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Abstract 

 

The paper explaines manufacturability of products for robust design of a new product. Explained mathematical 

expressions of fuzzy logics describe manufacturability. Provides an example of using the model for the determination of 

the tmanufacturability. 
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1 Introduction 

In Figure 1 are shown significant parameters of the manufacturaability of products as a whole in terms of making Tip, 

where you can see that the influential parameter "the conquer of parts in productive system" made up of influential 

parameters "representation of standard parts," " representation of uninfeced parts and detail parts," "uniformity of parts 

of products" and "participation already made up parts of the product "[1]. 

 

 

 

 

 

 

 

 

 

 

 

 

 

  

 

2 Defining of the mathematical expression for calculating manufacturability 

of products 

Manufacturability of product (tehnlp) is dependent on degrees of belonging [2,3]: Kp, Ks, Kj, Kt, Ki, Kod, Kot, Kr Km i Krz.  

Degrees of belonging have the following meanings: 

2.1 Kp - the degree of repetition, 

2.2 Ks - standard level, 

2.3 Kj - level of uniformity, 

2.4 Kt - the degree of accuracy 

2.5 Kj - degree efficiency weight 

2.6 Kj - the degree of belonging of the cast, 

The conquer of standar parts in 

productive system 

Representation of standard parts 

Participation already made up parts 

of the product 

Uniformity of parts of products 

Representation of standard parts 

Fig 1: Structure of the parameters "had conquered the parts of products in the production system" [1] 
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2.7 Kot - the degree of belonging of to the forging, 

2.8 Kr - the degree of belonging of manual labor, 

2.9 Km - the degree of belonging of mechanical treatment 

2.10 Kv - level of fragmentation. 

 

So, we operate with ten degrees of manufacturability of products. Each of them des not have equal participation. By 

designing of the technological process in practice it was found that their values have the following  relationship: 

 

Kp : Ks : Kj : Kt : Ki : Kod : Kot : Kr : Km : Krz = 2.5: 3: 1.5: 2: 0.2: 2: 4: 0.2: 1: 0.2. 

 
Manufacturability tehnlp gets the following expression: 

 

tehnlp=0,25Kp+0,3Ks+0,15Kj+0,2Kt+0,02Ki+0,2Kod+0,4Kot+0,02Kr+0,1Km+0,02 Krz                                                    (1) 

 

Since the manufacturability and fuzzy functions are  variable, their total value is the maximum amount of 1, then the 

sum of the above ratio equated to 1, so the expression for the total manufacturability can be written as 

 

tehnlp=0,15Kp0,18Ks+0,094Kj+0,12Kt+0,012Ki+0,12Kod+0,24Kot+0,012Kr+0,06Km+0,012Krz                                     (2) 

 

Check of the value of the expression is executed in variable values: 0, 0.1 and 1 For the variable value equal to 0, the 

technologicality 0. For the variables equals to 0.1 manufacturaability gets the value 0.1 and if the value of the variable is 

1, 1 manufacturability. So manufacturability values as well as its degree of membership range from 0 – 1. Degrees of 

belonging: Kp, Ks, Kj, Kk, Kod, Kot, Km are directly proportional, while Kt, Kr and  Kv are inversely proportional and 

displayed by their expressions: 

Kp = np / n;  Ks = ns / n;  Kj = nj / n;  Ki = Gk  / G; Kod = nod / n; Kot = not / n, Km = nm / n.   

While the degree of belonging: Kr; Kt  and Krz have expressions: 

Kt  = 1 – nt / n, Kr =1 - nr / n; Krz=1 - Vo /V. 

       The parameters in the following terms have the following meanings: 

n - the number of new workpieces (which are processed first) 

np - number of workpieces that are repeated (already processed earlier in the business process, and have the technical 

and technological documentation of processing); 

ns - number of standard business objects (screws, pins ..) 

nj - number of uniform workpieces (typical); 

Vi - the processed volume of the workpiece; 

V - volume of workpiece; 

Gi - weight of processed workpiece; 

G - weight of preparation workpiece; 

nod - the number of workpieces which are obtained by casting; 

not - the number of workpieces obtained by forging; 

nm - the number of workpieces obtained by mechanical processing; 

nt - number of workpieces with greater accuracy; 

nr - number of workpieces obtained bz manual processing. 

Graphs of the above levels of belonging have the following look at these final stages of belonging. 

To be able to monitor the real value of the product manufacturability, it is defined as a function of the number of 

mechanical parts: np, ns, nj, nod, not, nm, nt, nr. Manufacturability of product is a function of the total weight Gi, the 

volume of the workpiece Vi. For these we taken number of workpieces of a new product as a constant as the volume and 

weight of workpiece, G and V. 

New real degree of belonging are marked with k and are given in graphs in the given function. This is done because the 

observed structure of a product implements the function. For the construction are required savings in material and time 

at the mentioned variables. So with new designed parts n, one tends to increase the amount of; np, ns, nj, nt, nod, not and 

nm utilization of weight or volume of mechanical parts and reduce nt and nr. 

 

3 Defining fuzzy logics of manufacturability of products 

In defining the fuzzy logic of manufacturability  we use its fuzzy production rules: 

IF 0,15Kp+0,18Ks+0,094Kj+0,12Kt+0,012KG+0,12Kod+0,24Kot+0,012Kr+0,06Km+0,012Krz =THEN tehnlp                   (3) 
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2.1 The degree of repetition kp = 0.15 (np /n) 2.2 Degree of standard ks = 0,180(ns /n) 

 

 
Fig. 2: Graph - degree of repetitions 

 
Fig. 3: Graph - degree of standard 

  

2.3 The degree of uniformity kj=0,094(nj /n) 2.4 The degree of accuracy kt = 0,12 (1-nt /n) 

 

 

Fig. 4 Graph -  Degree of uniformity 

 

Fig. 5. Graph - degree of accuracy 

 
  

2.5 Degree of utilization of materials ki=0,012Gk /G 2.6 Degree of belonging of  the cast kod =0,12(nod /n) 

 

 

Fig. 6: Graph - degree of utilization of materials 

 

Fig. 7: Graph - degree of belonging of the cast 
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2.7 The degree of belonging to forging kot = 0,24(not /n) 2.8 The degree of belonging of manual processing kr=0,012(1–nr /n) 

 

 
 

Fig. 8:  Graph - degree of belonging of forging Fig. 9: Graph - degree of belonging of manual processing 
 

  

2.9 The degree of belonging of mechanical processing  km  = 0,06 nm 

/n 
2.10 The degree of dispersion  krz=0,012(1–Vk/V) 

  
Fig. 10: Graph degree of belonging of mechanical processing Fig.11: Graph - degree of dispersion 

 

 

Translated into the final fuzzy variable expression it gets the following form: 

IF0,15(np/n)µp, 0,18(ns/n)µs, 0,094(nj/n)µj, 0,12(nt/n)µt, 0,012(Gi/G)µG, 0,12(nod/n)µod, 0,24(not/n)µot, 0,12(1–nr/n)µt, 

0,06(nm/n)µm, 0,12(1-V/Vi)µV, THEN tehnlp min (µn, µV, µG)                                                                                           (4) 

 

4 Fuzzy modeling of variables 

This model is realized in the quantity of machine parts (recurring, standard, uniform, with increased accuracy and IT6 

IT5, casted, forging, with manual and mechanical processing) of used volumes and materials of finished workpieces. 

Since this is for the same workpieces, just weight is modeled. 

In modeling of weight we take size series for individual and small batch production, because the new design - special 

products are done in small series. 

Models for the quantity of workpieces have the following forms: 

The degree of belonging to the number of machine parts depends on their quantity fig. 12 and the expressions (5.1) - 

(5.4). 

KD (quantity of parts)= small quantity, medium quantity, a large quantity=MK, SK, VK                                    (5.1) 

 
Table 1: Sizes of series for on individual production 

Parts of large dimensions and weight 

> 30 kg 

Parts of medium dimensions and 

weight 

8  30 kg 

Parts of small dimensions and weight 

< 8 kg 

 5  10  100 
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                     (5.2) 

 

                     (5.3) 

 

                    (5.4) 

 

Level - utilization of material of machine parts depends on the weight fig. 13 and the expressions (5.5) - (5.8). 

 

IT (utilization of weight) =  light weight, medium weight, great weight  = AT, ST, VT                                       (5.5) 

 
    

 
 

 

 
 

        

 

 

 

 

 

 

 
 

 

                     (5.6) 

 

                     (5.7) 

 

    1                                                                                   KD- quantity of parts 

  0       5  10        20      30        40        50       60       70        80         90     100    

         4  9                                                        

Fig. 12: functions of membership of the number of machine parts 
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 n(KD) 
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Fig 13: Function - membership of material 
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                    (5.8) 

 

5 Testing of expression of manufacturability of products 

To test manufacturability of products we is take product - Grinding machine for externally cylindrical grinding of 

valves. 

Special grinding machine for valves has a new assembly housing for the main motion. In fact,  

for the entire product of grinding machines new parts are the parts of mentioned housing. Here are the vital parts of the 

housing and the spindle, and auxiliary parts - pulleys and gear unit of axle belt, lids, etc. So, the number of new parts is 

twenty of all 45 parts. 

We can say that: n=45, np = 20, ns = 5,  nj = 2, Gi = about 500kg. Vi = about 70dm
3
, G = about 550kg, V = approx 75dm

3
 , 

nod = 1, not = 0, nr = 1, nt = 5, nm = 19. 

For named grinder function of manufacturability of products we get the following values: 

kp = 0,15(20 /45), ks = 0,18(5 /20), kj = 0,094(2/20), kt=0,12(nt/n), kG = 0,012(500/550), kr = 0,012(1–1/20), Kod = 

0,12(1/20), kot = 0,24(0 /20), km = 0,06(19/20)  krz = 0,012(1-70/75). 

We get the following values for the degrees of membership: 

kp = 0,0667, ks = 0,045, kj = 0,0094, kt = 0,0114, kG = 0,0114, kr = 0,0109, kod =0,0006, kot = 0, km = 0,059 and krz. = 

0,0008. 

Membership degrees of fuzzy membership functions are: np = 20, ns = 5,  nj= 2, nod = 1, not = 0, nr = 1, nt = 5, nm = 19, Gi 

=500kg, Vi = 70dm
3
 su : µp = 1, µs = 0 ili 1, µj = 1, µt = 0 ili 1, µr = 1,  µod = 1, µot = 0, µm = 1, µG= 1, µrz = 1. 

 

6 Discussion of test results 

The test results of manufacturability products are: kp= 0,0667, µp = 1, ks = 0,045, µs = 0 ili 1, kj = 0,0094, µj = 1, kt = 

0,0114, µt = 0 ili 1, kG = 0,0114, µG= 0 ili 1,  kr = 0,0109, µr = 1,   kod = 0,0006, µod = 1, kot = 0, µot = 0, km = 0,003, µm = 1 

i krz. = 0,0008, µrz = 1. 

 

It can be said that all degrees of fuzzy variables except quantity of standard and accuracy hav value of 1. The amount of 

parts that is standard and of special accuracy should be increased at least by 1, and be produced in small series and not 

in  individual production. The amount of parts is a large amount of VK Fig.11., becouse of the weight of spindle that is 

greater than 5 kg and less than 27kg. 

The highest values of manufacturability of products have degrees of belonging: kp= 0,0667 i ks = 0,045, and the lowest 

values are: kot = 0, kod = 0,0006, krz.. = 0,0008 and kG = 0,0094. 

For the greatest value we can say it is very important to have a large number of mechanical parts that are repeated and 

with it a great savings in time becouse of the constructive and technological documentation. For the smallest value we 

can say there is no forging which is a loss for profitable production. Casting is the shell - 1 piece of such machine parts 

is very small. Diversity and high use of materials - the loss of volume and weight of the workpieces is great because 

95% of all machine parts are get by cutting process. 

 

7 Management of manufacturability of products 

Manufacturability of product is limited to minimum value of 0.15. If it is less than this value the design is repeated is in 

Figure 14. 

We take this value because of all degrees of belonging kp, km, kg i krz can achieve the maximum value of 0.32, the other 

degrees have minimum values. For example was manufacturability of product 0.1592. 

All of the input values in Fig. 13 are obtained from the manufacturing management software. All quantities are 

achieved by identification number. Specifically are identified machine parts that are processed in the company n and np, 

then standard machine elements ns, especially uniform nj group with the help of group and typical technologies.  

Special request for production management software is determination of the weight and volume of the processed 

workpiece and machine parts. Also, the recording and searching in the same software we get: nt, nm and nr. 
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Inp: n, np, ns, nj, nt, Gi,  

nj, nod, nr, nm, Vi 

Explanation    

 
Conception 

 
Forming 

 

 

Detailing 

 

      Fig. 14: A rought flow chart of manufacturability 

proizvoda[4,5] 
 

Repiring 

Determination of number of the mashine 
parts and the degre of repetition: 

np, kp = 0,15 np /n 

 

Determination of number of the mashine 

parts and the degre of standard: 
 ns, ks = 0,18 ns /n 

 
Determination of number of the mashine parts 

and the degre of uniformity: 
 nj, kj = 0,09 nj /n 

 

Determination of number of the mashine parts 

and degre of belonging of manual procesing: 

nm, km= 0,12nm/n 
 

Determination of number of the mashine parts 

and the beloging - accuracy: Gi, kG = 0,02Gi /G 
 

Determination of number of the mashine parts 

and the degre of utilization of material: nod, 

kod=0,012nod /n 
 
Determination of number of the mashine parts 

and degre of belonging of the casting: not, kot= 

0,024 not/n 

 

IF tehnlp 
 ≤ 0,15 

 

Print tehnolp 

 

Determination of number of the mashine parts 

and degre of the forging: nr, kr= 0,12 nr/n 

 

 

Determination of number of the mashine parts 

and degre of belonging of mmachine procesing: 
Vi, krz=0,012(1 - V/Vi) 

 
 Determination of the volume of the mashine parts 

and degre of the fregmentation: Vi, krz=0,012(1 - 

V/Vi) 

 
Determination of manufacturability of product  

tehnlp = kp+ks+kj+kt+kG+ kr+kod +kot +km +krz 
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