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KocoyronbHoe ¢pesepoBanue
KpuBu3Ha noBepxHOCTH
I'maBHbIE pajiiyChl KPHBH3HBI

bnazooaprocmu

HccnenoBaHus 4aCTUYHO BBIMOIHCHBI
Ha obopynoBanuu LIKII «Crpykrypa,
MEXaHHYCCKHE M (PU3MYCCKHE CBOM-
CTBa MarepHaioB» (COIIAIICHHE C
Muno6puayku Ne 13.11KI1.21.0034).

Benenue. B crartbe paccmarpuBaroTcs METOAbI 00paOOTKM KPYIHBIX JAETajed, UMEIOIMX KPHBOJIMHEWHbBIE
BBIIYK/IbIC IOBEPXHOCTH C MPSIMONUHEHHOH HampaBifioliel, Ha MHOTOKOODAMHATHBIX 0Opa0OaThIBAIOLIMX
nenTpax ¢ UIIY mo meTomy KacaHMS ¢ AUCKPETHBIM ABIDKCHHEM IOAuH MHCTPYMEHTA BIOIb MPOGHIL AETaH.
Iloxa3aHo, YTO OCHOBHBIM HEJOCTaTKaM IAHHOTO MeTOfa sBIsIeTcss Golee HHU3Kas MPOU3BOIUTEIBHOCTB, UTO
CBA3aHO C HAJIUYHEM JHCKPETHOTO IepeMENIeHNs] HHCTPYMEHTa MKy LHUKIAMHU €r0 BO3BPAaTHO-IOCTYIATeIbHBIX
JBIKEHUI, TJie BeIMYUHA AUCKPETHOTO IepeMelIeH s HHCTPYMEHTA MU 3aJaHHONH TOYHOCTU 00pabOTKM 3aBUCHUT
OT BeJIMYMHBI KPUBH3HBI 0OpabaTbiBaeMOil MOBEpXHOCTU. J{s IOBBIMICHUS HPOU3BOAUTENBHOCTH 00PabOTKH
HPE/UIaracTcsi UCHOIb30BaTh COOPHBIC TUCKOBbIC (YPE3bl, OCHAIIEHHBIC CMCHHBIMH MHOTOTPAHHBIMH IIaCTHUHAMH
C MpPAMOIMHEHHBIMU PEeXYLUIMMU KpOMKaMu. VX ycTaHOBKa B Kopiyce ¢pe3bl ¢ OTIMYHBIMU OT HyNS YIIaMH
HAKJIOHA IVIABHOH peXyIled KPOMKM B COUETAHHM C IONOIHHUTEIbHBIM IIOBOPOTOM (pe3bl IpH 00paboTke BHOIb
HAIpaBJIeHUs MOCTYNAaTeIbHOTO ABMKEHHS MOJAYH IO3BOJSAET MONyYaTh BOTHYTYIO HMOBEPXHOCTh U OOECIICUUTH
6osee MIOTHOE MpUIIEraHUe MPOU3BOAANICH ITOBEPXHOCTH MHCTPYMEHTA M 00pabOTaHHOH MOBEPXHOCTU AETAIIH.
Lenbio paGoThl SBISCTCS CHIDKCHHE IOTPEIIHOCTH alMpOKCHMAaLHK Npoduist obpadaTbiBacMOil JeTalnu Mpu
e¢ 00paboTKe MO METOLy KacaHusi ¢ AUCKPETHBIM [BIDKCHHEM COOPHBIX IHCKOBBIX (hpe3 Bmoib mpodmis u
obecredeHHe BCIEACTBIE TOr0 BO3MOXKHOCTH YBEIMUCHHS LIara IIepeMeleHUs HHCTPYMEHTa BII0JIb (pOpMUPYEMOro
npoduis A IOBBIIEHUS HMPOU3BOAUTENBLHOCTH 00paboTKH. MeToj McciieOBAHMsI: eOMeTpHYecKasi TEopHs
IPOEKTHPOBAHUS METAINIOPEXKYIIUX HHCTPYMEHTOB. Pe3yibTaTel M oOcy:xigeHHe. YCTaHOBIECHHBIE B paboTe
3aKOHOMEPHOCTH TTO3BOJIMIIM CO3/1aTh METOJI ONpPEEICHHs yIla HaKIOHA IaBHOH pexyeit kpomkun CMIT ¢ppesst
U YIJIOB TOBOPOTa (hpe3bl BAOIb HANPABICHHS MOCTYNATEIBHOTO ABMKCHHS MOJAYM MPH MOCTPOYHON 00paboTke
MPOTSDKEHHBIX YYacTKOB JIETANICH C KPUBOJIMHEWHBIM NMPO(GHIEM HAa MHOTOKOOPAMHATHBIX craHkax ¢ YIIY. Oto
MO3BOJISIET 3a CYET IIOBOPOTA (hpe3bl OOECNECUHTh HAWIydllee NPUIICTAaHHE €€ MPOU3BOMIICH ITOBEPXHOCTH
K 00paboTaHHO} OBEPXHOCTU B TOUKE HX KOHTAKTa, a TAKKe 00ECIEUUTh CHIDKEHUE IOTPEIIHOCTH alPOKCUMALIUH
00padaTeiBaeMOro Npo(uiIs ¥ NOBBICUTH MPOU3BOAUTEIBHOCTH 00OPaOOTKH 3a CYET BO3MOXKHOCTH YBEIIMUCHUS I1ara
HepeMeIleHs HHCTPYMEHTA.
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BBenenue

O6paboTka

KpYMHBIX JieTajeil,

¢ UITY BBHIy 3KOHOMHYECKOW HELEIeCcO00pa3HO-
CTH TIPUMEHEHHUS CHEIUATBLHOTO O000pPYIOBaHUS.

UMCIOUMX  TTpu sT0M (HOPMHPOBAHME TOBEPXHOCTH JIETAIH

KPUBOJIMHEHHBIC BBIMYKJIbIC TMMOBEPXHOCTH C Mps-
MOJIMHEMHOW HampaBJsAloNIeld, B HACTOsSIIEE Bpe-
MS B YCIOBHSX EIMHHUYHOTO, MEIKOCEPUMHOTO
W PEMOHTHOTO TMPOU3BOJICTBA OCYIIECTBISICTCS Ha
MHOTOKOOPJAMHATHBIX 00pabaThIBAIOMINX IIEHTPAX
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MOXET BBITTOJIHATHCS TI0 METOJY KacaHWs C Hempe-
PBIBHBIM JIBIDKCHHEM IIOJJa4M MHCTPYMEHTA BJIOJb
npodwis neranu (puc. 1, a) Wi ¢ AUCKPETHBIM
JBUKCHHEM WHCTpyMeHTa (puc. 1, 6).

B yactHocTH, TpHU Ppe3epoBaHUM JIeTaNICH C TOJ-
IIMHOM MEHBIIIE BBICOTHI (hpe3bl 00padOTKa MOXKET
BBITTOJTHATHCS IO METOAY KacaHUsI C HETPEPhIBHBIM
JIBYDKEHUEM TOJIa9l WHCTPYMEHTA BIIOJb MPOQUIIsL
netanu (cM. puc. 1, a). [Ipu ¢ppesepoBanuu neranei
¢ OOJBIION TOJIIIMHOW MOXKET MPUMEHSATHCS METOJ
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Puc. 1. DopmupoBaHue MOBEPXHOCTH JAETAIA METOJIOM KACAHHUS C IBUKEHUEM
[0/1a41 UHCTPYMEHTA:

a — HCPCPBIBHBIM; 0— JAUCKPETHBIM

Fig. I. The formation of the surface of the part by the touch method with the feed
movement of the tool:

a — continuous; 6 — discrete

KacaHMs C JUCKPETHHIM JBM)KEHHEM I10/1au BJOJb
npoduns neranu (cMm. puc. 1, 6), tae dpesa ocy-
MIECTBISIET IMKJIMYHbIE BO3BPATHO-TIOCTYIATEIb-
HbI€ JIBIKCHUS TIOAA4YM NEePIEHIUKYISIPHO POodu-
JIFO JIeTaJId ¥ CMEIIAETCs MPU KaXKIOM IHKJIIE BIIOTb
npoduiIs 1eTalu Ha 33JaHHYI0 JUCKPETHYIO BEIH-
YHHY, 3aBUCANIYI0 OT TpeOyeMol TOUYHOCTH 0Opa-
0otku. ITpumepoM Takux geraneil MOTyT CIYXUThb
npsAMO3yOble KPYITHOMOJYJIbHbIE 3yOuaThie Konéca
C BEJIMYMHAMHU MOJYJIs OoJble 9 MM M IIUPHUHOM
3yOuatoro BeHa 6osnpire 50 MM, A1 KOTOPBIX 00-
paboTKa 1o IEPBOMY METOy OyIEeT 3aTpy/IHEHA.
OO6paboTtka netaneit Mo METOAy KacaHHs C He-
NPEpHIBHBIM JBM)KEHUEM TI0/1aud HWHCTPYMEHTa
BIOJIb TIPOGWIS JeTaau MOJyYniIa IIMPOKOe pac-
NPOCTPaHEHHE, CYIIECTBYET OOJBIIOE KOJIHMYECTBO
paboT, MOCBSIIEHHBIX 3TOMY Borpocy [1-6]. Onna-
KO BOIPOCHI 00pabOTKH 1O METOLy KacaHus C JIUC-
KPETHBIM JIBUKEHUEM TI0/1auu BAOJIb PO Je-
Tald BBUJAY MEHBIIEH pPACIPOCTPAHEHHOCTU
npoQUIBHBIX JeTajeil ¢ OONbIION TONIIMHON Me-
Hee u3ydeHsl [ 7—10]. OCHOBHBIM HEOCTATKOM 3TO-
ro crmocoba sBiseTcss Ooiee HHU3Kasl MPOU3BONIU-
TEJIBHOCTb, YTO CBSI3aHO C HAJIMYUEM IHCKPETHOTO
nepeMeIeHs] HHCTPYMEHTa MEeXly LUKIaMU BO3-
BPATHO-TIOCTYTIATEIbHBIX JBWKEHUH, TPU 3TOM Be-
JMYUHA JUCKPETHOTO NMEpPEeMEIICHUsI HHCTPYMEHTa
A¢ TpH 3alaHHON TOYHOCTH 00PaOOTKH 3aBUCHUT OT

BEJIMYMHBI KPUBU3HBI 00pabaTbIBa€MOil MOBEPXHO-

CTH (pHUcC. 2), YTO IPUBOJUT YMEHBILIEHUIO IIPOU3BO-
TUTEILHOCTH 00pa0OTKH.

JUIsl TOBBIIEHHS TPOU3BOAUTEIHHOCTH 00pa-
OOTKH B 3TOM cllydae I1eJ1eco00pa3Ho MPUMEHSATh
¢bpe3sl, uMeroMe BOTHYTY0 (OpMY MPOU3BOIS-
meil moBepXHOCTH, KOTopas olecrneyuBaer 0o-
Jee TUIOTHOE ee Mpujeranue K oopadarbiBaeMoit
nosepxHocTtd. [lox mnpowusBoxsmiell MOBEPXHO-
CTBIO NOHUMAETCS IMOBEPXHOCTh, 00pa3oBaHHAA
dbopmooOpasyrormieil pexymeir KpoMkon (pe3bt
B pe3yJbTaTe OCYLIECTBICHUS €10 IJIaBHOTO JIBU-
KEHHUs, T. €. JABUKEHHUs, ONPEHEISAIOIIEr0 CKO-
pocThb pe3anus [11].

OpnHako MPUMEHHUTENIBHO K KOHCTPYKIIUSIM COOp-
HBIX TUCKOBBIX WJIM TOPLEBBIX (pe3, OCHAIIEHHBIX
CMEHHBIMU MHOTOTpaHHbIMH TactuHamu (CMII),
MOYKHO KOHCTAaTUpOBaTh, YTO OTCYTCTBYyroT CMII
CTaHJAPTHOM KOHCTPYKLIMM C BOTHYTOH PEXYIIEH
KpoMkoi. B paborax [12—16] O6but0 ycTaHOBJIEHO,
YTO MPH BpaleHHH (pe3bl C yCTAHOBIECHHOH B KOp-
nyce CMII ¢ npsiMOIMHENHON peXylield KpOMKOM
101 YIVIOM HAKJIOHA ITIABHOM PEXKYIIEeH KPOMKH, OT-
nugabIM oT Hyas (A # 0), mpousBoasias moBepx-

HOCTb IPHOOpETAET BOTHYTYIO (OPMY, U C yBETIHYe-
HUEM YyIia A KpHUBH3Ha OJTOW TOBEPXHOCTH
yBenuunBaeTcs. B paborax [15, 16] Taxke mokassi-
BAEeTCs, YTO KPUBU3HY INPOU3BOJISAIICH MOBEPXHO-
CTH TakuX (hpe3 MOKHO TIOBBICUTh, TIOBEPHYB (hpe3y
BIOJIb HAIPABJICHUS IMOCTYIATEILHOTO JIBUKCHHS
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Puc. 2. 3aBucUMOCTb BETUYWHBI TUCKPETHOTO MEPEMENCHHS HHCTPYMEHTA OT KPUBH3HBI MTPO-
(huns oOpabaTeIBaEMO IOBEPXHOCTH:

a — TIpA MaJIoi KpUBU3HE; 6 — IIPU BBICOKOM KPUBHU3HE

Fig. 2. The dependence of the value of the discrete tool movement on the curvature of the profile
of the surface being processed:

a — at low curvature; 6 — at high curvature

MoJayu Ha BeIMYMHY yria & (peanu3oBaB cXeMy

KOCOYTOJIBHOTO (ppe3epoBaHms), IJIsi Yero MPearo-
JlaraeTcsl UCIONb30BaTh S-KOOpJAWHATHBIE oOpaba-
THIBAIOIINE TIEHTPHI. Takum 00paszom, renecoodpas-
HO pa3paboTaTh KOHCTPYKIHIO (Ppe3bl ¢ moadopomM
yIJla HakJIOHa NIaBHOM pexymieil kpomku CMII,
IIpH KOTOpPOM OyzieT oOecriedeHO PaBEHCTBO KPUBH3-
Hbl TIPOM3BOJIAIIECH MOBEPXHOCTH WM HAUMEHBIIEH
KPUBHU3HBI TIPOQWMIST BBITyKJIOW oOpabaTrhiBaeMoi
MMOBEPXHOCTH, U IyTeM TOoBopoTa (ppe3sl pu Pppe-
3epOBaHMHU Ha PACCUUTAHHBIN yroi & obecrneunBaTh

9TO PaBEHCTBO BIOJb Bcero mpodwmis. Peamuzarms
TaKOTO IOIXoJa TPeOyeT HCCICIOBAHUS BIUSHUS
napameTpoB (pe3bl (quamerpa, yriia HakjIoHa I1aB-
HOM pexXylied KpOMKH) M yIiia HakjJoHa (pe3bl
B/IOJIb HAIPABIICHUS MOCTYHATEIBHOTO IBYIKCHHUS
nonayn & Ha M3MEHEHHE KPUBHU3HBI 00paOOTaHHON

MOBEPXHOCTH (TJIaBHBIX PaINyCOB KPUBU3HBI).

W3 BbIIECKa3aHHOTO MOXKHO C(OPMYIHUPOBATH
uenb OAHHO20 UCCNe006AHUA KAK CHU)XEHUE IIO-
IPEUIHOCTH anmpoKcUuMaluu npoduiis o6padaTsl-
BaeMOM JIeTaau pu ee 00paboTKe 1Mo METOMy Kaca-
HUS C TUCKPETHBIM JBUKEHHEM COOPHBIX TUCKOBBIX
WJIM KOHIIEBBIX (hpe3 B0IIb Ipod st U obecrieueHue
BCJIE/ICTBUE 3TOIO BO3MOKHOCTH YBEJIMYEHHUS I11ara
NepEeMEILEHUS] HHCTPYMEHTA BI0JIb (OPMHUPYEMOTO
npodunas A NOBBILIEHHS] NPOU3BOJUTEILHOCTH
00paboTkw.

3anaueil ABISETCS BBIIOJHEHHE TEOPETUYECKO-
TO HWCCJIENOBAaHUS W3MEHEHHUs KPUBHU3HBI 00pado-
TaHHOM MOBEPXHOCTH MPU KOCOYTOJIBHOM (hpe3epo-
BaHUU COOpHBIMU (pe3amu, ocHaneHHbIMH CMII,

34 Tom 25 Ne 2 2023

a TaKKe CO3/laHHUE METO/a OIPENEICHUs yIVla Ha-
KJIOHa raBHOHM pexymeil kpomku CMIT ¢pesbr u
YIJIOB MOBOPOTA (Ppe3bl BIOIb HAIPABICHUS MTOCTY-
NaTeIbHOIO ABMKEHMS MOAAYM, 00ECIeUNBAIOIINX
HawIy4llee NpWIEraHue IPOU3BOAAIIEH IMOBEPX-
HOCTU (pe3bl U MOBEPXHOCTH AETAJIH B TOUKAX UX
KOHTAKTa.

MeToauka UCCJIEI0BAHNN

BeimonHuM moctpoeHue Mozean cOopHOi ¢pe-
361 HOMMHAJIBHBIM TUAMETPOM d, COCTOSIILIEH U3 O/~
Hoit CMII, ycraHoBIIeHHOW B Kopmyce (pessl ¢
[JIaBHBIM YIJIOM B IJIaHE (¢ M YIJIOM HAKJIOHA IJIaB-

HOM pexyIier KpoMku A (puc. 3).
VYpasHenue pexyen kpomkun CMII, onpenens-
IOI[EeE MTPOU3BOAILYIO IIOBEPXHOCTh UCCIEAYEMOMN

(pessl, onuiieM B COOCTBEHHON CUCTEME KOODPIHM-
Har (X1112)):

R@y=[r 0 0 1]", (1)

rJe ¢ — mapaMeTp JUIMHBI pexyieil kpomku CMIL.
VYpaBuenue pexyuieit kpomku CMIT (1) mocne-

JIOBAaTEJIBHO IMpeoO0pa3yeM B CHUCTEMY KOOPAMHAT

kopryca ¢pessl (X4Y4Z4) ¢ yderom 3agaHHOTO

[JIABHOTO yIiia B mjaHe (cM. puc. 3, mo3. 1), yra
HAaKJIOHA TJIABHOW pEXylIed KpOMKH (CM. puc. 3,
1o3. 2) u nuamerpa dpessl (puc. 3, mos. 3)

B = A3 (@] AL ) x

A (2/2 - 9) (1), @
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Puc. 3. Cxema MozienMpoBaHus MOCIe10BaTeNbHON
ycraHoBku CMII B kopmyce ¢pessl:

1 — ycTaHOBKA TJIaBHOTO yIJa B IUIaHE; 2 — yCTAHOBKa yIiia
HaKJIOHA IVIABHON pexyIieil KpoMKH; 3 — yCTaHOBKA I10 33/1aH-
HOMY THaMeTpy B KopIryce (hpesbl

Fig. 3. Simulation scheme of sequential installation
of the RPI in the milling cutter body:

1 — setting the taper lead angle; 2 — setting the side rake angle;
3 — installation according to a given diameter in the milling
cutter body

e Ag} (d/2) — marpuna, onpenensmoomas ycra-

HoBKy CMII Ha 3anmanHbIi quameTp Qpessl d B cH-
cTeMe KoopauHat koprmyca (pesbt X4Y4Zy

100 0
01 0 d2
A2 d)2) = :
43(/)0010’
000 1

Aég}(l) — MarpuIa, 3ajaromas nosopor CMIT or-

HOCUTENBHO ocu OX, cucteMsl KoopauHat X3Y3Z3

JUls 0OecIieueHus 3aJJaHHOTO YIIa HaKJIOHA IVIaBHOM
pexy1en KpOMKH:

cosh 0 sinA O
1 0 0
500 .
32 (M) —sinA 0 cosh O
0 0 0 1
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A (/2 - )

CMII otHOCHTENBHO Och OX, CHCTEMBI KOOPIHHAT
XoY,Z, s obecniedeHHst 3aJaHHOTO IJIABHOTO

— MaTpuIla, 33/1al0lias MOBOPOT

y1jia B IIJIaHE:

A (/2 - ) =

cos(n/2 —¢) -sin(n/2-¢) 0 0
sin(n/2 —¢) cos(n/2-¢9) 0 0O

- 0 0 1 0
0 0 0 1

3amaBas BpamieHue pexymeid kpoMmku CMIT (2)
OTHOCUTCIIbHO OCH HMHCTPYMCHTA, IOJY4YHUM YypaB-
HEHUE TMPOU3BOAIICH MOBEPXHOCTH HCCIETyEeMOM

bpe3sr:

7 (0) = A (/2 Al ©) B0, G)
e 0 — yrioBoi mapaMeTp NpOU3BOISIIEN TOBEPX-
HOCTH (pe3bl; A}SS} (n/2) — marpuna, 3axam1as mno-

BOPOT CUCTEMbBI KOOPAWHAT HpOI/I3BO,Z[$IH_IeI71 IMOBCPX-
HOCTH MHCTPYMCHTa IJIsI COBMCHICHUSA OCHU Zf C

OCBIO KOpITyca (pe3bl:

cos(n/2) 0 sin(n/2) O
{5} B 0 1 0 0]
Ays (/2) = —sin(n/2) 0 cos(n/2) 0]
0 0 0 1

AS{:'}(G) — MaTpuIia, 3aaromas ToBOPOT MPOodUIs
pexyieit kpomku CMIT 74 (f) Ha BenmuuHy yria 0.

Ha puc. 4 nokazan pe3ysbTar mocTpoeHus mpo-
M3BOASIEH TMOBEPXHOCTH (pe3bl ¢ MmapaMmeTrpamMu
d=30mM, ¢ =90° u A =20° o ypasuenwuro (3).

B pesynbrare 3amanus BenuuuHbl yriaa A # 0

MIPOM3BOAIIAs TOBEPXHOCTh (pe3bl OyaeT mpen-
CTaBJISITh COOOM OTHOMOJIFOCHBIN THIIEPOOION] Bpa-
IICHUSI, XapaKTepU3yeMblii HEITOCTOSHCTBOM BEJIU-
YUH TJIABHBIX PaJHyCOB KPHBU3HBI TTOBEPXHOCTH
BJIOJIb OCHU BpAIllEHUs, T1Ie HANMEHbIIasl UX BEJIHYU-
Ha nocturaercs B Toukax (0, 0) ms Bcex 0 € [0;2x].

VYpaBHeHHe 00paOOTAaHHON IOBEPXHOCTH MpPH
IMOCTYNAaTCJIbHOM JBUKCHHU IOAAYN q)pe:;bl BIOJIb
ocu X [etand W 3aJaHHOW BENMYMHE MMOBOPOTA

(bpe3bl Ha BenuunHy yria & (KOCOyroiabHOM (pese-

Vol. 25 No. 2 2023 35
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Puc. 4. TIpousBoasias moBEpXHOCTb (pe3bl

Fig. 4. Milling cutter generating surface

pOBaHWHM) TIOCTPOMM Ha OCHOBAaHUU YpaBHEHUS
hopmoobpazoBaHUs:

7 (x,1,0) = A (x) - 4P &) x

< A% (0) - 7(1,0) . )

rIe x — mapameTp mnepemenieHusi ¢pe3bl BIOIb

1
ocu Xp; A{ }(x) — MaTpHIIa, 3a/Iaf0Ias rmepeme-

meHus Gppessl BIOIb ocu X :

4B

O O O =
S O = O
O = O O
—_— O O =

A{S} (§) —marpuia moBopoTa (Gpe3bl BIOJIb HAIpaB-

JICHUS TIOCTYTIATEeIbHOTO JIBWKCHHUS TIOJa4X Ha Be-
TU4YuHy yria &:

OBOPYZIOBAHHME. MHCTPYMEHTBI

- ony(x,1,0) - onp(x,t,0)
o Jo

ory(x,1,0)

ox

ox

ko

ox
oy (x,1,0)

ot

- ony(x,1,0) = on(x,t,0)
I Jo

ot

ko

=0 (5)
ot

Ry (x,1,0) — OFy(x,1,0) — ORy(x,1,0)
I Jo ko

00 00 00

YTO TO3BOJIUT MPEACTAaBUTHh YypaBHEeHHE (4) Kak
(YHKIUIO OT IByX MTapaMeTPOB:

R0 = AU - 4% @)

(6)

Ha puc. 5 mpencrasnensl rpaduku QyHKIIUU
0(x,7) mpu x = 0 mis dpe3bl ¢ mapameTpamu

<A (—0(x, 1) - 77 (1,0(x,1)) .

d=30wmm, ¢ =90°, A =20° u yra moBopota ¢pe-
361 &, paBHoro 0° (muaust 1) u 20° (quHHS 2).
Ha puc. 6 nokaszansl pe3yabTaTbl MOJAEIUPOBAHUS

MIPOU3BOIAIIECH TTOBEPXHOCTU (Ppe3bl MPHU €€ MOBO-
pote Ha yron & =20° u HomMuHaIBHAs 00paboTaH-

Hasi IOBEPXHOCTb.

OueHKy KpuUBHM3HBI 00paOOTaHHOM MOBEpPX-
HOCTH BBINIOJHUM IyTeM pacyera JIBYX IJIaBHBIX
KpuBHM3H k| W Kk, KOTOpBIE SIBIAIOTCS KOPHSMH

peleHus ypaBHEHUs

k> -2Hk +K =0, (7)
rac
o LG-2FM +2EN; ®
2EG - F?)
LN - M?
K=" 9
EG - F? ©)

3nech E, F, G — xo3pPUIneHTs IepBOii KBaapaTud-

cos¢ 0 sing O
A{S}(é) _ 0 10 0
-siné 0 cosé¢ 0}’

0 0 0 1

A8 (-0) — marpua, 3aaroias BpameHue Gpessl:

cos(-0) sin(-6) 0 0
A{6} (6) = siné—G) cos(()—e) (1) 8 -
0 0 0 1

Jlnst yuera cBsi3u orubanus Buma 0 = 6(x,f) Ha

OCHOBE ypaBHEHUs (4) COCTaBUM M PELIUM OTHOCH-
TEJIbHO MapamMeTpa 0 ypaBHeHHe
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HOW (hopmbI (g) obpaboranHOi moBepxHOCTH (6),

OTIMCBIBAEMOHU (HOPMYITOi

g=E -dx® +2F -dx-dt +G-dr*;

o0x

E:[afo(x,t)j

F

2

b

_ 0ny(x,1) Oy (x,1)

(10)

ox

ot

G:[afo(x,t)f’

ot

(1D
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Puc. 5. Tpaduxu ¢pynxmun 0(x,7) npux =0

Fig. 5. Graphs of the function 6(x,7) atx =0

Puc. 6. MopenupoBaHue MpOU3BO-
JsIei TOBEpPXHOCTH (ppe3sl U HOMU-
HaJIBHOUN 00pa0OTaHHOH TTOBEPXHOCTH

Fig. 6. Modeling of the milling cutter’s
producing surface and the nominal
machined surface

L, M, N — xo3ppHUIHeHTs BTOPOH KBaapaTHU-
HOil popmbl (g) oOpaboranHoi moBepxHOCTH (6),
OTHKCBIBaeMO (HOopMyIIoit

g=L-dx®>+2M -dx-dt+ N -di*; (12)

_amxn) (X 1)

T (13)

L

_mun_An 14
- oot [pg_ 2’ (9
orp(x, 1) n(x,1)

N = : (15)

o JEG- F?

rae A(x,f) — HOpMalb K 00pabOTaHHOM MMOBEPX-

HOCTHU:

o (x, 1) y ory(x, 1)

— ox ot
1) = .
n(x,1) D) 6D (16)
0x ot

Jlns ynoOcTBa BOCHpUATHUS B ajbHEMIIEM BMe-
cro ki u ky Gynem paccMarpuBarh ITTaBHBIE PAIAY-

Cbl KpUBHM3HBI  00paboTaHHOU
R=k'uR=k'.

IMOBCPXHOCTHU:

WccnenoBanue TIIABHOTO paanyca KPUBU3HBI
00paboTaHHON MOBEPXHOCTH B TIOMEPEYHOM Ceue-
aun (puc. 7) miast dpesst ¢ d = 30 mm, ¢ =90°,

A =20° u & =0° moaTBepaANIIO, YTO HAMMEHBIIETO

3HAUEHUsI OH JOCTUTAET B TOUYKE MOBEPXHOCTH (op-
MUpyeMOW cepeauHon pexymeil kpomku CMII
(t=0) n no Mepe ynaneHus OT CEPEIUHBI YBEIUYH-
Baetcs (kpuBast /).

HccnenoBanue Taxke mokasano (cM. puc. 7),
YTO YyBeJIMYEHHE YyIia TMoBopoTa ¢pe3bl (MpH
& = 20°, kpuBas 2) NPUBOINUT K YMCHBIIICHHIO [T1aB-

HOI'0 paanycCa KpHBU3HBI. Ha puc. 8 IIPUBCJACHBI
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Puc. 7. I3MeHeHre MaBHOTO pagryca KpUBU3HBI (R) Ha pa3InUHBIX Y4acTKax 00-
paboTaHHOH MOBEPXHOCTHU B MONEPEYHOM CEUCHUN

Fig. 7. Change of the main radius of curvature (R) on different sections of the pro-
cessed surface in cross-section

Puc. 8. IaMeHeHne TIIaBHOTO pajnyca KpUBU3HEI (R) 00-
paboTaHHOI MOBEPXHOCTH B TIONIEPEYHOM CEYECHUH B 3a-
BHCHMOCTH OT yruia &

Fig. 8. Change of the main radius of curvature (R) of the
treated surface in cross-section depending on the angle &

rpadMKd M3MEHEHUs! IVIaBHOM KpUBU3HBI 00pabo-
TaHHOM TIOBEPXHOCTH B TIONEPEYHOM CEUECHUHU
(B Touke ¢t = () TpU pa3NIUYHBIX yIIax IOBOPOTA
dpesbr & €[0;45°] ¢ mapamerpamu d = 30 wmm,

¢ =90° uyrmie A =10° (iunus 1) u 20° (uans 2).

Hcnonp30BaHue MONTY4YESHHBIX (OPMYIT ITO3BOJIS-
€T BBITIOJIHUTD PAacyeT yIiia HAKJIOHA IMIaBHOU Pexy-
mieit kpomku CMIT u yroB moBopota ¢dpe3sl BIOIb
HaMpaBJIEHUS MOCTYNAaTeIbHOTO ABMKEHUS MOauH,
KOTOphIe OyayT oOecreunBaTh HauIyyIlIee mpuiera-
HUE MPOU3BOJAIICH TOBEPXHOCTU (pe3bl U MOBEPX-
HOCTH JIETaJy B TOYKAX X KOHTAKTa. DTH pPacyeThl
1e1eco00pa3Ho BBIMOIHATH B CIEAYIONIEH Mocie-
JIOBAaTEIbHOCTH:

1) npu 3a1aHHOM HaMeTpe Gpe3bl ¢ UCTIONB30-
BaHueM (Gopmynbl (7) paccuuTaTb MHUHHMAIbHOE

38 Tom 25 Ne 2 2023

3nagenue ymia A (mpu & = 0°), obGecneunBaromero

HawIy4llee NpuiIeraHue MPor3BOAsILIEH TOBEPXHO-
CTH (hpe3bl B TOYKE MOBEPXHOCTU C HAUMEHbLIEH
KPUBHU3HOH (HaHOOJBIINM INIaBHBIM PaInyCOM KpH-
BU3HBI) U3 YCIOBHS

Rimax = R(LE), (17)
rae Ry max — HAaUOOJBIIHIA PagryC KPUBU3HBI IPO-

¢uis hopmupyemoii oepxHoctu; R(A, &) — ras-

HBI paguyc KpUBU3HBI 00pabOTaHHOW MOBEPXHO-
cTH (pe30i MpH 3aJaHHOM yIJIe A H yIJie MOBOPOTa

bpessl &.
2) mpu yCTaHOBJICHHOM 3HAU€HUU yIJIa A BBI-
HOJTHUTB pacyeT yIIoB HakJIoHA ¢pe3bl & B OCTalb-

HBIX TOUKax npoduist popMupyeMol MOBEPXHOCTH
u3 ycinosus (17). B ciydae, korna oOpabarsiBaeMblie
HOBEPXHOCTH UMEIOT OOJIBIION J1ana3oH 3HaUeHUH
[JIaBHOTO pajiyca KPUBHU3HBI, 00ECIIEYUTh CTPOroe
BBITNIOJIHEHHE paBeHCTBA (17) BO BceX TOUKAX MOXKET
ObITh HEBO3MOXKHO. [lJI 3THX TOUeK HEOOXOIUMO
HPUHATH YToa & paBHBIM HaHOOJbIIEMY BO3MOXKHO-

My 3Hadenuro (& = 45°).

Pe3yabTarhl U MX 00CYyKICHUE

[IpakTHueckoe NpUMEHEHHE NOCTPOCHHBIX MO-
JIeJIed U yCTaHOBJIEHHBIX 3aKOHOMEPHOCTEH PaccMo-
TPUM Ha MIpUMEpe 00paObOTKU IBOJIBBEHTOM TTOBEPX-
HOCTH TpsiMo3y0Ooro 3yOuaroro koseca (puc. 9, a)
¢ momyieM 20 MM, KOJTMYECTBOM 3yOheB 21 U mmpu-
HoM BeH1la 50 MM U ¢ ypaBHEHHUEM
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7y (u,v) = [Ro(cosu +u-sinu) Ry(sinu—u-cosu) v 1],

rne Ry — paanyc oCHOBHOM OKPYKHOCTH 3y04aToro

KoJeca.
Jlst Hanrero koneca Ry =197,3 mm.

o

Puc. 9. Koneco 3yduaroe npsmo3syooe:

a — TeOMETpHYECKast MOIETb; & — PE3yNbTaT
MOJIEITHPOBAHHS TIOBEPXHOCTH 3yObCB
o ¢opmye (17)

Fig. 9. Spur gear:
a — a geometric model; 6 — the result of
modeling the surface of the teeth according
to (17)

BLILII/ICJ'IGHI/IC TJIAaBHOT'O pale/cha KpI/IBI/ISHLI JaH-
HOI71 HOBCpXHOCTI/I B HOHepe‘-IHOM HaHpaBJ'ICHI/II/I I10-
Kasayo, uto ero Beauuuna npu U € [0; 0,61] usme-

HseTcs B npexpenax or 0 mo 120,5 mm. J{namerp
¢dpe3bl ObU1 TpUHAT paBHBIM 30 MM, U BBIIOJIHEH
pacueT MHHHMMAJBHOIO 3HAa4YeHUs ymia A  (Ipu

& =0°), obecrieunBaroIero HauIydiiee MpuUiIera-
HHUE MPOU3BOJIICH TOBEPXHOCTH (Ppe3bl B TOUKE
MMOBEPXHOCTH C HAUMEHBIIIEH KpUBU3HOM (HAaNOOJIb-

IIUM TJIaBHBIM paanycoM KpuBu3HBI) u = 0,61 wc-
xons u3 ycnosus (17). llar mpupamenus yrma A

Obu1 331aH paBHbM 30°, yron & = 0°, u ycraHoBie-

HO, uto ycinosue (17) Beimonmsiercst mpu A = 19°
¢ R(19°) =126,5 MM . Jlanee npu 3a1aHHOM 3HaYe-

HuK yria A = 19° Obu1 BBIOIHEH pacyeT yIlloB Ha-
KJI0Ha (pe3bl & ams Touek npoduist hopmupyeMoit

noBepxHoctH (puc. 10).

OBRABOTKAMETALLOV ~ CM

(18)

Puc. 10. U3smenenue yria & npu A =19° u u €]0; 0,61]
Fig. 10. Change of angle & at A =19° and u €[0; 0,61]

Ha puc. 11 nokazano nonoxkenue ¢pessl npu
(GbopMUPOBaHUU PA3IUYHBIX Y4YacTKOB (GOpMUPY-
€MOM IMOBEPXHOCTH 3y0a Kojieca B COOTBETCTBHHU
C paccyMTaHHBIMU yIIaMH TOBOpoTa (pesbl (cMm.
puc. 10).

Ha puc. 11 no3unusa / cCOOTBETCTBYET TOYKE
npoduss moBepxHocTH 3yda u = 0 pax; mo3urus 2
COOTBETCTBYET TOUKe MpOGuiIsi MOBEPXHOCTU 3yda
u = 0,44 pan; no3uuusa 3 COOTBETCTBYET TOUKE MPO-
¢buns nosepxHoctu 3y6a u = 0,61. U3 puc. 11 cre-
IyeT, YTO C yBEJIUYEHHEM KPHUBU3HBI 00pabaThiBa-
€MOH MOBEPXHOCTH YBEIMYMBAETCS Yo MOBOPOTA

¢bpe3sl.

Puc. 11. YeranoBka ¢pe3bl B pa3IMYHBIX TOUKAX
(bopMHpyeMOil TOBEPXHOCTH
Fig. 11. Installation of the milling cutter across
points of the surface being formed
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BuiBoabI

YcTaHOBIEHHbIE 3aKOHOMEPHOCTU M3MEHEHUS
IJIABHOTO pajnyca KPUBU3HBI 00pabOTaHHOM I0-
BEPXHOCTHU B ONIEPEUHOM CEUEHUHU MO3BOJIAT PU
MOCTPOYHON 00pabOTKE MPOTSHKEHHBIX y4aCTKOB
JieTajiel ¢ KpUBOJIMHEHHBIM IpOQuiieM (B 4aCTHO-
CTU BBIMYKJIBIX YYaCTKOB ITOBEPXHOCTH) Ha MHO-
rokoopauHaTHbIX cTaHkax ¢ YIIY 3a cuer nmoBo-
poTa ¢pe3bl 00eCIeUnTh HAaUTyYIllee MPUIeTaHue
€€ MPOM3BOISIIICH TTOBEPXHOCTH K 00paboTaHHOM
MIOBEPXHOCTHU B TOUKE UX KOHTAKTa, a Takxke o0e-
CIIEYUTh CHI)KEHHE IOrPEIIHOCTH AaNIpOKCH-
Manuu npoduias o0pabOTaHHOW TMOBEPXHOCTHU
U TIOBBIIICHHE MPOU3BOIUTEIBHOCTH 00pabOTKHU
3a cueT BO3MOXKHOCTHU YBEJIWYEHHUs Ilara mnepe-
MEIIEHUsSI HHCTPYMEHTa BAOJIb (OPMHUPYEMOTO
npoguis.

Cnmcok JuTeparypsbl

1. Boii 11.M. TloBbiieHne 3QEeKTUBHOCTH KOHTYP-
HoOl 00paboTku Ha crankax ¢ YUIIY myrem koppekuuu
TPaeKTOPHHM U PEKUMOB pe3aHusi: aBroped. AucC. ...
KaHJ. TeXH. Hayk. — M., 2014. — 22 c.

2. Petrakov Y., Shuplietsov D. Contour milling
programming technology for virtual basing on a CNC
machine // Eastern-European Journal of Enterprise
Technologies. — 2019. — Vol. 2, N 1 (98). — P. 54-60. —
DOI: 10.15587/1729-4061.2019.162673.

3. Petrakov Y., Korenkov V., Myhovych A. Technology
for programming contour milling on a CNC machine //
Eastern-European Journal of Enterprise Technologies. —
2022. — Vol. 2. — P. 55-61. — DOI: 10.15587/1729-
4061.2022.255389.

4. Dumitrache A., Borangiu T., Dogar A. Auto-
matic generation of milling toolpaths with tool en-
gagement control for complex part geometry // IFAC
Proceedings Volumes. —2020. — Vol. 43. — P. 252-257. -
DOI: 10.3182/20100701-2-pt-4011.00044.

5. YmpaBieHue TOYHOCTBIO KOHTYPHOH 0OpabOTKH
koHUeBbIMH (pe3amu / B.A. Tumupszes, M.3. XocTuxo-
eB, LK. [lanunos, A.T". Jlattko // CTUH. —2020. — Ne 12,
C. 22-26.

6. A novel gear machining CNC design and ex-
perimental research / J. Han, L. Wu, B. Yuan, X. Tian,
L. Xia // International Journal of Advanced Manufactur-
ing Technology. — 2017. — Vol. 88. — P. 1711-1722. —
DOI: 10.1007/s00170-016-8883-y.

7.Kim H.C., Lee S.G., Yang M.Y. An optimized
contour parallel tool path for 2D milling with flat end-
mill // The International Journal of Advanced Manufac-
turing Technology. — 2006. — Vol. 31. — P. 567-573. —
DOI: 10.1007/s00170-005-0228-1.

40 Tom 25 Ne 2 2023

OBOPYZIOBAHHME. MHCTPYMEHTBI

8. Operation planning based on cutting process
models / M.D. Tsai, S. Takata, M. Inui, F. Kimura,
T. Sata // CIRP Annals — Manufacturing Technology. —
1991. — Vol. 40. — P. 95-98. — DOI: 10.1016/S0007-
8506(07)61942-8.

9. Engin S., Altintas Y. Mechanics and dynamics of
general milling cutters. Part I: Helical end mills // Inter-
national Journal of Machine Tools and Manufacture. —
2001.—Vol. 41. - P. 2195-2212. - DOI: 10.1016/S0890-
6955(01)00045-1.

10. Kamciok M.C. O TouHOCTH 00pabOTKH CIOKHO-
KOHTYpHBIX JeTajied Ha ctaHkax ¢ UIIY, ocHameHHbIX
NOBOPOTHBIMH cTosaMK // TOYHOCTH ¥ POU3BOAUTEIb-
HOCTh 00paboTku Ha crtankax c¢ YITY. — M.: MBTY,
1982. — C. 59-86. — (Tpynst MBTY um. H.D. Baymana;
Ne 376).

11. Konecos K.H. Tlosblenne 3¢dexkTuBHOCTH
paboThl KOHIIEBBIX TBEPAOCIUIABHBIX ()pe3 Ha OCHOBE
BBIOOpa D2JIEMEHTOB KWHEMaTWKH (opmMooOpa3oBaHuUs
U KOHCTPYKTHBHBIX IapaMETPOB HMHCTPYMEHTa: aBTO-
ped. nuc. ... kaHa. TexH. Hayk. — M., 2011. — 19 c.

12. Improving efficiency of machining the geometri-
cally complex shaped surfaces by milling with a fixed
shift of the cutting edge / A. Skorkin, O. Kondratyuk,
N. Lamnauer, V. Burdeinaya // Eastern-European Journal
of Enterprise Technologies. —2019. — Vol. 2, N 1 (98). —
P. 60-69. — DOI: 10.15587/1729-4061.2019.163325.

13. Influence assessment of metal-cutting equipment
geometrical accuracy on OMV-technologies accuracy /
A.G. Koltsov, D.A. Blokhin, E.V. Krivonos, A.N. Na-
rezhnev // 2016 Dynamics of Systems, Mechanisms
and Machines (Dynamics), Omsk, 15-17 November. —
Omsk, 2016. — P. 7819029. — DOI: 10.1109/Dynam-
ics.2016.7819029.

14. Fussell B.K., Jerard R.B., Hemmett J.G. Model-
ing of cutting geometry and forces for 5-axis sculptured
surface machining // Computer Aided Design. — 2003. —
Vol. 35, N 4. — P. 333-346.

15. Petrakov Y., Shuplietsov D. Programming of
adaptive machining for end milling // Mechanics and
Advanced Technologies. — 2017. — Vol. 1 (79). — P. 34—
40. — DOI: 10.20535/2521-1943.2017.79.97342.

16. Lee S.K., Ko S.L. Development of simulation
system for machining process using enhanced Z map
model // Journal of Materials Processing Technology. —
2002. — Vol. 3. — P. 608-617. — DOI: 10.1016/s0924-
0136(02)00761-6.

17. Calculating the Hausdorff distance between
curves / E. Belogay, C. Cabrelli, U. Molter, R. Shonk-
wiler // Information Processing Letters. — 1997. —
Vol. 64, iss. 1. — P. 17-22. — DOI: 10.1016/s0020-
0190(97)00140-3.

18. Nosov P.S., Yalansky A.D., lakovenko V.O. 3D
Modelling of rehabilitation corset with use of power-
shape delcam // Information Technologies in Educa-



EQUIPMENT. INSTRUMENTS

tion, Science and Production. — 2013. — Vol. 1, iss. 2. —
P. 222-230.

19. Omm O.C. Pa3paboTka cOOpHBIX JUCKOBBIX (hpe3
C KHHEMAaTUYSCKUM OOKATOUHBIM JIBHIKCHUEM JIJIsl 00pa-
0O0TKM 3yOuaTbIX KoJileC KPYIHOTO MOAYJsl Ha CTaHKax
c UITY: aBroped. auc. ... KaHa. TeXH. HayK. — M., 2011. —
23 c.

20. Ot O.S., Artyukhin L.L. Shaping involute
profiles by means of a disk tool // Russian Engineer-
ing Research. — 2011. — Vol. 31, N 3. — P. 283-287. —
DOI: 10.3103/S1068798X11030221.

21. Omm O.C. ®opMHupoBaHHE IBOJIBBEHTHBIX II0-
BEPXHOCTEH JIeTajel JUCKOBBIM HHCTPYMEHTOM // Bect-
HuKk MI'TY «Crankun». —2010. — Ne 3 (11). — C. 67-T71.

22. I peyuwmnuxoe B.A., Konecoe H.B., Ilemy-
xo6 [O.E. MaremaTnyeckoe MOJEIUPOBAHUE B UHCTPY-
MeHTanbHOM Tpou3BoAcTBe. — M.: MI'TY «Crankuny,
2003. - 113 c.

23. Golebski R., Boral P. Study of machining of
gears with regular and modified outline using CNC ma-
chine tools // Materials. — 2021. — Vol. 14. — P. 2913. -
DOI: 10.3390/mal14112913.

24. MeTtofio0THsl  CTPYKTYpPHO-TIApaMETPUIECKOTO
cuHTe3a Meramiopexynmx cucreM / A.l. MBaxHeHko,
B.B. Kynu, O.10. EpenxoB, A.B. Oneiinuk, M.1O. Ca-

KondaukT nuarepecon

OBRABOTKA METALLOV %

pwioB. — Komcomonsck-Ha-Amype: KHAT'Y, 2015. —
282 c. — ISBN 978-5-7765-1175-2.

25. Kyy B.B. Metononorusi NpearpoeKTHRIX Hccie-
JOBaHHUW CIIEIHATM3UPOBAHHBIX METAIIIOPEKYIIUX CH-
CTEM: JHC. ... I-pa TexH. HayK. — Kypck, 2012. — 365 c.

26. Emenvsinos C.I., Kyy B.B. MaremaTu4eckoe Mo-
nenupoBanue cOopHbIX pacoHHbIX Ppes. — Kypek: Kyp-
CKu#l roc. TexH. yH-T, 2008. — 254 c. — ISBN 978-5-7681-
0364-4.

27. Isaev A.V., Grechishnikov V.A. Machining curvi-
linear sections by means of cutting plates with a linear
edge // Russian Engineering Research. — 2010. — Vol. 30,
N4.-P.413-417.-DOI:10.3103/S1068798X10040222.

28. Emenvsinos C.1I., Yesviuenos C.A., Xomymos P.H.
[NoBpimienne > GEKTUBHOCTH YHCTOBOH 00pabOTKH
KPYIMTHOMOZYJIBHBIX 3y0uathix kojnec // M3Bectus FOro-
3amagHoOro rocyaapcTBeHHOro yuusepcurera. — 2019. —
T. 23, Ne 3. — C. 8-17. — DOI: 10.21869/2223-1560-
2019-23-3-8-17.

29. Emenvsanoe C.I., Uesviuenose C.A., Yucms-
ko ILIl. Cxembl (HopMooOpa3oBaHHs THUIEPOOIIO-
uAHBIMA uHCTpyMeHTamu // W3Bectus Tymbckoro
TOCYJapCTBEHHOTO YHHBEpPCHUTETa. TeXHHMUYECKUE Hay-
kn. —2017. — Ne 8-1. — C. 133-140.

ABTOPBI 3asBIISIIOT 00 OTCYTCTBUU KOH(IIUKTA HHTEPECOB.

© 2023 Apropsl. U3narensctBo HOBOCHOMPCKOTO TOCYJapCTBEHHOTO TEXHHYECKOTO YHHBEPCHTETA. JTa CTaThsl JOCTYIHA
o yuneH3uu Creative Commons «Attribution» («Atpudyums») 4.0 Becemupnas (https://creativecommons.org/licenses/by/4.0).

Vol. 25 No. 2 2023 41



Cm

OBRABOTKA METALLOV

EQUIPMENT. INSTRUMENTS

Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science. 2023 vol. 25 no. 2 pp. 32-44
ISSN: 1994-6309 (print) / 2541-819X (online)
DOI: 10.17212/1994-6309-2023-25.2-32-44

Obrabotka metallov -

Metal Working and Material Science

Journal homepage: http://journals.nstu.ru/obrabotka_metallov

Theoretical study of the curvature of the treated surface during oblique milling

with prefabricated milling cutters

Vadim Kuts® ", Sergey Chevychelovb

Southwest State University, 94, 50 let Oktyabrya str., Kursk, 305040, Russian Federation

https://orcid.org/0000-0002-3244-1359,

kuc-vadim@yandex.ru,b https://orcid.org/0009-0006-8958-2191,  tschsa@yandex.ru

ARTICLE INFO

ABSTRACT

Article history:

Received: 13 March 2023
Revised: 29 March 2023
Accepted: 15 April 2023
Available online: 15 June 2023

Keywords:
Form-generating method
Interlocking side mill
Oblique milling

Surface curvature

The main radii of curvature

Acknowledgements

Research were partially conducted at
core facility “Structure, mechanical
and physical properties of materials”.

Introduction. The paper discusses the methods of processing large parts having curved convex surfaces with
a rectilinear guide on multi-coordinate CNC machining centers using the touch method with a discrete motion of the
tool feed along the profile of the part. It is shown that the main disadvantages of this method are lower productivity,
which is due to the presence of discrete tool motions between cycles of its translation mode, where the value of
discrete tool motion for a given processing accuracy depends on the curvature of the surface being processed. To
improve processing performance, it is proposed to use prefabricated disc cutters equipped with replaceable polyhedral
inserts (RPI) with rectilinear cutting edges. Its installation in the cutter body with non-zero angles of inclination of
the main cutting edge, in combination with an additional rotation of the cutter, during processing, along the direction
of the translational feed movement, allows you to obtain a concave surface and ensure a tighter fit of the producing
surface of the tool and the machined surface of the part. The aim of the work is to reduce the error of approximation
of the profile when it is processed using the touch method with discrete motion of prefabricated disc cutters along
the profile and, consequently, to ensure workpiece the possibility of increasing the step of tool movement along
the profile being formed to improve processing performance. Research methods: geometrical theory of designing
metal-cutting tools. Results and discussion. The regularities established in the work made it possible to create a
method for determining the angle of inclination of the main cutting edge of the RPI milling cutter and the angles
of rotation of the milling cutter along the direction of translational feed movement during line-by-line processing
of extended sections of parts with a curved profile on multi-coordinate CNC machines by turning the milling cutter
to ensure the best fit of its producing surface to the surface being processed at the point of its contact, to reduce the
approximation error processed profile and improve processing performance, due to the possibility of increasing the
tool movement step.

For citation: Kuts V.V, Chevychelov S.A. Theoretical study of the curvature of the treated surface during oblique milling with prefabricated
milling cutters. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science, 2023, vol. 25, no. 2,
pp. 32-44. DOI: 10.17212/1994-6309-2023-25.2-32-44. (In Russian).
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