe MOJieNi MPOU3BOJCTBEHHOTO MMOTOKA TIOCTPOSHA MOJIEIh
yIIpaBJeHUsl TIPOU3BOJICTBEHHBIM mporieccoM. [IpakTuyeckast 3HaunMocTsb. [IpeanoxeH noaxos K pa3paboTke Mo/ie-
e IMPONU3BOJACTBECHHBLIX MPOLECCOB, KOTOpBIﬁ YCTaHaBJINBACT KOHKPETHLIC Tpe6OBaHI/ISI K UMUTAIlMOHHBIM MOJCIISIM B
3aBUCHMOCTH OT KOHIICIIIIMHU YIIy4IlIeHHsI Ipolecca.

Knrouegvie cnosa: nndpoBoii IBOWHUK Mpoliecca, MIMHTAIMOHHOE MOJEIMPOBaHIE, IPON3BOJICTBEHHBIN MpoLece, Ipo-
necc CMK, ynyumenue npouecca CMK, monens ynydmenuii npouecca, MOJASIUPOBAHUE POU3BOACTBEHHBIX MPOLIEC-
coB
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MODELLING BASED IMPROVEMENT OF QMS MANUFACTURING
PROCESSES

Zaporozhtsev A.V., Khazova Ver.l., Khazova Vik.l.
Nizhny Novgorod State Technical University named after R.E. Alekseev, Nizhny Novgorod, Russia

Abstract. Problem Statement (Relevance). A feature of the quality management systems (QMS) process is the neces-
sity to consider them from two points of view. One is the content of conversion realized in this process while the other
is its compliance with ISO 9000 standards requirements. Therefore, QMS process can be studied at different levels:
level of the production flow element (i.e. equipment), production flow level, level of the production flow management
and level of production flows network. In order to QMS process digital twin to successfully increase process efficiency
on each level by developing improvements its digital model need to comprise elements which correspond to the level of
consideration. Objective and Methods Applied. The main objective of this paper is to develop such an approach to
QMS process modelling that allows creation of models which elements correspond to the real process elements. This
allows to match changes in the process model to those of the real process. System dynamics approach is being used to
develop models which structure and behaviour are adequate to the real process. Results. The authors considered an is-
sue of the model of production flow element (equipment) development. The production flow digital model adequate to
production systems basic patterns is developed. This model became a basis for the development of the model of produc-
tion flow management. Practical Relevance. An approach to the development of manufacturing process models is sug-
gested that establishes specific requirements for the simulation models depending on the process improvement concept.

Keywords: process digital twin, imitation modelling, manufacturing process, QMS process, QMS process improvement,
model of process improvement, manufacturing processes modelling
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Brenenne cuctemsl. Jx. doppecTep NPeMIOKRUI METOHOIOTUI0
MO/JICIUPOBAHMS ITPOM3BOJICTBEHHBIX CHCTEM IIyTeM H3Y-
YEHUS OCHOBHBIX IOTOKOB, IUPKYJIHPYIONIUX B IPOU3-
BozcTBe [5].

HecMoTpst Ha 3HaUMTEIIbHBIE TOCTHXKEHUs B 001acTH
UCTIONB30BaHUsl MMHTAIHOHHOTO MOJENHUPOBaHUs [6],
NPUHIOUIB pa3pabOTKH MMHTAIMOHHBIX Mopened nud-
poBbIX JBOIHMKOB IpoueccoB CMK B nonHoi mepe He
UCCIIEI0BaHbl. BaXKHBIM SIBIII€TCS BOIIPOC O AETAIbHOCTH
ONHKCaHMA MPOU3BOACTBEHHOI0 MpOoIecca IPU MOJEINPO-
BaHMU. Tak kKak nUQpPOBHIE IBOWHUKH CTAHOBSTCSA BaXK-
HBIM PECypcoM IPOU3BOJICTBEHHOW CHCTEMBI, HX pa3pa-
00TKa TpeOyeT OmpeneeHus eiell CO3MaHus UPPOBBIX
JIBOMTHMKOB U T€X BO3MOYKHOCTEH, KOTOPHIMU OHM JIOJIK-
HBI 007a/1aTh UIA YIPaBICHHS MPOU3BOJICTBEHHBIM IIPO-
1eccoM. B paMkax JaHHOTO MCCIEIOBAaHUS IIETBIO CO3/1a-
HUA nudpoBoro nBoiHMKa mpounecca CMK sBisercs
BO3MOXKHOCTb HCCIEIOBAHUS PE3YIbTATOB YIy4IICHUS
npolecca ¢ MoMOIIbio ero udposoi Mogenu. [ys atoro
dpoBas MoJieNb Iporiecca JODKHA 00J1aiaTh CIIEayIo-
HIMMHU BO3MOKHOCTSIMU:

— COOTBETCTBOBATH PEAbHOMY NPOU3BOICTBEHHOMY
Hpoleccy MO CTPYKTYPE U MOBEACHUIO;

— obnagate MOIUQPUIMPYEMOCTEIO — BO3MOXKHOCTBIO
M3MEHATh CTPYKTYpy LU(QPOBOH MOJIETH C TeM, YTOOBI
OHa COOTBETCTBOBAJIA CTPYKTYPE HM3MEHEHHOTO IpPOM3-
BOJICTBEHHOTO ITpOIIecca.

B cBsi3u ¢ OBICTPHIMU M3MECHEHUSMH B SKOHOMEKE H
TEXHOJIOTUSX aJIAITUBHOCTh M U3MEHUYHMBOCThH MPOU3BOJI-
CTBEHHBIX CHUCTEM CTaJIM KIFOUYEBBIMH XapaKTePUCTUKAMU
oOpabatbiBaromiel nmpompinuieHHOCTH [1]. UTOOBI MOBHI-
CUTh CBOKO KOHKYPEHTOCIIOCOOHOCTH, KOMIAHUSIM HEO00-
XOJIUMO YYHUTHIBATh HOBBIE TpPeOOBaHUSI PHIHKA U TEpe-
OCMBICITHBATh CBOM TNPOM3BOACTBEHHBIN MpOIECC C TIO-
MOIIBI0 MHUPPOBBIX TexHOJOTHA [2]. B 3TOM KOHTEKCTE C
OBICTPBIM  Pa3BUTHEM WH()OPMAIIMOHHBIX TEXHOJOTHHA
MIPOU3BOJICTBCHHBIE CHCTEMBI MOTYT OBITh IpeoOpas3oBa-
HBI B MHTEJUICKTyaJbHEIC [3], T MOXKET OBITH peam30-
BaHa MHTErpalus NOPOAYKTOB M MAIIMH BO B3aHUMOCBS-
3aHHBIC (pu3myeckre W IUQPOBBIC MpoIecchl. B atoi
CBSI3M BaXXHBIMH SIBJISIFOTCSI HCCIIEIOBAHUS, B KOTOPBIX
paccMaTpuBaeTca 3ajada MOJENMPOBAHWA, aHAIM3a M
MIPOEKTUPOBAHMSI CIIOKHBIX TIPONU3BOJICTBEHHBIX CHCTEM.

OpHOW W3 KOHLEMNINHA MOAEIHPOBAHUS, NpPUMEHse-
MBIX JIJISl M3yYEHUS CIOKHBIX CHCTEM, SIBJISETCS UMUTA-
UOHHOE MojenupoBanue. K HacTosdmeMy BpeMeHH
c(hopMUPOBATIOCH TPU KIIFOYEBBIX MOIX0Ma K pa3paboTke
MMUTAMOHHBIX Mojiesel. [IepBblif U3 HUX OPUEHTHUPOBAH
Ha JNUCKPETHO-COOBITHIiHOE MozenupoBaHue [4], B pam-
Kax KOTOpPOr0 CHCTEMa MOJEIUPYETCS COBOKYIMHOCTBIO
MPOUCXOAIMINX B HEH COOBITHIA. DTO MO3BOJSIET MAKCH-
MaJbHO TOYHO BOCIPOU3BOJUTH B UMHUTAIIMOHHOW MOJIe-
JI1 BCE OCOOCHHOCTH pabOTHI 3JIEMEHTOB MOJAEIUPYEMOM
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Marepuajibl 1 MeTOABI UCCJIEOBAHUS

IIpo6semMbl peanu3anuy NMPUHIUNA MOCTOSTHHOTO
yJIy4llleHHs1 HA OCHOBe HMHTALMOHHOTO MOJEIMPOBa-
Husl. THCTpyMEHTOM DPa3pabOTKH YIIyUIICHUH SBISCTCS
mukn PDSA [7], B KoTOpoM peanu3yeTcss HAy9HBIA MO~
xox K ymyumeHusaM. CyTh HAy9HOTO HOAXOAA B TOM, 4TO
Ha OCHOBE MMEIOIINXCSA 3HAHWH O MPOLIECCE BBIBUTACTCS
rurnore3a (TpeAyioKeHWE TI0 YIYYIICHHIO), KOTopas
JIOJDKHA OBITH IPOBEPEHA OOBEKTHBHBIM METOJZIOM, a pe-
3yJITaThl TIPOBEPKU — COTOCTABJICHBI C BBIBHHYTOW TH-
nore3oil. Takoe cpaBHEHHE WIM HOATBEPHKAAET, UTO
NPEATI0KEHHE 10 YIIyUIICHNIO JeHCTBUTENIBHO YIIydIlIaeT
MOKa3aTeJH Tpoliecca, WIK MO0Ka3bIBaeT OTCYTCTBUE BIIU-
STHUSI TIPEIVIOKCHUS 110 YITy4IICHNIO Ha HUX. IHCTpyMeH-
TOM TPOBEPKH NPEATIOKEHHUS MO YIYYIICHHIO SBISIETCS
MMHTAIMOHHAS MOJIENb, KOTOPas IOJDKHA COOTBETCTBO-
BaTh CIEIYIOIMIEMY INPHHIMITY: MOJAENb Ipolecca, HcC-
MoJb3yeMasi Uil YIydIIeHHsS, IOJDKHA COJepXKaTh diie-
MEHTBI, COOTBETCTBYIOIIHE 3JIEMEHTaM pPEaJbHOTrO Ipo-
necca. To ecTh moboe MpeIOKEHHE MO YIyYIICHHIO
nporecca JODKHO (OPMYJIHPOBATHCS KaK H3MEHEHHE
OJIHOTO M3 3JIEMEHTOB PEaJIbHOTO Tpoliecca: XapaKTepH-
CTHK O00OpYJOBaHHMS, TPAaBHJ BBIIOJHEHUS OIEpalni,
NPHUHIUIIOB YIIPABJICHUS IIPOLIECCOM H T.J.

OOBEKTUBHOMY OIMCAHUIO PEAbHOTO Ipolecca B
HanOONBIIEH CTETICHN COOTBETCTBYET €T0 (pyHKIMOHAIIb-
Has mozxenb B cragmapte IDEFO [8] (puc. 1). B mogenn
mporecca MPUCYTCTBYIOT T€ OOBEKTHI, KOTOPHIE €CTh B
peanbpHOM Iporecce, a (YHKIMU OITUCHIBAIOT Mpeodpas3o-
BaHMSA, KOTOpPBIE IPOM3BOAATCS C JTUMH OOBEKTaMHU.
BaxHbIM 351€eMEHTOM (YHKIIMOHAIBHONW MOJIEIH SIBIISIOT-
csl mpaBmiia npeoOpa3oBaHusi 00BEKTOB. XOTS (HYHKIIHO-
HaJIbHAs MOJIENb IIPOLIeCCa SBISETCS KOHIENTYalbHOU
MOJIENIBIO, B KOTOPOH JIaeTcsl OMMCaHue MpUHIUIA pado-
ThI TPOIIECCa, OHA SIBJIAETCS OCHOBOM I MOCTPOEHUS
MaTeMaTHYeCKOW MOIEH Ipolecca, Tak Kak ONpesenseT
CTPYKTYpY MOJeIHpyeMoro mpotecca. s storo mare-
MaTH4ecKasi MOJENb Ipollecca J0JDKHA BKIIOYATh Mare-
MaTHYecKHe HapaMeTpsl 0OBEKTOB Mpoliecca U MaTeMa-
THUYECKHE QYHKIMU IPeoOpa3oBaHus STHX 00HEKTOB.

Puc. 1. ®yHKMOHANBHAS MOAEIH TpOIEcca
Fig. 1. A functional model of a process

B 3akiroueHue paccMOTpeHUs mpodieM pa3paboTKu
AMUTALMOHHBIX MOJENCH ISl TPOBEPKU yIyUIICHHUH
MIPOLIECCOB BBIABUHYTA CIIEAYIOIAs TMIOTe3a: JJIs Kax-
JIOTO YIyYIICHUS HeOOXOIMMa WHAWBUAyaIbHAS Hdpo-
Basg Mojeib. JIeHCTBUTENbHO, TaK KaK KaXkaas MOJICIb

paspadaTbIBaeTCs ¢ ONpeeNICHHON Leblo (YIydIIeHHs B
OIIpEeJIeJICHHOM acCIeKTe IPOM3BOACTBEHHONH CHUCTEMBI),
TO JUTA KaXKAOTO YITydIIeHUS HEOOXOJMMa WHANBULYalb-
Has MOJIETb, KOTOpasi COAEPKUT M3MEHCHHS, MPEICTaB-
JSTFOLIME CYTh yIy4IICHHUs mpoLuecca.

Mopenb ¢akropoB yiay4uieHusi npouecca. Peanb-
HbIi NPOM3BOJCTBEHHBIM MpOLECC — 3TO KOHKPETHas
CTPYKTypa TNPOM3BOACTBEHHOTO MOTOKA, peaJbHBIC Xa-
pPaKTepUCTUKU pabOyMX CTaHLMH, NMPHUHIMIIBL yIpaBie-
HHSI UX COBMECTHOH pabOTOH, MCHOJIBb30BaHUE MAKETHOU
00paboTkn 00BEKTOB, HaNU4Ke Oy(hepoB BpEMEHH, MOIL-
HOCTH U 3aI1acoB, X PACIIOJIOKEHUE B CTPYKTYPE MPOH3-
BOJICTBEHHOr0 MoToka u T.a. [lokaszatenu peasbHOTO
MPOM3BOJICTBEHHOTO Tpoliecca BCerjga HIKe TeopeThuye-
ckuX. OCHOBHOH NPUYHMHONW 3TOTO SBISIETCS BapHaOelb-
HOCTb, HpHCymas JoboMy peansHOMY mpoueccy. Mc-
KITIOYHUTh JICHCTBHE BapHaOEIbHOCTH MOJHOCTHIO B pe-
IPHOM TIpOIiecCce€ HEBO3MOXKHO, OJIHAKO BO3MOKHBIMHU
HaNpaBICHUSIMU  YIYUIICHUS II0Ka3aTeled IPOIecCoB
SBIISIFOTCS] PEILICHNS], HAlpaBJICHHBIC HA CHIKEHHE OTPH-
LaTeJILHOTO BO3/ICHCTBUS BapHaOeIbHOCTH.

Kpome BapmaOenbHOCTH Ha MOKaszaTedd IPOU3BOJI-
CTBEHHOT'O Mpoliecca JISHCTBYIOT U JIpyrue ¢axkropsl. B
crathe [9] BBIZENIEHBI YETHIPE acMeKTa, KOTOPHIE PEKO-
MEHIyeTCsl YUUTHIBATh MU pa3paboTke yIydIIeHUH Mmpo-
M3BOJICTBEHHOTO MpoIecca. ITHMHU aCHIEKTAMHU SIBIISIOTCS:
nporece, MOTOK, CETh IPOIECCOB, OPTaHU3ALMS TPOU3-
BoJjcTBa (pHC. 2).

Puc. 2. AcnexTsl yayqIIeHus IpOU3BOICTBEHHOTO
mporiecca
Fig. 2. Manufacturing process improvement aspects

KpomMe mnepedncieHHBIX aclIeKTOB CYIIECTBEHHOE
BIMSIHUAE OKa3bIBAIOT NPHUHLUIBI YIPABICHUS NPOU3BOI-
CTBEHHBIM Ipoueccom [10].

Ha ocHoBe maHHON MOAENM MOXHO MOCTPOUTH TaK-
COHOMMIO HaIlpaBlIeHUH ynyumeHuil. OCHOBY TakoH Tak-
COHOMHHM 00pa3yIoT CIEAYIOINE OOBEKTHI YIIyUIlICHHH:

— JJIEMEHT NPOU3BOJCTBEHHOTO MOTOKA;

— MPOU3BOJICTBEHHBIH MOTOK;

— CeTh MIPOU3BOJICTBEHHBIX IIOTOKOB;

— NPUHOWIBL YIPaBICHHUS 3JEMEHTaAMH IPOHM3BOJ-
CTBEHHOM CUCTEMBI.
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B nanHoOlt paboTe orpaHMYUMCs PaCCMOTPEHHEM 3a-
Jlay yIy4IIeHuH JUIsl CIeIyIONNX 00bEKTOB YITyUIlIeHHH]:

— 3JIEMEHT MPOU3BOJICTBEHHOTO IOTOKa (000pynoBa-
HUe);

— TIPOU3BOJICTBEHHBIN MOTOK;

— NPHHIMIIBL YIPaBJICHUS MTPOU3BOACTBEHHBIMH T10-
TOKaMH.

PaccMoTpeHune 3amay ynydlleHUH CETH NPOU3BOJ-
CTBEHHBIX NOTOKOB M 0oJiee AETaTbHOE M3yUCHUE NPHH-
IIUIIOB  YIPABICHMS IPOU3BOJICTBEHHBIMH CHCTEMaMH
TpeOyeT TNpenBapUTEIIFHOTO PAaCCMOTPEHHUS C(HOpMYITH-
POBaHHBIX BBIIIE 33a4.

Mooenv ynyuwenuii pabomuvl s1emeHma nPouU38o0-
cmeenHo20 nomoka (006opyoosanust). bazoBbIM 3IeMEHTOM
TIPOM3BOJICTBEHHOTO TOTOKA SIBJISIETCS HPOHM3BOJACTBEHHAS
siueiika, OCHOBHBIM 3JIEMEHTOM KOTOPOW SBIISIETCSA IPOU3-
BOZICTBEHHOE 00OpynoBaHue. PaboTy NpOM3BOACTBEHHOTO
000py/IOBaHUS NPHUHSTO OLIEHWBAThH ToKazarteneM «VHaekc
o0me# 3(pPEKTUBHOCTH HWCTIONB30BaHMS 0OOPYIOBAHHUS
(Overall Equipment Effectiveness, OEE) [11]:

OEE-unaekc = OKcrulyaTallioHHasi TOTOBHOCTb X
x DddexruBHOCTE X KO3 hurmeHt xadgecTra.

OKcIUTyaTallnOHHAs TOTOBHOCTBH (IOCTYITHOCTB) — 3TO
COOTHOIIICHHE, XapaKTepU3YIOIIee CBI3b (PaKTHIECCKOTO
BPEMEHHU IIPOU3BOJICTBA C IUIAHOBBIM BpPEMEHEM 3aHSTO-
CTH TepcoHana Juisi paboueil omepanuu. Ha nokasatensb
JIOCTYTIHOCTH BJIUSIOT TIOJIOMKH 00OPYIOBaHUs, BpeMsl Ha
MepeHaNafKy U PeryIupoBKYy, PErHCTPUPYEMBbIC MEJKHE
OCTaHOBKH.

O} dexTUBHOCTD OTpaxkaeT, HACKOJIBKO (haKTHUECKast
paboTa obopynoBaHUs OJU3Ka K HOMHHAIBHOW TPOH3BO-
IUTeThbHOCTH. Ha 3¢ (EeKTHBHOCTh BIUSAIOT KPATKOCPOU-
HBIE (HEPETHCTPHPYEMBIE) OCTaHOBKH, 3aMEIJICHHE CKO-
poctH paboTel 000pyIOBaHNS.

Koaddumuenr kavectBa ompememnsercs OOIUM KO-
JUYECTBOM TPOAYKIIUH YCTAHOBJICHHOTO KayecTBa II0
CpaBHEHHIO C OOIIUM BBIITYCKOM MPOIYKIIHH.

Jns mnoseimenust mnokazatenss OEE  Heobxomumo
yIIydIIaTe BCE TPH COCTABIIAIOUINE 3TOTO IOKa3aTels.
PaccmarpuBas cucTeMHOE OKpY)KEHHE Tpoliecca OLEHKU
coctostHUsL 000pynoBaHus (puc. 3), MOXHO BBIJICIUTH
CIIeyIONIIE POIIeCCHI, BIustomue Ha moka3arens OEE:

— JUCTIETYEPCKOE YIpaBJIEHHE MNPEAOCTABISAET JIaH-
HBIE O BHEIUIAHOBBIX HPOCTOSX 00OPYIOBaHHS IO IpH-
YMHAM OTCYTCTBHS HEOOXOJMMBIX PECypcOB — MaTepHa-
JIOB, THCTPYMEHTA, pabo4nX 3aJaHuii;

Puc. 4. Moaens mpon3BOACTBEHHOTO TIPOIIEcca Kak MOTOKa
Fig. 4. A model of the manufacturing process as a flow

— CHCTEMa TEXHHYECKOTO OOCIYXHBaHHS M PEMOHTA
(TOuP) npenocrapisier 1aHHBIE O TMPOCTOSIX 00OPYIOBa-
HUSI IPY BO3HUKHOBEHUH OTKa30B;

— OpraHM3aIysi TEXHOJIOTHIECKOTO Mpolecca Mpemo-
CTaBJIET AaHHBIC O NMOTEPSIX pabouero BpeMEHU MpPHU BbI-
MOJTHEHUN TEXHOJOTWYECKOT0 IIPOIEcCa, CHIDKAIOMINX
MIPOIYCKHYIO CIOCOOHOCTH 000PYIOBAHHS;

— KOHTPOJIb KayecTBa NpPEJOCTaBIAeT JaHHBIE O KO-
nudecTBE ACPEKTHBIX U3ACINH, OOHAPYKCHHBIX IIPH
KOHTPOJIE Ka4eCTBA MPOIYKIIHH.

Puc. 3. Ilporeccsl, onpenensonye Noka3aTeian padboTsl
MIPOMU3BOJICTBEHHOTO 000PYAOBaHUS

Fig. 3. Processes defining the performance indicators of
production equipment

Takum oOpazom, ams pacdera mnokaszarenst OEE
HeoOxoauMo coOpaTh AaHHbBIE (IIPOCTOM, OTKa3bl, MPO-
MYCKHAasi CIOCOOHOCTb, Ne(eKThl) U3 HECKOJIbKHX IpPO-
neccoB. To ecTh 3amaua ompenaeneHus nokaszarenst OEE
SBISIETCS. TPUMEPOM Kpocc-(QYHKIIMOHAIBHOTO TIpoliecca
— Tporecca, OTAEIbHBIE ONepalyy KOTOPOTO BBITOIHS-
I0TCS B HECKOJIBKMX Tpolieccax. Bo3MoXxHO s TocTpo-
UTh TaKyl0 MMHUTAIMOHHYIO MOJIENb, HA KOTOPOH MOXKHO
MPOBO/INTH M3YyYCHHWE ACHCTBUS M3MEHEHMH, yIIydIlnaro-
mwmx padoty obopynoBanus mo mokazarento OEE? Beuny
TOTO, YTO OILIEHKa PabOTHl 0OOPYJIOBAHMS 3aBUCHT OT He-
CKOJIBKHX TIPOLIECCOB, CTAaBUTh TaKylO 3aJady MOXKHO
TOJIBKO TOCTE CO3JaHMs MOJeNeil N30JUPOBAaHHBIX MPO-
I[ECCOB OIEPAaTHUBHOTO YIPABICHUA MPOU3BOJCTBOM,
TOwuP, ynpaBieHus KaueCTBOM M OPTaHU3AIMH TEXHOJIO-
THYECKOro Ipolecca.

Mooenv ons yayuuwienusi npou3800CMEEHHOZ0 NOMO-
ka. Mozaens IpOU3BOJACTBEHHOIO MOTOKA IPEJCTABISAET
co0oif mociieoBaTeNIbHOE COEIMHEHNE IPON3BOJICTBEH-
HBIX SY€eK, B KaXKJOH U3 KOTOPBIX MPOUCXOIUT 00padboT-
Ka 00BEKTOB Tpyza (puc. 4).
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B Mopenb mpou3BOACTBEHHOI'O MOTOKAa BXOJIMAT Clie-
JIYIOIINE JIEMEHTHI:

— BXOJIHO¥ MOTOK 3as1BOK Ra (e1./e/1. BpeMeHH);

— pabouas cranmus WS — 6a30BBIil 3JIEMEHT MpPOM3-
BOJICTBEHHOTO TIOTOKA;

— 00CITy)KUBaroIee YCTPOUCTBO M-3JIEMEHT, B KOTO-
POM TIPOUCXOIMT Tpeodpa3oBaHue oObekTa moroka. Oc-
HOBHBIMH II0Ka3aTeNIsIMU OOCITY)KUBAIOIIETr0 yCTpoiicTBa
SBIISIIOTCS BpeMsl OOCIY)KMBaHHS ¢ M HPOIYCKHas CIO-
cobOHOCTh 7 = 1/t (en./en. BpeMeHN);

— ouepenib 00BEKTOB Ha 00CITy)KUBaHUE S-3JIEMEHT, B
KOTOPOM XpaHATCS OOBEKTHI Tepex oOpaboTkoil Ha 00-
CIIYKUBAIOLIEM YCTPONCTBE;

— 3amac 0OBEKTOB, MPOIIEAIINX TTONHBINA UK 00pa-
60TkH Stock.

JlanHast MoieNib 0TOOpaXkaeT (HU3UUECKUE MTPOIECCHI,
MPOMCXOJSIIUE B IPOM3BOACTBEHHOM MoTOKe. OCHOB-
HbBIMU 3aKOHOMEPHOCTAMHU ITPOU3BOACTBCHHOI'O IIOTOKa
siBystroTest [10]:

— (opmyna Kuarmana

Wr=v-U-T, (1)

rae WT — Bpems 0)KUIaHUS;
V — daxTop BapraOeIbHOCTH;
U — daxTop HCTIONIB30BaHUS pecypea;
T — cpenHee omepanioHHOE BpeMsi 00paboTKu Ha pado-
Yell CTaHINH;
— 3akoH JIurtina

CT = WIP/TH, 2

rae TH — npon3BOANTENBHOCTD TIOTOKA (€71./€/1. BpEMEHH);
WIP (H3II) — kosmuecTBO 0OBEKTOB B IpoOIIEcCe, €/1.;

CT — Bpems IUKIIa — BpeMsi, HE0OX0AUMOe 0OBEKTY, UTO-
OBl IPOWTH Yepe3 BECh MOTOK.

[MpumMeHuM JJIsi TOCTPOEHHST MOJEIM ITIPOU3BOJI-
CTBEHHOT'O IOTOKa METOJ MOJEIMPOBAHUS CUCTEMHOM
nuHaMukd [12]. B kauecTBe mpuMepa HCHOJB3yeM MO-
IleTb, KoTopasi paccMatpuBaeTcst B padore [10] (puc. 5).

Puc. 5. TeopeTnueckas Moz€Ib IPOU3BOACTBEHHOTO
MOTOKA
Fig. 5. A theoretical model of the manufacturing process

Sti

o= O

ZE] 11

L5 15

o1 -

VIP

754

oz

CooTBeTcTBYIOIIasl pacueTHas MOAEIb IPOU3BOJ-
CTBEHHOTO IIOTOKa, BHINOJHEHHas B mporpamme iThink,
[I0Ka3aHa Ha puc. 6.

Kaxxnpiii 35€MEHT NPOU3BOACTBEHHOIO IOTOKA MPE-
CTaBJIEH Ha PHC. 6 COBOKYIHOCTBIO CIEAYIOIINX JJICMEH-
TOB: Oo4Yepenbl0 OOBEKTOB Ha OOCITy)KMBaHHE (3aracammu)
Sti, OOCITyKXMBAOIIUMH YCTpoicTBamMu (cTaHKamu) Mi,
BXOAHBIMHU /i M BBIXOZHBIMH (O mOTOKaMH. 3amacel Sti
Mojenupytotest 6nokom «PesepByap» (Reservoir), cran-
ku Mi — 6noxom «Konseiiepy» (Conveyor), a BXOAHBIE U
BBIXOJHBIE TIOTOKH 6nokom «Ilotok». bnoku-
koHBepTepsl WIP, TH, CT ucnone3yloTcst Al pacdera
MoKa3aTejel He3aBEpLICHHOIO NPOU3BOACTBA, MPOU3BO-
JUTEIHHOCTH OTOKA U BPEMEHU LIUKJIa COOTBETCTBEHHO.

MaremaTndyeckass MOJENb IOBEICHHUS IIPOU3BOJI-
CTBEHHOTO MOTOKa ONMCHIBaeTCs cucteMoi auddepen-
UATBHBIX YpaBHEHHM, BKJIFOUaromen dersipe (i = 1, ...,
4) pa3HOCTHBIX YpaBHEHHS JUIA 3allacoB M YETHIpE
(i=1, ..., 4) pa3HOCTHBIX YpaBHEHHI I CTAHKOB:

Sty = Styrar + (O — L)dt;
]Mi,t = ]Mi,t—dt + ([z - Oi)dt-

)
“4)

[TpoBeneM mpoBepKy ageKBaTHOCTH IpeAjiaraeMoin
MO/ICTIM TIOTOKOB M 3aI1acOB IIyT€M CpPaBHEHHMS pe3yJibTa-
TOB €€ HUCIBITAHUM C JaHHBIMU TECOPETHUUYECKOH MOJENH
[10] B ycioBHsIX OTCYTCTBHsI BapHaOCIbHOCTH BPEMCHH
o0ciTy>)KHBaHUS.

Kaxnas u3 gerbipex paboumx craHimii (CM. pHc. 5)
BBITIOJTHACT PaboTy 3a 2 4 U cpa3zy (0e3 3amepKKu) mepe-
JaeT paboTy Ha cleylomunii cTaHoK. Tak Kak BpeMs 00-
CIy’)KMBAaHUsS y BCeX PabOYMX CTAaHIWH OAWHAKOBOE, TO
BCE CTaHKHM MMEIOT MPOITyCKHYIO CHOCOOHOCTh r = 1/t =
=0,5en./u.

Torma uucroe ONEpalMOHHOE BpeMsi MPOU3BOJI-
CTBEHHOTO MOTOKa PaBHO CyMMe BPEMEHH 00CITyKMBaHHsI
Bcex pabounx crannuii 7, = 8 4, a MOCKOJBKY BapHa-
0eJIbHOCTh BPEMEHH 00CITy)KUBaHHUS OTCYTCTBYET, TO €CTh
notok cbarancupoBas, CT = Tj. Pacuer ypoBusa H3II B
IpoLecce OCYIIECTBIsIETCs Mo 3aKoHy JIuTTia.

B Mozmenn mMOTOKOB M 3amacoB AJIsI OCYIIECTBIICHHS
TeX )K€ PacueToB NMPUHSATHI CIEAYIOIME HadyaJIbHbIE 3Ha-
YEeHUsI TapaMeTpPOB:

St1 =812 =813 = St4 = 0;

Ml =M2=M3=MA4=1,

N=NR=B3=KA=01=02=03=04=0,5.

st3 M3 Std " oT TH

—TH)

12

o3 o4

Puc. 6. MO)_IGJ'IL MPpOU3BOJACTBEHHOT'O ITIOTOKA B BU/JI€ IOTOKOB U 3aI1aCOB

Fig. 6. Stock and flow model of the manufacturing process
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IpousBoautenbHocTh moToka TH onpexpensercs
nomomipto BerpoeHHod ¢ynkimn THROUGHPUT(0O4),
Bpems uukia CT — ¢pynkuueir CYCLETIME(O4). O6bem
HE3aBEePILICHHOTO MPOU3BOACTBa WIP TpeAcTaBiseT Co-
601t cymMy 00BEKTOB B 00paboTKe, a TaKyKe HAXOIAIINX-
cs1 B 3amace:

WIP =" (Sti+ Mi) . (%)

1
JlaHHbBIE TEOPETUYECKUX PACUETOB M PE3yIbTaTHI HC-
MIBITAHUI MOJIETIM IPUBEICHBI B Ta0/IH1Le.

Tabnwma. CpaBHEHHE JAHHBIX MOJCIHPOBAHUS
C TEOPETHYECKUMH 3HAUYCHUIMHU

Table. Comparison of simulation data
with theoretical values
Teopetnueckuit Pesynbrarel ncnpiTaHui
R, acyeT MOJIEIH

TH CT | WIP TH CT WIP

0,125 0,125 8 1 0,125 8 1

0,250 | 0,250 8 2 0,250 8 2

0,375 0,375 8 3 0,375 8 3

0,50 0,50 8 4 0,50 8 4

Takum o0pa3oM, mpemraraeMasi MOJAETH IPOH3BO/I-
CTBEHHOTO IOTOKA a/IeKBATHO OIMCHIBAET €T0 TMOBEACHUE
U MOXKET CIY’KUTh OCHOBOW IS Pa3pabOTKH yIydIIeHHH
npousBojicTBeHHOTro mporecca CMK, Tak kak cOIEp>KHUT
00BEKTBHl 3TOrO MOTOKA C ONPEENICHHBIMH XapaKTepH-
CTHKaMH.

Mooenv 0nsa  ynyuwienus ynpaeieHusi HNpPoOU3800-
cmeenHblMu nomoxkamu. BaXXHBIM aCTIeKTOM TTOBBIIICHUS
(G (GEKTHBHOCTH TIPOU3BOJCTBA SBJISIETCS BEIPAOOTKA
MIPaBUJ YIPABJICHUS TPOU3BOACTBOM. {151 BOZMOKHOCTH
HCCIICIOBATh Pa3HbIC MPaBUiIa YIPABICHHUS HYKHO B MO-
JIeNIb  TIPOU3BOJICTBEHHOTO TIIOTOKA BBECTH 3JCMEHTHI
YIpaBIeHUs U pa3padoTaTh MpaBuiia yIIPaBICHUSL.

OCHOBHBIM 3JIEMEHTOM OIIEPAIIMOHHOTO YIPAaBJICHUS
MIPOU3BOJICTBEHHBIM TPOLIECCOM SIBIISICTCS YIPABIISIOIIUI
0JI0K 3aITycKa JieTajieil B Mpou3BOACTBO (puc. 7). Ympas-
JICHWE TIPOU3BOACTBEHHBIM IIPOIECCOM OOECIIeUNBAETCS
nH(pOpPMAIMOHHBIMH TTOTOKAMH, KOTOpbIE Ha pHC. 7 TO-
Ka3aHbI TyHKTUPHBIMH JIHHUSMI.

Puc. 7. Mozienb onepaTuBHOTO yIIpaBJIeHUs
MIPOU3BOJICTBEHHBIM Mporieccom CMK

Fig. 7. The operational management model of QMS
manufacturing process

IInan IIPOMU3BOACTBA YCTAHABJIIMBACT MOCICAOBATEIb-
HOCTb 3a[[aHHﬁ, KOTOPbIC HOJIKHBIL OBLITh BBIIIOJIHEHLI B

NPOM3BOJICTBEHHOM Tnpouecce. IlpaBuna ynpaBneHHs
OTIPEJIETISAIOT YCIOBUS, IPH KOTOPBIX MPOU30HIET 3aIyCK
3agaHuil B MPOM3BOJCTBO — OyIeT IaHO pa3pelleHHe Ha
BBIIIOJIHEHHE IPOM3BOJICTBEHHOTro 3amaHus. CoriacHO
npuHIUnaM  3(QQeKTHBHOrO  ympaBIeHUs POU3BOJ-
CTBeHHBIMH TIporieccamu [10], 3amyck B IPOW3BOACTBO
HOBOTO 3aJaHMsl NPOM3BOJHUTCS TOJIBKO IIOCIE BBIXOZA
3agaHMs U3 IPOM3BOACTBEHHOIO Ipoliecca, 4To odectie-
YHMBAeT IMOAJEPKAHWE B MPOHM3BOJICTBEHHOM IIpolecce
ontumansHoro yposas H3II.

[IpoBeneM MojenUpoBaHUE MOBEACHUS 000OIICHHOM
MOJICTI B YCJIOBHUSIX BapHaOEIbHOCTH BPEMEHHU pPaboThI
ob0opynoBanus. [Ipumem, uTo BpeMsi 00pabOTKU 3aTaHUiA
paboueii siuelikoii 3a1aH0 PopMyIIoit

Ry=Ty+ Tnom (6)

rae R, — BEIXOQHO# ITOTOK 3aJaHMI;
Tson — IOTIONHUTENBFHOE BpeMsl 00pabOTKH, CBA3aHHOE C
BapHaOeIFHOCTHIO TOTOBHOCTH 00OPYIOBAHMUS.

PeSyJ'ILTaTBI MOIEIMPOBAHMS IPEACTABIICHBI HA PUC. 8.

® 1wP

1 40

Pt

00 7575 15050 22525 300.0
Page 1 Months 10:08 12 Viion 2024

iees 7

1

Puc. 8. [loBeaenne nponu3BOACTBEHHOTO IIpoLiecca
0e3 ynpaBieHus

Behaviour of a manufacturing process without
management

Fig. 8.

Ecnu B Ipou3BOACTBEHHOM IOTOKE JIEHCTBYET Bapu-
a0eNbHOCTh TPOITYCKHOH CIOCOOHOCTH 000pYAOBaHUS,
TO MIPpH ONPECACTICHHBIX 3HAYCHUAX MHTCHCUBHOCTHU BXO/I-
HOT'O MOTOKa R, CTaOWMILHOTO COCTOSIHHMS HE HaOJro/1aeT-
cs u WIP Gyner HEyKIOHHO Bo3pacTats. [l crabmim3a-
MM PabOTHI MPOM3BOACTBEHHOI'O TIOTOKA HEOOXOMMO B
0000IIEHHYI0O MOJIENIb MTPOU3BOJICTBCHHOTO MOTOKA BBE-
CTH TIPOCTEHIINIT KOHTYp ynpasieHus (puc. 9).

Machine

Ra R Rb

Puc. 9. Monenb mpou3BOICTBEHHOTO MMOTOKA
C IPOCTEMIINM KOHTYPOM YIPAaBICHUS
Fig. 9. General model of a manufacturing process
with simplest control loop
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VYrpapiieHHe TOTOKOM MOCTPOEHO Ha MOJAEpKaHUU
ONTUMAJILHOTO YPOBHSI HE3aBEPILIEHHOTO MPOU3BOACTBA
WIP [10]. PaccMOTpUM MIpaBHUJIO YIIPABICHHUS MPOM3BOJI-
CTBEHHBIM IIOTOKOM, B KOTOPOM IIPH NPEBBIILIEHUU YPOB-
v H3II B 25 equnun [13] H”HTEHCHBHOCTH BXOJIHOTO TTO-
Toka R, orpannuuBaetcs 3HaueHueM 0,1. Eciu WIP Hu-
K€ YKa3aHHOTO YPOBHS, TO HMHTEHCHBHOCTb BXOJHOI'O
IIOTOKa R, BOCCTAaHABJIMBAETCS 10 MAKCUMAJIBHOTO YPOB-
Hs, paBHOrO 0,5.

B 3aBucumocTH ot Tekyuero 3HaueHus WIP Bxon-
HOM MOTOK NpPUHUMAET JBa 3HAYCHUS: MUHUMAaIbHOE
3Hauenue 0,1 mnm makcumanbHoe 3HayeHue 0,5. B pe-
3yJbTaTe YNpaBi€HHUsS MPOU3BOJCTBEHHBIM MOTOKOM MO-
BEJICHUEC MPOU3BOJCTBEHHOTO IOTOKA CTaOWIM3HPYETCS
(puc. 10).

Puc. 10. IToBeneHune mpou3BOACTBEHHOTO IIpoIiecca
C MCHOJIb30BaHUEM TIPOCTEHINEr0 KOHTYpa
YIIpaBJICHUS

Fig. 10. Behaviour of a manufacturing process
with simplest control loop

JlaHHas MOJENb COJEPKHUT B SIBHOM BHJE 3aKOH
YIPABJIEHUSA, YTO IIO3BOJIIET U3y4aTh MOBEACHUE IIPOM3-
BOJCTBEHHOI'O IIOTOKA IIPU Pa3HbIX IIapaMeTpax 3aKOHa
YIIPaBJICHUS.

3akiouenue

B pesynbraTe MpOBEAEHHOT'O WCCICIOBAHHSA OBLIO
c(hOpMyIMPOBAHO HECKOJILKO IPUHIIMIOB, oOecrevnBa-
I0IIKX pa3paboTKy Takux HHU(GPOBBIX MOEIeH, KOTOpbIe
MOJKHO HCITONI30BaTh B Ka4eCTBE MHCTPYMEHTA yydIle-
HUs TporieccoB. Hanbosee BaXKHBIMU TIOJIOKEHUSIMU SIB-
JISIOTCS CIEAYIONIHE:

1. Mopens mpomecca, KOTOpas HCHOIB3YETCS IS
VIIy4IIeHUs, JOJDKHA COJEpXkKATh 3JICMEHTHI, COOTBET-
CTBYIOIIME JIEMEHTaM PealIbHOTO Mpoliecca.

2. Jlna xaxaoro UUKIa yiIydlIeHUl npouecca HyXKHa
WHAWBUIyalbHAs MOJENb, COJACpKallas W3MCHEHHS,
IpejularacMble K BHEIPCHUIO B PEATBHBIN TPOIIECC.

3. Hudposas Monens mpoiecca, UCIoab3yeMas s
YIIydIIeHus, JOJDKHA COOTBETCTBOBATh YPOBHIO PAacCMOT-
perns nporecca. OCHOBHBIMH YPOBHSAMH PAacCMOTPEHUS
mporiecca ¢ IeNbI0 €ro YIYYIIeHHS SBISIOTCS: 3JIEMEHT
MIPOU3BOJICTBEHHOTO MOTOKA (000pyI0BaHME), IPOU3BO/I-
CTBEHHBIIl IOTOK, YNpPaBJeHUE IPOU3BOJCTBEHHBIM IIO-

TOKOM, CETb INPOM3BOJICTBEHHBIX ITOTOKOB, YIpaBJCHUE
MPOU3BOJICTBEHHBIMH IIPOLIECCAMH.

5. Pa3paboTka yrydmieHuit Ui 3JIeMEeHTa IPOU3BO-
CTBEHHOTO IIporiecca (000pymoBaHUs) TpeOyeT co3MaHusd
COBOKYITHOCTH MOJENEH CHCTEMHOTO OKPYKEHHS pabOoThI
3TOTO HJIEMEHTA.

6. Ilokxa3aHa BO3MOXXHOCTb a/I€KBAaTHOT'O OIMCAHUS
MPOM3BOJICTBEHHBIX INTOTOKOB HAa OCHOBE MOJENEH CH-
CTEMHOI TMHAMHKH.

7. PaccMOTpeH BapUaHT YIPaBICHUS IIPOU3BOJ-
CTBEHHBIM ITOTOKOM M €ro peaiu3anus B HU(ppoBoil Mo-
JEITH.
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