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Initial stock coding

Final stock coding
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30 Final part coding Stock coding
31 S=1{.2.3....18) fr.2.3,..13}
32 Ip={,2,34}
33 1, ={15,16,17,18}
34 E=1{56.7...14 {r,2,3,..13}
C=1{24,7,9.11.13,1517 C=1{2.3,4,6,7.8,9.11,12}

37 c"={2.0)(3.6).(4.7)(6.7)(7,9).(8,11),(9',13), (11,13), (12", 0)}

STINTITIC
T
o e
Q Q
= X

38 C'={2,4,7,9,13,15,17} c! ={2',3',4‘,6',7',8',9',11',12'}
40 cll =fry ¢l ={i3) i =Bk =

- P ={11,7),(13,3)) P" ={13,7), (13, 6)}

43 P = {13,7), (13, 6)} P" ={(11,7).(13,3)}

Valid setup combinations: P = {(13,3), (11", 7)}

46 Right machining surfaces: S,’e = {l, 2,3,..., ll}

a7 Left machining surfaces: S = {12,13,14, ..., 18}

Figure 15
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Example 2
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Final part coding Stock coding
s={,2,3,..,19}
§={,2,3,...17} To-lr 2.3, 4.5)
Ig =1{2.3,4,5} - .
P I, ={15,16,17,18,19}
L - el U 1l ' U
E=1{6.7.8,...16} E={6.7.8....14}
€={.3.5.7.9,11,13,15,17} —={1’2’3’4’5’7’8’9’10’“’}
12,13,15,16,17',18,19'
oo (1,0)(2,1)(3,3) (4,5)(5,0) (7, 0),(8.,7), (9,9), (10, 11),
“ L, 13), (12,15), (13, 0),(15', 0), (16,17), (17, 3).(18', 5), (19', 0)
C'={9,13,15} c'={r2.3,..,19}
G=lo) =i i =Bk -l
P’ ={13,8) (15, 8)} P ={(13,7).(15,7)}
P ={15,7)} P ={(15,8)}
Valid setup combinations:  P"" ={(15,8)}
Right machining surfaces: S,’e = {1, 2,3, ..., 13}
Left machining surfaces: Si =1414,15,16, 17}

Figure 16
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27 Table 1. Equivalent valid and non-valid setup combinations according to the part
28 tolerances

31 Surfaces related Equivalent setup combination

32 by tolerance (”*’ m*)
33 ty = (ips Jp) 9,5) (11,5) 9,7

34 1=3@3,2) v
L=(3,3)
37 =(3,5)

t,=0,5)
40 ts=(11,7)
te=(11,11)
43 t=(11,12)
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Table 2. Preference order among valid setup combinations ( P™ )

Partial
Clamping surface Tolerance precedence order
Diameter By By Final
Setup 2" setup clamping tolerance  precedence
combination Index  (mm) tp = (ips Jp) Value force value order
(12°,5) 12° 1h=G@,2) 0.05 2 2 2

th=(3,3) 0.025
5=(3,5) 0.02
t,=(5,5) 0.3

5 64 ts=(11,7) 0.05
te=(11,11)  0.03
t=(11,12)  0.03

9,6 6 ts=(11,7)  0.05 1 1 1
te=(11,11)  0.03
t=(11,12)  0.03

9 95 t=03,2) 0.05
=(3,3) 0.025
3=(3,5) 0.02
t,=(5,5) 0.3

(11,6) 6 ts=(11,7)  0.05 3 1 3
te=(11,11)  0.03
t=(11,12)  0.03

11 60 t=03,2) 0.05
=(3,3) 0.025
3=(03,5) 0.02
t,=(5,5) 0.3
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Table 3. Surfaces to be machined in the first and second setups

First setup

Second setup

Setup com‘E)ination Clamping Set of surfaces to be Clamping Set of surfaces to be
surface machined surface machined

9,6) 6 st =1{1,8,..,13} 9 Sy =1{2,3,...6}

(12, 5) 12’ st=1{,2,..,6} 5 SP=1{1,8,..,12}

(11,6 6 St =1{1,8,..,13} 11 Sy =1{2,3,...6}
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