Pa3pa60TBaHe Ha cuMmynauuMoHeH mopgern 3a npon3BoACcTBO Ha AaMCKa npaBa nona

[wvana NepmaHoBa-KpbeTeBa, [inHka MocnoanHoBa

PaspabomeH e cumynauuoHeH Mmodenn 3a rpou3sodcmeo Ha Oamcka ripasa rona.
lMpouszsodcmeeHume onepayuu ca epynupaHu o pabomHu Mmecma 8 cbomeemcmeue C
mexHosioeuyHama rnocrnedosamesiHocm 3a HelHomo u3pabomeaHe U HOpMOBpeMeHama Ha
onepayuume. VisgbplieHa e npoeepka 3a cbaracysaHoOCm Ha rnomoka U € CbCmageH CUHXPOHEH
epapuk. Cb30adeH e anzopumbM 3a ModesniupaHe Ha WesHUmMe rnpouecu, kKamo e u3rnosi3eaHa
cumynayuoHHama ripozgpama SimCad Pro. HanpageH e aHanu3 Ha cumMynayuoHHUme pesynmamu
10 OMHOWeHUe Ha eghekKmusHOCM Ha Mpouecume u HamoeapeHocm Ha pabomHume mecma.

KnroyoBu paymum: opraHmsaumsi, LWEBHO NPOU3BOACTBO, CUMYMAaLMOHHO MoaenuvpaHe,
eeKTUBHOCT

Development of a Simulation Model for Production of Ladies Straight Skirt
Diana Germanova-Krasteva, Dinka Gospodinova

Simulation model for production of ladies straight skirt is developed. The manufacturing
operations are grouped into workstations in line with the technological sequence and the standard
times of operations. Examination of the consistency of the workflow is performed and a
synchronous schedule is created. An algorithm for modeling of the sewing processes using the
simulation program SimCad Pro was created. Analysis of simulation results in terms of processes’
efficiency and workstations’ loading is made.

BbuBegeHue
KomnioTbpHata cuvMmynaums € eavH OT Hal-AMHaMUYHO pasBMBalUMTE ce MeToan 3a

MoaenupaHe Ha obekTn u npouecu [2]. To 3amMeHs NPOOBIPKUTENHOTO U CKbMO MPOBEXAAHE Ha
eKCnepuMeHTU BbpXy pearnHu Npon3BoACTBEHN CUCTEMMN.

CbBpeMeHHUTE CMMyNauVoHHW MPOAYKTU AaBaT Bb3MOXHOCT 3a 3a4bf004YeHO aHanuanpaHe
Ha noBedeHMEeTO Ha NpOM3BOACTBEHMTE  CUCTEMK, pa3paboTBaHETO Ha  cueHapwuu,
naeHTnnLumMpaHeTo Ha NPobnemMHN 30HU N CbKpallaBaHeTo Ha NPOU3BOACTBEHUS LMKbA [2, 5].

CvMynaumoHHOTO MoJenupaHe HaBnusa BcCe MNO-LUMPOKO B LUEBHOTO MPOM3BOACTBO 3a
pellaBaHe Ha OpraHuM3aunoHHW Npobnemu kato GanaHcupaHe Ha NOTOYHWU FINMHWMK, PaLMOHanHO
pasnpefeneHne Ha AenHOCTUTe No paboTHUTE MeCTa, Ha ABWXKEHNETO Ha Matepuanu, AeTannu u
ap. [3-4, 6-8]. Bb3amoxHoCTTa 3a ObP30 TeCcTBaHE Ha Pa3fMYHU BapuMaHTHU PELUEeHUs e cpen
OCHOBHWTE NPEAMMCTBA 3a NPUMOXEHNE Ha MeToda B MHAYCTPUS, KbAETO MOOHUTE TEHOAEHUUN U
npoAayKToBaTa rama ce NPOMEHAT TBbpPAE YECTo.

3a mogenupaHe 1 aHanu3 Ha opraHusaumsiTa Ha NPOM3BOACTBEHUTE NpoLecu ca paspaboTeHu
peaunua copTyepHu NPoAyKTU, YUMTO Bb3MOXHOCTU ca npeactaseHu B [1].

Kategpa ,TekctunHa texHuka“ npy TY-Cocuma nonyum nuueH3 OT amepukaHckaTa dupma
Createasoft 3a non3saHe Ha NpOAyKTa MM 3a MOAENMpaHe N CUMMyNMpaHe Ha opraHu3auuaTa Ha
npounssoacteoto SimCad Pro. lNpoaykTbT € yHuBepcaneH M A0 MOMEHTa He e Wu3nona3eaH B
LUEeBHOTO NPOM3BOACTBO. HeroBuTe Bb3MOXHOCTM obaye nossonasaT Ton Aa Obae MNpuroxeH
yCrewHo 1 3a TO3W BuA NMPOU3BOACTBO, TbW KaTo MO3BOMsABAa KaKTO 3a aHanu3 Ha edpekrta oT
cMsHaTa Ha obopyaBaHeTO M BHeOpsiBaHETO Ha HOBW TEXHOMOMMKW, Taka W Ha HanuyHus
KanauuTeT, KaTo onpeaens onTMManHuTe HMBa Ha paboTHaTa pbka [9].



Llen Ha uscnegBaHeTo
Llenta Ha n3cneaBaHeTo e Aa ce pa3paboTu cumyrnauMoHeH mogen 3a Npou3BOACTBOTO Ha

JaMcKa npaea nona ¢ noMmoLuta Ha codpTyepeH npogykt SimCad Pro.

1.

3a ocbluecTBsBaHE Ha LenTa ce NocTaBAT CrnegHnTe 3agaudn:

[a ce HanpaBu u3bop Ha MoAen M [a ce CbCTaBM TEXHONOrM4Ha MnocnenoBaTenHOCT 3a
n3paboTBaHETO MY.

[a ce rpynupat onepauunte no paboTHM MecTa M fa ce onpenenu Heobxoanmuat Gpon
paboTHULW.

[la ce n3BbpLUM NPOBEPKa 3a CbrNacyBaHOCT Ha NOTOKa U a ce CbCTaBM CUHXPOHEH rpaduk.
[a ce pa3paboTn anropuTbM 3a paboTa CbC CMMynaluoHHaTa nporpama.

. Dace aHanum3npat gaHHUuTe OT CMMYNauMOHHUTE NPOTOKOJINL

> o0o06LlaBall, OTYET;

» aHanus Ha npoLecuTe;

» aHanus Ha npouecute u pecypcute B 90% OT Har-nowuna crnyyan;
» aHanus3 Ha Lean ehbekTMBHOCTTa Ha npouecuTe.

. Bb3 ocHoBa Ha nosnyyeHuTe pesyntat¥ Aa Ce HanpaBAT WM3BOAM W MPErnopbkM OTHOCHO

NPUNOXNMMOCTTa Ha CMMYynaunoHHNA Modes1 U nporpamarta 3a uenimTte Ha n3cneaBaHeTo.

EkcnepumeHT
3a pa3paboTBaHETO Ha CMMYNAUMOHHNA MOLEN € M3NOoN3BaH MOAEN Ha JaMcKa npasa nona,

YMSATO TEXHOMOMMYHaTa nocrnenoBaTenHoCT 3a u3paboTeaHe e npeacTtaseHa B Tabn. 1.

|/|360p'bT Ha NpoCcT MoAgen C MalbK 6p0|7| TEXHOJIOTMYHN onepauun ce o6ycnaB;| OoT uenrta,

KOATO € TeCTBaHe Ha nporpamMata M oueHKa Ha cnocobHocTTa ”n 3a npunoxexHme B LWLEBHOTO

NpPoOn3BOACTBO.
Tabnuua 1
TexHonornyna nocnenoBaTesiHoOCT 3a M3pa60TBaHe Ha JaMcCKa npasa nora
Bup na HopmoBpeme 3a
Ne HanmeHoBaHue Ha onepauuute M3NbiIHEHWe Ha
onepauusTa
onepauusaTa, s
1 | ObwwuBaHe Ha NpegHaTa u Ha 3agHaTa YacT MalluvHHa 75
2 | 3aTBapsHe Ha CBUBKMTE Ha NpeaHaTa W Ha 3aHaTa 4yacT MalUuMHHa 69
3 | EQHocTpaHHo 3arnaxjaHe Ha CBMBKUTE rnapgavHa 35
4 | MNognenBaHe Ha BbHLUHUSA KOMaH rnagadna 30
5 | ObwwuBaHe Ha BbTPELLHMS KonaH MalLNHHa 36
6 | CbeavHABaHe Ha BbTPELUHUS U BbHLUHWUS KOMaH MalUuMHHa 40
7 | CpsisBaHe Ha bIMUTE Ha koraHa, obpbLyaHe 1 rnageHe rnagadvHa 72
8 | VIaMunHaBaHe Ha CTpaHUYHWUTE LLEeBOBE Ha nonarta MalUMHHa 74
9 | PasTtBapsHe u rnageHe Ha CTpaHMYHUTE WeBOBEe Ha nonarta rnagadvHa 63
10 | CreauHABaHe Ha AsicHaTa YacT Ha uuna c nonarta MalUMHHa 35
11 | CbeomHsiBaHe Ha NsgBaTa 4acT Ha uuna c nonarta MalLWHHa 35
12 | CreaunHABaHe Ha BbHLUHMSA KONaH ¢ nonarta MalUMHHa 32
lMpeyynBaHe Ha pe3epBaTa Ha BbHLUHUSA KOJaH U
13 | n3amuHaBaHe Ha ykpenuTeneH 6040B ped Mexay BbHLUHUA U MaLlluHHa 43
BbTPELLUHMS KONnaH
14 MoarbBaHe Ha nonaTa Mo MHMA Ha ObiKUHaTa 1 MALLVHHA 75
M3MMHaBaHe Ha ckput 60408 peq
15 | UsnnuTtaHe Ha UnukK Ha konaHa MaLLHHa 25
16 | MNpuwwuBaHe Ha Kon4ye Ha nonarta MaLlnHHa 20
17 | OkoHuyaTenHo rnageHe rmagadHa 180
O6Lwo BpemMe He06XO0AMMO 3a LANOTO usgenue 864




TakTbT Ha NOTOYHaTAa JIMHUA 7 Ce U34YUCnsBa KaTo:

3600.0PB
T= T'kCM.Bp. =69 s, (1)

kbaeto: ®PB e dpoHabT paboTHO Bpeme 3a egHa cmsaHa — 8 h;
Q - Konu4yecTBOTO NponsseaeHn ngenus — 400 6p./cmsHa;
Kew.ep. - KOBPMUMEHTBT Ha M3NON3BaHe Ha CMeHHOTOo Bpeme — 0,95.

TeopeT4HMAT 6pon paboTHUUM N, Ce n3yncnsaea KaTto:
N =1 -13976p., @)
Pz
kbaeTo: T e o6L0TO Bpeme 3a nspaborsaHe Ha U3OENNETO, S;
7 — TaKTbT Ha NOTOYHATa fMHKS, S.
B Tabn. 2 ca npeacrtaBeHn rpynMpaHuMTe no paboTHM MecTa onepauun, WU3YUCIEHUAT W

npneTuaT 6por paboTHULN.

Tabnuua 2
Onepaunn no paboTHN MecTa, n34ncreH n npuet 6pon paboTHULK
Ne Ha Onepauuun Bupg Ha O6u10 Bpeme Ha Bpon Bpown
paboTHOTO | Mo paboTHM | opraHM3auuoHHaTa | opraHu3auMoHHaTa | paboTHMUM | paGoTHMLUM
MSICTO MecTa onepauums onepauus, s (v3uncnen) (npuerT)
1 1 MaLlunHHa 75 1,08 1
2 2 MaLLWHHa 69 1,00 1
3 3+4 rnagayHa 65 0,94 1
4 5+6 MaLLWHHa 76 1,10 1
5 7 rnagadHa 72 1,04 1
6 8 MallUHHa 74 1,07 1
7 9 rnagadHa 63 0,91 1
8 10+11 MaLLWHHa 70 1,01 1
9 12+13 MaLLWHHa 75 1,08 1
10 14 MaLLWHHa 73 1,05 1
11 15+16 MaLLWHHa 45 0,65 1
12 17 rnagadHa 180 2,60 3
;%”;Ti';‘;‘l 13,97 14

M3BbplueHa e npoBepka 3a CbrnacyBaHOCT Ha MOTOKA, KaTo € n3yncneH KoehuuneHTbLT Ha
cbrnacyBsaHocT K;:
T N
=P =09, 3)
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kbaeTo: T e o0woTO Bpeme 3a nspaboreaHe Ha n3genneTo — 864 s;
T - TaKTbT Ha NOTOYHATa NMHNA — 69 s;
Ng - npueTnaT 6powt paboTHuum — 14 6p.;
Np - n3umcneHmat 6pon paboTHuum — 13,97 6p.
MonyyeHaTa CTOMHOCT Ha K, nokas3ea, 4Ye NoToyHaTa fiMHUSA € cbrnacyBaHa.
Ha ®ur. 1 e npeacTaBeH CUHXPOHHUAT rpaduk, Ha KOMTO ce BuxXAa, Ye paboTHn mecTta oT Net
Ao Ne10 Bkn. ca HaToBapeHu B pamkute Ha gonycka (+10%), a nocnegHute 4 paboTHM mecTa ca
HedocTaTbyHO HaToBapeHu. Mankuat Gpon onepaumn, HeobxogumocTTa OT ChNa3BaHETO Ha




onpeneneHa nocneaoBaTenHoCcT B U3MbIHEHMETO UM U FONEMUTE Pas3fnnKM B HOPMOBPEMEHaTa Ha
onepaumuTe He No3BosnsiBa No-e@eKTUBHOTO UM rpynupaHe.
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PaGoTHO macTo Ne

®ur.1 CMHXpPOHEH rpacdumk

AJ'IFOpI/ITM'bT 3a un3rpaxgaHe Ha cMMynaunMoOHHMA Moden 3a opraHmn3auuna Ha npomn3BoacTBOTO
BKI1HO4Ba cneaHnTe OCHOBHU CTbIKU:

1. FeHepupaHe Ha peTtannuTte (Start)

B reHepaTopa ce BbBeX4a BPEMETO 3a NnoJaBaHe Ha yKpoeHuTe aetannu kbM PaboTHO MacTo
Ne1. 3agageHo e BpeMe, paBHO Ha rofieMmHaTa Ha TakTa Ha notoyHaTta nuHus (69 s). Cumynupa
ce NycK B Ha4anoTo Ha paboTHaTa CMsHa, T.e. Ha BXOA4a Ha NOTOYHATa NNHUA HAMA AeTannu.

2. BbBexpgaHe Ha pabOTHMTe MecTa cropea NocrneaoBaTeNIHOCTTA Ha Pa3nosioXKeHMeTO UM

B moayna ,ltem Properties” ce BbBexaa HaMmeHOBaHMETO Ha paboOTHOTO MACTO, a B ,Process
Timing Properties” — HOpMOBpeMETO Ha CbOTBETHATa OpraHM3auMoHHa onepaums. HayuHbT 3a
BbBeXaaHe Ha paboTHUTE MecTa e npeacTaBeH Ha dur. 2.
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odur. 2 BbeexgaHe Ha paboTHUTE MecTa

3. BbBexpaaHe Ha OCHOBHUTE AaHHM 3a paboTHMLMTE No paboTHUTe mecTa (Mme, bpon n

CTerneH Ha 3aeToCT Ha paboTHUUUTE)
Ot moagyna ,ltem Properties” ce n3bupa ,Resource Constraint” n ce nocousa 6post Ha

pa6OTHVILI,VITe, y4vyacTtBallu B npon3sBoacTBeHUd npouec n cteneHta MM Ha 3aeToCT (CDI/IF. 3)
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dur. 3 BbexaaHe Ha BXOAHW JaHHU 3a paboTHULMTE

Ha Bcsiko paboTHO MsACTO, cbriacHo Tabn. 2, ce noctaBs Mo eanH pabOoTHMK, U3MbIHABALL
3agadeHnTe onepauun, C M3KMKYEHMEe Ha nocrnefgHaTa onepauusi (OKOHYaTenHo rrageHe), 3a
KoATO ca Heobxoammm 3 paboTHuka (PaboTHn mecta NeNe17-19).

MpuoBmxBaHeTo Ha ywuTaTta nona ot PabotHo msacto Ne 11 (onepaumm 15+16) KbM HSAKOE OT
cnegBawmute 3 paboTHM MecTa M3UCKBaA 3adaBaHe Ha MpaBWnoO 3a pasnpeferieHve Ha
n3paboreHute nsgenusa. OT Bb3MOXHUTE NpaBuna e n3dbpaHo NogaBaHETO Aa ce OCblUecTBsiBa
KbM Hamn-manko 3aetus pabotHuk (PabotHo macto Nel7, Ne18 mnum Ne19). HaunHbT Ha BbBEXAaHE
€ npeacraBeH Ha . 4.
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dur. 4 3agaBaHe Ha NpaBUNOTO 3a NogAaBaHE KbM Har-Marnko 3aeTusa paboTHUK

4. BbBexpaaHe Ha BpeMe 3a MexayonepauuoHeH TpaHCcnopT

Ot mogyna ,Connection Line Properties” ce nsbupa ,Speed/Distance/Capacity” n ce 3apgaBa
BPEMETO 3a TPaHCNOPT MeXay OoTAenHuTe paboTHM MecTa. 3a TO3M HavaneH eTan e 3anoXeHa
cTtonHocT 0 (dwur. 5).

5. BbBexaaHe Ha Kpah Ha cumynaumoHHusa mogen (END)

3a KOHKpeTHUs cnydan e u3bpaHo cumynauuaTa ga cnpe cneg mspabotkata Ha 400 6pos
n3genus.
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dur. 5 BbBexaaHe Ha BpeMeTo 3a MexayonepaunoHeH TpaHcnopT

Pe3yntatu
CumynauuoHHaTa nporpama rno3BosifiBa U3BEXOAHETO Ha ronsm Gpor oT4eTH, C MOMOLLTA Ha

KOUTO MOX€Ee KaKTO Aa ce npocneaun pa60TaTa Ha nporpamMarta, Taka U ga ce U3HYUCNAT pa3fminyHu
XapaKTepucTtukun, oueHaBallmn e(*)eKTI/IBHOCTTa Ha rnpouecute n pa60TaTa Ha onepaTtopute.

» 0O6ob6bwaeawy ot4yet (Simulation Summary), npeacraseH Ha dur. 6.
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dur. 6 ObobLlaBaLl, oTyeT

Pesyntatnte nokaseaT, Ye CTerneHTa Ha akTUBHOCT Ha paboTHuumTte e mexgy 70 n 85,51%,
KaTo C Han-ronsiMa akTMBHOCT € PaboTHWMK 4, KOWTO € HaW-HaTOBapeH WU CbIMacHO CUHXPOHHUS

rpaduk.

» AHanus Ha npouecute (Process Analysis) - dwr. 7.

Bwxpa ce, ye npe3 PabotHu mecta oT Ne1 go Ne11 (onepauumn 15+16) ca npemumHanu no 400
nsgenusa, npes paboTHuka, n3nbrHaBaw, onepauunsa 17, ca npemvHanu 134 nsgenusa, a npes Tesu,
nanbnHasawm onepaumm 18 n 19 - cbotBeTHo No 133 nsgenus.

CteneHTa Ha HaToBapBaHe Ha npouecute (paboTHUTe mecta) e mexay 60 n 72%, kato Han-
HaToBapeH e npouec 1.
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dur. 7 AHanus Ha npouecute

» AHanu3 Ha cumynaumoHHua mogen B 90% ot Ham-nowmsa cnydanm (Simulation

Analysis) - ®ur. 8.
C nomowita Ha TO3M aHanM3 MOXe Oa ce onpenenu ganu cTeneHTa Ha HaTtoBapBaHe Ha
paboTHMLMTE € No4 AonycTMMara rpaHuua, KosaTo € 3anoXxeHa Ha HMBo oT 90%.

Potential Problem Area (30 % of Worst Case)

Sescurce vrzanen wnoe cors

®ur. 8 AHanus Ha npouecute u pecypcute B 90% OT Han-nowunsa crny4van

Ot pesyntatute, npeactaBeHn Ha dur. 8, cnegBa, Ye CTeneHTa Ha HaToBapBaHe Ha
paboTHULMTE € B 4ONYCTUMMUTE rpaHnLN.

eHepaTopbT € C BMCOKO HaToBapBaHe M Npu HEro € Bb3MOXHO Aa Cce MosiBU ,TACHO MSCTO”,
Tbi KaTo € 3agafeHo BpeMe 3a reHepupaHe 69 s, a nbpBarta onepauus € ¢ NPOALIMKUTENHOCT 75
s. B PabotHo mAcTo Nel ce nmony4yaBa HaTpynBaHe OT U34akBalm AeTannm n ePeKkTMBHOCTTA Ha
TO3n npouec e Hucka — 50%. [lpuymHaTa 3a nosiBata Ha ToBa ,TACHO MSACTO” e, 4e
npegxoxgawiaTa u crnegpawymre onepaumm ca ¢ no-KbCy BpeMeHa 3a U3MbiHEHNE.

» AHanu3 Ha Lean ecekTMBHOCTTa Ha npouecuTte (Lean Analysis Report) - dur. 9.

Ot dur. 9 ce Bmxaa, Ye edhekTMBHOCTTA Ha ,cTerHaTute® npouecu € Hag 99%. UsknoyeHue
npasu eanHcTeeHo PaboTHo msacTo Nel. Han-Hucka e(pekTMBHOCT U CTENEH Ha M3nonsBaHe umart
reHepaTopbT M OTHOBO PaboTHo mscto Nel. MNpuumHaTa - HaTpynBaHETO Ha ronsMo KONMYecTBO

obpaboTBaHu getannu.
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dur. 9 AHanua Ha Lean edhekTMBHOCTTa Ha npouecuTe

OEE (Overall Equipment Effectiveness) e koedunumneHT Ha obLia epeKTUBHOCT Ha cucTemara,
OTpassiBall, CTeNeHTa Ha nanonaeaHe Ha obopyaBaHeTo 1 paboTHMunTe. ObWwaTa edPeKTUBHOCT Ha
PaboTHo macTo Ne4 e Ham-Bucoka (77%), a Ha PaboTHo mscto Nel - Hawn-Hucka (50%).

AHanus Ha pesynTtaTtuTe
PesynTtatute oT n3BbPLUEHOTO n3cnegsaHe morat ga ce o606LWAT No CneagHns HauvH:

1. PaspaboTeH e cumynauMoHeH Moaen 3a MNpOM3BOACTBOTO HAa OTHOCUTENHO MPOCT MoAen
LUeBHO u3genue - gamcka npaea nona. 3a uenta e M3nons3BaH CUMYMaLMOHHUAT MPOaYKT
SimCad Pro, konTo ce oka3Ba Noaxoasil, 3a MoaenunpaHe Ha OUCKPETHU NPoLEecK, KakBUTO ca
B LUEBHMUTE.

2. MNMpepnoxeH e anropMTbM 3a M3rpaxgaHe Ha CMMynauuoHeH Moaen Ha LWeBHO NPOU3BOACTBO,
NO3BOSISBALL, OTYNTAHETO HA BPEMEHATA 3a M3MNbfIHEHNE Ha MALUMHHUTE M HA TPAHCNOPTHUTE
onepauumu.

3. Bb3 ocHOBa Ha nonyyeHuTe NPOTOKONWM (OTYETM) ca aHanusvMpaHu paboTHUTe npouecu u
HaToBapBaHEeTO Ha paboTHMTEe MecTa M onepatopuTe. M3unmcneHn ca xapakTepucTUKM 3a
OLeHKa Ha e(peKTUBHOCTTA Ha PECYPCUTE — HYOBELLIKN N MaLLMHHW.

4. 3a KOHKpEeTHUSA nscnenBaH CueHapui ce oTyMTa CPaBHUTENHO HUCKA CTEMNEeH Ha U3non3BaHe
Ha paboTHWUWUTE, TbM KaTO € u3cnegBaH MOMEHTBLT Ha MyCK Ha JNUHMSATA W 4YacT oOT
paboTHMLMTE N34yakBaT N3BECTHO BPEME A0 3aXpaHBAHETO UM C AeTannu.

5. CteneHTa Ha HaToBapBaHe Ha paboTHMUUTE € B [OoNyCcTMMUTE rpaHvuM. 3aeTocTTa Ha
paboTtHuumTe e mexay 70 n 85,5%, kato ¢ Han-HaToBapeH e PaboTHuK 4, konTo paboTn B
ropHaTta rpaHuua Ha [OnycTMMUTE OTKNOHeHusi. CTeneHTa Ha HaToBapBaHe Ha paboTHUTE
mecTa e mexay 60 n 72%, kaTo Han-HaToBapeH € npouec 1, KOWTO ce Hamupa B Ha4anoTo Ha
NOTOYHATa NIMHUA, @ HOPMUPAHOTO BPEME 3a U3NBIIHEHMETO MY € MO-roSIIMO KakTo OT TaKTa,
Taka 1 OT NpeaxogHus npouec (reHepupaHeTo Ha geTannure).

6. Pabotata mexay PaboTHn mecta Nel7, Ne18 n Nel9 e pasnpegeneHa npaBuiHO M € CnaseH
3a0a4€eHUAT HauvH Ha NodaBaHe Ha u3genuvsaTa.

7. Lean edpeKTMBHOCTTa Ha NOYTU BCUYKKM Npoueck (C nsknioveHme Ha PabotHo mscto Ne1) e Hag
99%. CrteneHTa Ha mM3nonsBaHe Ha reHepaTtopa M Ha PaboTHo macTto Ne1 ca MHOro Huckw,
KaTo MnpuvynHaTa € HaTpynBaHETO Ha rofnsMo KonuyectBo obpaboTBaHwW aeTannu, KoOUTo
n3yakeaT 3a obpaboTka.

3aknoyeHue

M3non3eaHMAT copTyepeH NpoayKT No3BoNsiBa MOAENMPAHETO Y CUMYNMPAHETO Ha NpoLLecH B
LLEBHOTO Npou3BoAcTBo. [MpeacTton MogenMpaHeTo Ha NPOU3BOACTBOTO HA MO-CMOXHU U3Oenus 1
pa3paboTBaHETO Ha LSNOCTHA KOHLENUUS U anropuTbM 3a U3rPaXKaaHETO Ha TakMBa MOAENM.
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