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YakbIT THIMALTITIH eckepe OTHIPBIN, KYpaJ TPAeKTOPHSACHIH ;kocnapiay koHe CNC cTaHOKTAPBIHBIH
OHIMIIJIITiH OHTaHIaHABIPY

Byn 3eprrey CNC (pesepiiey cTaHOKTapbIHIA OHAEY YaKbITHIH OHTAHIaHIBIPYIBI KapacThIPaIbl,
OFaH MalllMHA TapaMeTpiiepi MEH Kypasl TPACKTOPUSIAPhIH ©3TepTy apKbUIBI KOJI KETKI31Ie/Ii.
ICAM3D OGarnmapnamaceiabiH 3.1.0 HYCKacklH KOJJaHa OTBIPHIN, OYJ TOCLI ©HAEY YaKBITHIH
a3alTy/IBI MaKcaT eTelli, COHBIMEH Oipre >KyMBIC TIPOIIECiHIH IIEKTEYIePiH caKTalIbl.

ConbiMeH Katap, G-KOITHI OHTAWIAHABIPYIBIH JKaHA 9JiCI YCBIHBLIAABI, O OHJCY YaKBIThIH
KBICKApTyFa OarbITTaFaH, Oipak JaiiblH ©HIMHIH Ka)KETTI JOJJIIiri MCH camachlH cakTanjbl. bi3
apTBHIK KO3FAJIBICTapAbl aHBIKTAIl, XKOATHIH, KYPall TPACKTOPHUIApPbIH OHTANIaHIBIPATHIH JKOHE
OHJICY CTpaTerusyiapblH JKaKcapTaThlH SKETUIMIPUITeH alropuTMAepAi OipiKTipeTiH omicTi
YCBIHAMBI3. DKCIIEPUMEHTTIK HOTIDKENEP KOPCETKEHCH, OHJIEY NANJIITIH TOMCHIETIICH, oHIey
YaKbITBIH €lIoyip KbICKapTyFa Oomanpl, Oy ©HEepKaciNTIK KongaHOajmap YINiH aWTapibIKTai
IIBIFBIH  YHEMJIEYTe JKOHE THIMAUTIKTI apTThIpyFa MYMKIHAIK Oepemi. by KyMBICTBIH
MaHBI3/IBUIBIFBI KYPaJl TPACKTOPHUSICHIH JAYPHIC TAHIAYa HKaAThID.

P3 sxo006ackiana oHTainauaAbIpy nporieci G-KOATHI XKETUIIIPY apKbUIBI OHICY YaKbIThIH 15 MHHYT
23 cexynaran 13 muHYT 33 CekyHIKa ACiiH KBICKApTTHI. bacTanmkel eHAeY YaKbIThl 20 MHHYT 2
cekyHIThI Kypajsl, Oyi CNC cTaHOTBIHBIH 75% KBUITAMABIKTA )KYMBIC iCTey KarmalbiHga P3
XK00acChIH asiKTay yakbITbIMEH coiikec Kenedi. THiMIimikTi onaH opi aptreipy ymiHn ARTCAM
xkoHe ASPIRE cHSKTHI KOCHIMINIA OarmapiiaMajiblk Kypaiamap >KaHa Kypal TPacKTOPHCHI
CTPATETHUACHIH EHT13y YIIiH MaiJaTaHbUIIb.

Tyuin co30ep: CNC, eHIeEy YakbIThl, MOZAEIbICY, Kypal TPaeKTOPHUSICHI CTPATETHSICHI,
OHTAMJIaHJBIPY .

Kipicne.

Onueyne canablk 6ackapy, HeMece KOMIBIOTepItik canabiK 6ackapy (CNC), Kypangapabl KOMIBIOTEPAiH
KeMeTiMeH aBTOMaTThI Oackapy oaiciH Oinpipeni. CNC — Oyt anapiH ana OarnapiaManaHFaH KOMIBIOTEPIIK
OarapramManblK kacaKTaMaHBl KOJJIaHA OTHIPHIN, CTAHOK KYPAIIApBIHBIH KYMBICHIH, KO3FAJIBICHIH JKOHE
TIOJIIITIH aBTOMATTaHABIPAThIH OHIIPICTIK 9/Tic. by GarmapiamMansiK )kacakTaMa apTypJIi Kecy KypaiIapbIHbIH
(ppesepraep, TOKapIBIK CTaHOKTAp, MaplIpyTU3aTopiap, OyprbUIap, TETICTETIUTep, CY aFbIHIAphl >KOHE
nazepiep) GyHKIUIIAPBIH aBTOMATTAHABIPY YIIIIH MalTuHaapra OipiKTipiiareH.

G-xoaTel 6HjIey YakeITHIH OHTamaHaelpy CNC eHAey MporecTepiHiH THIMILIITT MEH OHIMIITITIH
apTTBIPYJaFbl MaHBI3IBl  acleKT Oonbeil  Tabbuiazbl. bynm  Makanmama OKbULOaMIBIKTBIH, —Oepific
KBUIJAMJIBIFBIHBIH KOHE acral TPaeKTOPHSACHIHBIH CTPAaTETUsUIAPBIHBIH SPTYPILTIriHe OaiIaHbICTHl OHACY
YaKbITBIH OHTAMNaHABIPYy KapacTelpbuiafpl. Kommbprotepmik eHmipic TexHonorwsiapbiH (CAM) kommaHy
OHJICY TUIMALIITI MEH canachlH apTTHIPAThIH acmal TPaeKTOPHUSICHIH KETUIIIpyre MyYMKiHAIK Oepeti.

OHTaiyIaHABIPY apKbUIBI OHJCY YaKbITBIH KbICKApTyFa, OCTKi KabaT camachlH JKaKcapTyFa KoHE
KYpaJlZIbIH TO3YBIH a3aiiTyra Oomamel. OpbOip mapamerpid eHaey yakbiTel ICAM3D nyckacer 3.1.0 xoHe
AutodeskArt myckacet 2018.0.0 ECMAScript 6 (ES6)/ECMAScript 2015-2017 CNC wmopmenbaey
OarmapiaMaiblK JKacaKTaMachblH MalifaiaHblll MoAedbley apKpuibl aHblKTangsl. ICAM3D OGarnapnamacs
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OHIPICTIK TIPOIIECTEP/II MOJEBACYTE JKOHE OJIAPIBI iCKE aChIPy aJIIBIH/IA XKO00AHBIH AYPBICTHIFBIH TEKCEPYTe
MYMKIHTIK Oepei. OHMIey CTpaTerusCchl XKallbl OHIEY YaKbITEIHA alTapiIBIKTal ocep eTemi.

Kazipri CNC kyHenepine OarmapiaMaiaHaThiH —aBTOMATTAHJIBIPBUIFAH CTAHOKTap KOJIMEH
Oarmapiamanaynbiy opHbiHa CAM OarmapiaManblK jkacakTamMachlHa cyideHeni. byn Oarmapimama jxacay
YaKBITBIH KBICKAPTYFa KOHE a/1aM KaTellepiHiH BIKTUMAIBIFBIH a3aliTyFa MyMKIHIIIK Oepei.

CNC eHzey caylachIHJA MK, THIMIUIIK J)KOHE YHEMUTIK CHUSKTHI IapameTpiiep OOMBIHIIA OHTANIIBI
OHIMJTUTIKKE KOJI KETKi3y Ka3ipri 3aMaHFbl OHJIIPIC YIIIiH aca MaHbI3bl. Byl OHTaWIaHIBIPY B XKETLINIPY/Ie
HETI3ri pen aTkapaThlH (akTop — acman TPaeKTOPHSICHIHBIH CTPATETHACH, SIFHHU JalbIHIaMaHbl OHJICY YIIiH
KeCy KYPaJIBIHBIH aJIJIbIH ajia OaFmapiiaMaiaHFad KO3FaIbIC KOJIbI.

Acrman TpaeKTOPHUSCHIHBIH CTPATETUSACHI KYPal KO3FAIBICHIHBIH THIMAUTITIHE, OH/ICY ITUKITIHIH YaKbIThIHA,
KYpaJIIbIH TO3YbIHA KOHE OETKi KabaT carmachIHa TikeseH ocep eremi. O3bIK aaTopuTMIep MEH OHTAHITaHIbIPY
OIICTEPiH KOJJIaHy apKbUIBI OYJI CTpAaTerys KypaalaapAblH €H THIMII KoHE YHEM/II KO3FaIBICHIH KaMTaMachl3
eTelli, COHBIMEH Oipre moyiik reH camanbl cakrtaiinabl. CNC xylienepi MeH jKOFaphl JIOJJIIKTI Tauam eTeTiH
OHJIIpICTepAIH JaMybIHa OaillaHBICTHI acman TpaeKkTopuschl ctpateruickl CNC OarmapiaManayablH HeTisri
JJIEMEHTIHE aifHaJIIbI.

Acman TpaeKTOPUSCHIHBIH HETi3ri MakKcaThl — OHJIEY MPOIECIH TOJILIKTal OHTAWIAHIBIPY, KYPalIbIH
KO3FQJIBIC JKOJIBIH KBICKApTy, MaTEPUANIbI OHACY >KbULIAMIBIFBIH apTTBIPY MKOHE JKaIMbl ©HIMILTIKTI
JKOFapBUIATy apKbUIBI OHIIpPIC MIBIFBIHAAPBIH a3alTy. by cTpaTterus acipece aBmanys, aBTOMOOWIIB Kacay
XKOHE MEIUIMHAIBIK KYPBUIFBUIAD OHIIpICIHAE ©Te MaHBI3/bl, OWTKEeHI Oyl cananapaa opOip IeTanbIiH
YKOFapbl TONIIKIICH Kacallybl Tanal eTilTei.

CNC TexXHONOTHSCHIHBIH YHEMI JaMybIMEH aclal TPacKTOPUSCHIHBIH CTPATETHACHl HAKTHI yaKbITTAFbI
MaIlllMHAHbIH Kepi OalTaHBICHIH JKoHE OeiiMIenreH OKBITY alrOpUTMAEPiH KOJNJaHy apKbUIBI OJaH api
KETUIIPiIy/e, OVJI OJ1aH Ja )KOFaphl OHTAMIAHABIPY MEH OHIMIUTIK JISHr eWIepiH KaMTaMachl3 eTe/I.

Byn 3eprrey ICAM3D OarnapiamanblK >KacaKTaMaChIHBIH CTaHAAPTTBl MYMKIHIIKTEpiH KEHEHUTY
apkpuTel CNC eHaey i KeTUIIIPYIiH MaHBI3 B )KEeTiCTIKTEpiH Kopceteni. by makcatka ArtCAM sxone Aspire
CUSIKTBI KOCBHIMINIA KypalJaplbl €HII3y apKbUIBI KOJ JKETKi3unmi. bynm OarmapiaManblk jkacakTama
xeTinmipinred G-KoAThl reHepalusiay MEH OHTAIaHABIPYAbI iCKEe achIPbIT, YaKbITThI THIMJII TailaiaHyFa
myMKiagik 6epai. [CAM3D Tek TepT acmar TpaeKTOPHUICHIH Kojaaca, Oi31IiH o/Iic OHIeY YaKbITHIH 15 MUHYT
23 cexyHnral 13 MuHyT 33 cekyHAKa AeiH KbICKapTThl, siFHU 12%-Fa sxakcapasl. by onicteme 3amanayun
OHJIIPICTe THIMALIIK, TOJJIIK )KOHE OHIMIUTIKTI apTThIPYFa KOMEKTECE/II.

Memooonozus.

By 3eprrey enney nmpouecTepid Tangay YIIiH MOAENBALY KoHE OHTAWIaHIBIPY 9ICTEPiH KONJaHa bl
On CAM xone CNC monenbaey OarmapiaaMalIbIK jKacaKTaMachlH MaiaIaHbIl, OaFraapiaMaHblH THIMIUTITIH
KOHE OHJCY YakKbIThIH Tajnayasl Kamtuasl. ICAM3D Gargapnamacet CNC GarapiamanapblH jkacay YLIIH
KOJIIaHBUIA/IBI, OHJA KbUINAMIBIK TICH acram >KOJIBIHBIH CTPATErHsIChl CHUSKTHI MapaMeTpiiep >KYMbBIC
OeJIIeTiHIH KAMAIIBIK ©3repicTepiHe HEeTi3/e)Ie OTBIPBINT aHbIKTaTa bl

JKobamapas! Tanmay yuriH 613 MaTepral PEeTiHIe MOPMOPIi KOITAHIBIK. MopMop — OKTaCTBIH KOFaphl
TEMIIEpaTypa MEH KbICHIM OCEPIHEeH KaiiTa KpHCTalJaHyblHaH mnaiiia 0oJiaThiH MeTaMOP(THIK KbIHBIC. Ol
Heri3iHeH Kanbiui kapOorateiHaH (CaCOs) Typaibl, al OHBIH €pEeKIlIe OpHEKTepi HeMece TaMbIpIaphl TY31Iy
Ke3iHJIe Ke3JeCEeTiH KoclanapaH, MbICANbI, ca3, KYM, IIOTIHIJIEp Hemece 0acka MHUHepagapiaH maniga
Oomanpl.

P1 sxone P2 sxo0anapbiana 6i3 20 MM KaJIbIHIBIKTAaFbl KPEMI MOPMOPIi KOJJIAaHABIK, il P3 xobackiHia
15 MM KanmbIHABIKTAFBl KPEMI MOPMOp MaiAanaHbUIIbl. MOpMap 3CTETHKANBIK KAaCHETTEpI MEH OHJeyTre
KEHUIITIHe OallyIaHBICTHI MYCIHJIEp/Ie, FUMapaTTapia, ycrea OeTTepiHie, eAcH xKaObIHAaPhIHIA XKOHE COHIIK
SIIEMEHTTEPAC KEHIHEeH KOJIaHbLIaIbI.

By 3eprTeyae 6i3 TOPT TYpIli acmiam KOJbl CTPATETUACHIH KOJJIAHIIBIK, OJIApIbIH CHITATTAMACHI TOMCH/IC
KEINTipUITeH.

Spiral In (Irke Kapaii civpalib) CTpaTETUsACHl — OYJI 9IIICTE acIal KaJITaHbIH HEMeCe KECIETiH MillliHHIH
CBIPTKBI KHET1HEeH OacTaibll, OpTacklHa Kapail ciupaib OOHbIMEH OipTiHAeN Ko3Fanaisl. by acmam »obl,
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onetTe, KanTa (pesepiiey, rpaBopa Hemece KOHTYP/Ibl OHJICY TarchlpMalaphl YIIiH KOJIaHbUIA b, OHJa Kecy
KYpaibl MaTepHalAbl TETiC OHE Y3MIKCi3 anbll TacTaybl kepek. TP1 ymin Spiral In crpaTeruschiHbIH
TEHJCYJepi TOMEH/ICTIICH CUIIaTTala Ib;

x = (D —k-a)-cos(a)
y = (D —k-a)-sin(a)
MYHJIA!
D — chIpTKBI 1aMeETp;

a — OYPBIIITHIK TApaMeETp;

k — Oip altHanmBIMIAFEI KaJAMHBIH a3aI0bL.

Spiral Out (CeipTKa Kapaii cimpainb) crparerusicbl TP2 ymin Spiral In cTpaTeruschIHbIH Kepi HYCKAChI
0oJ1bI TaObLIAABI. Bys1 omicTe acman KaaTaHbIH HeMece KEeCIJICTIH MIiHHIH OpTachblHAaH 0acTall IIeTKe Kapai
cnupans OoWbIMEH Ko3famaisl. byn omic kebiHece HakplmuTay (TpaBiOpa) HeMece Tas3 KajiTa jKacay
oTieparysuIapbiHaa KOJIIaHbIIaAbl, MYH/Ia OH/IEY OPTAIBIKTaH OACTAJIBII, MIETKE Kapal KbUDKYBI KaxeT. TP2
yuria Spiral Out cTpaTerusCbIHBIH TeHEYIepl TOMEHIETIAeH CuaTTalaIb!:

x = (k-a)-cos(a)
y = (k-a)-sin(a)
MYHJIA!
a — OYPBINITHIK TapamMeTp;

k — Gip aifHATBIMIAFEI KQJAMHBIH a3af0bI.

One Way (bip 06arprTTa) cTparerusicol TP3 yimin xecy Kypaisl gaiibiHIaMa O0HWBIMEH Oip FaHa OarbITTa
KO3FaJIaJIbl, 9JICTTE TY3y CHI3BIKTHI TPACKTOPUSHBI YCTaHAJbl. Byl Kypan »OJbl KapamaibiM KaliTa eHICY
HEMece KOHTYpJIay TalChlpMalaphl YIIIiH €H KU1 KOJIJIaHbLIa bl X)oHEe Oip OarbITTa (HE COJJIaH OHFa, HE OHHAH
COJIFa) OPBIHAANIATEIH KeCY KO3FaIBICTApBIMEH CHIMATTAIaAbl. OpOip 6TyaeH KeliH Kypall KalTagaH KOFaphl
KOTEpiJIin, COoJl OaFbITTa JKaHa OTY/li OacTaiIbI.

20 ¢neiitace! (kecy >kueri) O6ap Kypan marepualMeH Oip yakpITTa OipHelle HyKTele aHacaisl. bip
OTYJIIH KeCy TPaeKTOpUsCHl (uieliTa apachlHIaFbl KANIBIKTHIKIICH aHBIKTAIa (bl XKOHE KeJleci TeHJIeyJIepMeH
CHIATTANA]IBI:

X=X+t nw,
yYy=Yyot 1* Seffective

MYHJA:

Seffective = s/20 — 20 ¢reliTaHbIH ocepiHEeH a3aiThUTFaH KaJlaM apajibIFbl;

Xo, Yo — OACTaIKbI TIO3HITHS;

n — X OarbITBIHAAFHI OTYJEDP CaHbl,

1 — Y OaFbITBIHJAFHI KaIaMiap CaHBbI.

Zig Zag (3ur3ar) crparerusicel TP4 ymriH, cOHpIMEH KaTap Kepi jkoHe anra (pesepiey Jen Te aTaiaisl,
KypaJ exi 6arpITTa (CONAaH OHFA KOHE OHHAH COJIFA) aybICMANbI TYp/e KO3Fala lbl, OCBUIANIIa 3Ur3ar YITiCiH
xacaiapl. byn crparerns keOiHece kKanTa (pesepriey, npoduiIbai Kecy XoHE MaTepHajubl OipKemKi opi
KBIIIaM aJTbIT TacTay KakeT O0JaThiH 0acKa J1a orepanusiiap YIIiH KOJIIaHbLIa b

TP4 ymrin Zig Zag cTpaTermsicbiHaa Kypall KO3FajbICc OaFrbIThIH aybICTRIpanbl, an 20 ¢ueiita acepinen
HaKTBI KECY KaJlaMbIHBIH apaKallbIKTHIFBI a3asiabl. by cTparerus yuriH TeHaeynep keueci Type 0oiaisl:

x=xo+ (—-1)"(n'w)
Y=Yo + i‘Seffective
MYHJA:
Seffective = s/20 — 20 ¢meiira ocepiHeH a3alTEUFaH KaJaM apaJlbIFbl;
Xo, Yo — OACTaINKpl TIO3HIINS;
W — KaiTa eHi (Kypaj JuaMeTpiH eCKepe OTHIPBII TY3ETiJIreH);
N — 3Ur3ar eTyJep CaHsbl;
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1 — Katap uHAeKcl (ke3ekTeckeH OarpITTapmed (—1)Y).

20 ¢reiita apkachlHaa Kypan MaTepHANbl ATy THIMIUIITH apTThIPaJbl )KOHE JKOFaphl Kecy JQJJIITH
CaKTanpl.

Martepuanust any xbiinamiasirsl (MRR) opbip cTpaterus yiriH keneci popMyaiap apKblIbl €CeTTeNe]i:

f,= f/N = 700/20 = 35 [mm/tooth]

MRR = fi-N-D-W-DOC [mm?/min] = 3-20-85-70-2 = 8330 [mm?*/min]

MyHJA:

f — >xanmel Oepistic KpUTIaMIBIFBI (MM/MHH);

ft — Gip Ticreri 6epinic (MM/TiC);

N — kypannarsl Ticrep ((ieiita) caHbl;

D — xypan nuametpi (Mm);

W — xecy eHi Hemece KaJaM apajbIFsl (MM);

DOC — kecy Tepenairi (Mm).

P1 sxo00acer — 1200 x 900 mm? exmemzaepi Oap Mapiibl TeOMETPUSHBI KaMTH b, KonaHpuFaH MaTepuat
— taburu tac. Tac enueyi T0050 kypanbiMeH xypri3inmi, Kaiara ka3y (pocketing) mporieci 6ip etyae 3 MM
TepeHikTe opeiHAanabl. P1 xobacel Tept Typai kypan xommapsl (TP1 — TP4) crparerusuiapsld KojmaHy
apKbUIHI askTanabl. HoTmxkenep kecteae KkepceTiin, ;k00aHbl asgKTay yaKbIThl MUHYTIIEH Oepiiesni.

P2 xo00acer — 1600 x 750 mm? enmemzaepi Oap Iiapisl milliHASH TYpajsl. by xxobana aa Taburu Tac
komausuiel. Kanra kasy npormeci T0050 kypambiMeH 2 MM TepeHIIKTe opsiHAanabl. P1 sxo0ackiHaarbInait
JKYMBIC TIPOLIEAypachl KOJAAaHBUIABI, CON Kypan mnaigamansuiabl. KobOaneiH cumymsmusicel [CAM3D
OarapiaaMacsl apKbUIbl OPBIHIAIIIBL.

P3 xobaceiama 100 x 50 mm emnmiempepi 0ap TOPTOYPHINITEI TPaHIIEs 3ePTTENai. TpaHIICesIHB OHICY
T503 kypanbiHbIH OYyHipiMeH 2 MM TepeHaikTe 0ip eryne askramisl. JKep *kbeIpTy (plowing) mporeci TepT
Typmi Kypai xxongapsl (TP1 — TP4) crparerusuiapeiven opeinaanasl. [ICAM3D GarnapiaaMacbkiHia CUMYIISALAS
KYprizinimi, anm coHFbl eHIM Intermac Master 33.3 CNC cranorbiHga »xacaniael. HoTwxkenep kectene
KepceTiin, opOip TepT cTparerus OOMBIHIIA KYMBICTHI aSKTayFa KETKEH YaKbIT MUHYTIICH OepiJie/i.

BIRECTION

V Y B L MATERIAL oF RPM n‘;EEF" “E“n‘f“" CODE
ROTATION it bl L

30 10 1EI_ 55 1.1 DX A00D-B000 S00-500 23 DEFROOT 76

i i
- 'ii.b
|- 27

Cypert 1. Meranns non enzeyre apHanrad T503 Tokapiblk / ppe3epiik KecKil.

POS ITEM TYPE GRIT CODE
1-2 Rough segmented 85 35 D427 DRI70162

Cyper 2. Marepuanzp! epecken any yiris t0050 cermentrenren ["ayhap keckinr
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T0050 kypabsl MaTepraaapl OypFBUTAY YIITiH JKacaliFaH, OHBIH AuaMeTpi D = 85 mm, Ouikriri H = 35 mwm.
By xypan 20 TicTi )xone 3800—4200 aita/mua (RPM) nuama3oHbIHIA )KYMBIC 1CTEHI.

T0050 kypans! yriH pykcar eriiarex oepitic xbpuinaMapirsl 600—1000 MM/MUH apanbIFbIHIA, all KYMBIC
tepermiri 3,84 MM. By KypasimbIH Herisri MakcaThl — MaTepraiIbl amy, acipece 6ocaTy (emptying) mporreci
apKbUIBL.

T0050 ISO cranmapTTapsiHa coiikec KOHyCKa OpHATBbLIaAbl, OYJ1 OHBI )KEHII ayBICTBIPYFa >KOHE TO3FaH
Ke3Jle JKaHaChlHA aJMacThIpyFa MYMKiHAIK Oepeni. COHBIMEH KaTtap, Kypaji €Ki JACHIelli CyBITy XykheciMeH
XKaOJbIKTaJIFaH:

1. CrIpTKHI cyHITY (external cooling)

2. lmki cysity (internal cooling)

Kymeicter Tanmay ymriH Intermac Master 33.3 CNC (Biesse Group, Hramms, Ile3apo) craHOTEI
KOJIJAHBULABL. Y1II 5k00a TanJaH Ibl:

1. Bipinmi >xone exinmi sxobanapaa TO050 Kypansl maidnanaHbUIbI, CAMYJISLES KYPri3iai.

2. Y xo6a (P3) ymria T503 xypaimsl KOTgaHBUIBL.

Kecre 1. TannanatsiH xo0anap )KoHE OJIap/IbIH COHKEC KOATAPBHI.

Kon Onem Kypaa
Pl 1200 x 900 0050
P2 1600 x 750 0050
P3 100 x 50 503

MexaHuKabIK ©HAEY IpOLEciHae, MbIcalbl, (ppe3epiey HeMece TOKApIBIK OHAEY Ke3iHIe KypalablH
KO3FaJlaThIH HaKThl OaFbIThl TpaekTopwsackl (toolpath) nem artamamel. byn Tpaexktopus ICAM3D
OarapiaMachlHAa >Kacaliblll, KaKETTI MIIiHAI aly YLIH KYpajiablH AaiblHAaMa OOWBIHIIA KO3FAJILICHIH
aHBIKTANUbI.

Kypan TtpaexropusuiapelH Iypeic Oackapy »XOFapbl callajibl ©HICY HOTIDKENEpIHE KOJ JKEeTKi3yne
MaHBI3/IbI pei aTkapaasl. OFaH 1o enmieMep, Teric 0eTki Kabart, coHai-aK THIMII MaTepuall ay Mporeci
KaTazbl.

CoHBIMEH KaTap, TPAaeKTOPUsIAp KeCy KYPaJbIHBIH KaCHETTEPiH, OHACY MapaMeTpliepiH JKOHEe Kypal
YCTaFbIIBIHBIH IIEKTeYNepi CHAKTHI akToprapasl eckepeni. by Matepuanapl THIMII ajblll TacTayra KoHE
KYpaJIbIH AYPBIC )KYMBIC iCTeyiHe MYMKIHAIK Oepei.

ICAM3D OarmapinamMacheiHIa KYpaad TPAaeKTOPUSACHIHBIH TOPT CTPATETHUSACH KapaCTHIPBUIFAH: IIIKE
cinupans (Spiral In), ceipTka cmpans (Spiral Out), Gip OarbiTTa (One Way) sxoHe 3ursar (Zig Zag). byn
crparerusmiap TPl-nen TP4-xe neitin Hemipnenren. Kypanl TpaeKTOpUSCHIHBIH MapaMeTpi Kajiraiap
(pocketing) enyey onepanusTapsIHIa KOJITaHBLUTFAH.

3epmmey namuoicenepi.

Tamnay 6apsiceana yi sxxo6a (P1-P3) xkapacteipsuinet. TepT Typai Kypain tpaekropusicel (TP1-TP4) —
imke cnimpans (Spiral In), ceipTka cnupans (Spiral Out), 6ip 6areiTTa (One Way) xone 3ur3ar (Zig Zag) —
KE3EKIIeH KOJIAaHBUIABl. By perre Kecy KbUIIamIbIFbl, Oepilic >KbUIAaMIBIFBI XKOHE KECY €Hi CHSKTHI
rapamMeTpIIep eCKepiIi.

KobGanapaa KongaHpuFraH Kypanaap

P1 >xone P2 xobanapst

by xxobanapna T0050 kypansl kongassuiasl. Kanramnapaer (pocketing) enney 2 MM tepeHuikre, 75%
KBUIIaMIBIKTa OpBIHAANABL. CalKpIHIATY JKYHeci peTiHAe iIIKi XKoHe CBIPTKBI CY CaTKbIHAATYHI KOJIJAHBUIIBL.

T0050 KypanbIHBIH CUITaTTaMaJlaphl:

1. Juametp (D) =85 mm

2. buikTiri (H) =35 mm

3. Aitnany xxeuaamabsirsl (RPM) = 4000
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4. bepinic xxputmaMabFsl = 700 MMm/MuUH
P3 xobackl
By s)xo6ana T503 kypassl Konnaneuiasl. Kymeic exi paszaga opeIHAAIIBL:

1. Bipinami ¢a3zama 75% Keu1maMabIK

2. Exinmn dhazana 100% JKBUIIAMIBIK
Kecy 2 MM TepenaikTe xypri3ingi. [iki >koHe CBIPTKBI Cy CaNKbIHAATY JKYHeci KOIIaHbUIIBI.

T503 KypanbIHBIH cHunaTTaManapsl:

1. dmametp (D) =10 mm

2. buikriri (H) = 5,5 Mmm

3. Aitnany xxeugaMabsirsl (RPM) = 8000

4. Bepinic xburgamabiEsl = 400 MM/MHUH

P1 x00aChIHBIH TEOMETPHUSICHI

1200 x 900 MM emmemaepi 6ap reometpus naiinanansuigsl. Kanramap T0050 KypanbIHBIH KeMETiMEeH
eHmeni. Tamnmay yIIiH >Kanmbl KajdTaHbl ©HAEY YaKbITHl TIPKENIi, ON TOpPT TYPJIi Kypajdl TPaeKTOPHSCHI
HETI31HIe ecenTeli.

3-cyperTe 3epTTey YIUiH KOJNAaHBUIFaH TeoMmeTpusi kepcerinreH. On skak Oemiringe 1200 x 900
OJIIIIEM/JICPi JKOHE TeOMETPHUSHBIH JOoFalbIK Oeniri kepcerinreH. ['eomerpuss ICAM3D GarnapiamMachiHBIH
KOMETIMEH JKacaJfaH.

W -}r_l_

el e P -

Cypert 3. CNC annapaTbsiHa apHaJIFaH T€OMETPHs

4-cypet, S5-cyper, 6-cypetr x)oHe 7-cyper P1 xobackl asKkraaFaHHAaH KEHiH Kypal TpacKTOPHSIIAPHIH
kepcereni. XKoba anmeimen ICAM3D OarmapnamacbiHna MoneibiaeHAi, coman keriiH CNC craHOrbIHIA
OHIETII.

CuMyTAIIASHBIH HET13T1 MaKCaThI:

o [‘eoMeTpUSHBIH XKoHE KYpPaAbIH TYPHICTHIFBIH TEKCEPY

o JKobaHBIH COTTI asgKTaTy MyMKIHJIITiH Oaranay

o Kypai )xonaapblH OHTAMIAHABIPY )KOHE BIKTHMAN KaTelep/Ii alJIblH ajla aHbIKTAY

ICAM3D Oarmapnamacsiaaa anbiaFaH HoTkenepai CNC eHaey KesiHAEe pacrtay MaHbBI3IBI OONIBI,
elTKeH1 OyJ1 MaTepuanbpl THIMII aJiblll TacTayFa *KOHE OHICY YaKbITHIHBIH OHTAMIaHIBIPEUTYBIHA MYMKIHIIIK
oepmi.
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Cypet 5. CNC anmapatbsIHaa CIIApaib CHIPTKA OaFBITTHUIAH
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Cypet 6. CNC anmnapatsigaa cniupaib 0ip 6arbitta (One Way)

Cyper 7. CNC ammapatslHIa ciApais 3ur-3ar
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Kopuvimuinovoi.

By 3zeprTeyae 6i3 TOPT acmamnThIK JKOJI CTPATErHACHIH OarajablK: COHpalb Kipic, CIUPAIbIbI LIBIFY,
3ur 3ar xoHe 0ip oI

Hepexrepai tangaynad CNC mammHanapbIHBIH KYMBICBIH/IA aCTIall )KOJBIH TAHIAy 6Te MaHbI3/IbI IeTeH
KODBITBIHIBI Jkacayra Oonaabl. EH a3 xymbic yakeitel 00:20:02 xone makcumym 01:21:46 Gomran P3
XKo0ackIHIa KepceTUITeHAeH, KypallapAsl IyphIC TaHAaMay MallMHAHBIH KYMBIC YaKbITBIHA 9cep eTel.

Jlereamen, acmam SKOJBIH TaHAAQy MJalbIHAAMaHBIH TEOMETPHACHIHA Ja OaiimaHbIcThl. Tammay
HOTIXXECIH/E Jko0aap YIIIiH eHJCYAiH €H a3 YaKbITTaphl )KoHE ColiKec Kypasiaap >KOJIBIHBIH TYpJepi Kenecinei
eKeHiH Ta0yFa 6oiabl.

JKanmel, eyieyain eH a3 yakbITel TP4, Zig Zag yarici apKbUTBI alTbIHABL, all eH Kell yakslT TP3, One Way
yariciMeH ka3puiabl. P3 xxobackHbiH askTary yakpITel 20:02 mun. ICAM3D nepexrepin xkoHe P3 xo6ack
yiin CNC HaKThI JepeKTepiH ecKepe OTBIPBII, 013 asKTayIbIH COHFBI YaKbITBIH 15 MUHYT %oHE 23 ceKyHIKa
NeiiiH KbICKapTTHIK. barmapimamansik Kypan xkoHe (G-KoJl apKpUTbI OHTAMIaHABIPBUIFaH YaKbIT oxaH api 13
MUHYT XoHE 33 CeKyH/Ka JAeliH KbICKapbl.

Byn xarnmaiina maiinanansuiatein CNC TypiHe apHanraH OaraapiiamajblK KYpajl TEK TOPT CTpaTerus
YJITiCiHE pYKcaT eTUNreHIiKTeH, 013 0/laH opi OHTaMIaHABIPY MYMKIHIIKTEpiH KamTamachi3 eteTin ArtCAM
JKoHE Aspire CHAKTBI KOCBIMINA OarmapiiaMaiblK Kypaiambl maimamaafaslik. Ocbl  OarmapiiaMaiibiK
Oarnapnamanapaal G-KoJbl )Kacaybl, oJ1 oHTaiIanapIpynad keidin CNC MammHacbIHIA KOIIAHBUIIBI.

JKanmer anranna, 013 Kanrara cany npouecinae cranaaptTsl [CAM3D Garaapiamanbik )KacakKTaMachbIHbIH
MIeKTeyJIepiH JKOHE YaKbIT THIMILIIT TYPFBICBIHAH OHTaimaHaplpeuiraH G-KOABIH Kacay YoIiH Oacka
OarmapraMaiblK Kypajaap YCIHATHIH apTHIKIIBUTBIKTAp B! TaiIaTaH IbIK,.

CNC MaxkcuManibl XKbUIIAMIBIFBIHAA €H OHTAWIAHABIPBUIFAH 15 MUHYT koHE 23 CeKyHJ YaKbIThIHAH
Oacrar, 013 KocbIMIIa OaFAapIamManbIK Kypai MeH G-KOJIThl OHTAMIaHABIPY MPOLECIH Maiianany apKbpLIbl Oy
YakKpITTHI 13 MHHYT jk0HE 33 CeKyHIKa JIeHiH KbICKapTa aIjbIK.

By 3epTTey nHxeHepiepre )KyYMbIC IPOLECTEPiH OHTAMIaHIBIPYFa KOMEKTeCyl MYMKiH, acipece KypAemi
reoMeTpusiiap yuiH. OHTalIbl cTpaTerusuap bl aHBIKTaY apKbUIBI 01 PECypCTapbl MaKCUMANIbl Talaanany
APKBUTBI TYPAKTHI OHIIPICTIK TOKIpUOETEep i CoKeCTeHIipeIi.

Bomamax 3eprreyinep madbIHIaMaHBIH T€OMETPUSACHIHA, MaTepHalblHA XOHE OHICY IMapaMeTplepiHe
HETI3/IeNITeH Kypaj-caiiMaH KOJIBIHBIH OHTAWHIbI CTPaTerusuIapbiH O0JnKay YIIiH MalIHHANBIK OKBITY YATUIepiH
naiganaHyra OarbITTalybl Kepek.
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Apkabaes Y.b.

IlnanupoBaHue TPAeKTOPUU UHCTPYMEHTA C YU4€TOM BpeMeHHOMH 3¢ (peKTUBHOCTU U ONTUMHU3AIUSA
NMPOU3BOAUTEIBHOCTH CTaHKOB ¢ UITY

B maHHOM HCClIeTOBAaHHN pacCMaTPHUBASTCS ONTHMHE3AINAS BpeMEHH 00paboTkH Ha (pe3epHBIX
crankax ¢ UITY, yto nocturaercs N3MEHEHHEM MapaMETPOB CTaHKa M TPASKTOPUN HHCTPYMEHTA.
Ucnoneizys Bepcuro 3.1.0 ICAM3D, sToT moaxoa HampaBlIeH Ha COKpallleHHEe BpPEMEHHU
00paboOTKH, COXpaHss ITPH 3TOM OTPaHUYCHUS pabodero mpoiiecca.

Kpome Toro, mpejiaraercs HOBBI MeToa ontumuszaiuu (G-koja, KOTOPBIH HamnpaBieH Ha
COKpalleHne BpeMeHH 00paboTKH, HO COXpaHseT He0OXOAUMYIO TOYHOCTh U Ka4€CTBO TOTOBOTO
mpoaykTa. MBI TipeayiaraeM MeTOJ, KOTOPBIH OOBEAMHSAET IEpelOBBIe aJTOPUTMBI, KOTOpHIE
BBISIBIISIFOT M YCTPAHSIOT N30BITOUHBIC IBMKEHUS, ONITUMHU3UPYIOT TPAEKTOPUN UHCTPYMEHTOB H
yIy4IIaloT CTpaTerui 00padoTKy.

OKCIeprUMeHTaIbHBIE PEe3yIbTAThl MOKA3bIBAIOT, YTO MOYKHO 3HAYHTEIHHO COKPATHUTH BpEMS
00paboTKH 6€3 CHIKCHHS TOYHOCTH 00pabOTKH, YTO MOYKET 3HAUUTEILHO COKOHOMHUTD 3aTPaThI
Y TOBBICUTh 3(P(PEKTHBHOCTH JI MPOMBIILICHHBIX MPUIOKECHUH. BaxHOCTh 3TON pabOThI
3aKITI0YaeTCsl B PABUIILHOM BBIOOPE TPACKTOPUN HHCTPYMEHTA.

B npoexre P3 mponiecc ontuMuzanum cokpatui Bpems 00padoTku ¢ 15 muHyT 23 cexyH/sI 10 13
MUHYT 33 cexyHbl 3a cueT ynyumeHus G-koma. HaganbHoe Bpemsi 06pabotku coctasuio 20
MHUHYT 2 CEKYyHJBI, YTO COOTBETCTBYET BPEMEHH 3aBepIleHHs npoekTa P3 B ycinoBusix paboThl
cranka ¢ YIIY co ckopocteio 75%. [lns nmanpHeimero moOBBIMIEHHS 3(PGEKTHUBHOCTH
TOTIOJTHUTENBHBIE TpOTpaMMHBIe WHCTpyYMeHTHI, Takne kak ARTCAM u ASPIRE, Onutn
WCTIONB30BaHbI I Pealn3aluil HOBOM CTpaTeruy TPaeKTOPHHU HHCTPYMEHTA.

Kntouegvie cnosa: TpyObl, BOCCTaHOBJIEHHE, TWIB30Bas MPOKJIAAKA, YIbTPA(pHOIETOBOE
W3JTy4YeHHUE, BOCCTAHOBJIICHUE, KOPPO3HS, THIPABIMYECKHE XapaKTEPHUCTUKU, HH)KEHEPHBIC CETH,
9KOJIOTHUECKast 0€30MaCHOCTh, SKOHOMHIYECKast 3PPEKTUBHOCTE.

Arkabaev U.B.

Tool trajectory planning and performance optimization of CNC machine tools, taking into account
time efficiency
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This study considers the optimization of processing time on CNC milling machines, which is
achieved by changing machine parameters and tool trajectories. Using version 3.1.0 of ICAM3D,
this approach aims to reduce processing time while maintaining workflow constraints.

In addition, a new method of G-code optimization is proposed, which is aimed at reducing
processing time, but maintaining the required accuracy and quality of the finished product. We
offer a method that combines advanced algorithms that detect and eliminate excess movements,
optimize tool trajectories, and improve processing strategies.

Experimental results show that without reducing the processing accuracy, the processing time can
be greatly reduced, which can save significant cost for industrial applications and improve
efficiency. The importance of this work lies in the correct choice of the trajectory of the tool.

In the P3 project, the optimization process reduced the processing time from 15 minutes 23
seconds to 13 minutes 33 seconds by improving the G-code. The initial processing time was 20
minutes and 2 seconds, which coincides with the completion time of the P3 project under the
condition of the CNC machine tool working at 75% speed. To further increase efficiency,
additional software tools such as ARTCAM and ASPIRE were used to implement a new tool
trajectory strategy.

Keywords: pipes, restoration, sleeve gasket, ultraviolet radiation, restoration, corrosion, hydraulic
characteristics, engineering networks, environmental safety, economic efficiency.
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