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AHHOTAUMA

O6ocHoBaHMe. Ha ceropHAWHMA AeHb B 06LLEMAPOBOM NPOMBILLIEHHOCTH LUMPOKO M3y4aeTcsi BOMPOC MCMOSb30BaHMs
CpeACcTB aBTOMaTM3aUMM B PasfnyHbIX HanpasnieHusix. [lpuMeHeHWe aBTOMAaTU3MPOBaHHbBIX CUCTEM Ha PasfiNyHbIX CTYMEeHSX
NpOU3BOACTBA BbI3bIBAET CYLLECTBEHHOE MOBbILLIEHUE MPOM3BOAMTENBHOCTY TPYZAA B Pa3nMyHbIX NOKa3aTensx 1 obecneymsa-
€T peLLeHne MHOXECTBA 3a/lay, CBA3aHHbIX C COKPALLEHUEM 3KOHOMUYECKUX 3aTpaT B NpoLiecce NpoM3BOACTBA, NOBbILLIEHUSA
BbIpaboTKM 060pYA0BaHMA M KAUYECTBA KOHEYHOW MPOLYKLNN.

Lenb — dopmanusaumsa npouecca paspaboTtku ynpasnstoLen nporpammel ans YIMY nocpeactsoM co3gaHusa nocTnpouec-
copoB ans YNy «AkcuOMA KoHtpon.

Matepuanel n MeToapl. KnioyeBbiMM 06bEKTaMKM paccMOTpeHUs 1 B3aUMOAENHCTBIUS B paboTe CryKaT pasinyHble CpeAcTBa
aBToMatu3aumm (CATP v nporpaMMHoe obecriedeHne A1 paboTbl ¢ NocTNpoLeccopamu), HeobXxoauMble 1A NPOEKTMPOBa-
HWSA U3LENUIA U OMIUCAHUA UX TEXHOMOMMIA MeXaHUYeCcKon 0bpaboTKM ¢ nocnesyoLwmMM X NOCTNPOLECCMPOBAHNEM AJ1S MOfY-
YeHuUs ynpaBnsioLLEeN NPOrpaMMBl.

Pesynbtatbl. PesynbtaToM uccnenoBaTtesibCKoil paboThl ABMSAETCA TO, YTO HA OCHOBAHWW 3afauu, CBA3aHHOI C pa3paboTom
noctnpoueccopa ans YNy «AkcuOMA KonTpony, HayaTa paspaboTka nocTnpoLeccopoB A1 NOCNeAyHoLLero nocTnpoLeccu-
pOBaHuUA ynpaBnsioLLel nporpammel. B pykoBoactee mporpammucta no UMY paércs 6asoBoe npefcTaBieHne 0 CUHTaKCU-
ce f3blKa, KOMaHAax YnpaBfieHUs CTaHKoM 1 cucTeMoii YMY. bbino npuHATO pelleHne HavaTb pa3paboTKy nocTnpoueccopa
ANs TpExoceBoi 06paboTKM NYTEM pefaKTMpoBaHWA Ba3oBoro noctnpoLeccopa Siemens 840, Tak KaK CUHTAKCKC ynpaBnsio-
Lt nporpamMmel ans Hero 6bin noxox cuntakeuc CHIMY «AkcOMA Kontpony.

3akntoueHue. B pesynbtate npoBefeHHOr0 UCCe0BaHUS paccCMOTPeHa posib aBTOMATWU3MPOBaHHbIX CUCTEM B MpoLiecce
MPOEKTUPOBaHWA 1 pa3paboTku ympasnsioLwmMx nporpaMM. [na pellenus 3apauu paspaboTku noctnpoueccopos gns Yy
«AKcMOMA KoHTpon» BblbpaH KOMMJIEKC 1St aBTOMAaTU3MPOBaHHOM pa3paboTku noctrpoueccopos IMSpost.
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ABSTRACT

BACKGROUND: Currently, the issue of using means of automation in various ways is widely studied in the worldwide industry.
Use of the automatized systems at various stages of manufacturing leads to significant increase of labor productivity in various
indicators and ensures solution of multiple problems related to cost reduction during manufacturing, increase of equipment
performance and increase of quality of final products.

AIM: Formalization of the process of development of the control program for the CNC by means of creation of the postprocessors
for the AksiOMA Control CNC.

METHODS: Key objects of study and interaction during operation are various means of automation (computer-aided design
and the software which is necessary for work with postprocessors) necessary for development of products and describing
the technology of machining of them with the consequent postprocessing to obtain the control program.

RESULTS: The result of the study is the development of the postprocessors for the consequent postprocessing of the control
program has begun on the basis of the problem related to the development of the postprocessor for the AksiOMA Control CNC.
In the manual of the CNC programmer, the base notation about the language syntax, control commands for the machining
station and the CNC is given. The decision to begin the development of the postprocessor for the three-axial machining by means
of editing the Siemens 840 basic postprocessor is made, because the control program syntax of it was similar to the syntax
of the AksiOMA Control CNC system.

CONCLUSION: As the result of the conducted study, the role of the automatized systems in the process of design and development
of control programs was considered. For solving the problem of the development of the postprocessors for the AksiOMA
Control CNC, the IMSpost package for automatized postprocessor development was chosen.
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To cite this article:
Gusev SS, Makarov VV. Development of the postprocessors for the AksiOMA Control CNC. lzvestiya MGTU «MAMI». 2024;18(3):169-179.
DOI: https://doi.org/10.17816/2074-0530-624786

Received: 18.12.2024 Accepted: 24.07.2024 Published online: 22.11.2024

moscow The article can be used under the CC BY-NC-ND 4.0 International license 4
polytech © Eco-Vector, 2024 ECOeVECTOR



POBOTHI, MEXATPOHVKA
N POBOTOTEXH/HECKME CUCTEMBI

BBEJEHUE

Ha ocHoBaHuM 3apauu, CBA3aHHOM C paspaboTKoW
noctnpoueccopa ans UMY «AkcnOMA KoHTpon», Havata
pa3paboTKa NOCTMPOLECCOPOB A1 MOCNefyloLLero nocr-
npoueccupoBaHusa ynpaensatowen nporpammbl (Y1), Mocne
NpoYTEHUs PyKOBOACTBa mporpamMmucta no YIY, B KotopoM
LAETcA 6a30BOE MPeSCTaBNeHUE 0 CUHTAKCUCE A3bIKa, KOMaH-
Aax ynpaBneHus cTaHKoM u cuctemoid YMY, bbino nputaTo
PeLLeHNe HayaTb C pa3paboTKM nocTmpoueccopa Ans Tpex-
oceBoii 06paboTKM MyTEM peaaKTUpoBaHUst 6a30BOro NocT-
npoueccopa Siemens 840 (puc. 1) BCNeACTBME MOXOXEro
cuHTakeuca YIT [1].

MOCTAHOBKA 3A[A4U

Lienbto paboTbl siBNseTCA GpopManu3aums npouecca pas-
paboTku ynpaBnsiowen nporpamMmbl ans YMY nocpeacrteom
co3panus nocrnpoueccopos anis HMY «AkcOMA Kontpony.

MATEPWUAJIbI U METOAbI

KnioueBbIMU 00bEKTAMM PAcCMOTPEHUS W B3auMopeid-
CTBUA B paboTe cyaT pasfuuHble CpPefcTBa aBTOMAaTH-
3aumm (CAMNP » nporpamMmHoe obecnedyeHue pns pabotbl
C mocTnpoLeccopamy), HeobxoauMble Ans NPOEKTUPOBaHMS
U3 W ONUCaHNSA UX TEXHONOTWN MexaHW4ecKoi 0bpabor-
KM C MocneayowmM UX MocTrpoLeccupoBaHueM Ans nony-
YeHus yNpaBnAoLLel NporpaMMbl.

Tom 18, N2 3, 2024

VizBecTna MITY «MAMM»

®OPMAJIU3ALINA NPOLECCA
PA3PABOTKM YNPABJIAIOLLEN
MPOrPAMMbI

MepBoe, ¢ yero HaunHaeTcs paspaboTka, 310 onpene-
NeHWe MOLENM CTaHKa W eé [anbHelillee MCMoNb30BaHMe.
OnmcaHne Mofenu cTaHKa (cocTaBa, XapaKTepUCTMKM B3a-
MMHOTO PacnofioXeH1s UCMOSHUTENBHBIX OpraHoB) Hanbonee
BA)XHO 151 MHOFOKOOPAMHATHOM0 060pYA0BaHMS, TaK KaK W3-
baBnseT paspabotumka moctnpoueccopa ot HeobxoaMMOCTH
peLUeHus psfa HeTpUBUAMbHBIX MaTeMaTUYeckux 3agad [2].

B obpabotke petanu TeKyllee NMONOXeEHUE MHCTPYMEHTaA
B TPAEKTOPMM OMUCLIBAETCA C NMOMOLLbI0 KOOPAMHAT (X, Y, Z, |,
j, k), roe (x, ¥, 2) — KoopaMHaTbl LLeHTpa TopLLa MHCTPYMEHTA,
a (i, j, k) — opTbl, onpeLenstoLLmMe NONOXKEHNE OCU MHCTPY-
MEHTa B CUCTEME KOOPAMHAT LeTanu.

MepBbIii LWar — BbIBOp TMNa KMHEMATHKK cTaHKa. MoXHO
COKPaTUTb BpeMs, BbIBPaB Yike roToBbIA BapuaHT KMHEMATUKH
U3 NpUBEAEHHBIX Tabmuu. B aaHHoM cnyyae (puc. 2) — 3to
CTaHAApPTHbIA TPEXOCEBOW CTaHOK, KWMHeMaTWyecKas Mo-
[eNb KOTOPOro COOTBETCTBYET BblbpaHHOMY paHee CTaHKy
(NMV3000 DCG), mns Kotoporo onuckiBanach MexaHuyecKas
obpaborka B CAM cucteme [3]. [pn HeobxoammocTu npoBecTy
06paboTKy Ha CTaHKe C ApYrMMM NapaMeTpamMmn KUHEMaTUKK
MOXXHO BHECTU M3MEHEHWSA B 3Ty YacTb paboTbl.

Mocne B COOTBETCTBUM C TEXHWYECKMM MacMopTOM CTaHKa
MPOBOAMTCA AaNbHEMLIAn HACcTPOIKa MO OrpaHUYeHMo Xofa
CTaHKa No JIMHENHbIM 1 NOBOPOTHBIM 0CAM. TOYHOE yKa3aHue

Bei6patb NPOTOTMN NOCTNPOLIECCOPA U3 6MB6AMOTEKMN

Cnucok nocTnpoueccopos : Onucanue :

latheF an.lib A

lathe_XY_X2Z.lib

mazak.lib

mazatrol640M.lib

mho-vh.lib

millplus.lib MNpumep nporpammbl :

millturn.lib A %1000 =
rean1060.1b N1 G49 G54 G20 G64 G17 GI0 G40 GI4 =
num?50.ib N2 G1X100. Y200. 2300.

Num8000.lib N3;T00L CHANGE

okuma.lib N4 G53

Selca3045.ib N5 Td2M5

siemens840.lib
sinumerik850.lib
spectra.lib
tiger6.lib

N6;CUTTER LENGTH COMPENSATIO
N7 GO X10. Y20.

N8 G432300. D14

NS G1Z30.

N10;COOLANT -

trak2.lib
vmc.lib

BsecTtu HoBoE UMA (Palina) :

yasnak3000g.lib

& [AxeoMA_E.x_jib.pxi

I | Momcxk...

s | [coeavo.. » |

=) 3axpbim l

Puc. 1. Buibop 6a3oBoro noctnpoueccopa Ans paspaboTku.
Fig. 1. Selection of the basic postprocessor for the development.
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Puc. 2. 3apaHne KnHeMaTM4eCKOM MOLENM CTaHKa A1s nocTnpoLeccopa.
Fig. 2. Describing the kinematic model of the machining station for the postprocessor.

BCeX MapaMeTpOB He AB/IAETCA KPUTMYHBIM BCAEACTBME TOrO,
yto BHyTpK UMY Takke cnemyeT NpOBOAMTL HACTPOMKY Ma-
LUMHHBIX MapaMeTpoB, 0TKyAa W bymeT TpaHcMpoBaTbCs oc-
HOBHas MH(OpPMaLMs, Ha KOTopou cTpouTtca obpabotka Y11 [4].
CriegyroLmi Lwar — HacTpoMKa NapaMeTpoB, OTBEYALOLLMX
3a Koj, nporpamMMbl. bombLUMHCTBO NapaMeTpoB, @ UMeHHO: 3a-
Jaya OXNaMIeHNs, 3aja4a LUNUHAENS, CMeHbl MHCTPYMEHTA,
331341 NOAAYN M KOPPEKLMIN PEXYLLErO UHCTPYMEHTa U Apy-
e — He MpeTepnesiu U3MeHEHUH, Tak KaK YKe COOTBETCTBYHOT
cunTakeucy Y pns pabotsl B YMY «AkcOMA KoHtpos».
N3meHeHus npeTepnen pasgen, 0TBEYAlLLMIA 33 CTPOKY
Be3onacHoCTH, B KOTOPOM YKa3aHbl HoBble KoMaHapl (G17,

Crpanuua 3 ... Kpyrosas nitepnonsuus

G40, G49, G54, Gé4, G90, G94, GBO, GOO, G190, G153) B coot-
BETCTBMM C PYKOBOACTBOM MporpaMmucta [2] ans TpexoceBoi
0bpaboTkm.

JlononHuTenbHBIM M3MEHEHUAIM MOLBEPrcs pasfien, NocBs-
LUEHHBIN QYHKUMAM [BVUXEHWUS, @ UMEHHO KPYroBOW UHTEpo-
nAumMK. 3apaBartb hopMaT pafnyca MOXHO Yepes peructp «R»
1 Yepe3 KOOpaMHaThl LieHTpa oKkpyHoctu (/, J, K) (puc. 3) [5].

Bbino NpUHATO pelseHMe OCTAHOBUTBCA Ha NepBOM
crocobe, TaK Kak OH He WMEET OrpaHWYeHUit B CPaBHEHUM
co cnocoboM 3aaanus yepes paauyc. CornacHo pyKoBOACTBY
nporpamMMm1cTa, Yepes pagmyc Hemb3s OMUCbIBaTb Ayry 6onb-
we 180°, yTo HaknapblBaeT ONpeAenéHHble OrpaHUyYeHuns

Wcnonb3syemble Koabl No 4acoBoi CTpenke :
Wcnonb3syemble Koabl NPOTUB YacOBOI CTPENKMY :
Wcnonb3yembie TpéxviepHble Koabl Mo YaCoBOiA CTPenKe :

Mcnonbayembie TpéxmepHbie Koabl NPOTVB YaCOBON CTPENKY :

Clp@CCLv

- PopmaT pagmyca
(@) 1J.K : abconoTHble KoopaMHaTLI LIEHTPa

(O R : pamyc okpyxHoc™

(©) OcTaHOBKa B NIMHEAHBIX NEPEMELLEHNAX

(O 1.J.K : paccTosHve 0T Hauana oKpyXHOCTW A0 €€ LeHTPa
(O 1J.K : paccTosHmMe 0T LeHTpa OKpPYXHOCTM a0 €€ Hauana

(O 1J.K : 6ezsHauHoe paccTosHWe OT LEHTPa A0 Hayana

y
O

Puc. 3. Bribop opmaTa KpyroBoii MHTEPMONSALMM.
Fig. 3. Selection of the format of the circular interpolation.
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npu 0bpaboTke HeKOTOpoW reoMeTpum. TakxKe peructp «R»
MPUHAMaET OTpULATENbHOE 3HAYeHWe, eCv Ayra OKPYKHOCTH
bonbLue 180°, yTo BNEYET BbI30B OLIMOBKM paboThl YIT npm mc-
nonHeHun YIY, TaK Kak He paccuuTaHa Ha paboty ¢ oTpuua-
TeNbHbIMW 3HaYeHUAIMK paguyca [6].

[ins ynobcrea coxpaHeHbl jBa BapUaHTa NocTnpoLecco-
pa ¢ AByMa criocobamm 3afaHus hopMaTa, 41 AOCTUHEHUS
3T0ro pe3ynbrata notpeboBanoch 406aBUTL B CMUCOK peru-
CTPOB peructp «R», MOTOMY YTO M3HAYanbHO UCMONb3yeT-
cA «CR», 1 3aMeHUTb ero OmpefenieHne B NOCTMPOLLeccope
yepe3 n3MeHeHns Makpoca «INIT», Kak noka3aHo Ha puc. 4.

Paspabotka noctnpoueccopa s TokapHoW 06paboTku
OCYLLLeCTBASIETCA M0 anropuTMy paboTbl, ONMCaHHOMY BhbiLLe
Ha npuMepe TpéxoceBon 06paboTKM, OCHOBHOE OTIN4YME
MOCTNPOLLECCOPOB 3aKJIOYAETCS B HACTPOMKE KMHEMaTUYe-
CKOW CXEeMbI U pa3fenax, 0TBeyaroLmMx 3a CTpoKy besonac-
HOCTM, @ TaKKe B [LpYrux ToYeYHbIX M3MeHeHusax. 06wime

Tom 18, N2 3, 2024

Vzgectvs MITY «MAM»

napameTpbl No 06paboTKe KOLOB ABMXEHUA U paboTki € pe-
TUCTPaMM y)Ke NpoBefeHbl Ha Base nepBoro paccMoTpeH-
Horo npuMepa.

TECTUPOBAHWUE NMOCTMPOLIECCOPOB
B Uny «AKCUOMA KOHTPOJ1»

[lna noctnpoueccMpoBaHnUs NPOMEXYTOYHbIX (annos
YKa3blBalOTCA PacnosioxeHWe BxogHoro daiina u ero tvn
(APT B AaHHOM ciyyae).

MocTnpoueccMpoBaHMe UCXOLHOW YrpaBnsioLieid Mpo-
rpammbl B Koa dopmata ISO-7bit (G-Kkom) MoxHO npoBecTy
HenocpeacTBeHHo 13 CAIP, BbIOpaB Hy»KHbI NocTNpoLeccop
U3 cnucka bubnumotek. B gaHHOM cnyyae gomyctMo npoBo-
OuTb nocTnpoueccupoBaHue B IMSpost (B cpeae paspaboTku
MOCTNPOLLECCOPOB), WK, KaK NoKa3aHo Ha puc. 5, B IMSpexec
(ABnsieTCH OTAENbHBIM MOAYNEM TOTO JKE MPUNOXKEHUS),

MeHezxep MakpocoB v # x [¢ 7 INT/ X ar %

' Ry | = - 281~ ;A'

LEj ‘ = ﬂ ﬂ 1 1 E? & ‘ a (4] l E 282* Setup circle definition parameters r
TRACUT/® N 283  SYSTEM.PLANE X = "X"
TRANS/ 284  SYSTEM.PLANE Y = "Y" |
TRANSFER/* 285  SYSTEM.PLANE Z = "Z" 1
TRANSITION/* 286 GLOBAL.PLANE = SYSTEM.PLANE Z ‘
TRANSITION_3X/* 287  SYSTEM.CIRCLE CENTER X = "I"
TRANSITION_5X/* 288  SYSTEM.CIRCLE CENTER Y = "J" -
TURRET/” 289  SYSTEM.CIRCLE_CENTER Z = "K"
Hesy” 290|  SYSTEM.CIRCLE_RADIUS = "R" ‘
UCS_GET_INDEX/* 291  SYSTEM.CIRCLE ANGLE = "MAR" |
ucs_MuLTI 292  SYSTEM.HELICAL = 1 ‘
UCS_SAVE/* 293  GLOBAL.CIRCLE_90 = 0 |
UNFORCE/* 294  GLOBAL.CIRCLE_MINRAD = 0.000000 b
UNIT/ 295  GLOBAL.CIRCLE_MAXRAD = 0.000000 v
UNITREG/ vl - »

Puc. 4. PepaktupoBaHue Makpoca.
Fig. 4. The macros editing.

o |MSpexec - 0 x

i FILE VIEW LICENSE HELP

ETRE MR- Y 4

/ Postprocess \ Controller Emulation ' ISO Conversion

Postprocessor | C:WUsers\Fugeny\Desktop\AXIOMA_3X.lib

APT/CL file | C:\Users\Eugeny\Desktop\HSM-Final.aptsource
Output file I C:\Users\Eugeny\Desktop \HSM-Final.nc
Olistfie | E:VMS_postUMSposts2fstiies\HSM-Final is
Input type Eeneral APT v |

Display output file on completion

Puc. 5. lNoctnpoueccuposanue Y nog HIMY «AkcuOMA KoHTpon».

Fig. 5. The postprocessing of the control program for the AksiOMA Control CNC.
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unn ¢ nomolbio apyroro umetoweroca M0, obnapatowiero C nomowlbio penaktopa Yl pononHWTeNbHO NpoBepeHa
aHanorMyHbIM QYHKUMOHaANOM [7]. KOPPEKTHOCTb NepeMeLLEeHniA UHCTPYMeHTa (puc. 6) Bo Bpe-

[anee B 1abn. 1 u 2 npeactasnexbl gpparmenTbl YIT dpe- M5 06paboTKM M MOXKHO BHECTM KOCMETUYECKME U3MEHEHUS
3epHoli 1 TokapHoi 0bpabotku ons MY «AkcuOMA KoHTpon». B KOA NMporpaMMbl, Cii B 3TOM eCTb He0bX0aMMOCTb.

Ta6nuua 1. Oparment YT ang «AkcnOMA KoHTpon»
Table 1. Part of the control program for the AksiOMA Control

Teker YN KommeHTapwmii
®pe3sepoBaHue HasBanue/tun YN

; [lononnuTenbHas nHpopmaums,

; * INTELLIGENT MANUFACTURING SOFTWARE TPRHCIVIpYETCA aBTOMATUIECKN B Gailn
Mpy NOCTNPOLLECCUPOBAHNM

; * IMSPOST VERSION: 8.2F *

; * USER VERSION: 1 *

; © PROGRAMMER: EUGENY SHATIN *

; * PROGRAM REVISION: 1.0000 *

; * COMMENT: NOCTMNPOLIECCOP [1/14 3-X OCEBOM

; * DATE: WED APR 21 2021 16:46:38 *

NO G90 G94 G80 G49 GOO Gb4 G190 G40 G153 G17 G54 BRISK ORIAXES Crpoka 6esonacHocTu

N10 GO 2120 KoopamHaTbl Havana/3aBepLueHus
nepexopa 0bpaboTkm

N20; TOOL DATA: T1 END MILLD 5_1, T END MILL D 5_1 [laHHble 06 MHCT.

N30 G49 OTMeHa BCeX KOMMEHCaLMiA MHCTP.

N40 M5 OTK0YeHMe WNUHAens

N50 D1 T=1 Mé BbI30B MHCTpPYMeHTa

N60 G43 BKn. KoMneHcaLmmn AIMHHBI MHCTP.

N70 X46.323 Y62.635 S3800 M3 3anycK WnuHaens

N80 721.553

N90 M8 Brniouenne COX

N100 G1 X46.321 Y62.13 Z21.418 F=780 Hauano o6pabotku ¢ paboyeii nofayen

N110 X46.078 Y60.311 220.926

N120 X45.754 Y59.253 720.629

N130 X44.761 Y57.125 720

N188050 G3 X42.5 Y62.857 |=35. J=62.857 06paboTKa ¢ MCnosb30BaHMEM KPYroBOW

N188060 G1 Y79.736 WHTEPNONALMY, 33[aHHON Yepe3 NossipHbIe
KOOpAMHaTb

N188070 G3 X36.418 Y87.101 1=35. J=79.736

N188080 G2 X15.416 Y92.492 1=69.973 J=261.4

N188090 X1.829 Y107.029 1=21.717 J=112

N188240 GO X88.283 3asepLuenue Y1 co cbpocoM Bcex

N188250 G1 7-4.33 MOJa/bHbIX HACTPOEK

N188260 722

N188270 232

N188280 M30

DAl https://doiorg/1017816/2074-0530-624786
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Tabnuua 2. OparmeHt Y11 ans «AkcuOMA KoHtpon»
Table 2. Part of the control program for the AksiOMA Control
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Teker YN

KommeHTapwii

TokapHas obpaboTkal

Hassanue/tun YN

L kkkkkkkkkkkhkkkkkkkkkkhkhhkhhhhhhhhhhhhhkkkrkkkhhkhdkx

; * INTELLIGENT MANUFACTURING SOFTWARE  *

; * IMSPOST VERSION: 8.2F *

; * USER VERSION: 2 *

; * PROGRAMMER: EUGENY *

; * COMMENT: NOCTNPOLIECCOP 1151 TOKAPHOW OBPABOTKM
; * DATE: WED APR 21 2021 12:02:21 *

NO G94 G97 G49 G15 G40 G71 GOO G172 G8O G18 G98 G191 G53 6272 G153 G72 G193

G90 Go4

N10; MEXAHWYECKAA OBPABOTKA BTYJIKU
N20 GO X100. Z753

N30 7250

N40; TOOL DATA: T1 EXTERNAL INSERT-HOLDER
N50 T=1 Mé

N60; OBPABOTKA TOPLA

N70 X93.5 YO S500

N80 Z-1.167

N90 M8

N100 G1 G95 X91.5 F=8.3

N110 X0 F=.25

N120 X.212 Z-.955 F=.8

N130 GO X93.5

N140 Z-2.833

N150 G1 X91.5 F=8.3

N3640 G2 X24.5 Z-48. R=3.5
N3650 G1 Z-100

N3660 G3 X18. Z-106.5 R=6.5
N3670 G1 X0

N3680 G40 X-.212 Z-106.288 F=.8
N3690 M30

[on. nHpopmMaums, 3anoxeHHas
pa3paboTyMKoM Yepes NocTnpoLieccop

Crpoka 6e3onacHocTh

OTBOZ B JOMALLHIOI MO3ULMIO

[laHHble BbI3bIBAEMOTO MHCTP.
BbI30B MHCTpyMeHTa

Hauano obpabotku

3asepLuenue YT co copocom Beex
MOJaNbHbIX HAaCTPOeK

MprMeyaHwe: ybeamBLUMCL B KOPPEKTHOCTM BbIMOTHEHUSA
YI, BHeCNM M3MeHeHWs B CKOpOCTW Mojadun ans bonee bbi-
CTPON cUMynALMM 0bpaboTkm nporpammel B YIMY. AHanoruy-
Hble [eicTBUS NpoBeaeHbl U ¢ apyrumu YI1.

[na TecTupoBanua pabotbl noctnpoueccopoB B YITY
«AkcOMA KoHTtpon» Heobxogumo co3paTtb unu 3arpy-
3UTb YXe rOTOBbIe MPOrpaMMbl B TEPMWUHAN CUCTEMBI.
Mocne cospanua ¢annoB cCOCTaBNATCA Tabauubl WH-
CTPYMEHTOB, B KOTOPbIX HeobxofMMO yKasaTb MaKcu-
MaibHOe KONWYecTBO MNapaMeTpoB A5 KOPPEKTHOro
BbinonHenus YI, n ycTaHaBnuBawTCcA napameTpbl pas-
Mepa 3aroToBOK M HE0bXOLMMble CMELLEHMS, eCiv OHW
Tpebytotcs [8].

DAl https://doiorg/1017816/2074-0530-624786

Ha puc. 7-9 npencraBneHo TecTupoBaHue paboThbl
YN Kkak pns TexHonoruu nomyTHoro (pesepoBaHus, TaK
1 ons dpesepoBaHus no TexHonoruu HSM.

B npouecce 3anycka Y[ no BepTukanbHoMy (pe3epoBa-
HWIO B [1BYX BapuaLms TeXHONOrWi 06paboTku 1 ux BU3yanu-
3aLMM He BO3HMKIIO KPUTUYECKMX OLUMOOK WM HapyLUEeHMIA
TEXHONOrMW, MOKHO CYWTaTb, YTO MOCTApOLLeccop ANis TPex-
oceBon 00paboTKM npowweén TecTMpoBaHMe Ha base Yy
«AKcOMA KoHTpon» ycnelwuHo [9].

CnepnytoLLmM LuaroM WAET TecTMpoBaHKe paboTbl nocTnpo-
Lieccopa [ NpoBefieHUs ToKapHoi 06paboTku, NoKa3aHHoM
Ha puc. 10. B UMY 3arpyxeHa nporpamma obpaboTku fetanm
1 cOPMMPOBaH KOMMIEKT MHCTPYMEHTApKS ANS BbINOHEHMS
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_/ TigHSMAnalnc

18798
18799
18800
18801
18802
18803
18804
18805
18806
18807
18808
18809
18810
18811
18812
18813
18814
18815
18816
18817
18818
18819
18820
18821
18822
18823
18824
18825

[N187910 G2 X15.416 ¥92.492 I=69.973 J=IA
N187920 X1.829 Y107.029 1=21.717 J=112.
N187930 G1 z35.

N187940 GO X23.468 Y20.345

N187950 z30.

N187960 Gl z10.

N187970 G2 X38.75 Y56.362 I=55. J=28.21
IN187980 G3 X42.5 Y62.857 I=35. J=62.857
N187990 G1 Y79.736

N188000 G3 X36.418 ¥87.101 I=35. J=79.7
N188010 G2 X15.416 ¥92.492 1=69.973 J=%
N188020 X1.829 ¥107.029 1=21.717 J=112.
N188030 Gl Zz40.

N188040 GO X0 YO z120.

N188050 ; TOOL DATA : T2 DRILL D 15,T2
N188060 G53

N188070 M5

N188080 M9

N188090 D1 T=2

N188100 x21.717 ¥112. z22. 870 M3
N188110 M8

N188120 Gl Z-4.33 F=1000.

N188130 z22.

IN188140 GO Xx88.283

N188150 G1 z-4.33

Izvestiya MGTU «<MAMI»

N188160 Z22.

N188170 z32. bl 58.283] Took | T2] Dist: [ 49609.828]
N188180 M3(| T v 112000] Feed| 1000.000] Totak[ 49509.828]

Puc. 6. lNpumep cumynsaumm obpabotku B pepaktope Y.
Fig. 6. An example of machining simulation in the control program editor.

3 AsTo Q Pabora Kanan 1 |

bIii Apaneep.

N8470 Z29. F=1000.

N8480 GO X108.174

N8490 Z19.

N8500 G1 Z-1. F=1070.

N8510 X86.532 Y20.345

853 N8520 G2 X75.583 Y3.065
1=55. J=28.216

80 N8530 X72.417 Y3.065 I=74.

KoHeuHas NMopaua | O6opoThi
108,174 | [ ] 180,000, 120% |emmmemmmmmmpe
ERESI0) 0000, 105%

108,174

BHA
F2 F5 F6 F9
OcraHoBuTL Bosapar
npouecc

107,040 107,040

28,701 19,000

Puc. 7. NMpoLecc TPEXoceBOro KOHTYPHOIO MOMYTHOrO (pe3epoBaHNUA KPOHLUTEIiHA.
Fig. 7. The process of the three-axial contour climb milling of the mounting.

@ 03.04.2021
17:16:45

/NC/LAB/1/TEST-3X.nc [
2944 N29370 Z22.
2245 N29380 Z32.
B N29390 M5 ‘I-
297/ N29400 M30 ‘:

KoHeuHas NMopaua | O6opoThi C6poc snga

I ] 000,000 120%
Bua
112,000 112,000 ™| 1346,070  105%

32,000 32,000 105% -

88,283 88,283

2 F5 F6 8 F9
OctaHoBuT Boaspar
npouecc

Puc. 8. OkoHuaHue TpexoceBoii 0bpaboTky.
Fig. 8. The end of the three-axial machining.
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@1 03.04.2021
2 2

KoHeuHas

55,344
122,386
10,100

55,453
122,386
10,100

...AB/1/TEST-3X-HSM.nc
6763 N67610 X54.273 Y122.587
6763 N67620 X55.126 Y122.386
2 N67630 X55.453

671 N67640 X54.463 Y139.296
672 N67650 X54.21

673 N67660 X53.729 Y139.158
674/ N67670 X53.283 Y138.931
6775 N67680 X52.861 Y138.664
6776 N67690 X52. 475 Y138 346

S1
Cwmemenue <>

Mopaua | 050p0Tbl
I /] 1800,000, 120%
M
EREP ) iss0000, 55

Puc. 9. MNpouecc dpesepoBanns kapMaHa no HSM TexHonoruu.

OcraHoBHTH.

Bosspar
npouecc

Fig. 9. The milling process of the pocket according to the HSM technology.

[

91,712
0,000
-169,138

91,712 ‘m@ 960,000 100%
a0d0 \m 621,075 1000, [N

Cmeuwenne <>
185 N1650 X91.712 Z-169.138 F=.8 -
17 N1660 ; YACTOBOE TOYEHUE

84 N1670 X75. Z0 F=.4 S500

163 N1680 Z-3.232

170/ N1690 X63.939 }
[
D

11 N1700 G42 X65.354 Z-4.646
F=6.3

172/N1710 X68.354 Z-7.646 F=.4

173 N1720 G3 X68.5 Z-8. R=.501

1174 N1730 G1 Z-101.757

1175 N1740 G3 X70.5 Z-106. R=5.5

178/ N1750 G1 Z-125.523

177 N1760 G3 X75.5 Z-131. R=5.5

E3

NMopaua | O6opoTbi
C6poc suaa

Bua

=000 100%

Napamerpst
OTOBpaXeHus...

Puc. 10. YucToBoe KOHTYpHOE TOYEHMe.
Fig. 10. The finish contour turning.

onepaumu. lNepen, 3anyckoM NporpaMMbl B HACTPOMKaX BU3Y-
anu3auun U3MeHEH TUM ornepauyy Ha NpoBefeHe TOKapHOiA
06paboTKK, yKasaHbl pa3Mepbl 3aroTOBKM M 33JaH0 CMeLLe-
HWe KoopamHaTHbIX ocen [10].

Tak Kak Mopynb 3D-Bu3yanusaumm UMY He MoXeT Kop-
PEKTHO MOKa3aTb NPOLECC pacTaynBaHKUs OTBEPCTUSA BO Bpe-
M5 06paboTKM B Lipyroi niocKocTy, 3ToT pparMeHT Y11 bynet
NpeacTaBnieH B pexume 06bl4HOM rpaduku B nnockoctu ZX
(puc. 11). Huxe npeacTaBneHsl pesynbTathl TECTUPOBAHMS:

3AKJIKYEHUE

B pesynbTate NpoBeAEHHOMO MCCNE0BaHNS paccMOTpeHa
poSib aBTOMAaTWU3WPOBaHHBIX CUCTEM B MPOLECCe MPOEKTUpO-
BaHuWA 1 pa3paboTky ynpaenstoLwmx nporpamm. [lns peLueHus
3apaum paspabotku nocrnpoueccopoB ana UMY «AkcuOMA

DOl https://doiorg/10]

KoHTpon» BbIOpaH KOMMEKC 418 aBTOMAaTU3UPOBaHHOI pas-
paboTku noctnpovueccopos IMSpost.

lMocne yero AnA NPOEKTMPOBaHWUS TEXHOMOTUYECKOro
npouecca (TT) MexaHW4ecKoi 06paboTKM NOA CTaHKM C pas-
JINYHBIMUA KMHEMATUYECKUMM CXeMaMm Obin chOpMMpOBaH Te-
CTOBbI/ Habop feTanel, Ha OCHOBE KOTOpOro Obiu onmcaHsl
pa3nuyHble TEXHONMOrUK MeTannoobpabotky.

TpéxoceBas 0b6paboTka 0QHOTO M3 M3AENMA PacCMo-
TpEHa B [BYX BapuauMsXx: C WCMOb30BaHUEM MOMYTHO-
ro u HSM dpesepoBanus. BeicokockopocTHas obpabor-
Ka onucaHa MyTéM [eTafbHOW HACTPOMKW PasfNYHbIX
napamMeTpoB 00paboTKM, TaKMX KaK CKOPOCTb pe3aHbf,
KonuyecTBo 060poTOB LINMWHAENS OTBOLOB, MOABOJOB,
KONM4ecTBa NpOXoA0B M ApYruX, nocnie Yero 6bino npose-
[EHO CpaBHeHWe ABYX TEXHOMOTWA MO pasfMyHbIM MOKa3a-
Tenam nonyumslumxca YN B cpepe CIMCO Edit (pepakTop YN),

7816/2074-0530-624786
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02300: BupryansHuii apaisep.
M

127[X

/NC/TEST-turn.nc
%3 N3620 G3 X35. Z-44.5 R=4.5
% N3630 G1 X28. -
E N3640 G2 X24.5 Z-48. R=3.5

Asromacwrab

Yeenuuurs

%5 N3650 G1 Z-100.

f

|
102 I
|
|

%7 N3660 G3 X18. Z-106.5 R=6.5 g

%2 N3670 G1 X0

9 N3680 G40 X-.212 Z-106.288
F=.8 S4

370/ N3690 M30 YueHbunTs 8 2

pa3a

YueHbuwnts

Puc. 11. OkoH4aHMe ToKapHo# 06paboTKM.
Fig. 11. The end of turning machining.

BbISIBNIEHO CYLLLECTBEHHOE COKPALLEHNE MALLMHHOM BPEMEHH
obpabotku (26%) [11].

Mo oKoHYaHWM MopenupoBaHui (BepudmKaumm) TI1
LNs BCEX M3Aenuid npoBefeHa pabota no paspabotke noct-
npoueccopoB (Ha 6ase noctnpoueccopa Siemens 840D)
ans Yny «AxkcOMA Kontpon», nocne Yero 6bi1o npoBegeHo
TeCTMpoBaHue paboTbl MOMTyYMBLUKMXCA NOCTMPOLIECCOPOB My-
TEM noctrpoueccupoanus YIT v 3anycka ux B YIY.

B npouecce TectupoBanusa YI ¢ ux Bu3yanusaumen
He BO3HMKJI0 KPUTMYECKUX OLWIMOOK unu oTKNnoHeHun ot T,
Ha OCHOBaHWM Yero CLeNaH BblBOf, YTO MOCTMPOLLECCOpb
YCMELIHO NPOLL/M TECTUPOBAHME.

TakuM 0bpa3oM, NocTaBneHHbIE 3aJa4K PaCcKPbITHI U pe-
LUEHbI B MOIHOM 06BEME, Ha OCHOBAHWM YEr0 MOXHO CUM-
TaTb, 4YTO LieNb no dopManu3aumu npouecca paspabotku YI1
ansa Yy nocpeactsoM cosfaHua noctnpoLeccopos ans UMy
«AKcMOMA KoHTpon» bbina AoCTUrHyTa.

AOMOHUTE/IbHAAA UHOOPMAL UA

Bknap aBtopos. C.C. [yceB — nowck nybnmkaumi no Teme
CTaTby, HanucaHve Tekcta pykonucy; B.B. Makapos — pe-
[aKTpOBaHMe TeKCTa pyKonucu. ABTOpbI MOLTBEpPXAAlT
COOTBETCTBME CBOEr0 aBTOPCTBA MEXOYHapOAHbIM KpuTe-
pusaM [CMJE (Bce aBTOPbl BHECSM CYLUECTBEHHbIA BKMA[
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I R T T T S A S
® CKC Texkywasn KoHeuHasn NMopaua | O6opoTbl L D—
e 24,547 24,400 | MW 200,000 90% =
0,000 0,000 | [P (C] 250,000  90%
[z -46,982 -a8,000 | IO _0,000 90% |

B pa3paboTKy KOHLENLWW, NPOBELEHUE UCCNeA0BaHMA 1 Noa-
FOTOBKY CTaTbW, MPOUIM ¥ 0A06pPUAM GUHAMBHYID BEpCUID
nepen nybnvKaumen).

KoHnukt uHTepecoB. ABTOpbI AeKNapupyloT OTCYTCTBUE
ABHBIX 1 MOTEHLMANBHBIX KOH(AMKTOB MHTEPECOB, CBA3aHHBIX
C NybnmMKaLwen HaCTOALLEN CTaTby.

UcTouHnk dmHaHcupoBaHus. ABTopbl 3asBnstOT 06 oTCyT-
CTBMM BHELUHEro (MHaHCMpOBaHWA NpY MPOBELEHUN MCChe-
[0BaHMA.
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