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KunemaTuyeckue M reoMeTpu4ecKkie 0COOEHHOCTH CKOPOCTHOM 00padoTKu
CJI0KHONIPOPUIBLHBIX TOBEPXHOCTEH AeTajiei
BPALAIOLIUMHCH HHCTPYMEHTAMU Ha cTankax ¢ YIIY

) )

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

DMMonomxmuit rOCyAapCTBeHHBIN yHUBepcUTeT nMeHn EBdpocnuun [Tomonkoii
(HoBomomonk, Pecrry6iinka bemapycs)

Pedepat. Liensto paboThI SABISETCS MOBBIIEHHE TPOU3BOAUTENLHOCTH 00PAOOTKH CIOKHOIPO(PHUIBHBIX TOBEPXHOCTEH neTa-
neit. JIyist OCTIKEHHs eI PelIaloTes 3a/ladll UCCIIeJOBaHUs KHHEMAaTHIECKHX M TeOMETPUIECKUX 0COOCHHOCTEH puMeHe-
HMS BPAILAIOIIMXCSA PEXKYIIMX WHCTPYMEHTOB, 00ECIEYHBAIOIMX 00pabOTKY LMIMHAPUYECKUX, KOHMYECKUX, cepUuecKUx
1 IUIOCKUX MOBEPXHOCTEH JeTaly Ha OJHOM pabodeM MecTe 3a OJHH-[Ba yCTaHOBA. MCIONB3yIOTCS aHAMTHIECKIE METOIbI
HCCIIeI0BaHUH, TO3BOJIMBIINE MTOTYYUTH (POPMYIIBI IS pacueTa JIMHEHHONW CKOpocTH 00pabOTKH MPU Bpe3aHUH MHCTPYMEHTA
B 3arOTOBKY, B 30HE PE3aHHS M HA BBIXO/E MHCTPYMEHTA M3 3aTOTOBKH, ONPEIEINTh U3MEHEHHs BEIWYHH yTJla HAKIOHA pe-
JKyIeH KPOMKH MHCTPyMEHTa B MHCTPYMEHTAIBHOM, CTAaTHYECKOH M KMHEMaTHYeCKOH cHcTeMax KoopauHat. PaccMoTpeHs
cxeMbl 00paboTKK MOBEpXHOCTEH neTanu Ha cranke ¢ YIIY myTem HHTepHoNAMU TPAaeKTOPUH pe3aHus MPSMOIUHEHHBIMU
TIepeMeIeHUsIMU pexxyielt kpoMkH. [Ipon3BeneHa omeHKa BIMSHHS JUCKPETHOCTH NEepeMeNIeHIH pexyIned KpOMKHY Ha Ka-
YeCTBO MOTy4aeMOil MOBEPXHOCTH AETalM NPU PEKOMEHIYEMBIX 3HAYECHHAX PEXHUMa pe3aHus. Pe3ynbTaTsl McCIemOBaHHMA
MOTYT OBITH HCIOJIB30BAHbI ITPU pa3paboTKe yIPaBIIOMUX IporpaMm cTaHkoB ¢ UITY myTem BbIOOpa panuoHaIBHON CXEMBI
00pabOoTKH C KacaTeJIbHBIM IBMKEHHEM PEXYIIeH KPOMKH M KOPPEKTHPOBKY 3HAYECHHUH JIMHEHHON CKOPOCTH HPH BPE3aHUH,
B TPOIIECCE PE3aHMs U BBIXOAE PEXKYIell KPOMKH M3 3arOTOBKH, YTO 00ECHEUNBACT MOBBIICHHE ITPOU3BOJUTEILHOCTH 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 coBpeMeHHOW TEXHUKE HIMPOKO IMPUMEHS-
I0TCsI eTain, (opMa KOTOPBHIX BKIIOYAET COYeTa-
HUE Pa3TUYHBIX MOBEPXHOCTEH — IHIUHApHYE-
CKHUX, KOHHYECKHX, C(EepUYecKuX, BHUHTOBBHIX,
TUIOCKUX W KPUBOJMHEHHBIX, HAPAMEDP IIAPOBHIE
MBIl PEIYAroB aBTOMOOWIIEH, OCH TATH PEMHU3HI,
TPOMHUKHU 3allOPHOW apMaryphbl, Kopiyca ¢ IMoJo-
CTAMHU, MAaTpULbI U ITYAaHCOHBI HITaAMIIOB, KyJIa4YKHU
U IKCUEHTPUKUA MEXaHU3MOB aBTOMAaTOB U T. II.
Mexannyeckyto 00pa0OTKy Takoro co4yeTaHus
MTOBEPXHOCTEH I1eJIecCO00pa3Ho TMPOU3BOIUTH 3a
OJIHy ONepaluio, OIWH-IBa YCTaHOBa 3arOTOBKHU
B TIPHUCIIOCOOJIEHNH W HECKOJBKO IIEPEXOJ0B Ha
cranke ¢ YITY, uto obecreumBaeT COKpalicHHe
OCHOBHOTO M BCIIOMOTAaTeIbHOTO BPEMEHH U TIO-
BBIIICHUC ITPOU3BOJUTCIIBHOCTH, TOYHOCTHU M Ka-
yecTBa moyiydeHust Aetand. [Ipu sTom, Kak mpa-
BUJIO, PEAIN3YIOTCS CJIOKHBIE KHHEMaTHYECKUe
CXEeMBl U TPaeKTOPWUU pe3aHUs, MEepeMEHHbBIE Be-
JUYMHBl JMHEWHBIX CKOPOCTEW BpallaTelbHBIX
W TIOCTYNAaTEeNbHBIX ABIKEHUH pPEXyIIero WH-
CTpyMEHTa | 3aroToBKH. [loBbIIIeHNEe TIPON3BOAN-
TEJILHOCTH 00pabOTKH 3a CUET YBEJINYEHUS 3Haue-
HUH CKOPOCTH PE3aHUsl B 3TOM CIIy4yae HPUBOJIUT
K CHIKEHHIO CTOMKOCTH PEXYIIUX WHCTPYMEH-
TOB M MOTpeOIsIeMOl MOITHOCTH MPHUBOAOB CTaH-
ka. To ects TpeOyeTcs pelieHue 3aqadd 10 yBe-
JMYESHUIO TIPOU3BOJIUTENILHOCTH O0pabOTKU CIIOXK-
HOTIPO(MITEHBIX TTOBEPXHOCTEH AeTalieil TpHU OIHO-
BPEMEHHOM O0OECIIeUeHHH TpeOyeMbIX 3HAUCHHIA
NOTpeOIsIeMOl  MOIIHOCTH TIPUBOJZIOB CTaHKOB C
YITY 1 cTOMKOCTH PEXYIIUX UHCTPYMEHTOB.

OpHuM U3 myTel perieHus 3TON 3a7auu SBIIS-
€TCsl MCIIOJIb30BaHUE BPAILIAIOLINXCS MHCTPYMEH-
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TOB — KOHIIEBBIX ()pe3, pOTAIMOHHBIX PE3LOB U T. II.,
o0ecTeunBaloINX KacaTeIbHOE JABHKCHUE KPYTO-
HAaKJIOHHBIX pexymmx kKpoMmok [1]. Tenaenuus no
Bce OoJiee MIMPOKOMY HMPUMEHEHHIO TaKUX THUIIOB
HHCTPYMEHTOB IPOCIIEKHUBACTCS B PAAE BEOYIIHX
3apyOexHBIX (QUPM, TaKUX, HApUMep, Kak Sand-
vik Coromant (IlIBerms), Seco (Smonms), Her-
tel (I'epmanmst), Guhring (I'epmanms), Iscar (M3-
paunb), TaeguTec (Kopes) u apyrux, y KOTOPBIX
OTMEYaeTCsl TOBBIIICHHE MPOU3BOIUTENFHOCTH U
CTOMKOCTH pEeXYyLMX MHCTPYMEHTOB B 3—6 pa3 [2].
[Ipu 3TOM 3avacTyto He 00OCHOBBIBAETCS, 33 CUET
KaKHX KUHEMaTHYEeCKHUX, (PU3NYECKUX U TEeXHOJO-
IMYECKHX OCOOEHHOCTEH 00ecTeunBaoTCs mpe-
HMYLIECTBA KacaTeIbHOI'O IIBI)KEHHUs PE3aHus U
PEXYIIMX HHCTPYMEHTOB C KPYTOHAKJIOHHBIMHU
KpoMKamHu. BMmecTte ¢ TeM B psne paHee NpoBe-
JEHHBIX OTEYECTBEHHBIMHU YYEHBIMH HCCIIEJIOBA-
HUH SABJIEHHUH, XapaKTEPHBIX IJI CIOXHBIX BHJIOB
0o0paboTku pe3anuem, Hampumep . U. I'panos-
ckuM [3], B. ®@. bobposeim [4], E. I'. Konosao-
BbM [5], II. M. SAmepunsiaev [6] U ApyrUMH, 3TH
[IPEUMYILIECTBA AO0Ka3aHbl, HO B OCHOBHOM JUIS
TPaAULIMOHHO HCIOJb3YEMBIX BEJIIMYUH CKOPOCTEH
1 MOIIHOCTEN MPUBOJIOB CTAHKOB, BO3MOMXHOCTEMN
peajiv3aluu TpeX- W MATHOCEBOM 00pabOTKU Ha
crankax c¢ UIIY, npuMeHeHHs POrpecCUBHBIX
PEXYIIMX MHCTPYMEHTOB, B TOM YHCJIE C U3HOCO-
CTOMKHUM MOKpBITHEM U T. 1. TO ecTh B HacTosLIee
BpeMsl aKTyaJbHBIM SIBIIIETCS HCCIIEOBAaHUE KH-
HEMAaTUYECKUX U (QU3MUYECKUX XapaKTEePUCTHK
CKOPOCTHEIX BHJIOB OOpaOOTKH CIIOXKHOIPOQHITH-
HBIX TIOBEPXHOCTEH jertaneil Ha omHOM pabouem
Mecre — cranke ¢ UIIY Bpamjaromumucs pexy-
UMMM WHCTPYMEHTAMHU C KacaTeJIbHBIM JBHXE-
HUEM KPYTOHAKJIOHHOM pexyIei KPOMKH.
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OcHoBHAafl YaCTh

PaccMoTpuM HeEKOTOpbIe cXeMbl 00paloTKH,
peau3yronIie KacaTelbHbIC JBIIKCHHS PEKYIUX
kpoMmok (puc. 1).IIpu 00paboTke HHIUHAPHYC-
CKOM WJIM KOHMYECKON IIOBEpXHOCTEH JeTa-
neit (puc. la) peanusyeTcsi cxema pe3aHus C TJIaB-
HbBIM BpallaTCIbHBIM JIBUXCHUCM pPE3aHUA DF,
CO00IaeMbIM HWHCTPYMEHTY 1, TOCTYTATEIBHBIM
(BIOJTE OCH TJIABHOT'O BPAIIATEIIHPHOTO IBYIKCHUS)
IBIOKEHHEM Tofadn 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 astom 3a
CYeT JIByX BpallaTelIbHBIX U TOCTYNATEILHOTO JIBH-
JKEHUH, PUMEHEHHS] MHOTOJIE3BUMHOIO PEXKYIIETO
WHCTPYMEHTa 00CCIICUMBACTCS KAaCaTEIbHOE JIBHIKE-

HUE PEXYUIEH KPOMKH, YBEJIMUYECHHE €ro JIMHEHHOU
CKOPOCTH U, KaK CIIE/ICTBUE, MOBBIIIEHUE MPON3BO-
JIUTEIILHOCTH 1 KayeCcTBa 00pabOTKH.

[Ipu 06paboTKe HEMONHBIX CHEPUIECKUX MO-
BepxHOCTeH aeraneil (puc. lb, ¢) peanusyrorcs
CXeMBbl TUTYHXXEpPHOTO (pe3epoBaHusi, MpH KOTO-
pBIX OJHO M3 IBWXEHUU mojadu Ds, HapaBiIeHO
T0JT YTJIOM WJTH MIEPIEHIUKYIISIPHO K OCH TJIaBHOTO
BpallaTeNbHOro JBWXeHus Dr. Pesynbrupyromas
CKOpPOCTh pe3aHus paBHAa CKOPOCTU KacaTEeJIbHOIO
JIBUKEHHA. 3a CueT BBICOKOM CKOPOCTH Bpalla-
TenpHOTO JBIKeHHs Dr (mopsinka 10-20 m/c) u
BbIOOpa COOTBETCTBYIOIIMX 3HAUYEHWH YTJIOB Ha-
KJIOHA peXyIlell KPOMKH B IJIaHe 00eCTIeYnBaETCS

PEKUM Kak pe3aHus, TaK M BbIMIaXHBaHUS cde-
pUYECKON MOBEPXHOCTH C NapaMeTpaMH LIepOXo-
BaTOCTH, COIIOCTaBUMBIMH C MapamMeTpaMy LUIU-
(hoBaHHOH TOBEPXHOCTH.

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 00eCIIeunBAETCS
YMEHBIIEHHUEM 3HAa4Y€HHH YTIIOB B IUIaHE W 3aJHe-
ro yria, KOTOpbleé MOTYT NPHHUMATh HYJIEBBHIE
3HAYCHUS], U YBEIIMUCHUEM 3HAUEHHU YIiia HaKJIo-
Ha PEeXylLled KPOMKHU JIe3BUS, a TaKKe 3a CyeT
CYLIECTBEHHOTO TOBBILICHUS! CKOPOCTH KacaTellb-
HOTrO nBrkeHus [7]. Takum Bpamrarommmcs HWH-
cTpyMeHTOM ((hpe30ii-3eHKepOM) MOXKHO IIOCIIe-
JOBaTeNbHO 00pabaTbiBaTh cepuuecKue, HUIHH-
JPUYECKUE WM KOHUYECKUE IIOBEPXHOCTH JETalu
0 cXeMaM, IPeICTaBICHHBIM Ha puc. 1d.

IIpu 00paboTKe IUIOCKUX MOBEPXHOCTEH
JieTalieil, HampuMep YCTYIOB, MOJOCTEH W T.II.
(puc. 2a, b), peanu3yercs cxema pe3aHus C TIaB-
HBIM BpalllaTeJIbHBIM ABMXKEHUEM Dr U IByMs 1O-
CTyINaTeIbHbBIMU ABWXKEHUSIMU nonauud Ds; u Ds;,
00ecreunBaoIMMK Bpe3aHue (pes3bl 10 KacaTeb-
HOW K o0OpabaTbiBaeMoil MOBEPXHOCTH WM TIO-
BEPXHOCTH pPE3aHUs C JIMHEHHOM CKOPOCThIO pe-
3yJIbTUPYIOLIETO ABHKCHUS PE3aHUsL.

Peanuzanust TpexdJIeMEHTHBIX KHHEMaTuie-
CKUX CXEM C JIBKEHHEM PE3aHus 10 KacaTelIbHOU
K 00pabaThiBaeMOl NMOBEPXHOCTH IPEACTaBIICHA
Ha puC. 3, OTIIMYAOIIMXCS WK ABYMSI IIOCTYTIaTE b=

a

Dr

HBEIMU JIBIKEeHUsAMH Tionadu Ds; u Ds, (puc. 3a),
WIA OJHUM IOCTyNaTeNbHbIM Ds; U OIHUM Bpa-
marenbHbiM Ds, (puc. 3b) IBMKEHUSIMHU TIOJAYH.
[Ipu 3ToM hopMUPYIOTCS KaK IJIOCKAsl, TaK U IIH-
JMUHAPUYECKas TOBEPXHOCTH JETAd BBICOKOTO
KayecTBa.

Kaxnast 3 pacCMOTPEHHBIX CXeM 00pa0OTKU
MOXKET OBITh YCIIOBHO M300pa)KeHa TPEeXdIEMEHT-
HbIMU KUHEMATHYSCKUMHU CXEMaMH PE3aHWUs, IIPe/-
CTaBJICHHBIMH Ha puC. 4.

B ornmune oT KMHEMaTHYECKUX CXeM Tpodec-
copa ['. U. I'panoBckoro u B pa3BuTHE 00OOIICH-
HOM KMHEMATHYECKOM CXEMBI C IATHRJICMCHTHEI-
MU JABWKCHUSIMHU pe3aHus [8] B MpeACTaBICHHBIX
Ha puc. 4a, b, C KHHEMaTHYECKUX CXeMaX YTOYHEH
THIT PEXYIIET0 WHCTPYMEHTA, KOTOPBIA SBIIACTCS
OXBAaTBHIBAIOIIUM, M COOTBETCTBEHHO TPAEKTOPHS
BpAlllaTeIbHOTO JIBUKCHUS TOJa4u M300pakeHa
BHYTPH TpPAaCKTOPHUH TJIABHOTO BPAIMATEIHHOTO
IBIKCHUS B BHJE OKpYyXKHOCTel (puc. 4a), a B
CJIy4ae PacloJIOKECHUsI OCH TJIABHOTO BpaiaTellb-
HOTO JBIKECHHS Tox yrioMm (puc. 4b) mimm mep-
MIEHANKYJSIpHO (puc. 4C) HampaBIeHHIO Bpalla-
TEJILHOTO JIBMYKEHUS IT0a4Yi — 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. CxembI 00pa0bOTKH ¢ Bpe3aHHEM (pe3bl 10 KacaTeNbHOI: a — INIOCKOW TTOBEPXHOCTH JICTAIH;
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 MO3BOJISIOT ONPENCIUTH Ha-
MIpaBlieHUE BEKTOPOB CKOPOCTEH COCTAaBIISIFOIINX
JMBIDKEHUH M PE3YyJILTUPYIOMIETO IBMKEHUS pe3a-
HUS, P HEOOXOIMMOCTH POU3BOJIUTH PACUET UX
3HAUYEHU, a TaKKe MPEJCTABUTh TPAEKTOPHIO TIe-
pEMEICHI MHCTPYMEHTa M 3arOTOBKH, YTO BaX-
HO TP pa3pabOTKe YIPABIAIONIMX MPOTPaMM IS
ctankosB ¢ UITY.

Jns onpeneneHuss BIUSHUS YIJia HAKJIOHA pe-
JKyIIeH 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 CTPYKKH) IMpoLecca pe3aHusi pacCMOTPUM
HEKOTOpPHIE CXEMBI 00pabOTKH KOHCTPYKTHBHBIX
3JIEMEHTOB M MOBEPXHOCTEW Bpallarolleics aera-
T BPAIIAIOIUMCS HHCTPYMEHTOM.

Ha puc. 5 npencraBieHa cxema oOpabOTKH
IUTOCKOH IMOBEPXHOCTH AETAIM Ha TOKapHO-(pe-
3epHoM cTaHke ¢ UITY. O6paboTka miaockoii mo-
BEPXHOCTH MOXKET OCYIIECTBISIThCA KaK MU TO-
MyTHOM (PUCYHOK 5a), TaK U IPH BCTPEYHOM (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

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

465



Mamlmocmpoenue U MawiuHogeoeHue

BpamarensHoe nBWXEHHE WHCTpyMeHTa Dr
COBIIAJaeT MO HAIPABJIEHUIO C JBMKEHHUEM I10j1a-
4y 3aroToBku Dg,, (IpH HomyTHOM (pe3epoBa-
HUM) WIM pa3HOHANpaBieHbl (IPU BCTPEYHOM
(dpe3epoBaHNM), KOTOPbIE B COYETAHUH C JBIIKE-
HHMEM II0/1a4i MHCTpyMeHTa Dg, MO3BOJSAIOT II0JTY-
4yaTh IUIOCKYIO MOBEPXHOCTh neTand. Ha maHHBIX
CXeMax BHJHO, YTO HOpPMajibHas JMHEWHas CKO-
POCTb pe3aHusl UN, HalpaBieHHas IEPIEeHIUKY-
JSIPHO K PeXylleld KpOMKE MHCTPYMEHTa, B code-
TaHUM C JIMHEWHOMN KacaTelIbHOW CKOPOCThIO pe3a-
HUSL Ur O0pa3yroT JIMHEHHYIO CKOPOCTb TJIaBHOTO
JBHKEHUS pe3aHusl HHCTpyMeHTa ur. HesaBucumo
OT yTJIa HAaKJIOHA PeXYILEeH KPOMKH A CKOPOCTh Ur
OyzeT mepneHIUKYJsipHA B JIIOOOM TOYKE pexy-
mell KpOMKM K OCH BpaileHusi nHcrpyMmenra. Ho,
YUUTBIBAsI 3HAUCHHUS CKOPOCTH ABMXXEHUS MOJAuu
UHCTPYMEHTA Us; M 3aT'OTOBKH Us,, 3HAUYEHHUS Pe-
3yJIBTHPYIOIIEH CKOPOCTH PE3aHUs NMPH MOIMyTHOM
Y BCTPEYHOM (pe3epOBaAHUM B PA3IMYHBIX TOUKAX
COIIPUKOCHOBEHHUS PEXYILETo JIE3BUSI HHCTPYMEH-
Ta ¢ 00pabaTbiBaeMOl MOBEPXHOCTHIO 3ar0TOBKH
OyIyT pa3HBIMH.

Kak mpu mnomyTHOM, Tak U IpU BCTPEUYHOM
(dpe3epoBaHUH CKOPOCTh IBIDKEHHS TOAAYM WH-
CTpyMEHTa Us; OT TOYKH Hadaja Bpe3aHHs B 3aro-
TOBKY /10 TOUKH IIEPECEUEHHs C OCBIO AETaIN UMe-
€T OJHO HamlpaBJIeHHE, a 3aTeM OHO MEHSETCs Ha

Ds,

MIPOTUBOIIONIOKHOE, HAapUMep, KaK MpH TOMyT-
HOM (ppe3epoBanum Ha puc. 6. JlaHHOE U3MEHEHHUE
HaIpaBJIeHNH CKOPOCTH [BIDKEHHs IIOJAa4Yd WH-
CTpyMEHTa Us; BIWSAET Ha o0IIee HampaBleHHe pe-
3yJIBTUPYIONIEH ckopocTH pe3anus. HampaBneHue
PE3yJIBTUPYIONICH JIMHEHHONW CKOpPOCTH 00paboT-
ku vl ¥ v], OyJeT 3aBHCETh OT HAIPABICHUS CyM-
MAapHOIl CKOPOCTH MOJA4u Us; U Us|, KOTOpasl BKIIIO-
YaeT CKOPOCTH JBIDKEHHUS MTOJa9l MHCTPYMEHTA U
1 3aTOTOBKH Us; B PACCMaTPHBaEMOil TOUKE.

IIpu momyTHOM W BCTpeuyHOM (hpe3epoBaHHU
HAOMFO/IAETCS  YTJIOBOE DPACXOKACHHE MEXIy pe-
3YIBTUPYIOIIAMH CKOPOCTSIMUA 00paboTku v u 0.
BenmuunHa pacxokIeHUS MeXIy pe3yJIbTUPYIO-
UMK BEKTOpaMH OyJeT 3aBHUCETh HE TOJBKO OT
CKOPOCTH JIBUKEHUS T10/1a4M MHCTPYMEHTA Us,, HO
Y OT Pa3HOHAMPABICHHOCTH CKOPOCTH PE3aHUs MH-
CTPYMEHTA Uy CO CKOPOCTBIO NI0JAYX 3aTOTOBKHU Us,
B paccMaTpuBaeMou Touke (Ipu MomyTHOM (pese-
POBaHHMM CKOPOCTH Uy M CKOPOCTb 3arOTOBKH Us
B paccMaTpHBaeMOl TOUYKE HaIlpaBJIeHbI B OJIHY CTO-
POHY: IPH BCTPEUYHOM — Pa3HOHAIPABIICHBI).

Jis ompeneneHUs BENWYUHBI PE3YIbTHPYIO-
IIEro BEKTOpPa VL4 WK L BOCIOJIB3YEMCsl Teope-

MaMH KOCHHYCOB M CHHYCOB. PacueTHas cxema
HaxOXJCHUSI PEe3yNBTUPYIONINX CKOPOCTEH Mpe-
CTaBJIEHa Ha puc. 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 BpaIIarONTAMCS
WHCTPYMEHTOM C PailycoM R; IMIMHAPUIECKON
3arOTOBKM C PaguycoM R, BEKTOPBI JMHEUHBIX
cKopocTeld B 000N TOouke 0OpabaThIBaeMOro
y4acTKa, KOTOpas pacloioKeHa MOl HEKOTOPHIM
YIJIOM P OTHOCHUTEIBHO LIEHTpa HUHCTPYMEHTA,
OTIPEETISIOTCS MTyTeM HaXOXKICHHUSI KOHTaKTHOTO
pajyca 3aroToBKH R;. DTOT pajiyc HaXOIHUTCS

o Gopmyiie

R, = \/ai +R! —2a R, cosp. (1

3Hast 3TOT pajinyC, MOKHO HAWTU Yroj, MO
KOTOPBIM HAaKJIIOHEH MCKOMBINA pamuyc. OH Haxo-
maTcst o popmyite

R R )

sinp sinc

OTcrona onpeaensieTcs yroy HakjoHa pajmyca

o= arcsinm. 3)

'
2

3Has 3TOT YroJl ¥ HampaslieHHE ITOAAa4YH, MOX-
HO ONpEIeNuTh HallpaBJIEHWE BEKTOpa JIMHEHHOMN
M0JIa4M B paccMaTpUBAaEMOM TOYKE OTHOCHUTEIHHO
LEHTPa 3aroTOBKM, KOTOPBIA PACHOJIOXKEH Iep-
NEHIUKYJSIPHO K PaguyCy KOHTAaKTHOH OKpYX-
HOCTH 3arOTOBKH R, B paccMaTpUBaeMoOl TOYKE.
CormacHO TpaBWly HAXOXKICHUS CKAJISPHOTO
MIPOU3BEJCHUSI, HAXOAUM pPE3YJIbTHUPYIOIINN BEK-

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

TOp HOAAYM LSy WM US|, HAIIPaBJIEHHE KOTOPOro
3aBUCUT OT HAmpaBlIEHUS IOJaYl HHCTPYMEHTA
US| B pacCMaTpHUBaeMOU TOUKe, 10 (hopMyJie

Usp (Us) ) = s - Usy - COS Us s, 4)

Ortcrona, 3Has HaNIpaBJIeHUE CKOPOCTH PE3aHUS
WHCTPYMEHTA Ur, INHEUHBIN BEKTOpP KOTOPOM pac-
TOJIO’KEH NMEPIEHIUKYIJIAPHO K panyCy OKpY>KHO-
CTH MHCTpYMEHTa R; B paccMaTpuBaeMOW TOYKE,
MOXHO HaWTU PE3yNbTUPYIOUIUE BEKTOPHI JIUHEN-
HBIX CKOPOCTEH 00pabOTKH Uy MU

V4 (U)) = Ur - Usy (Us) ) - COSUr Usy (Us)) ®)]

Kak wuzBectHo [1], yron HakioHa pexylien
KPOMKH A paccMaTpUBAETCs B HHCTPYMEHTAILHOM,
CTaTUYECKOM M KMHEMAaTHYECKON CHCTEMax KOoop-
JIMHAT. B MHCTpyMEHTaIbHOW CUCTEME KOOPUHAT
YTOJI A, TIO CYTH, YTOJI 3aTOYKH PEXYIICH KPOMKHU
WHCTPYMEHTAa, PacCMaTpUBAEMOIr0 KaK I'€OMETpH-
yeckoe Teno (BHE mpollecca pe3aHusi). DTOT Yroi
ONpeeIISIETC MEXy PEXYIIed KPOMKOW U OT-
CUETHON OCHIO WJIM TTOBEPXHOCTHIO MHCTPYMEHTA.
Hampumep, mis koHueBoi (pessr yron Ar — 310
Yrojg MEXIY pEeXylled KpOMKOH U reoMeTpuye-
CKOI1 0ChI0 (OCBhIO cUMMETpHH) (puc. 8).

YTroi Ac B CTATHIECKOM CHCTEME KOOPIUHAT —
9TO Yrojl yCTAaHOBKHM HWHCTPYMEHTAa Ha CTaHKE
TOJIBKO IPHU TJIAaBHOM JBIKCHUU pe3aHus. B aTom
CIyyae 3a OTCYETHYH) IUIOCKOCTb NPUHUMAETCS
OCHOBHAsI IUIOCKOCTb, MEPHEHAMKYJIAPHAs BEKTO-
py JMHEWMHOM CKOpPOCTH TJaBHOTO JBUYKEHHS.
Hanpumep, aiis koH1eBo# (pe3sbl Ac — 3TO yroi B
CTaTUYECKOM IUIOCKOCTH PE3aHUS MEXAY Pexy-
el KPOMKOM U OCHOBHOM IJIIOCKOCTBIO Poc—Puc.

B xuHemaTuueckoil cUCTeMe KOOpJMHAT y4H-
THIBAIOTCA BCE DJEMEHTApHBIC BIDKEHHUS pe3a-
HUS U OTCYETHYIO OCHOBHYIO IJIOCKOCTh MPOBOMSIT
NEPHEHANKYJIAPHO BEKTOPY CKOPOCTU pPE3aHUA
(pesynmpTupyromei). Hampumep, mis KoHIIe-
BOI ()pe3bl yroi Ax — 3TO Yrojl MEXIy PexyIei
KPOMKOM M KUHEMAaTHYE€CKOM OCHOBHOW ILIOC-
KOCTBIO Pug—Pvux.

IIpn 06paboTke TUIOCKOW ITOBEPXHOCTH Bpa-
AOLIEHCs AeTaly BpallaOIIUMCS HHCTPYMEH-
ToM (puc. 9a) BO3MOKHBIE BAPHAHTHI PACIIONOXKE-
HUA PEXylled KPOMKH Ha MWJIMHIPUYECKOU 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:
1 — ppesepoBanue ¢ monavamu Dy, u D;I ; 11— 1o ke ¢ nogaueit Dy,; III — To e ¢ monauet D:% ;
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 Dg; and D;1 ;

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

Ecnmu npemnonoxuts, urto Ar=0° (puc. 9b), To Ta 0s3 MEPIEHAUKYISIPHO WA TIOJ YIJIOM K OCH,
pexyIas KpOMKa HHCTpyMEHTa OyIeT KOHTaKTHPO- TaK ¥ BJIOJIb OCH TJIABHOTO BpAIaTEIbHOTO JIBU-
BaTh 110 MAKCHMAIILHOH MIUPUHE b, YTO TIPUBEIET K KCHUS D;l B aTom ciyuae Bo3MOXkHa peanusarus

o o
pocry cuit i MoHocTH pesanus. Tlpu 0° < A < 90 (bpe3epoBaHus, POTAIUOHHOTO M ILIYHXKEPHOTO
pE3aHUE BO3ZMOKHO KaK IIPH II0AA4€ HHCTPYMCH- pesaHus, JUId KOTOPBIX XapaKTEPHO CHUKEHHE
468 I Hayka
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MOIIHOCTU PE3aHHsA 3a CYET KacaTEeJIbHOTO IBH-
JKEHHUSL.

IIpu xacaTenbHOM IBHIKEHHUU BAKHO COOTHO-
LIEHUE JIMHEHHBIX CKOPOCTEH BpAILLEHUS HMHCT-
PYMEHTa M 3aroTOBKH (II€peAaTOYHOE OTHOILIe-
Hue i;). Ecu peanusyercst kKuHeMaTnieckasi cxema

V]
M1 <] W ONTHMAaJbHBIM
v

3

pe3anuss TOYCHHA, TO

CUMTAETCs 3HAYCHUE KUHEMaTHYeCKOro Kod(pu-
muenta i = 0,5-0,6, 4TO COOTBETCTBYET H3MeE-
HeHnio 60° > A > 30 [5, 6]. Ecnu peanmmsyercs

KMHEMaTH4YecKas cxema (pe3epoBaHus, T02 < 1
UI/I

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

MEHEHUS HaIlpaBJICHUsI BEKTOpa JIMHEHHON CKOPO-

CTH BpAalICHUS 3arOTOBKM Ha IOJ0XXEHHE OCHOB-

HOM TUIOCKOCTH HE3HAYUTEIHHO M UM MOKHO TIpe-

HEOpEeUb.

IIpu Qpe3epoBaHnH CYLIECTBEHHBIM SIBISETCS
BJIMSIHUE U3MEHEHUS Ac, WM YTJIa YCTAHOBKHU OCEH
BPALICHUS MHCTPYMEHTA U 3aroTOBKH Ha IPOILECC
pe3aHus, KOTOPBIK Ui Pa3HbIX KUHEMaTHYECKHX
CXEM pEe3aHHs MOXKET IIPUHUMATh Pa3In4HbIe 3Ha-
geHus (puc. 10).

Hanpumep, npu o6paboTke LMIMHAPHYECKON
WIM KOHWUYECKOW MOBEPXHOCTH JAeTanu ¢pesa u
JIETaTb COOCHBI H Ac = Ar (mosoxenue 1 ¢pess
Ha puc. 10). [Ipu obpaboTke HemomHOH cdepuue-
CKOI1 TIOBEPXHOCTH JI€TAJIM OCH BpAILLEHUS AETalu
U (pe3bl HAKIOHEHbl OTHOCHTEJIBHO JAPYI Apyra
nof yriom 90° > A > 0° (monoxxenust 11 u 111 dpe-
361 Ha puc. 10) u g = Ac.

[Ipu nomydyeHHH MOBEPXHOCTEH AeTaleld Ha
crankax ¢ UI1Y HomuHanbHas ux ¢opma oTianya-
€TCsl OT peajJbHOMN 3a CYEeT MHTEPIOJISIIHUU TpaeK-

a

AY

A}I/_H"IV'\

P

B

TOpPUMA pe3aHusl NPSMOJIMHEWHBIMU IIEPEMEIICHMU-
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 obecrieueHns: TpeOOBaHUN MO KadeCTBY U
TOYHOCTH TOJY4YaeMbIX IOBEPXHOCTEH JeTanu
HEOOXOJMMO COIIOCTaBUTH Ha3HAyaeMble CKO-
POCTHBIE PEKUMBI PE3aHHUS C TEXHOJOTHISCKUMU
BO3MOJKHOCTSIMM MEXaHH3MOB CTaHKa M CHCTe-
me1 UITY.

Ilepememienrie WHCTpyMEHTa TIO 3aJlaHHOU
TPACKTOPHU PE3aHUs OCYIICCTBISICTCS TPUOIIU-
JKEHHO ITyTeM BKJIIOYCHHS IMOAAYX TOTEPEMEHHO,
TO BIIOJIb OJTHOM, TO BIOJIb Apyroi ocu. Ilpu sTom
WHTEPIOJISATOP CHCTEMBI YIIPABICHUS HETPEPHIBHO
OTICHMBACT OTKJIOHEHHUS OT 3aJIaHHON TPacKTOpUHU
Y CTPEMHTCS CBECTH 3TH OTKJIOHEHUS] K MUHUMYMY.
3HayeHUss OTKJIOHCHWN PaBHBI WM KPAaTHBI IICHE
OITHOTO yIIpaBJIsttoero UMITYJIbCa (AXum, AYin),
(hopMHpYEMOTO JaTINKOM OOPATHOM CBSI3M.

b
Y
DOs1603)
5 A
= ) \
S v
/
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, mpsimasi HakJIOHHAsT TUHUS MOXET
(hopMHpoOBaTKHCS TIOMIEPEMEHHOM Mo1adeil Ha TpH-
BOABl HMITYJIbCOB B TaKOW MOCJIEI0BAaTEILHO-
CTH: OJMH HMMIYJLC MO OcH Y W JIBa UMITyJIbCa
no ocu X (puc. 11a).

ITockonbKy B COBPEMEHHBIX CTaHKaX Ham0oO-
Jiee 4acTo JJIMHA HWMITYJbCa MPUHUMACTCS pPaB-
Hoil 0,001 MM, mepemernieHre MEXIy ABYMs CO-
CEHUMH OIMOPHBIMU TOYKAMH MPAKTUYECKUA MOXK-
HO paccMaTpuBaTh Kak TIUTaBHOE. HHTEpITomsIs
MOXeET OBITh Tarkke KpyroBoii (puc. 11b) c momorisio
MOJIMHOMOB BTOPOH U BBICHIMX CTEMEHEeH U
np. KpyroBasi WHTEPIIOJIAIMS TaKKe IIpemycMar-
pHUBaeT TOIMEpPEeMEeHHOe BKJIFOYEHHE MPHUBOIOB, HO
MIPU 3TOM MEPEMEIICHHUS IO OCSIM HE PABHOMEPHBI
no BenuuuHe. [Ipu KpyroBod WHTEPHONSIIUU
HAYaJo CUCTEMbI KOOPJMHAT COBMEMIAETCS C IICH-
TPOM OKpPYXHOCTU paauyca R. HHTepmonarop
HaIpaBIsIeT UMIYIBCH AXyy; U AYuyn B TIPHBOI
nojaay To 1no ocu X, To no ocu Y. Ilomumo pacuera
KOJMYECTBA HUMIYJILCOB IJIA MOJAYd B CHUCTEMY
MIPUBOJIOB TOM WJIM MHOW OCH, MHTEPIIONIATOP obec-
TIeYNBaeT M BBIAdy ATOTO KOJIWYECTBA YIS YIIPaB-
nerns1. CoBpemeHHble cranku ¢ YITY, kak mpaBuio,
UMEIOT JIMHEHHO-KPYTOBBIE HHTEPIIOIATOPHL.

[Ipu mare nepemerenuid, pasHom 0,01-0,02 mm,
U Tpu OONBIIOM KOJIHYECTBE KaJApPOB JHCKPET-
HOCTh OTCHYETa IepeMeNIeHni pabodero oprana
MoskeT coctaBisaTh 0,07 HM Him 7%10°° Mmm. Mak-
CUMAJIbHYIO 110J1a4y, KOTOPYIO CIocoOHa obecrie-
YUTh KOHKpeTHas cucrema UIIY, MoxHO ompeje-
JUTH 110 popmyIie

_ JlnnHa mepeMenieHus B Kaape

x 60. (6)

max

Bpems o6paboTku kaapa

CremoBatenbHo, pu nepeMmenieHnsax 0,01 M
U BpeMeHH 00paboTKM Kaapa 2 MC MakCHUMallb-
Has rojada orpaHuveHa 3HaueHuem 0,3 M/MuH.
IIpu stoMm cuctema YUITY nomxkHa UMETH BO3MOX-
HOCTh TPOCMATPHBATh JaHHBIE KAaK MHHHMYM
Ha 100-200 GyiokOB B MHHYTY BHepena Jjs odec-
TIeYeHNS] HETIPEPHIBHOTO JBM)KEHUSI HMHCTPYMEHTA.

Ecim mpuHATE pe3ynbTUPYIONIYIO CKOPOCTh
pe3anus paBHoM 100 M/MHH M yros HakjoHa pe-
KyIIed KpoMKH (Dpe3bl paBHBIM 45°, TO 3HAUCHHE
JMHEWHOW CKOPOCTH KacaTeIbHOTO JIBUXKEHHS OY-
net paBHo 70 m/muH. Tak Kak JIMHEWHas: CKOPOCTb
KacaTEeJIbHOTO JIBIKEHHSI B HECKONBKO COT pa3
0oJpIlle CKOPOCTH TMOJNA4YW B Kajape, mojadeit

470

B KaJpe C TOYKH 3peHUs] (POpMUPOBAHUS KPHBO-
JUHEHHON NOBEPXHOCTH MAETall MOXHO IIpeHe-
Opeub. Takxe MOKHO NpeHeOpeyub BIMSHUEM BENHU-
YUHBI [IPSIMOJIMHEWHBIX NIEPEMEILEHUNA B Kaape, UIU
waroM uHTepnomsiuuy, paBHeiM  0,01-0,02 MM,
TaK Kak, HampuMmep, Opu nopade ¢(pesbl, pas-
Hoit 0,1 MM/00, ¥ yrie B mJjaHe PeXyLIero WH-
CTpyMeHTa, paBHOM 90°, TOJIIMHA CpPE3aeMOro
ciost Oyzet pasHa 0,1 mm. To ecTb TonmMHa cpe-
3aE€MOr'0 CJIOSI B JIECATKHU Pa3 OOJIbILE I1ara HHTep-
MOJISIIMU M BBIMIOJIHSIETCS €Ile OHO YCJIOBHUE BbI-
0opa 3HaueHUsl MMOJa4u, MPH KOTOPOM OHO JOJIK-
HO U3MEHITbCS OOpaTHO MPONOPLUOHAIBHO
00beMy yIaIsieMOro MaTepHuaja A COXPaHEHHUS
MOCTOSIHHON Harpy3kd Ha MHCTpyMeHT. [Ipu pe-
KOMEHIIOBAaHHOM [9] COOMIONEHNN COOTHOIIICHUS
LIyOWHBI pe3aHus (IIHPUHBI CPE3AEMOT0  CIIOA)
U mogayu (TOJIIMHBI Cpe3aeMoro ciosi) He 0o-
mee 0,2 W BBICOKOW CKOpPOCTH pe3aHus (Tops-
ka 600 wm/MuH) oOecredynBaeTcs IOJTyYCHHE
MOBEPXHOCTH C LIEPOXOBATOCTBIO IO TMapaMeT-
py Ra = 1,6-3,2 MKM, cOIOCTaBUMOMY €O T} O-
BaHHBIMH [TOBEPXHOCTSIMH.

PaccmoTpum  wacTHBI ciydait  0OpaboTKH
IUTOCKOH moBepXxHOCTH (puc. 12a, b) Ha TokapHOM
cranke ¢ UIIY mogenmu EMCO S45, npu kotopoM
nuHelHas uaTepnosnus (puc. 12d) ocymecTsis-
eTcs MyTeM COBMELICHMS MPAMOIUHEHHOIro nepe-
MeILEHUs MHCTPYMEHTa BOJIb OCH X U KpPYyTrOBOTO
IBIDKEHUS (ITOABOPOTA) JETadd OTHOCHUTEIHHO
CBOETO TeoMeTpuieckoro IeHTpa (puc. 12b, d).
Wuctpymenrt 2 (puc. 12a, b) cHUMaeT NpUITYCK 110
IIMPHHE d, ¥ TIIyOHHE pe3aHus a, «IOCIOHHO» 10
IIOJIy4EHHs] HOMUHAJIBHOW IIOCKOM MOBEPXHOCTU
mmHOH /. KonnvecTBO HEOOXOAMMBIX MPOXOIOB
BBIOMpaeTCs C y4eToM OuaMeTpa PexyIlero HH-
cTpyMeHTa u 3anaercs cucreme UYIIY, kortopas
3aTe€M pPAcCUMTBHIBACT W peanusyeT o00paboTKy
IUIOCKON TMOBEPXHOCTU HA CTaHKE C IIPOMEKYTOU-
HBIMHU 3HA4YEHUSIMU IIUPUHBI PE3aHUA d,; U AJIMHBI
ITIOCKOM TTOBEPXHOCTH /jy;.

KpyroBoe nBmwxeHue aeTanu B Mpolecce pe3a-
HUSI UMEET PaBHBIN LIar oJBopoTa (paBHBIN yroi
MOJBOPOTA) B OTJIMYME OT MPSIMOJIMHEWHOTO Iie-
peMelIeHus] HHCTPYMEHTa, IPU KOTOPOM MO Mepe
MPUOIMKEHUS] NHCTPYMEHTA K T€OMETPUUECKOMY
neHTpy Jgeranu (cepeauHe  0OpabaThiBaeMOi
TUIOCKOH TIOBEPXHOCTH) BEJIHYHHBI €r0 MPOXOJI0B
U3MEHSIOTCA. ODTH pa3Hble BEJIMYUHBI MPOXOIOB
MO>KHO OIPEJEIUTD 110 TEOpEME CHHYCOB.
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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 Bpesannu mHCTpyMeHTa (pHC. 13) oOpa-
OarpIBaeMasi TIOBEPXHOCTh PACIIOJNIOKEHA TOJ yT-
7oM o4 K ocd Y. CoequHNB KOHLBI MIPOEKIHH 00-
pabaTbiBaeMOil  MOBEPXHOCTH  IMapajulebHBIMU
JUHUSIMHA BJOJb TEOMETPHUYECKHUX OCEH JIeTald,
MOJTyYUM TIPSIMOYTOJBHBIN TPEYTOJIBHUK C KaTe-
tamu AX; u AY, u TUnOTEHY30M [;;, B KOTOPOM
amvHa karera AX, = [ sina,. Ilpun nansHeimem

TepeMenIeHIN HHCTPYMEHTa BIIOJIb ock X 0Opabda-
THIBAEMasI NOBEPXHOCHb TIOIBEPHETCS Ha HEKOTO-
Ppblii YTOJI ¥ JIOCTHTHET 3HAYEHUs yria O K ocu Y,
rae o, < o. Takke COeIMHUB KOHIIBI MPOSKIIUU
00pabaTpIBaeMOl TMOBEPXHOCTH TapaJlICIbHBIMU
JUHHUSIMHA  BJIOJTb TEOMETPUYECKUX OCEH JIeTaH,
MOJIyYUM JIPYTOW TMPSMOYTOJIBHBIA TPEYroJbHUK
¢ karetaMmu AX, u AY, W TUNOTEHY30# [p,
B KOTOpOM JiMHa Karera AX; = [ ,sina,. Tak xak

B TIPOIECCE Pe3aHMs MOyYaeM TUIOCKYIO TIOBEPX-
HOCTh, KOTOpasi Ha Pa3lIMYHBIX yriax MOJBOPOTa
Jnetanu OyIneT OJMHAKOBOW, MOXHO YTBEPXKIATh,

uro [, =1[,=1,. CrnenoBarenbHo, 4epe3 CHHYC

yIJjla MOXHO HAalTH KaTeThbl IPSIMOYIOJIbHBIX TpeE-
yronsHUKOB  AX; m AX,. Otcioma moirydaem,

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

uyro AX, = [ ,sina, < AX; = [ ;sina,. Hanpumep,
pu 00paboTKe JBICKK IUPHHON 7 MM M TIIyOH-
HOM | MM Ha IWIMHAPUYECKOW NeTadu AUaMeT-
poMm 32 MM 3HAYEHUS yTIJIa O, U3MEHSIIOTCS B TIpe-
nenax ot 9° no 20° u Benmmunnbl AX; u AX, Oyayt
paBubI cooTBeTcTBeHHO 0,2 1 1,0 MM.

a8
<

=
< 3
- § <
—iTEk
=g A,
Y

//|3

Puc. 13. Cxema Juis pacueTa yria moJBopoTa npu oopaboTke
IJIOCKOM MOBEPXHOCTH HA TOKAPHOM CTaHKe
¢ UITY monenu 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-
IOIIEeM ITOJIBOPOTE JICTAJIM yrojl HaKJIOHa 00padarthi-
BaeMoi mmoBepxHocTr o0 —> (), a 3HAYMT, KAKI0E MO~
CIeyrolee nepeMeiteHne uactTpymenra AX— 0 1o
TOTO MOMEHTa, TIOKa yTOJl HakiIoHa 00pabaThi-
BaeMoit TMOBEPXHOCTH HE HAYHET YBCIMYMBATLCA,
a CJIeIOBATENILHO, HAYHET YBEJIUYMBATHCSA U MPSIMO-
JIMHEHHOE TIepeMelieHHe HHCTPYMEHTA.

BbBIBO/IbI

1. AHanmu3 cxeM 00pabOTKH CIOKHOMPODUIIb-
HBIX TOBEPXHOCTEH JeTajnell MO3BOJISET BBHIOpAThH
palMOHANIbHYI0 KHHEMAaTHUECKYI0 CXEMY pe3aHus
C KacaTelbHbIM JBIKEHHEM PEXYIIHX KPOMOK
WHCTPYMEHTOB, O0OECIIEUMBAIONIYIO IOBBIIICHHE
NPOM3BOJAUTENLHOCTH M KauecTBa (OPMUPOBAHHUS
HOMWHAJIBHOH MTOBEPXHOCTH JICTAIIH.

2. Ilomy4eHsl MaTeMaTHYEeCKHE 3aBUCHMOCTH
JUIsSL pacdeTra JIMHEWHOM CKOPOCTH DPE3aHus Mpu
Pa3TUYHBIX CXeMaX M YCIOBHSIX OOpabOTKH, UTO
MIO3BOJISIET YIPABIATH PEXKUMOM PE3aHHs Ha CTaH-
kax ¢ UITY.

3. PaccmoTpeHo m3MeHeHHe yria HakJIoHa pe-
KYIEH KPOMKH B HMHCTPYMEHTaIbHOW, CTaTH4e-
CKOW M KHHEMaTHYECKOW cXeMax KOOpIUHAT H
ofpeeNieHbl Uana3oHbl 3TOTO0 M3MEHEHHMs, M03-
BOJISIIOIIME Peann30BaTh 3€HKEPOBaHHE, Nepude-
pUiiHOE, TOPLOBOE, TUTYHXEPHOE M OXBaThIBAIO-
miee (QpesepoBaHre, POTAIIMOHHOE pPE3aHUE II0-
BEPXHOCTEH pa3InIHOro MpoQuIs.

4. PaccMoTpeHBbl 4acTHBIE ciiydad 00OpadOTKH
noBepxHOCTEN Aetaneit Ha crankax ¢ YIIY c nuc-
KPETHBIMH TIEPEMEIICHUAMH PEXYIIET0 HHCTPY-
MEHTa M JeTai, 0COOEHHOCTHI0 KOTOPBIX SIBISIET-
cs1 (hopMHpOBaHUE TUIOCKON TIOBEPXHOCTU JETAIU
MyTeM COBMEIIECHUS MPSIMOIIMHEHHOTO TIepeMelie-
HUSl MTHCTPYMEHTA BAOJb OJHOH OCH M KPYTOBOTO
IBWOKEHUS (TOJIBOPOTA) JETall OTHOCHTEIHHO
JOpyroil ocu, 4To OOEclevMBaeT IMOJy4YeHHE IIO-
BEPXHOCTEH JIeTaNM B TpejeiiaX 3aJaHHbIX Mapa-
METPOB TOYHOCTH H IEPOXOBATOCTH.
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