Mechanical Engineering and Engineering Science

https://doi.org/10.21122/2227-1031-2024-23-6-461-472

YK 621.91.01/621.914.22

KunemaTtuyeckue u reoMeTpu4eckne 0CO0EHHOCTH CKOPOCTHOI 00padoTKu
CJIOKHONPO(MIBHBIX TOBEPXHOCTEl AeTasiei
BPALIAKIIUMUCH MHCTPYMEHTAMH Ha cTaHkax ¢ YITY

) )

JloKT. TexH. Hayk, npod. H. H. Monok", un:x. B. C. Auncumon’

DITonouknii rocyrapcTenublii yuusepcuter nMmenn Epdpocuuuy IToomkoit
(HoBomounonk, Pecriy6iinka bemapycs)

© benopycckuil HallMOHANBHBIN TEXHUYECKUH yHUBEpcUTeT, 2024
Belarusian National Technical University, 2024

Pedepar. Llensio paGoTh! sIBIIsIETCS HOBBILICHUE TPOU3BOAUTEIBHOCTH 00PaOOTKH CIOKHONPO(DIIBHBIX TOBEPXHOCTEH eTa-
neit. Jyist OoCTIKEHHs el PeIaloTesl 3a/ladll HCCIIeJOBAaHUS KHHEMAaTHIECKHX M TeOMETPUIECKUX 0COOCHHOCTEH puMeHe-
HMS BPAILAIOIIMXCSA PEXKYIIMX WHCTPYMEHTOB, 00ECHEYHBAIOIMX 00pabOTKY LMIMHAPUYECKUX, KOHMYECKUX, cHepUuecKUX
M IUIOCKUX MOBEPXHOCTEH JIeTall Ha OJHOM pabodeM MecTe 3a OJHMH-[Ba yCTaHOBA. MCIONB3yIOTCS aHAIMTHYECKIE METOJIBI
UCCIIEIOBAHMI1, TI03BOJIMBILME NOITYYHTh (HOPMYJIbI U1 pacyeTa JIMHEHHONH CKOpOCcTH 00pabOTKH NPU BPE3aHUH HHCTPYMEHTA
B 3aI'OTOBKY, B 30HE P€3aHMs M Ha BBIXOAE MHCTPYMEHTA U3 3arOTOBKHU, ONpPEJCIUTh U3MCHEHUS BEIUYUH YIJIa HAKIOHA pe-
JKyIIEH KPOMKH MHCTPYMEHTa B MHCTPYMEHTAJIbHOM, CTATMUECKOW M KMHEMAaTHYECKOW cucTeMax KoopaumHaT. PaccMoTpeHsl
cxeMbl 00paboTKH MoBepXHOCTeH meranu Ha cranke ¢ UITY myTeM MHTEpHONISINN TPACKTOPHU PE3aHHS HPSMOIHHEHHBIMU
nepeMenieHusIMU pexyieil kpomku. [IpousBeneHa oneHka BIUSHUS JUCKPETHOCTU MEPEMEIEHUH pexyIell KpOMKU Ha Ka-
YEeCTBO IOJTy4aeMOil MOBEPXHOCTU JETalM IPU PEKOMEHIyEMbIX 3HAUCHUSAX pexHMa pe3aHus. PesynbraTsl ucciiefnoBaHUi
MOTYT OBITH HCIONB30BaHbI IPU pa3paboTKe yMpaBIAIOMUX Iporpamm cTaHkoB ¢ UITY myTem BbIOOpa pamnoHAIBHON CXEMBI
00pabOoTKM C KacaTeJIbHBIM IBMKEHHEM PEXYIIeH KPOMKH M KOPPEKTHPOBKY 3HAYCHHUH JIMHEHHON CKOPOCTH HPH BPE3aHUH,
B TPOIECCE PE3aHMsl U BBIXOJE PEXKYIEHl KPOMKH M3 3arOTOBKH, YTO 00ECHEUMBAECT MOBBIICHHE MTPOU3BOJUTEILHOCTH 00-
paboTKH.
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Kinematic and Geometric Features of High-Speed Machining

of Complex Surfaces of Parts with Rotating Tools on CNC Machines
N. N. Popok", V. S. Anisimov"

YEuphrosyne Polotskaya State University of Polotsk (Novopolotsk, Republic of Belarus)

Abstract. The purpose of the work is to increase the productivity of machining complex-profile surfaces of parts. To achieve this
goal, the tasks of studying the kinematic and geometric features of the use of rotating cutting tools are solved, providing processing
of cylindrical, conical, spherical and flat surfaces of a part at one workplace in one or two installations. Analytical research
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methods are used, which made it possible to obtain formulas for calculating the linear processing speed when the tool is em-
bedded in the workpiece, in the cutting zone and at the tool exit from the workpiece, to determine changes in the inclination
angle of the tool cutting edge in the instrumental, static and kinematic coordinate systems. Schemes for machining the sur-
faces of a part on a CNC machine by interpolating the cutting trajectory by rectilinear movements of the cutting edge are con-
sidered. The influence of the discreteness of the cutting edge movements on the quality of the resulting surface of the part
at the recommended values of the cutting mode is estimated. The research results can be used in the development of control
programs for CNC machines by selecting a rational machining scheme with tangential movement of the cutting edge and
adjusting the values of linear velocity during embedding, during the cutting process and the exit of the cutting edge from
the workpiece, which ensures an increase in machining productivity.

Keywords: complex profile surface, countersink, end mill, kinematic cutting scheme, cutting speed, angle of inclination
of the cutting edge, CNC machine, interpolation
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BBenenue

B coBpeMeHHOIl TeXHHKE MIUPOKO MHPUMEHS-
I0TCs AeTand, (JopMa KOTOPBIX BKIIFOUAET COYETa-
HUE pAa3IUYHbIX MOBEPXHOCTEH — UWIMHApPUYE-
CKHUX, KOHHYECKHX, CGEpUYecKuX, BHUHTOBBHIX,
IUIOCKUX U KPUBOJMHEHHBIX, HAIIPUMED MIAPOBLIE
MBIl PEIYAroB aBTOMOOWIIEH, OCH TSATH PEMHU3HI,
TPOMHUKHU 3allOPHOW apMaryphbl, KopIyca ¢ MoJjo-
CTAMHU, MAaTpHULbI U ITYAaHCOHBI HITAMIIOB, KyJIa4KU
U IKCUEHTPUKUA MEXaHU3MOB aBTOMAaTOB U T. II.
MexaHn4eckyr0 00pabOTKy Takoro CoYeTaHus
MIOBEPXHOCTEH I1eJIecCO00pa3Ho TMPOU3BOIUTH 3a
OJIHy OIEpaluio, OJAHH-IBAa yCTAaHOBA 3arOTOBKU
B TIPHUCIIOCOOJIEHNM W HECKOJBKO IIEPEXOJ0B Ha
cranke ¢ YITY, uto obecreunBaeT COKpalicHHe
OCHOBHOTO M BCIIOMOTAaTeIbHOTO BPEMEHH U TIO-
BBIIICHUC ITPOU3BOJUTCIIBHOCTH, TOYHOCTH M Ka-
yecTBa mosiyueHust Aetand. [Ipu sTom, Kak mpa-
BUJIO, PEAIMU3YIOTCS CIOXKHBIE KHHEMAaTUYECKUe
CXEMbl U TPACKTOPUHU PE3aHUsI, TIEPEMCHHbBIC Be-
JUYMHBL JIMHEHHBIX CKOPOCTEU BpallaTeNbHbIX
U TOCTYyHaTeNbHbIX ABMWKEHUM pEXYLIEro HH-
CTPYMEHTa U 3aroTOBKU. IIoBBIIEHNE TPOU3BOAU-
TEJILHOCTH 00pabOTKH 3a CUET YBEJIMYCHUS 3Haue-
HUH CKOPOCTH PE3aHUSl B 3TOM CIIy4yae HMPUBOJIUT
K CHHKCHHUIO CTOMKOCTH PEXYIIUX HHCTPYMEH-
TOB U MOTPEOIIEMON MOIIHOCTU MPUBOJIOB CTaH-
ka. To ects TpeOyeTcs pelieHue 3aqadd 10 yBe-
JMYESHUIO TPOU3BOJIUTENILHOCTH O0pabOTKU CIIOXK-
HOTMIPO(MIEHBIX TTOBEPXHOCTEH AeTalieil MpHu OIHO-
BPEMEHHOM OOECIICYeHHH TpeOyeMbIX 3HAUCHUIA
NOTpeOIsIeMOl  MOIIHOCTH TIPUBOJZIOB CTaHKOB C
YITY u cTOMKOCTH pEXyIIUX UHCTPYMEHTOB.

OmHuM U3 myTe perieHus 3TON 3a7auu SBIIs-
€TCSl WCIIOJIb30BAaHUE BPAIIAIOIIUXCS HHCTPYMEH-
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TOB — KOHLIEBBIX (hpe3, pPOTALMOHHBIX PE3IOB U T. II.,
o0ecreunBarouX KacaTeJIbHOE ABIKECHHE KPYTO-
HAaKJIOHHBIX pexXymmx kKpoMmok [1]. TenaeHus no
Bce OoJsiee MUPOKOMY NPUMEHEHHIO TaKUX THUIIOB
HWHCTPYMEHTOB NPOCIEKHUBACTCS B PSAAE BEAYIINX
3apyOexHBIX (QUPM, TaKUX, HaApUMep, Kak Sand-
vik Coromant (IlIBerus), Seco (Smonms), Her-
tel (I'epmanmst), Guhring (I'epmanms), Iscar (M3-
paunb), TaeguTec (Kopes) u apyrux, y KOTOPBIX
OTMEYaeTCsl TOBBIIICHHE MPOU3BOIUTENFHOCTH U
CTOMKOCTH pEeXyILMX MHCTPYMEHTOB B 3—6 pa3 [2].
[Ipu 3TOM 3avacTyto He 00OCHOBBIBAETCS, 33 CUET
KaKHX KUHEMAaTHYECKHX, (PU3NYECKUX U TEeXHOJO-
FMYECKHX OCOOEHHOCTEH OO0ecTeunBaoTCs Ipe-
HMYLIECTBA KacaTeIbHOI'O IIBI)KEHHUS Pe3aHus U
PEXYIIMX HHCTPYMEHTOB C KPYTOHAKJIOHHBIMHU
KpoMKamHu. BMmecTte ¢ TeM B psne paHee NpoBe-
JEHHBIX OTEYECTBEHHBIMH YYEHBIMH HCCIIEJ0OBaA-
HUH SABJIEHMH, XapaKTEPHBIX IJI CIOXHBIX BHUJIOB
0o0paboTku pe3anuem, Hampumep . U. I'panos-
ckuM [3], B. ®@. bobposeim [4], E. I'. Konosao-
BbM [5], I1. M. Smepunupiaev [6] U ApyrUMH, 3TH
[IPEUMyLIEeCTBa AO0Ka3aHbl, HO B OCHOBHOM JUIS
TPaAULIMOHHO HCIOJIb3YEMBIX BEJIIMUYNH CKOPOCTEH
Y MOIIHOCTEN MPUBOJIOB CTAHKOB, BO3MOXHOCTEMN
peanu3aniyi TpeX- W IMATHOCEBOH 00pabOTKH Ha
crankax ¢ UIIY, npuMmeHeHHs IPOrpecCUBHBIX
PEXYIIMX MHCTPYMEHTOB, B TOM YHCJIE C U3HOCO-
CTOMKHUM MOKpBITHEM U T. II. TO ecTh B HacTosLIee
BpeMsl aKTyaJlbHBIM SIBISETCS HCCIEIOBaHUE KH-
HEMAaTUYECKUX U (U3MUYECKUX XapaKTEePUCTUK
CKOPOCTHBEIX BHJIOB OOpaOOTKH CIIOKHOIPOQPHITH-
HBIX ITOBEPXHOCTEH aeTanel Ha OJAHOM paboueM
Mecte — craHke ¢ UIIY Bpamaromumucs pexy-
UMMM WHCTPYMEHTAMH C KacaTeJIbHBIM JBHXKE-
HUEM KPYTOHAKJIOHHOM pexyIel KpOMKH.
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OcHoBHAafl YaCTh

PaccMoTpuM HekoTOpble cXeMbl 00paboTKH,
peau3yrone KacaTelbHbIC JBIKCHHS PEKYIUX
kpoMmok (puc. 1).IIpu 00paboTke HHIUHAPHYC-
CKOM WJIM KOHMYECKON IIOBEpXHOCTEH JeTa-
neit (puc. la) peanusyeTcsi cxema pe3aHus C TJIaB-
HBIM BpalllaTeJIbHBIM JBWKCHUEM pe3anus Dr,
CO00IaeMbIM HHCTPYMEHTY 1, TOCTYIATEIHHBIM
(BIOJTE OCH TJIABHOT'O BPAIIATEIIHHOTO JTBYIKCHUS)
IBIOKEHHEM Tofadu Ds, TAaKKe COOOIaeMbIM HH-
CTPYMEHTY, U KPYTOBBIM ABIKEHUEM moxadn Ds,,
coobmaembiM 3arotoBke 2. [lo cymectBy, peann-
3yeTcs cxeMa OceBoi 00paboTKH (3EHKEPOBAHMS),
WM TUTyHXepHoro ¢pesepoBanus. [lpu stom 3a
CYeT JIBYX BpalaTelIbHBIX U TOCTYMATEIFHOIO JBH-
JKCHUH, TIPUMEHEHUSI MHOTOJIC3BUITHOTO PEXKYILETO
WHCTPYMEHTa 00ECIICUMBACTCS KAaCaTEIbHOE JIBHIKE-

HUE PEXYLIEH KPOMKH, YBETMUEHHUE €ro JIMHEHHOU
CKOpPOCTH U, KaK CJEICTBHE, TOBHIIMICHUE MPONU3BO-
TUTEIHHOCTH M KauecTBa 00pabOTKH.

[Ipu 06paboTke HEMOMHBIX CHEPUIECKUX IO-
BepXHOCTEH aeraneil (puc. lb, ¢) peanmusyrorcs
CXEeMBI TUIYH)XKEepHOTO (pe3epoBaHms, MPU KOTO-
pBIX OJIHO M3 IBWXEHUU mojayu Ds, HapaBJIeHO
MIOJT YTJIOM HJIM TIEPIICHAUKYIISIPHO K OCH TJIABHOTO
BpauiaTeNbHOro ABMKeHus Dr. PesynpTupyromas
CKOPOCTb pEe3aHMs paBHA CKOPOCTU KACaTEIBHOIO
JIBIDKEHUS. 3a CYET BBICOKOM CKOPOCTH Bparia-
TeNbHOTO JBWXeHus Dr (mopsaka 10-20 m/c) u
BBIOOpA COOTBETCTBYIOLIUX 3HAYCHUU YTJIOB Ha-
KJIOHA PeXYIIeld KPOMKH B TUTaHE 00eCTIeunBaeTCs
PeKHMM KaK pe3aHus, TaK W BBINIAXHBaHHS cde-
pUYECKOI MOBEPXHOCTH C MapaMeTpaMH IIepoXo-
BAaTOCTH, COMOCTABUMBIMU C MapaMeTpamMu IUIH-
(hoBaHHOH MTOBEPXHOCTH.

Puc. 1. Cxembl 00pabOTKH 0XBaTHIBAIOINMHU (pe3amMu (3eHKEpaMH) HOBEPXHOCTEH:
a — MWIMHAPHYECKOIT; b, ¢ — HemomHoi cdepryeckoii; d — KOHmYECKOH

Fig. 1. Schemes for processing surfaces with covering cutters (countersinks):
a — cylindrical; b, ¢ — incomplete spherical; d — conical
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BrirnaxxuBanue OBEPXHOCTH 00eCIIeUUBACTCS
YMEHBIICHUEM 3HAaUY€HHH YTJIOB B IUIaHE U 3aJHe-
ro yria, KOTOpbleé MOTYT TNPHHUMATh HYJIEBBHIE
3HA4YEHUS], U YBEJIMUCHUEM 3HAUEHHU Yriia HaKJIO-
Ha peXylLled KPOMKHU JIe3BUS, a TaKKe 3a CYeT
CYLIECTBEHHOTO TOBBILICHUS! CKOPOCTH KacaTellb-
HOTO nBroKeHus [7]. TakuM Bpamarommmcs WH-
cTpyMeHTOM ((hpe30ii-3eHKepOM) MOXKHO IOCIIe-
JOBaTeNbHO 00pabaTbiBaTh cepuuecKue, HUIHH-
JPUYECKUE WM KOHUYECKUE IOBEPXHOCTH AETalu
10 cXeMaM, IPeICTaBICHHBIM Ha puc. 1d.

IIpu 00paboTKe TIUIOCKUX MOBEPXHOCTEH
JieTaleil, HampuMep yCTYIOB, MOJOCTEH W T.II.
(puc. 2a, b), peanu3yercs cxema pe3aHUs C TIIaB-
HBIM BpalllaTeIbHBIM ABMKEHUEM Dr U IByMs MO-
CTyMNaTeIbHBIMU ABWXKEHUSIMU nonauud Ds; u Ds;,
00ecreunBaOIMMH Bpe3aHue (pes3bl 0 KacaTelb-
HOW K 0OpabaTbiBaeMoOil MOBEPXHOCTH WM TIO-
BEPXHOCTU PE3aHMs C JIMHEWHOM CKOPOCTBIO pe-
3yNbTUPYIOLIETO ABMKCHUS PE3aHUsL.

Peanuzanust TpexdJeMEHTHBIX KHHEMaTuie-
CKUX CXEM C JIBI)KEHHEM PE3aHus 0 KacaTelbHON
K 00pabaThiBaeMOIl NMOBEPXHOCTH NPEACTaBICHA
Ha puC. 3, OTIINYAIOIINXCS WK ABYMSI TIOCTYTIaTEIh-

a

Dr

HBEIMU JIBIKEHUsAMH Tonadu Ds; u Ds, (puc. 3a),
WIK OJHHUM IOCTyHaTeNbHbIM Ds; U OIHUM Bpa-
marenbHbeiM Ds, (puc. 3b) IBMKEHUSIMHU TIOJAYH.
[Ipu 3ToM HopMUPYIOTCS KaK IJIOCKAs, TaK U IIH-
JMUHAPUYECKas TOBEPXHOCTH JETalld BBICOKOTO
KayecTBa.

Kaxnast 3 pacCMOTPEHHBIX CXeM 00pabOoTKU
MOXKET OBITh YCIOBHO M300pa)KeHa TPeXdIEMEHT-
HbIMU KHHEMATHYSCKUMHU CXEMaMH PE3aHHUs, IIPe-
CTaBJICHHBIMH Ha puC. 4.

B ornnune oT KMHEMaTHYECKUX CXeM mpodec-
copa [". U. I'panoBckoro 1 B pa3BuTHE 00OOIICH-
HOM KHMHEMATHYECKOM CXEMBI C IATHRJICMCHTHBI-
MU ABWKCHUSIMHU pe3aHud [8] B MpeAcTaBICHHBIX
Ha puc. 4a, b, C KHHEMaTHYECKUX CXeMaX YTOYHEH
THIT PEXYIIET0 WHCTPYMEHTA, KOTOPBIA SBIIACTCS
OXBAaTBHIBAIOIIUM, M COOTBETCTBEHHO TPACKTOPHS
BpAIllaTeIBHOTO JBUKCHUS MOJa4u M300pakeHa
BHYTPH TpPAaeKTOPUHU TJIABHOTO BPAaIMIaTEIHHOTO
IBIOKCHUS B BHJIE OKpYXXHOcTel (puc. 4a), a B
CJIy4ae pacloJIOKECHUs OCH TJIABHOTO BpaiaTellb-
HOTO JBIKECHHS Tox yrioMm (puc. 4b) mimm mep-
MIEHAUKYJSIpHO (puc. 4C) HampaBIeHHIO Bpalla-
TEJILHOTIO IBMYKEHUS IT0a4Yd — B BUJIE DIUIMIICA.

Puc. 2. Cxembl 00pabOTKH C Bpe3aHueM (Gpe3bl [0 Ayre: a — YCTymna; b — HoJIy3aKkpbITON MOJI0CTH

Fig. 2. Processing schemes with cutter insertion along an arc: a — ledge; b — semi-closed cavity

a
Dr

Ds;

b

Puc. 3. Cxembl 00pabOTKH C Bpe3aHHeM (pe3bl 10 KacaTeNbHOI: a — INIOCKOH MOBEPXHOCTHU JETalIH;
b — MIOCKOW ¥ IIJIHHAPUICCKON MOBEPXHOCTEH AeTaIN

Fig. 3. Processing schemes with tangential cutter insertion: a — flat surface of the part;
b — flat and cylindrical surfaces of the part
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Puc. 4. Kunematuueckue cxeMbl pe3aHus: a — 00paboTKa 0XBaTHIBAIOLIMMU (Gpe3amMu (3eHKEPaMu) IIMITHHIPUIECKON
WJIM KOHUYECKOH OBEPXHOCTH; b, € — TO JKe€ HEeMOIHOW chepruuecKoil IOBEPXHOCTH;
d — 0bpaboTka ¢ BpezaHHeM (pe3bl 10 IyTre yCTYyIa Wi MOTYy3aKPhITOH MOJIOCTH; € — TO )K€ TI0 KacaTebHOM K TUIOCKOH
MIOBEPXHOCTH JieTany; f — To e Mo KacaTenbHO! K INIOCKOH M IIMIMHAPHIECKON IIOBEPXHOCTSIM JIETAIIN

Fig. 4. Kinematic cutting schemes: a — machining with covering cutters (countersinks) of cylindrical or conical surface;
b, ¢ — machining of an incomplete spherical surface with covering cutters (countersinks); d — machining with cutter insertion along
the arc of a ledge or semi—closed cavity; e — machining with cutting the cutter tangentially to the flat surface of the part;
f — machining with cutting the cutter tangentially to the flat and cylindrical surfaces of the part

JlaHHBIE CXEMBI TMO3BOJISIOT ONPEHCIUTh Ha-
MpaBlieHHE BEKTOPOB CKOPOCTEH COCTAaBIISIFOIINX
JMBIDKEHUH M PE3YyJILTUPYIOMIETO IBMKEHUS pe3a-
HUS, IPU HEOOXOIUMOCTH POU3BOJIUTH PACUET UX
3HAYEHHH, a TaKXXe MPEJICTABUTh TPACKTOPHIO TIe-
pEMEICHI MHCTPYMEHTa M 3aTOTOBKH, UYTO BaXK-
HO TIPU pa3padOTKe YIPABIAIONINX MPOTPaAMM IS
ctankoB ¢ UITY.

Jns onpeneneHust BAMSHAS YIia HAKJIOHA pe-
JKyIIeW KPOMKH WHCTPYMEHTA U €€ KacaTeIhbHOIO
JIBUKCHUS PE3aHusl Ha MmapaMmeTpsl (CKOPOCTh pe-

a

Ds,

IS .
DS]: /—\\ lD'm
N%\ a8

B
N

Ds,

3aHusl, M0/1a4a) U XapaKTePUCTHKH (CUIIa Pe3aHusl,
ycazika CTPY’KKH) IpoIecca pe3aHusi pacCMOTPUM
HEKOTOpPHIE CXEMBI 00pabOTKH KOHCTPYKTHBHBIX
3JIEMEHTOB M MOBEPXHOCTEW Bpallaroliencs aera-
JIY BPaIIaOIIAMCS HHCTPYMEHTOM.

Ha puc. 5 mpencraBieHa cxema oOpabOTKH
TUIOCKOH IMOBEPXHOCTH AETaId Ha TOKapHO-(pe-
3epHoM cTanke ¢ UITY. O6paboTka miockoii mo-
BEPXHOCTH MOXKET OCYIIECTBIISITHCA KaK MpPHU TO-
IIyTHOM (pPUCYHOK 5a), Tak ¥ Ipu BCTpeUHOM (pe-
3epoBanuu (puc. 5b).

i
EE

Puc. 5. Cxembl 00paOOTKH IIOCKOH MOBEPXHOCTH JETANIU IIPH MOMYTHOM (a) U BcTpedHoM (b) dpesepoBannn

Fig. 5. Schemes for processing the flat surface of the part during passing (a) and counter (b) milling
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BpamarensHoe nBWXEHHE WHCTpyMeHTa Dr
COBIIAJAeT 1O HAIPaBJIEHUIO C JBMKEHHUEM I10J1a-
4y 3aroToBku Dg,, (IpH HomyTHOM (pe3epoBa-
HUM) WIM pa3HOHANpaBieHbl (IPU BCTPEYHOM
(pe3epoBaHKM), KOTOPhIE B COYETAHUH C JBIIKE-
HHMEM II0/1a4i MHCTpyMeHTa Dg, MO3BOJSAIOT IIOJTY-
4yaTh IUIOCKYIO TMOBEPXHOCTh neTanu. Ha maHHBIX
CXeMax BHJHO, YTO HOpPMajbHas JMHEWHas CKo-
POCTb pe3aHusl UN, HalpaBleHHas IEPIEeHIUKY-
JSIPHO K PeXylled KpOMKE MHCTPYMEHTa, B code-
TaHUM C JIMHEWHON KacaTelIbHOW CKOPOCThIO pe3a-
HUSI Ur 00pa3yroT JIMHEHHYIO CKOPOCTb TJIaBHOTO
JIBUKEHUS pe3aHusl HHCTpyMeHTa ur. HesaBucumo
OT yTJIa HAKJIOHA PeXYILEeH KPOMKH A CKOPOCTh Ur
OyzeT NepreHIUKYJspHA B JIOOOM TOYKE pexy-
mel KpOMKM K OCH BpaileHusi nHcrpymenra. Ho,
YUUTBIBasI 3HAUCHHUS CKOPOCTH ABMXEHUS HOAAYH
UHCTPYMEHTA Us; M 3aTOTOBKH Us,, 3HAUYEHHUS Pe-
3yJIBTHPYIOIIEH CKOPOCTH PE3aHus NMPH MOMyTHOM
Y BCTPEYHOM (pe3epOBaHUMU B PA3IMYHBIX TOUKAX
COIIPUKOCHOBEHHUS PEXKYILETO JIE3BUSI HHCTPYMEH-
Ta ¢ 00pabaTbiBaéMOi MOBEPXHOCTHIO 3arOTOBKH
OyIyT pa3HBIMH.

Kak mpu mnomyTHOM, Tak U IpU BCTPEUYHOM
(pe3epoBaHUH CKOPOCTh IBIDKEHHS TOAAYH WH-
CTpyMEHTa Us; OT TOYKH Hadaja Bpe3aHHs B 3aro-
TOBKY /10 TOUKH IIEPECEUEHHS C OCBIO AETaIN UMe-
€T OJHO HampaBsJieHHE, a 3aTeM OHO MEHSAETCS Ha

Ds,

MPOTHBOTIONIOKHOE, HANpUMep, Kak TpU TOMyT-
HOM (¢pe3epoBaHuU Ha puc. 6. JlaHHOE U3MEHEHUE
HATPaBJICHUA CKOPOCTH JIBYDKCHHS MOyl HWH-
CTPYMEHTA Us; BIHSIET Ha 00Illee HANpaBJIeHUE pe-
3yJNBTUPYIONIEH ckopocTH pe3anus. HampaBneHue
PE3yJIBTUPYIONICH JIMHEHHONW CKOpPOCTH 00paboT-
ki 0T U V], OyJeT 3aBHCETh OT HANPABJICHHS CYyM-
MAapHOIl CKOPOCTH MOJA4u LSy U Us|, KOTOpasl BKIIIO-
YaeT CKOPOCTH JBM)KEHHUS TOIa4d MHCTPYMEHTA US|
1 3aTOTOBKH Us) B pACCMATPHUBAEMO#l TOUKE.

Ilpn momyTHOM ¥ BCTPEYHOM (hpe3epOBaAHUU
HAOITIO/IaeTCS  YIJIOBOE PACXOXKICHUE MEXIy pe-
3YIBTUPYIOIIAMH CKOPOCTSIMU 00paboTku v U v)].
BenuunHa pacXoXACHUS MEXAY pe3yIbTUPYIO-
IIMMH BEKTOpaMHu OyJIeT 3aBHCETh HE TOJILKO OT
CKOPOCTH JBIKEHHS MOAAYH UHCTPYMEHTA Us;, HO
U OT Pa3HOHAMPABICHHOCTH CKOPOCTH PE3aHUsI WH-
CTPYMEHTa Uy CO CKOPOCTBIO MO/IauM 3aTOTOBKH Uy,
B paccMarpuBaeMol To4YkKe (TpH MOMyTHOM (hpese-
POBaHUM CKOPOCTh Ur M CKOPOCTh 3arOTOBKU Us)
B pacCMaTpPUBAaEMOil TOYKE HAIPABJICHBI B OJIHY CTO-
POHY: TIPH BCTPEYHOM — Pa3HOHAIIPABIICHEI).

Jlnsa ompeencHUs BENUYUHBI PE3yNbTHPYIO-
IETO BEKTOPa Uy HIIHM V| BOCTIONB3YEMCS TEOpe-
MaMU KOCHHYCOB W CHHYCOB. PacueTHas cxema

HaxX0XJIEHUS Pe3yJbTHPYIOIUX CKOPOCTEH mpen-
CTaBJICHA Ha PHUC. 7.

Ds,

Puc. 6. HanpaBiieHus IMHEHHBIX CKOPOCTEH pe3aHus IIPH MOITyTHOM (pe3epOBaHMUH ITIOCKOH OBEPXHOCTH:
a — B TOUKE BPE3aHMs HHCTPYMEHTA B 3ar0TOBKY; b — B cepeainHe yyacTka 00paboTK;
C — B TOUKE BBIXO/Ia HHCTPYMEHTA U3 3aTrOTOBKH

Fig. 6. Directions of linear cutting speeds during passing milling of a flat surface: a — at the point of embedding the tool into
the workpiece; b — in the middle of the processing area; ¢ — at the point of tool exit from the workpiece
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Puc. 7. Cxema s onpenesieHus pe3yIbTHPYIOMUX
JIMHEMHBIX CKOpoCcTen

Fig. 7. Scheme for determining the resulting
linear velocities

[Ipu 00paboTKe TUIOCKOCTH BpaIIalONTAMCS
WHCTPYMEHTOM C PaIlycoM R; IMIMHAPUYECKON
3arOTOBKM C PaguycoM KR, BEKTOPBl JMHEUHBIX
cKopocTeld B 000N TOouke 0OpabaThIBaeMOro
y4acTka, KOTOpas pacloioKeHa MOl HEKOTOPHIM
YIJIOM P OTHOCHUTEIBHO LIEHTpa HHCTPYMEHTA,
OTIPEETISIOTCS IMyTeM HaXOXKICHHWSI KOHTAKTHOTO
paauyca 3aroToBKM R, . DTOT pajuyC HaXOIUTCS

no ¢popmyie

R =\/aer+Rl2—2arWR1 cosp. (1)

3Has 3TOT paguyC, MOXHO HAWTH yroi, Moj
KOTOPBIM HaKJIOHEH MCKOMBIA pamuyc. OH Haxo-
muTcst o popmyite

R _& )
sinp sinc

Ortcrozia onpenesnsieTcs yroji HaKkJIoHa paanyca

o= arcsinm. (3)

’
2

3Has 3TOT YroJ W HallpaBJIEHUE MOAAaYH, MOXK-
HO ONpEIeNUTh HAIIPABICHUE BEKTOpa JIMHEHHOMN
M0JIa4M B paccMaTpUBAaEMO TOUKE OTHOCHUTENBHO
HEHTpa 3aroTOBKH, KOTOPBII pacrojioKeH Iep-
NEHAUKYJSIPHO K Paguycy KOHTAKTHOM OKpYX-
HOCTH 3aroTOBKH R, B paccMaTrpuBaeMOW TOUKE.
CornacHO TIpaBWIy HaxOXAEHHS CKaJSIPHOTO
MIPOU3BEICHIS, HAXOANM DPe3yJIbTHPYIOMNNA BeK-

Hayka
wrexHuka. T. 23, Ne 6 (2024)

TOp HOAAYM US; WM US|, HAIPaBJIE€HHE KOTOPOro
3aBUCUT OT HANpaBICHHUS IOJaYU HMHCTPYMEHTA
US| B pacCMaTpHUBaeMOU TOUKe, 0 hopMyJie

Usp (Us) ) = sy - Us, - COS UsyUs, 4)

Ortcrona, 3Has HaNIPaBIeHUE CKOPOCTH PE3aHUS
UHCTPYMEHTA Ur, IMHEUHBIN BEKTOP KOTOPOH pac-
TIOJIO’KEH NEPIEHIUKYIIAPHO K PaHyCy OKPY’KHO-
CTU MHCTPyMEHTa R; B paccMaTpuUBAaeMOW TOUKeE,
MOXHO HalTH PE3yNbTUPYIOUIUE BEKTOPHI JIUHEN-
HBIX CKOPOCTEH 00pabOTKH Uy U |

Uy (U)) = Ur - Usy (Us ) - COSUr Usy (Us ) ®)]

Kak wusBectno [1], yron HakioHa pexyIIeH
KPOMKH A paccMaTpUBAETCs B HHCTPYMEHTAILHOM,
CTaTUYECKOM M KMHEMATHYECKON CHCTEMax KOoop-
JUHAT. B MHCTpYMEHTaNbHOU cucTeMe KOOpAUHAT
YTOJ Ar, IO CYTH, YTOJI 3aTOYKH PEXKYIIEH KPOMKH
HHCTPYMEHTA, PacCMaTpUBAEMOI0 KaK I'€OMETpH-
yeckoe Teno (BHE mpollecca pe3aHusi). DTOT Yroi
ONpeIeNISIETCS. MEXy PEXYIIed KPOMKOW U OT-
CUCTHON OCHI0 WJIM TOBEPXHOCTHIO MHCTPYMEHTA.
Hanpumep, mis koHneBoi (pessl yromn Ar — 310
Yrojd MEXIY pPEeXylled KpOMKOH M reoMeTpuye-
CKOH OCBIO (OCBI0O CHMMETpHH) (pHC. §).

Yron Ac B CTAaTUYECKOM CHCTEME KOOPIUHAT —
STO Yrojl yCTAaHOBKHM HWHCTPYMEHTAa Ha CTaHKE
TOJIBKO TP TTAaBHOM JIBIDKCHUU pe3aHus. B aTom
ClIyyae 3a OTCYETHYH) IUIOCKOCTb NPUHUMAETCS
OCHOBHAsI IUIOCKOCTb, MEPHEHAMKYJIAPHAs BEKTO-
py JHMHEWMHOM CKOpPOCTH TJIaBHOTO JBUYKEHHS.
Hampumep, s koH1eBo# (Qpe3sbl Ac — 3TO yron B
CTAaTUYECKOM IUIOCKOCTH PE3aHUS MEXAY Pexy-
el KpOMKOM M OCHOBHOM TIOCKOCTBIO Puc—Pouc.

B kuHemaTudeckoil cucreMe KOOpAUHAT y4u-
THIBAIOTCA BCE DJEMEHTApHBIC IBIDKEHHUS pe3a-
HUS U OTCYETHYIO OCHOBHYIO IIJIOCKOCTh MPOBOJSIT
NEPNEHAUKYJIAPHO BEKTOPY CKOPOCTU pPE3aHUA
(pesynmpTupyromei). Hampumep, mis KoHIIe-
BOHI (ppe3bl yroi Ax — 3TO yroid MEXAY pexyIen
KPOMKOM M KUHEMAaTHYE€CKON OCHOBHOW ILIOC-
KOCTBIO Pug—Pux.

IIpu 00paboTKe IIIIOCKOW TOBEPXHOCTH Bpa-
IIAIOIICICS eTaay BPAIAOIMUMCS HHCTPYMEH-
ToM (puc. 9a) BO3MOKHBIE BAPHAHTHI PACIIONOXKE-
HUSA PEXylled KPOMKH Ha MHIMHIPUYECKOU H
TOPIOBON TOBEPXHOCTSAX (pe3bl IMPEACTABICHBI
Ha puc. 9b, c.
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A

. -

>
>

he

Ay
Puc. 8. Cxema 115t onpeie/icHUs yriia HaKJIOHa PeXYIIei KPOMKH HHCTPYMEHTA B MHCTPYMEHTAIBHOI (),
craruyeckoi (b) U KMHEMaTHYECKOii (C) cHcTeMax KOOpAWHAT

Fig. 8. Diagram for determining the angle of inclination of the cutting edge of the tool in the instrumental (a),
static (b) and kinematic (c) coordinate systems

a b
Dy A D;
0s, J #A 90°> > 0° =90 S

X I Ds,
IS
or B
——— 11
N\‘l\ \i‘\ I
C

} ( b

Puc. 9. Cxema 06paboTKH IUIOCKOH MOBEPXHOCTH BPAIIAIOIIECHCS ETall BPAIAOIINMCS. HHCTPYMEHTOM (a)
Y BO3MOJKHBIE YIJIbI HAKJIOHA PEXXYIIeH KPOMKHI Ha IMIIHMHAPHYEcKoit (b) 1 TOPLOBOH (C) MOBEPXHOCTSIX KOHLEBOH (pe3bl:
I — ppeseporanue ¢ momavamu Dy, u D:% ; 11— 1o xe ¢ nogaueit Dyg,; III — To e ¢ monauet D;I ;
Fig. 9. Scheme of processing a flat surface of a rotating part with a rotating tool (a) and possible angles of inclination
of the cutting edge on the cylindrical (b) and end (c) surfaces of the end mill: I — milling with feeds Dy, and D;1 ;

I - milling with feed Dy,; III - milling with feed Dj

Ecnu mpennonoxuts, uto Ar=0° (puc. 9b), To Ta 0s3 MEPIEHAUKYISIPHO WA TIOJ YIJIOM K OCH,
pexyIas KpOMKa HHCTpYMeHTa OyIeT KOHTaKTUPO- TaKk U BJOJIb OCH TJIABHOTO BPaIlaTEJIbHOTO JABU-
BaTh 110 MAaKCUMAIILHOHM MIUPUHE b, YTO TIPUBEIET K JKCHUA Dél B srom ciyuae Bo3MoxkHa peanusarus

(e] (e]
pocty cun 1 MoutHocTH pesanust. [Tpu 0° <Ar <90 (bpesepoBaHus, POTAIMOHHOTO M IUTYHXXEPHOTO
pe3aHnE BO3MOXHO KdaK IIpH I101a4¢ MHCTPYMCH- pe3aHusi, ISl KOTOPBIX XapaKTEpPHO CHIDKEHHE
468 I Hayka
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MOIIHOCTU PE3aHHsA 3a CYET KacaTEeJIbHOIO IBH-
HKCHHUSL.

IIpu xacaTenbHOM IBHIKEHHUU BAKHO COOTHO-
LIEHUE JIMHEHHBIX CKOPOCTEH BpAILEHUS MHCT-
PYMEHTa M 3aroToBKHM (II€peAaTOYHOE OTHOIIE-
Hue i;). Ecu peanusyercst KuHeMaTuieckasi cxema

Ul/l
— <1 ¥ onTUMaJlbHBLIM
v

3

pe3anuss TOYCHUSA, TO

CUMTAETCs 3HAYCHUE KUHEMaTHYeCKOro Kod(pu-
muenTta i = 0,5-0,6, 4TO COOTBETCTBYET H3MeE-
HeHuto 60° > Ax > 30 [5, 6]. Ecnu peanuzyetcs

KMHEMaTH4YecKasl cxeMa (pe3epoBaHus, T02 < 1,
UI/I

u B 9ToM ciydae i, = 0,01-0,10, T. e. BIusIHUE W3-

MEHEHUS HaIlpaBJICHUs] BEKTOpa JIMHEHHON CKOPO-

CTH BpAIlCHHs 3arOTOBKM Ha IOJIOXEHHE OCHOB-

HOM TJIOCKOCTH HE3HAYUTEIHHO U UM MOKHO TIpe-

HEOpEUb.

ITpu Qpe3epoBaHUU CYLIECTBEHHBIM SIBISETCS
BJIMSIHUE U3MEHEHUS Ac, WM YTJIa YCTAHOBKH OCEH
BPALICHUS MHCTPYMEHTA U 3aroTOBKH Ha IpoIece
pe3aHus, KOTOPBIH Ui Pa3HbIX KUHEMaTHYECKHX
CXEM pe3aHHus MOXKET MPUHUMATh Pa3Tu4HbIe 3Ha-
yenwust (puc. 10).

Hanpumep, npu o6paboTke LMIMHAPHYECKON
WIM KOHHYECKOM MOBEpPXHOCTH AeTaiu (ppesa u
JIETallb COOCHBI U Ac = Ar (momnoxxenune [ Qpessr
Ha puc. 10). [Ipu ob6paboTke HemoaHOH cdepuue-
CKOI1 TIOBEPXHOCTH JI€TAIM OCH BpAILLEHUS AETalu
U (pe3bl HAKIOHEHBl OTHOCHTENBHO APYT Apyra
nof yriaoM 90° > Ac > 0° (monoxxenust 11 u 111 ¢pe-
361 Ha puc. 10) u g = Ac.

[Ipu nomydyeHMH NOBEPXHOCTEH AeTayleld Ha
crankax ¢ UITY nHomuHanpHas ux opma oTiamya-
eTCsl OT peajbHOM 3a CHYEeT MHTEPIOJSIIUUA TpaeK-

a

AY

A}I/_H"IV'\

P

B

TOpPUM pe3aHusl NPSMOJIMHEWHBIMU IEPEMEICHMU-
sime 110 ocsim X u Y (puc. 11) [9].

>

A =900 I

Ds, A

90" s A > 0°

I
.

g — > D:
A=)

Puc. 10. Cxemb1 00pabOTKH BpamaomuMest HHCTPYMEHTOM
BpallaloLIeiics 3aroTOBKU

Ds,

Fig. 10. Schemes for processing a rotating workpiece
with a rotating tool

s obecrieueHnss TpeOOBaHUN MO KadecTBY U
TOYHOCTH TOJY4YaeMbIX MOBEPXHOCTEH JeTanu
HEOOXOJMMO COIIOCTABUTH Ha3HAyaeMbl€ CKO-
POCTHBIE PEKUMBI PE3aHHUS C TEXHOJOTHIECKUMU
BO3MOJKHOCTSIMM MEXaHH3MOB CTaHKa M CHCTe-
me1 UITY.

[lepememnienne WHCTpyMEHTa TIO 3aJlaHHOU
TPACKTOPHU PE3aHHS OCYIICCTBISCTCS MPHOIH-
JKEHHO ITyTeM BKJIIOYCHHS ITOAAYX TOMEPEMEHHO,
TO BIIOJIb OJTHOM, TO BJOJb Apyroi ocu. Ilpu sTom
WHTEPIOJISATOP CHCTEMBI YIIPABICHUS HETPEPHIBHO
OIICHWBACT OTKJIOHEHHUS OT 3aJIaHHON TPacKTOpHUHU
U CTPEMHTCS CBECTH 3TH OTKJIOHEHUS] K MUHUMYMY.
3Ha4yeHUs OTKJIIOHCHWN DPAaBHBI WM KPaTHBI IICHE
OHOTO yIpaBysttonero UMITYJIbea (AXum, AYin),
(hopMHPYEMOTO JaTINKOM OOPATHOM CBSI3M.

b
Y
DOs1603)
5 A
= ) \
= L/
/
My X
AX ]

Puc. 11. BapnaHThl peanu3anuu JHHEHHOI (a) 1 kpyrosoii (b) naTepnonsinun Ha crankax ¢ UITY

Fig. 11. Implementation options for linear (a) and circular (b) interpolation on CNC machines
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Hampumep, mpsimMasi HaKJIOHHAsI TUHUS MOXET
(hopMHpoBaTHCS TIOMIEPEMEHHOM MMoavyeil Ha TpH-
BOABl MMITYJIbCOB B TaKOM HOCIEAOBATEIBHO-
CTH: OJWUH HMMIYJLC 1O OcH Y W JIBa UMITyJIbCa
o ocu X (puc. 11a).

[MockonbKy B COBPEMEHHBIX CTaHKaX HauOo-
Jiee 4YacTo JJIMHA HWMIYJbCa MPUHUMACTCS pPaB-
Hoil 0,001 MM, mepemelieHHe MEXIy ABYMs CO-
CEHUMH ONOPHBIMU TOYKAMH MPAKTUYECKH MOXK-
HO paccMaTpuBaTh Kak TIUIaBHOE. HHTEpIromsis
MOXeT OBITh Takke KpyroBoii (puc. 11b) c momorisio
MOJIMHOMOB BTOPOH U BBICHIMX CTEMEHEeH U
np. KpyroBasi WHTEPIOAIMS TaKKe IpemycMmar-
pHUBaeT TOIMEepeMEeHHOe BKJIFOUYEHHUE MPHUBOIOB, HO
IIPH 3TOM MEPEMEIICHUS IO OCSIM HE PAaBHOMEPHBI
no BenuuuHe. [Ipu KpyroBod WHTEPHONSIIUU
HAYaJo CHUCTEMbI KOOPJMHAT COBMEIIAETCs C IICH-
TPOM OKpPYXHOCTU paauyca R. HHTepmonarop
HarnpabJisieT UMNyJabChl AXyyn U AYun B TPUBOJ
nojaay To 1no ocu X, To no ocu Y. Ilomumo pacuera
KOJIMYECTBA HUMIYJILCOB IJIA MOJAYd B CHUCTEMY
TIPUBOJIOB TOH WJIM MHOW OCH, MHTEPIIONATOP obec-
TeYrBaeT M BBIa4y STOTO KOJIWYECTBA YIS YIIpPaB-
nenus. CoBpemenHble cranku ¢ UITY, kak mpaBwuio,
UMEIOT JJMHEHHO-KPYTOBBIE HHTEPIIOJISATOPHI.

[Ipu mare nepemerenuid, pasHom 0,01-0,02 mm,
U mpu OONBIIOM KOJIHMYECTBE KaAPOB ITUCKPET-
HOCTh OTCYETa IepeMeNIeHni pabodero oprana
MoskeT coctaBisaTh 0,07 HM Mim 7%x10°° Mmm. Mak-
CUMaJIbHYIO 10JIa4y, KOTOPYIO CIocoOHa obecrie-
YUTh KOHKpeTHas cucrema UIIY, MoxHO ompeje-
JUTH 10 popmyIie

_ JInuHa mepeMelenus B Kaape

x 60. (6)

max

Bpems 06paboTku kaapa

CremoBatenbHo, pu nepememennsax 0,01 M
U BpeMeHU 0OpalOTKM Kaapa 2 MC MakKCcUMallb-
Has mojaya orpaHuveHa 3HaueHuem 0,3 M/MuH.
IIpu stom cuctema YUITY nomxkHa UMETH BO3MOX-
HOCTh TPOCMATpHUBaTh JaHHbIE KaK MHHHMYM
Ha 100-200 GyiokOB B MHHYTY BHepena s odec-
TIEYEeHNs] HETIPEPHIBHOTO JBW)KEHUSI MHCTPYMEHTA.

Ecnmu npuHATE pe3ynbTHPYIOLIYIO CKOPOCTh
pe3anus paBHoM 100 M/MHH M yros HakjoHa pe-
KYIIEH KpOMKHU (pe3bl paBHBIM 45°, TO 3HaUYEeHUE
JTMHEHHON CKOPOCTH KacaTeNbHOTO OBMKEHHS OY-
net paBHo 70 m/muH. Tak Kak JIMHEWHas: CKOPOCTb
KacaTeNIbHOTO JIBIKEHHsSI B HECKOJNBKO COT pa3
Oonblle CKOPOCTM MOJauyd B Kajpe, Nomaden

470

B KaJpe C TOYKU 3peHus (HOpMHUpPOBAHHUS KPHUBO-
JMHEHHON NOBEPXHOCTH HAETalll MOXHO IIpeHe-
Opeub. Takxke MOKHO NMpeHeOpeub BIMSHUEM BENHU-
YUHBI [IPSIMOJIMHEWHBIX NIEPEMEILECHUNA B Kaape, WU
mwaroM uHTepnomsiuuy, paBHeiM  0,01-0,02 MM,
TaKk Kak, HampuMmep, Opu mopade ¢(pesbl, pas-
HoW 0,1 MM/00, W yriie B IJIaHE PEXYIIEero WH-
CTpyMeHTa, paBHOM 90°, TONIIMHA CpPE3aeMOro
ciost Oyzet pasna 0,1 mm. To ecTh TonmMHA cpe-
3aE€MOr0 CJIOSI B JECATKHU pa3 OoJIbIIE I1ara HHTep-
MOJISIIMU M BBIMIOJIHSIETCS €Ie OHO YCJIOBHUE BbI-
0opa 3HaueHUsl MMOJa4u, MPH KOTOPOM OHO JOJIK-
HO U3MEHAThCS OOpaTHO IPONOPLUOHAIBHO
00beMy yIalsieMOro MaTepHuaja Al COXPaHEHHUS
MOCTOSIHHOW Harpy3kd Ha MHCTpyMeHT. [Ipu pe-
KOMEHIIOBAaHHOM [9] COOIIONEHUN COOTHOIIICHUS
IyOWHBI pe3aHus (IIMPUHBI CPE3aeMOro  CIIOA)
W mojayu (TOJIIMHBI Cpe3aeMoro ciosi) He 0o-
mee 0,2 W BBICOKOW CKOpPOCTH pe3aHus (Tops-
ka 600 wm/MuH) oOecriedynBaeTCs TMOJTyYCHHE
MIOBEPXHOCTH C IIEPOXOBATOCTHIO IO MapameT-
py Ra = 1,6-3,2 MKM, cOTIOCTaBUMOMY €O T} O-
BaHHBIMH [TOBEPXHOCTSIMH.

PaccmoTpum  wacTHBI  ciydait  0OpaboTKH
IJI0CKO# moBepxHOCTH (puc. 12a, b) Ha TokapHOM
cranke ¢ UITY monenu EMCO S45, mpu kotopoM
nuHelHas uaTepnosuus (puc. 12d) ocymecTsis-
€Tcs MyTeM COBMELICHHS MPAMOJIUHEHHOIro mepe-
MEILEHUs HUHCTPYMEHTa BAOJIb OCH X U KPYyTOBOTO
IBIDKEHUS (ITOABOPOTA) JETadd OTHOCHUTEIHHO
CBOETO TeoMeTpuieckoro IeHTpa (puc. 12b, d).
Uuctpymenrt 2 (puc. 12a, b) cHUMaeT IPUITYCK T10
IIMPHHE d, ¥ TIIyOHHE pe3aHus a, «IOCIOHHO» 10
MIOJIyYEHUs] HOMMHAJIBHOM IUIOCKON IOBEPXHOCTH
mmHOH /. KonnvecTBO HEOOXOAMMBIX MPOXOIIOB
BBIOMpAETCS C y4eToM OuaMeTpa PeXxyllero HH-
cTpyMeHTa u 3anaercsa cucreme UIIY, kortopas
3aTe€M pPAacCUMTBHIBAET W peanusyeT o00paboTKy
IUTOCKOH TMOBEPXHOCTH HA CTaHKE C MPOMEKYTOU-
HBIMHU 3HA4YECHUSIMU IIUPUHBI PE3aHUA d,; U AJIMHEI
ITOCKOM TTOBEPXHOCTH /jy;.

KpyroBoe nBmxeHue neTanu B Mpolecce pe3a-
HUSI UMEET PaBHBIN LIar MoJBopoTa (paBHBIN yroi
[I0/IBOPOTa) B OTIMYME OT HPSAMOJIMHEHHOIO Iie-
peMeIeHus] THCTPYMEHTa, NPH KOTOPOM II0 Mepe
MPUOMKEHUS] NHCTPYMEHTA K T€OMETPHUUECKOMY
neHTpy Jeranu (cepeauHe  0OpabaThiBaeMOi
IJIOCKOI MOBEPXHOCTH) BEJIMYMHBI €r0 MPOXOJI0B
U3MEHSIOTCA. ODTH pa3Hble BEJIMYUHBI MPOXOIOB
MOKHO OIPEJENIUTh 110 TEOPEME CUHYCOB.
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Puc. 12. Cxemsl 00paboTku (a, b) 1 popMuUpOBaHUS IOCKON MOBEPXHOCTH (C) C peanu3anueil TnHeHoi nHTepnomsinun (d)
Ha TokapHoM craHke ¢ UITY monenu EMCO S45: 1 — netanb; 2 — HHCTpYMEHT; 3 — IPOMEKYTOUYHBIE IIOJI0KEHHS ACTalll
U UHCTPYMEHTA; 4 — HOMHHAJIbHAsI IUIOCKAsl IOBEPXHOCTh

Fig. 12. Schemes for processing (a, b) and formation of a flat surface (c) with the implementation of linear interpolation (d)
on a CNC lathe model EMCO S45: 1 — part; 2 — tool; 3 — intermediate positions of the part and tool; 4 — nominal flat surface

[Ipu Bpesannn mHCTpyMeHTa (pHC. 13) oOpa-
OarpIBaeMasi TIOBEPXHOCTh PACIIONIOKEHA TMON yT-
noM o kK ocu Y. CoOeTMHHUB KOHIIBI MPOSKIIUU 00-
pabaTeiBaeMOli  MOBEPXHOCTH  MapauIeTbHBIMHU
JUHUSAMA BIOJIb TEOMETPHUYECKUX OCEH IeTanw,
MOJTyYUM TIPSAMOYTOJBHBI TPEYTOJMBHUK C Kare-
tamu AX; u AY, u Tunorenysoi [;;, B KOTOPOM
amvHa karera AX, = [ sina,. Ilpun nansHeimem

TiepeMelIeHnH HHCTPyMeHTa BJIoNb ocu X oOpaba-
TBIBaeMast 108epXHOCb TIOABEPHETCS Ha HEKOTO-
pBI YTOJl U JOCTUTHET 3HAUYEHUS yIJIa O K OCH Y,
rae o, < o. Takke coeMHMB KOHIIBI MPOEKUUU
00pabaTpIBaeMOll TTOBEPXHOCTH TapaJlICIbHBIMU
JTUHHUSIMHA  BJIOJTb TEOMETPUYECKUX OCEH JIeTaH,
MOJIYYUM JPYrOM IPSMOYIOJIbHBIA TpPEYrOJbHUK
¢ kxareramu AX, m AY, W THNOTEHY30¥ [,
B KOTOpOM JnHa Kateta AX, = [ ,sina,. Tak kak
B TIPOLIECCE PE3aHus MOJyyaeM IUIOCKYIO TIOBEpX-
HOCTb, KOTOpasd Ha pas3IMYHBIX yIrjax I10ABOPOTa
JIeTanu OyIoeT OJUHAKOBOH, MOYKHO YTBEPXKAATb,
uro [, =1[,=1,. CrienoBarenbHo, 4epe3 CUHYC

yIja MOKHO HaiTW KaTeTbl MPSIMOYTOJBHBIX Tpe-
yronbHUKOB  AX; m AX,. Orcroga mnomydaem,

[ Hayka
uTeXHuKa. T. 2, Ne 6 (2024

gyro AX, = [ ,sina, < AX, = [ ;sina,. Hanpumep,
pu 00paboTKe JBICKK IMUPHHON 7 MM M TIIyOH-
HOM | MM Ha IWIMHAPUYECKOU NeTaau IHaMeT-
pom 32 MM 3Ha4YeHHS yTia O U3MEHSIOTCS B Tpe-
nenax ot 9° no 20° u Benmmunnbl AX; u AX, Oyayt
paBHbI cooTBeTcTBeHHO 0,2 1 1,0 MM.

a8
<

=
< 3
- § <
—iTEk
=g A,
Y

//|3

Puc. 13. Cxema Juis1 pacyera yria HoABOpPOTa Ipu 00paboTke
IUIOCKOH ITOBEPXHOCTH Ha TOKAPHOM CTaHKe
¢ UITY momenu EMCO S45

Fig. 13. Scheme for calculating the angle of rotation
when processing a flat surface on a CNC lathe
model EMCO S45
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Mamlmocmpoenue U MawiuHogeoeHue

Cremyer OTMETUTB, YTO TIPH KAXKIOM IIOCIEIY-
IOIIEM TIOJIBOPOTE JETAIM YTOJI HAKJIOHA 00padaThl-
BaeMoii moBepxHocTtu o —> 0, a 3HAYMT, KAXKI0e IM0-
Ccleyrolee nepemeinenne naerpymenta AX— 0 1o
TOTO MOMEHTa, TIOKa YyTOJl HakiIoHa 00pabaTh-
BaeMoit TMOBEPXHOCTH HE HAYHET YBCIMYMBATLCA,
a CJIeIOBATENILHO, HAYHET YBEIUYMBATHCSA U MPSIMO-
JIMHENHOE NePEMEILICHUE MHCTPYMEHTA.

BbBIBO/IbI

1. AHanmu3 cxeM 00pabOTKU CIOKHOMPOPUIIB-
HBIX TOBEPXHOCTEH JeTajnell MO3BOJSET BBHIOpATh
palMOHATBHYI0 KHHEMAaTHUECKYI0 CXEMY pe3aHus
C KacaTelbHBIM JBIJKEHHEM PEXYIIHX KPOMOK
WHCTPYMEHTOB, O0OECIIEYMBAIONIYI0 IOBBIIICHHE
NPOM3BOJAUTEILHOCTH M KauecTBa (OPMUPOBAHHUS
HOMWHAJIHHOHN MTOBEPXHOCTH JICTAIIH.

2. Ilomy4deHbl MaTeMaTUYECKHE 3aBHCHUMOCTHU
JUIsSL pacueTra JIMHEWHOM CKOPOCTH DPE3aHus MpU
Pa3TUYHBIX CXeMaX M YCIOBHSIX OOpabOTKH, UTO
MO3BOJISIET YTIPABIATH PEXKUMOM PE3aHHs HA CTaH-
kax ¢ UITY.

3. PaccmoTpeHo M3MeHeHHe yria HakJIoOHa pe-
KYIEH KpPOMKH B HHCTPYMEHTAIBHOW, CTaTHYe-
CKOMl M KMHEMAaTHYECKOW CXEeMax KOOpIUHAT U
oTpeneNieHbl JUala30Hbl 3TOT0 M3MEHEHHS, I03-
BOJISIIOIIME PEann30BaTh 3€HKEpPOBaHHE, Nepude-
pUiiHOE, TOPIOBOE, TUTYHXXEPHOE M OXBaTHIBAIO-
mee (pesepoBaHue, POTALMOHHOE pE3aHUE TIO-
BEPXHOCTEH Pa3IMIHOTO MPOQUIIS.

4. PaccMOTpeHBl YacTHBIE Cllydyad 00paboTKH
MoBepxXHOCTEMN jaeTaneit Ha ctankax ¢ UITY ¢ auc-
KPETHBIMH TIEPEMEIICHUSAMH PEXYIIET0 HHCTPY-
MEHTa M JeTa, 0COOEHHOCTHIO KOTOPHIX SIBIISET-
cs1 (hopMUpOBaHUE TUIOCKON TIOBEPXHOCTU JETAIU
MyTeM COBMEIICHUS MPSIMOIIMHEHHOTO TepeMelie-
HUSl MTHCTPYMEHTA BJIOJIb OJHOH OCH M KPYTOBOTO
IBWOKEHUs (MOJIBOPOTA) JETadl OTHOCHTEIHHO
JOpyroil ocu, 4yTo OOECIeYMBaCT IMOJMYYCHUE IIO-
BEPXHOCTEH JIeTaIM B Tpejeiiax 3aJaHHbIX Tapa-
METPOB TOYHOCTH H IEPOXOBATOCTH.
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