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Fig. 1 While product development time was reduced dramatically ba CAD, nothing equivalent was done with

Mftg. System Ramp )
Design & Build Produce A

the manufacturing system( top ). Increase in frequently of new products introduction requires
shortening the manufacturing system design time, and enabling its adaptation to production of new
products through rapid reconfiguration
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Fig. 2 Both DML and FMS are static systems, while

an RMS is a dynamic, evolving system.

Table 1 Comparison between DML and FMS

DML FMS
Limitations: Limitations:
Not flexible for a Expensive

Machine focus
Low throughput
single-tool machines

single part
Fixed capacity
not scalable

Advantages: Advantages:
Low cost Flexible
Multi-tool operation Scalable
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Table 2 RMS combines features of dedicated and
flexible systems.

Dedicated | RMS/RMT | FMS/CNC
Machine | pcd | Adjustable | Fixed
Structure
System Part Part family | Machine
focus
Scalability No Yes Yes
Flexibility No Customized General
Simult.
Oper. Tool Yes Yes No
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Fig. 3 Manufacturing system cost versus capacity
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System configuration rules
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Fig. 4 Classes of manufacturing systems. RMS
design not only combines reconfigurable .
hardware with reconfigurable software, but
also includes systems perspective and

economic modeling
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Fig. 12 Top view of a vertical turning-milling center
with multiple spindles.

Vig. 13 Tripod-kinematic machines integrated into a

maching line
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Extendable functionality can be enhanced additional plug-in cards addtl. application modules
Fig. 15 Capabilities of a control system for reconfigurable machines.
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