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dDpe3epyBaHHA 3 YIPABJIIHHAM 0JA4€I0
HA BEPCTAaTi 3 YUCJTOBUM NPOrPaMHUM KePyBaHHAM

1O.B. Ilerpakos, A.B. Murosn4
KIII im. Irops Cikopebkoro, Kuis, Ykpaina

Anomauyin. Ilpoyec KOHMYPHO20 (hpe3epy8aHHs Xapakmepu3yeEmvCs 3MIHOK YMO8 pPI3AHHA 34 (DOPMOYMEOPIOKYOI0
MPAEKmMopiero Hagimv npu exgioucmanmuomy npunycky. Tomy 0ocnioxcenHs MoxcIuBoCmell YAPABIiHHA ROO0AYer 3 MEeMo
cmabinizayii  npoyecy pizanus npu  (hpezepyeéanHi € axkmyanvHor  3adauero. Ilpeocmaeneni  pezyibmamu
eKCnepUMeHmManbHux 00CnioxHceHb Kinyegoeo @pesepysannsa Ha eepcmami XYZ VMC 1010. Buxonysanoce ¢pesepysaHHs
CneyianbHo Ni020MoeaeHOi 3a20MO8KU NPU 3MIHI NPUNYCKY 3a mpaekmopiero pisauua 6i0 0 0o 6 mm 3a 2nubUHOw npu
wupuni @peszepysanna 30 mm. PpeszepysanHs SUKOHYBANOCL 3 NOCMILHOIO NOOAYer0 Npu pexcumi pi3aHHA, uo
NPONOHYEMBCA DIPMOIO-BUPOOHUKOM THCMPYMEHMY | 30 CNeYianbHO CNPOEKMOBAHUM 3AKOHOM YRPAGNiHHA noodayero. 3aKoH
yupasninks nooayeio 6ys chopmosanuii aBMoOMAMuUYHO Npu MOOEIOBAHHS NPOYeCy BUOANIEHHS NPUNYCKY 3d U020 2006HIO
Xapakxmepucmukolo —  WEUOKICmIO  3pi3yeanHs  npunycky. Pezynomamu — nepexonnueo 0ogenu  egexmugnicmo
3anponoHO6an02o ynpasninus nooadero. IlomyoicHicms npoyecy 3HAYHO GUPIGHANACS 30 MPAEKMODIEI0 (pe3epysants He
36adicalouy Ha MIHY 2IUOUHY Pi3anHs, a yac obpobaenns ckopomuscs na 35%.

Kuro4oBi ciioBa: kinyege (hpesepysarnHs, ynpasiinta nooayero, WeUOKICmy 3pi3y8anHs NPUNYCKY, NOMYNCHICMb PI3AHHSL.

[Ipouec kiHIEBOrO (pe3epyBaHHs IIMPOKO 3aCTOCOBYETHCS IIiJ] Yac KOHTYpHOI 0OpoOKH
BHYTPIIIIHIX Ta 30BHIIIHIX TOBEPXOHb MITAMIIIB, KHIIICHB, Mpec-(hopM Ta 1HIIHMX JeTale Ha BepcTarax 3
yrcaoBuM nporpamuuM kepyBauHsaM (YIIK). Ilpouec pizaHHsS XapaKTepu3yeThCsi MOCTIHHOIO 3MiHOIO
YMOB T€OMETPHUYHOI B3a€MOJI1 IHCTPYMEHTY Ta 3arOoTOBKH, PE3yJbTAaTOM SKOi € 3MiHA CHJIM Pi3aHHS.
[Ipu mpoekTyBaHHI YMpaBJsIOUYMX MPOrpaM B OUIBLIOCTI BHUIAJKIB MPU3HAYAIOTH BEIIMYMHY MOJAl 3a
yMOBaMH OOpoOJieHHS B HaAWTIpmioMy, 3 TOYKH 30py CHJIOBOTO HAaBaHTAXEHHS, MiCII
(dopmoyTBOpIOIOUOi TpaekTopii. TakuM YMHOM, Ha IHIIUX TUIBHUINX KOHTYPY IHCTPYMEHT 1 BepcTar
HEJI0BAaHTAXXCH1, BTPAYa€ThCsl MPOAYKTUBHICT 1 HE BUKOPUCTOBYEThCS MOXKJIMBICTH BepcTary 3 UIIK
MIEPMAHEHTHO YIPABJIATH PEKUMOM, MIATPUMYIOUH MIPOIEC HA IEBHOMY, CTabiIi30BaHOMY PiBHI.

Hapasi Haiibinasim «apocyHeri» ¢ipmu, Hanpukiaaa SolidWorks, mpormonyroTs HaBUi miaxia 10
NPOEKTYBAaHHS YIPABISIIOUMX MPOTPaM, JIe HAMararoThCs ypaxoBYBaTH 3MiHM YMOB Pi3aHH 32 paXyHOK
yOpaBmiHHSA monxadero. I[Ipore, 3akoHM yHOpaBliHHS TPYHTYIOTBCSI Ha aHali3l  TpaekTopil
(hOpMOYTBOPIOIOYOTO PYXY 1 XapaKTEPU3YIOThCS HETaTUBHOIO TUHAMIKOI0. JloBeneHo, 1o cTabiizalio
YMOB pi3aHHS TpU KOHTYpHOMY (pe3epyBaHHI HEOOXiTHO TMPOBOJUTH TUIBKM Ha MiACTaBl
MO/IEITIOBAHHS 3 BU3HAYCHHSIM TOJIOBHOI XapaKTEPUCTUKH MPOIECY — MIBUAKICTIO BUAJICHHS TIPHITYCKY
(Material Removal Rate — MRR) [1].

[lomepenHi OCHIIKEHHS TMPOJAEMOHCTPYBAIH €(QEKTHBHICTh YIPABISHHSA 32 QJITOPHUTMOM:
cTabimizallist — onTUMI3allis — KOpeKIis (GopMOyTBOPIOIOYOi TpaekTopii. BUKOHAHHS OCTaHHBOTO €Tamy
3aJISKUTh Bl BUMOT JI0 TOYHOCTI 00poOneHHs. [lpu BupimenHi 3agau crabimizamii i omrumizamii y
SIKOCT1  YIPABJSIFOYOTO BIUIMBY JOLIJIBHO BHUKOPHUCTOBYBaTH Tojaady 3a (HOPMOYTBOPIOIOUOIO
TpaekTopiero. [Ipu oMy MpU BUPIMICHH] 3a7adi ONMTHUMI3allii HEOOXITHO ypaXxOBYBAaTH MOXIIHBICTH
OJIHOYACHOTO YIPABIIHHS 32 MOJAYer0 1 3a MBUAKICTIO pizaHHA. OTXke, TOCIIHPKEHHS BIUIMBY MOJayi
Ha CHEePreTHYHI XapaKTePUCTUKU MpoIlecy pizaHHs Npu GOpMyBaHHI 3aKOHY YIPaBIISTHHS Ha BEpPCTaTi 3
YIIK € akTyanbHOIO 33Ja4€lO.

Jlns BU3HAYEHHS 3B’SI3KYy MK CHJIOBUMH XapaKTEPUCTHKAMHU IIPOIECY pi3aHHS, PEKUMOM
pi3aHHs (30KpeMa MoJayer0) i FeOMETPUYHUMHE MapaMeTpaMu Iapy MPHITYCKY, L0 3pi3yeTbes, Oynu
BUKOHAHI EKCIEPUMEHTAIbHI JOCTIIHKEHHS Tpollecy KIHIEBOTO (ppe3epyBaHHs Ha BEPTHKAIHLHOMY
obpobmoBansHoMy 1ieHTpi XYZ VMC 1010. Bepcrar ob6nagnanuii cucremoro UITK Siemens 810D
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Shopmill, mBHIKICTE XOIOCTOr0 IMEpeMIlIeHHs 32 KOOPAMHATHUMH OCAMH 24 M/XB., MakCHMMajabHa
MOTYXHICTh Ha mmuHAeN 11 kBT, MakcuManbHe HaBaHTaXeHHs Ha cTUT 850 KT, MBHUIKICTH 0OepTaHHS
mmunaens 60 - 8000 06/xB., aBTOMaTH4HA 3MiHA IHCTPYMEHTIB Ha 20 MO3UILIIH.

[Ipu BukOHaHHI ekcriepuMeHTIB 3aBAsku cucrtemi UIIK 3’SBIs€ThCS MOXKIUBICTH HE TUIBKH
YIPaBISATH TOJAY€I0 Y BIANOBITHOCTI O Mporpamu, mo HamucaHa B G-kojgax, a i KOHTPOJIIOBAaTH
TaKMi BAXJIMBHUIA IMapaMeTp MpoLecy pi3aHHS SK MOTYXHICTh. TakuM YHHOM, MOXXHa peasbHO
OLIIHIOBAaTH €(EKTUBHICTH YIPABIIHHS MOAAYEI0 3 METOI0 cTallii3alii mpouecy pi3aHHs 3a CUIOBUMU
XapaKTePUCTUKAMHU.

Puc. 1. Beprukansnuii o6podaoBansuuii nentp XYZ VMC 1010

s ekciepuMeHTy Oyiia oOpaHa 3arotoBka 3i crami metanmompokat: Ct35 150x150x50 mm i
kinneBa ¢pesza tBepaicte HRC 65 3 mokputrsam TIAICIN (puc. 2). Ilpunyck Ha 3aroToBui OyB
CHEIIaIbHO MIATOTOBJICHUH TAaKUM YHHOM, 100 rimOuHaA pizaHHs H 3MmiHIOBanmach 3a JOBKHUHOKO
¢pe3epyBanns L Bix OMM 70 6 MM npH NOCTIHHUHN MMpuUHI pizaHHs B=30mm.

Puc. 2. O6pod1ena gerajab (KOHTYp NPHIYCKY 3ar0TOBKH BHAiTeHu# Jinisimn) i ¢ppesa

Bynu BUKOHaHI eKCHEpUMEHTH 3 (pe3epyBaHHS MPHU PEXKUMI Pi3aHHS, IO PEKOMEHIOBAHHIA
BUPOOHUKOM 1HCTPYMEHTY: mojada 265 MM/XB., MIBUAKICTh pi3anHs 50 M/XB., 110 BiAMOBiIA€ 4acTOTi
obepranus mmuHens Bepcrary 1330 o6/xB. [HII excriepuMEHTH BHKOHYBAIKCH MPH (pe3epyBaHHI
TaKOTO K MPHITYCKY, aJle 3 YIPaBIiHHIM [T0JIa4€I0 32 PO3POOICHOI0 METOANKOI0. METOAMKA IOJISrae B
CTBOPDEHHI 3aKOHY YIpPaBIiHHS 3a pe3yidbTaTaMd MOJCIIOBAHHS MpPHU BHU3HAYEHHI TOJIOBHOT
XapakTepucTuku mnporecy pizanus — MRR [2]. MojentoBaHHSI BUKOHYEThCS YHCEIIbHUM METOJIOM 32
CHeUiaJbHUM aJTrOPUTMOM, IO JO3BOJISIE BH3HAYUTH TEOMETPUYHY B3a€EMOJII0 I1HCTPYMEHTY 1
3aroTOBKH 1 CTBOPUTHU (hailil ympaBIiiHHSA Ui cTabUIi3alli] Mpoliecy 3a CHIIOBOIO XapaKTEPUCTUKOIO.

OpieHTyl0YMCh HAa JAWHAMIYHI XapaKTEPUCTHKH BEPCTaTy OCTAaTOYHE IPEICTABICHHS 3aKOHY
ynpaiiHHsA B G-kojgax mporpamu 3J1HCHIOBAJIOCH IPH MOro CTYyMIHYACTIM AMcKpeTu3auii (JiHig 2 Ha
puc. 3) [2]. [TocriitHa mogada 265 MM/XB. 3a TOBXKHHOIO (pe3epyBaHHsI MMOKa3aHa JiHieo 1 Ha puc. 3.
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Puc. 3. 3akoHu ynpas.iiHHsl 01a4€l0:
1 — 3a pexomenanico GpipMu-BHPOGHUKA iIHCTPYMEHTY, 2 — CIPOEKTOBAHUIi 32 PO3P06/1€HOI0 METOTNKOIO
[Tpu BUKOHaHHI EKCIIEPUMEHTIB (PIKCYBaIHCS XapaKTEPUCTHKH MPOLECY Pi3aHHS, IO BUBOSATHCS
Ha criiky YIIK Bepcraty. [laHi HaBaHTa)X€HHS Ha ULIMMHJENIb 3alUCyBajucs B MacuB (ailry
PO3pOOICHUM MPOrPAMHUM 3a0€3MEUCHHSM BiZIIIOBIIHO JI0 Yacy BUKOHAHHS orepallii (puc. 4).
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Puc. 4. I'padixkyu moTy:KHOCTi HA IMUHAEJI BepcTaTy:
1 — motyxHicTh npu (pe3epyBaHHi 3 MOCTIIiHO0 MoAaYel0, 2 — MOTYKHICTh MPH YNPABJIiHHSA MOAAYeI0

[TpoBeneH1 ekcriepuMeHTalbHI JOCTIKEHHS JJOBEH, 110 YNpaBIiHHA HpouecoM (pesepyBaHHS
nonavero 3a kpurepieM MRR no3Bonsie crabumidyBatu mpoliec pi3aHHS Ha piBHI MaKCHUMAaJIbHO
JIOITYCTUMOI OTYXKHOCTI 1 cKopouye 4ac 00pobseHHs Ha ~35%.
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Milling with Feed Control on a Computer Numerical Control Machine-tools
Y. Petrakov, A. Myhovych
National Technical University of Ukraine “Igor Sikorsky Kyiv Polytechnic Institute”, Kyiv, Ukraine

Abstract. The process of contour milling is characterized by a change in cutting conditions along the form-forming
trajectory even with an equidistant allowance. Therefore, researching the possibilities of feed control in order to stabilize
the cutting process during milling is an urgent task. The results of experimental studies of end milling on the XYZ VMC
1010 machine are presented. Milling of a specially prepared workpiece was performed when the allowance along the
cutting path was changed from 0 to 6 mm in depth with a milling width of 30 mm. Milling was performed with a constant
feed in the cutting mode offered by the tool manufacturer and according to a specially designed feed control law. The feed
control law was formed automatically when modeling the allowance removal process based on its main characteristic —
materials removal rate (MRR). The results convincingly proved the effectiveness of the proposed supply control. The power
of the process was significantly leveled along the milling path regardless of the change in depth of cut, and the machining
time was reduced by 35%.

Key words: end milling, feed control, material removal rate, cutting power.
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