ABTOMATH3aLHUs U MOJIeJIIPOBaHNe B MPOEeKTHUPOBAHUU U ynpaBiaeHuu. 2023. Ne 3 (21). C. 32-41.
ISSN 2658-3488 print, ISSN 2658-6436 online
Automation and modeling in design and management. 2023. Ne 3 (21). P. 32-41.

Hayunas crates

Cratrbsi B OTKPBITOM JIOCTYTIE

VK 62-523.8

doi: 10.30987/2658-6436-2023-3-32-41

O MOATOTOBUTEJBHOMN ONTEPAIIUY POBOTU3UPOBAHHOM
PA3JEJIKHU ITOA CBAPKY OTBOJA I'HYTOI'O

Muxaui Cepreesud Yemaypos!, Muxauin Baagumuposuy [Ipokonos?,
Anexcanap Bacniabesuu Kupnuenko?

123 Benroposickuii Tocy1apcTBeHHbIH TexHonoruueckuil ynusepcuter um. B. T'. Illyxosa,
r. benropon, Poccust

Vavtpost@mail.ru

2 prokopovmihail@mail.ru

3 cool.ahsas@ya.ru

AuHoTanust. [Ipednodcen agmopckuil gapuanm noO20MOGKU K MexaHuueckoi obpabomke mopyos omeood
KpymousoeHymozo hoo ceapky. Ceou uccnedoganus agmopvl CHpOSAm, ONUPASC, HA MPebO8aHUs HOPMAMUBHYIX
OOKYMEHMO8, pe2laMeHmupylowux 2eomempudeckue U mexHuyecKue XapaKkmepucmuxu uzoenus. Aemopul npediazarom
€6oll, 0O0CHOBAHHBIIL @ pabome, GAPUAHM UMEPEHUs OMBOO08 KPYMOU30SHYMbIX, € OAIbHEeUWUM npoeedeHuem
MexaHuyeckoil  obpabomku no paspabomanHomy —aneopummy. [lauHwlll  aneopumm  NO360NAemM  GblNOIHUNIb
CPABHUMENbHYIO OYEHKY PeanbHblX 2€OMempUiecKux noKazamesnetl 3a20no6Ku, NOTYYEHHbIX 8 pe3ybmame usMepeHus,
¢ HOPMAMUBHBIMU OAHHLIMU 8 20CYOAPCMBEHHbIX cmanoapmax. Pesymemamul, npusedennvie 8 pabome, mozym Obimy
none3Hvl He MONbKO UCCNe008AMENAM, GbINONHAIOWUM AHATO2UYHbIE PADOMbL, HO U UHJICEHEepaM HA NpOoU3Bo0Cmae,
SAHAMBIM  ABMOMAMU3AYUel Npoyeccos KOHMPONs U OUASHOCIMUKY, d MAKdCe GblNOIHeHUeM OOCTYICUSAHUA U
pemonma 060py0osanus.

KontoueBble cioBa: 0TBOA KPYTOM3OTHYTBIH, POOOTH3NPOBAHHOE M3MEpPEHHE, poOOTH3MpOBaHHAs 00padoTKa,
IrOPUTM, CPaBHEHHE, OLICHKA

Jasa uurupoBanus: Yemuypo M.C., ITpokomos M.B., Kupuuenko A.B. O moaroroBuTensHON omnepanuu
pOOOTU3NPOBAHHOM pa3NeKy MO CBapKy OTBOJA T'HYTOro // ABTOMAaTH3alys M MOJENNPOBAHNE B NPOEKTUPOBAHUU U
ynpasaenuu. 2023. Ne3 (21). C.32-41. doi: 10.30987/2658-6436-2023-3-32-41.

@DuUHAHCHPOBaHMeE: CTaTbsl IOJArOTOBJICHA B paMKax peanusauun PenepaJbHON NPOrpaMmbl MOArOTOBKH
yHuBepcureta «[Ipuopurer 2030», ¢ ncnoab3oBaHreM 000pyJOBaHKS Ha 0a3e LEHTpa BbICOKMX TexHosoruit BI'TY um.
B.I'. lllyxoBa.

Original article
Open Access Article

ON THE PREPARATORY OPERATION OF ROBOTIC WELDING
OF A KNUCKLED BRANCH

Mikhail S. Chepchurov!, Mikhail V. Prokopov?, Alexander V. Kirichenko?

1-2.3 Belgorod State Technological University named after V.G. Shukhov, Belgorod, Russia
Vavtpost@mail.ru

2 prokopovmihail@mail.ru

3 cool.ahsas@ya.ru

Abstract. The author’s variant of preparing for machining the ends of the knuckled branch for welding is
proposed. The authors build their research based on the normative document requirements regulating the geometric
and technical characteristics of the product. The authors propose their own option, substantiated in the work, for
measuring the knuckled branches with further machining according to the developed algorithm. This algorithm allows
performing a comparative assessment of the real geometrical parameters of the workpiece resulting from the
measurement with the normative data in the state standards. The findings presented in the paper can be useful not only
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BBenxenue

OTBOZBI KpYyTOM30THYTBHIE IpPUMEHSIOTCS B TpybompoBoaHbix cucrtemax ADC u TOC.
Bonwimoii mporeHT O6paka mo00HBIX OTBOJIOB, HE TO3BOJISIET 00ECIIEYNTh HU3KYIO CEOECTOMMOCTD
KOHEYHOHM IPOJYKIWH, BBHUIY OTCYTCTBHSI HAJEKHBIX METOJIOB M CIIOCOOOB Oa3MpOBaHUS IIpH
(GOpMHUPOBAHUN TPACKTOPUU TIEPEMEIICHUSI PEXYIIEro MHCTPYMEHTAa, YTO JIEJNAeT MOBBIIICHUE
3¢ QEeKTHBHOCTH MPOM3BOACTBA OTBOJOB AaKTyaJdbHOM 3agadeil Ha MPEANPHITHSX, 3aHATHIX
BBIITyCKOM fieTaiel TpybonpoBoaoB st ADC u TOC [9, 10].

OTBOABI JTOMKHBI HMETh MPAaBUIBHYIO TEOMETPHUIO U  pa3Mephbl, COOTBETCTBOBATH
TpeOOBaHMSIM TIO paguycy ¥ YLy THOKM, HE MPEBBIIATh BEIMYNHY OTKJIOHEHHS OT
HEPIEHANKYIIPHOCTH TOPLIOB, a TaKKe€ HE MPEBbIATh BEIWYMHY TOJIIUHBI CTEHKH B MeCTe
PacTOYKH.

OcHoOBHO# TpoOJIEMON TOMyYeHHUs] HEOOXOIUMON T€OMETPHUU MECT IOJ[ CBApKy SIBIISETCS
reoMeTpH sl TOpIia 3ar0TOBKY, IOJIydaeMasi METOJIOM IPOTSKKU Yepe3 porooOpa3HbIil cep/IeUHHUK.

3aroToBKa MPUXOANWT HA MEXaHWUYECKYI0 OOpabOTKY C Pa3MMYHBIMH TOJNIIMHAMH CTEHKH B
pacTSHyTOH U c)kaToi 30HaX B TOPIIEBOM ceueHuH (puc. 1).

Puc. 1. Pa3HOTO/IIIMHHOCTD 3arOTOBKH Nepe] MeXaHu4eckoii 00paboTkoi noJ cBapky:
D — HapyxHblil AuameTp; L — rabapuThl 3aroTOBKY; R — paanyc ruoku; S u S| — TOJLIMHA CTEHKU B pacTsAHYTOH U
CXKaTOMU 30HaX
Fig. 1. Variation in thickness of the workpiece before machining for welding:
D — outer diameter; L — dimensions of the blank; R — bending radius; S and S; — wall thickness in the stretched
and compressed zones

B cBs3u ¢ oTUM mepen MexaHWYecKod o0pabOTKOM MmoJ cBapKy HEOOXOIMMO MPOU3BECTH
U3MEpEHUs] TOJNIIMH 3aroTOBKU, W Jajiee, MpH HEOOXOAMMOCTH, CMECTUTh HHCTPYMEHT Ha
HEOOXOIMMYIO BEJTUUMHY, YTOOBI BBIIEPKATh TOJIIMHY CTEHKH B MeCTe pacTouku Sk (puc. 2).

MeTo KOHTaKTHOTO KOHTPOJS OTBOJIOB THYTHIX C HCIOJL30BaHWEM B KayecTBe IIyma
PEKYIET0 WHCTPYMEHTA 3aKII0YaeTCss B TOM, YTO JUISI KOHTPOJIS T€OMETPHYECKHX IapamMeTpoB
OTBOJIOB THYTBIX HCIIOJB3YETCS PEXYIIUNM WHCTPYMEHT B KadecTBe mrymna (puc. 3). ITOT METOn
M03BOJISIET KOHTPOJIMPOBATh KaK BHYTPEHHUE, TaK U BHEIITHIE MOBEPXHOCTH OTBOJIOB THYTHIX.
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Puc. 2. Cxema TokapHoii 00paGoTKH TOPLOB 0TBOAA
Fig. 2. Scheme of turning the ends of the outlet

Metoap! u pemenust

CyTh MeTOIa 3aKitoyaeTcss B TOM, YTO PEXYIIHA WHCTPYMEHT YCTaHABIMBACTCS B
npucnocobieHne Ha (IaHIle MAapHAPHOTO MAaHWUMYJSTOpAa W TIepeMemaeTcs BIOJh MOBEPXHOCTH
OTBOJIa THYTOTO, cOmpHKacasch ¢ Heil. B mpollecce mepeMereHuss WHCTPYMEHT 3alUCHIBACT
3HAYCHUsI KOOPAWHAT U 3aHOCUT WX B CUCTEMY YIPaBJICHHUS 000PYI0BaHUEM.

Jlnst KOHTpOJs BHYTpPEHHEW TOBEPXHOCTH OTBOJA THYTOrO, HCHONB3yeTcss (pesza ¢
OTIpe/IeJICHHBIM paJnycoM, KOTOpOE IepeMelIaeTcss BIO0Jb BHYTPEHHEH IOBEPXHOCTH OTBOJA
rayToro. IIpym KOHTaKkTe cO CTEHKaMH OTBOAA (pe3a CMelaeTcs, YTO 3aHOCUTCS B CHCTEMY
ympasieHus [1].

JInst KOHTpOJIE BHEIIHEW MOBEPXHOCTH OTBOJA THYTOTO, HCHOJb3yercs (pesa, KoTopas
nepeMeInaeTcs BI0JIb BHEITHEH MOBEPXHOCTH OTBOJA THYTOro. IIpm koHTakTe (ppesa cmemaercs,
YTO TAKXKe 3aHOCUTCS B CUCTEMY yIpaBieHus [2, 5].

Puc. 3. Ucnosib3oBanne ¢pesbl B Ka4ecTBEe H3MEPUTEILHOI0 HHCTPYMEHTa
Fig. 3. Using a cutter as a measuring tool

JlaHHBI METOJI KOHTPOJII OTBOJIOB THYTBIX C HCIIOJIb30BAHUEM B KAuecTBE IIyla PexyIIero
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MHCTPYMEHTa MO3BOJIIET IMOIYYUTh BBICOKYIO TOYHOCTH U CKOPOCTH KOHTPOJISI T€OMETPUUYECKUX
MapaMeTpoB OTBOJOB THYTHIX, peallu3yeTcsi OH TOJIBKO B TOM CJIy4yae, €Clid B MaHUITYJIATOpe
YCTAHOBIIEHBI JIAaTYUKH, (PUKCHUPYIOIINE COMPUKOCHOBEHHE WHCTPYMEHTA W IOBEPXHOCTH
3aroTOBKH.

JIst BEIIONTHEHUST M3MEPEHUN BBITMOIHSIETCS MpeIBapUTeNibHas KaTuOpOBKAa WHCTPYMEHTA B
COOTBETCTBUU C WHCTPYKIMEW HA CHCTEMY yIpaBlieHUS poOOTOM, MCHOIB3YyEMBId aBTOpaMH s
skcriepuMenTa pobor KUKA agilus R1620 ¢ xontpomuiepom KRC4 1mo3BosiseT BBIMOTHUTH 3Ty
OTIEepalLHIO.

Takum oOpa3oM, cuCTeMa KOOpJMHAT HHCTPYMEHTA MEPEHOCUTCS W3 3aJaHHOH TOYKHU
cuctembl koopanHaT TCP B KOHEUHYIO TOUKY HHCTPYMEHTA U PAcUeThl BEAYTCS OT Hee.

Ha puc. 4 mnpencraBieHbl cXeMbl ONpEJEICHUs TOpIA 3aroTOBKH WA OIpeeIeHUs
IUTOCKOCTH 3aroToBKH. [IpeamonaraeTcs, 4To MHCTPYMEHT MOCJIEA0BaTENbHO OT V1 K V4 Kacaetcs
TOpL@ 3arOTOBKM TEM CaMbIM OIIPEJAEISAETCS PACIOJIOKEHNUE IIJIOCKOCTH OTHOCHTENIBHO OCH

MHCTPyMEHTA.
A

N\
08 [1A0CKOCI
NOBEXHDOIMR QAN

Puc. 4. Cxema KaJiuOpOBKU HHCTPYMEHTA OTHOCUTE/IbLHO TOPLA 3ar0TOBKHU
Fig. 4. Scheme of tool calibration relative to the end face of the workpiece

Ha puc. 5 npezacraiena cxema, rjie B KadecTBe MIAPHUPHOTO MAHHITYJISITOPA HCIIONIB3YETCS
MaHHUITYJIATOP C TPY30I0JABEMHOCTRIO 16 Kr juis oOpaOOTKHM Malbix amaMmerpoB. Ha duranme
MaHUITYJISITOpa paclojaraeTcss MOTOP-IIITHH/IENb, C YCTAHOBICHHON B HEM (pe3oil.

3aroToBKa OTBOJA 3aKpEeIUIIETCS B MPHU3ME, PACHOJIO0XKEHHOM HAa OCHOBAaHUM 3aroTOBKH, U
pIKUMaeTcsl K Helt xomyTamu. [Ipu 3ToM ocHOBaHME KECTKO 3aKpEeIUISIeTCs Ha CTOJIE WIH IPYTOi
MOBEPXHOCTH.

Bbuter MHCTpyMeHTa OTHOCHTENBHO (praHIa MaHUIYJSITOpA — 3TO PACCTOSIHUE MEXIY
KOHIIOM HMHCTPYMEHTa W IUIOCKOCTHIO (hIaHIla MaHUMYJSATOpa. DTOT MapaMeTp MOXKET HMETh
Ba)XHOE 3HAUEHUE NPHU MPOESKTUPOBAHUY M SKCILTyaTallud MaHUITYJIITOPA, IOCKOJIbKY OH BJIMSET Ha
JIOCTYITHOE TIPOCTPAHCTBO JUIsI PaOOThI MHCTPYMEHTa W MOXKET OTPAaHHYUBATH BO3MOKHOCTH
BBITIOJTHEHHUSI OTIPEJICICHHBIX oreparnuii [3, 4].

Jli yCTaHOBKM JIOIyCTHMOI'O BbUIETA MHCTPYMEHTA OTHOCHUTEIBHO (pIaHIla MAaHUIYJISTOpA
ClIeJlyeT pPYKOBOJCTBOBAThCS TpPeOOBAaHMSAMH KOHKPETHOrO OOOpYNOBaHHS W CTaHAApTaMU
6e3onmacHocTd. OnTUMaNbHOE 3HAYCHNE BbUIETA MHCTPYMEHTA 3aBUCHUT OT THUIIA MHCTPYMEHTA, €ro
pa3MepoB W Beca, a TaKke OT KOHCTPYKTHBHBIX OCOOeHHOCTel maHummyisitopa. Hampumep, as
UCTIOJB30BaHUSl  TSDKEJIBIX HHCTPYMEHTOB W OOECIEUYeHHS JOCTAaTOYHOM  yCTOHYHMBOCTH
MaHUITYJISITOpa MOXKET MOTpeOoBaThCsl yMEHbIICHNE BblIeTa. BaXkHO Takke yUYUTHIBATh BOZMOYKHBIE
TMHAMAYECKHE Harpy3kh Ha WHCTPYMEHT W MAaHHUIYJISATOp B mporecce paboThl, YTOOBI
IPeOTBPATUTh BO3MOKHOCTh BO3SHUKHOBEHUS aBAPUMHBIX CUTYallUi.

Kpome Toro, mpu BbIOOpe JOMyCTUMOro BbLJIETa HMHCTPYMEHTa OTHOCHTEIbHO (raHIla
MaHUIYJSITOpa HEOOXO0AUMO YUUTHIBATh THIT M pa3Mephl 3aTO0TOBKH, a TaKKe TpeOyeMyIo TOYHOCTh
00paboTku. Eciy BbUIET MHCTPYMEHTA CIIUIIKOM OOJIBIION, 3TO MOXKET IPUBECTH K HEOOXOUMOCTH
UCTIOJIB30BaHUsT OoJiee MOIIHBIX MAHHITYJIATOPOB W 0OJiee TOYHBIX CHUCTEM YIIPABIICHUS, UYTO
MOBBIIIAET CTOMMOCTH 00OpyAOBaHMs. B TO ’Xe BpeMs CIHIIKOM MaJleHbBKHH BBUIET MOYXKET
IPUBECTH K TPYIHOCTSIM IIpU 00pabOTKe 3aroTOBOK OouibLIoro pasmepa [6, 7].
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Puc. 5. BoulieT HHCTPYMEHTA OTHOCHTE/IbLHO (MIAHIIA MAHUIYJISITOPA
1 —3aroToBka; 2 — mpucnocobieHne; 3 — IapHUPHBI MAHUTTYJIATOP; 4 — MOTOP-LIMUH/AENb; 5 — HHCTPYMEHT
Fig. 5. Scheme of tool calibration relative to the end face of the workpiece
1 —blank; 2 — fixture; 3 — articulated manipulator; 4 — motor spindle; 5 — tool

Kpome TOro, HEOOXOQMMO YUYHTHIBATH BO3MOKHOCTH KOJUIM3HH MEXJy WHCTPYMEHTOM W
JIpYTUMH 3JI€MEHTaMU CHCTeMBl B Tporecce paboThl. [l 3TOr0 MOXKET HCIONIb30BaThCs
MOJIETUpOBAaHUE TIpoliecca O0O0pabOTKM C TOMOIIBI0  CHEMUATU3UPOBAHHOTO IPOTPAMMHOIO
oOecrieyeHHs, KOTOpPOE€ TO3BOJIIET  OMNpPEIENUTh  ONTHUMAJbHBIE 3HAUCHHS]  IMapaMeTpoB
MaHHUIYJISTOPA U HHCTPYMEHTA JUTSI KKJI0U KOHKPETHOM 33J1a4uu.

Ha puc. 6 npezacraBieHbl reoMeTpUyecKie MOIETH TPAaeKTOpHil 0OpabOTKU BHYTPEHHETO U
HapyXHoro nuameTpoB. Ha ocHOBe HalilecHHOro LIEHTpa U JUaMeTpa T'€HEPUPYETCs] TPACKTOPUU
00paboTKH.

Oco0eHHOCTBIO TIepeMeleHHs pabodyero opraHa Mo OKpy>KHOCTH SIBJIIETCS TO, YTO KPyTroBoOe
JBH)KEHUE pabodyero opraHa BBINOJIHSAETCS 0e3 MHTepHOJIIIMU, HO MPU 9TOM TpedyeTcsl co3aHue
BCIIOMOTaTeJIbHOM TOUYKU Ha OKPYKHOCTH [8].

PaccmoTpum TpaekTopuro nepemenienns. Mi3HayaapHO B TOUKE Qpe3a MepeMeIaeTcsi B TOUKY
2 — HayaJlo, IpX 3TOM CKOPOCTH II€PEMEIIEHUS B TOUKY 2 IIaBHO yMeHbaeTcs 10 0. 13 Toukn 2
UHCTPYMEHT Inepemeniaercs B TOouky 4. Ilpm sToM paguyc TpaeKkTopuu Ompenensercs
BCIIOMOTATEJIbHON TOYKON 3, U3 TOUKU 4 MHCTPYMEHT MEPEMEIIAETCS B TOUKY 2 MPU 3TOM PaJNycC
omnpenensiercs Toukoit 5 [12, 13].

Puc. 6. 'eomeTpuyeckue Mojes Il TPaeKTOpHii
Fig. 6. Geometric trajectory models
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Taxum 06pa3oM GopMupyeTcs: BHEIIHSS U BHY TPEHHSISI IOBEPXHOCTHU Pa3AeiKH MO CBApPKY.
Jlnst BHyTpeHHEH:
Ys0 > Yo1 +dr; (1)
IPEIIOYTUTENIBHO:
Yso = Yo1 +d¢ +dr, (2)
rne d — MakcuMallbHas BeJIMYMHA CHUMAEMOTO MIPUITyCKa.

JI1st BHETITHEH:
ySi > dT, (3)
MPEIOYTUTEIBHO:
ySi =~ yil + dt + dT' (4)

Takum oOpazoM cucTeMa KOOPJAMHAT HMHCTPYMEHTA MEPEHOCHUTCS U3 3aJaHHOM TOUYKH
cuctembl koopanHat TCP, B KOHEUHYIO TOUKY HHCTPYMEHTA U PACUEThI BEIYTCS OT HEe.

Ha puc. 7 mnpexncraBieHbl CXEMBbl OIpPENEICHHS TOpLA 3aroTOBKH WM OINpEACIICHUs
IUIOCKOCTH 3aroToBkH. [lpenmonaraercs, 4To MHCTPYMEHT IIOCJENIOBATENIbHO, KaK TOBOPHUIIOCH
BBIIIIE, OT TOYKU Vi K V4 Kacaercss Topia 3aroTOBKH T€M CaMbIM OIPEIENSIETCS] PacloiOKeHNe
IJIOCKOCTH OTHOCUTENIBHO OCH HWHCTpyMeHTa. l[locie dWero WMHCTpYMEHT YCTaHABIMBAeTCs IIO
HOPMaJIX K 3TON MJIOCKOCTH JIJIsl BBITIOJHEHUS CIEAYIOIMINX U3MEPEHUH.

KoopauHaTs! 11eHTpa 110 BHyTPEHHEMY THAMETPY:

Xoi — Xll _ IXl'1|'2|'|Xi2| + %I (6)

KoopauHaTs! 1ieHTpa 110 BHENTHEMY JAUAMETPY:

yOO — y01 _ |y01|;|y02| + %; (7)
XOO - X01 _ |X01|';|X02| + %- (8)

Puc. 7. U3MepeHue BHyTPpeHHEro U Hapy>KHOT0 1HAMeTPa 3ar0TOBKH 0TBOJAA
Fig. 7. Measuring the inside and outside diameter of a branch

AJropuT™M U3MEpeHHs BHYTPEHHEH U BHEIIHEW MOBEPXHOCTHU IIPEJICTaBIEH Ha puc. 8.

37



M3mepeHue BHYTPEHHEN NOBEPXHOCTH

M3mepeHue BHelLHe NoBEepPXHOCTH

CI[i] — xoopjuHaTa I CO[o] — xoopauHaTa I
BHYTpEHHEeH OKPYXXHOCTH; ) Hapy>XHOH OKPYXHOCTK;
CI[1] - X CO[1] - Xo;
Cli2] - D0 T
CI[3] -Yju; = CO[3] -You; =
CI [4] ¥ i2; TELeMECT co [4’] = y02} Tleperecimuime Ha
122 UHCITPYMEHM HA Wo2 woe b abucumocmy
Bwsuc/ub Hanpabnerue Om Hanp-.
‘ HP/” @ HH,L
- o
>7(77U(m7b
KOOPCHATY
Herm <> Hem
La La
Puc. 8. Anroput™ n3MepeHns BHYTPEeHHeil 1 BHEIlIHeil MOBEPXHOCTH
Fig. 8. Algorithm for measuring the inner and outer surface
ITossicnenuss k air OopUuTMaM pHUcC. 9: KaKk TOJIBKO AO0CTUracM YyCJIOBUA — COXpaHsIEM B

MEpEeMEHHON [ 3HauYeHWe Imara, Ha KOTOPOM OBUIO COOJIOZCHO YCIIOBHE, 3aTeM W3MEHSEM
(yBenuumBaeM) 3Ha4YeHHWe i HAa |, W TIOBTOpSieM IIMKI TIOMCKA 3HAUEHUN N0 KOOpAWHAT st
3arOTOBKH T10 YCIIOBHUIO 4.

ket |
v

kz?jﬁ Sz
Puc. 9. [osicHeHus1 K aJropurMam
D,, Dy — Hapy>KHblil 1 BHyTPEHHUI 1UaMETP 3arOTOBKM COOTBETCTBEHHO
Fig. 9 Measuring the inside and outside diameter of a branch
D,, Ds— outer and inner diameter of the workpiece

Hauanbhbie Touku:

©)
~ Vo -2, (10)
an
(12)
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[IpenmnoyTuTenbHO:
ySO = y01 + dt + dT' (13)

rae 8§ — TapaHTUPOBAHHBIM 3a30p MEXAy TIOBEPXHOCTHIO MHCTPYMEHTAa M H3MEpsIeMOi
MTOBEPXHOCTEIO.

[locne ompeneneHuss JONMyCTUMOrO JMaMeTpa M BBIOOpa HHCTPYMEHTa HEOOXO0JIUMO
OTIPENICTTUTh IIEHTP MECTa I0Jl CBAPKY M CTeHEepUpoBaTh TpaekToputo oopadotku (puc. 10). Crout
OTMETHTb, YTO aBTOPHI, TAK)KE UCIOJIB30BAIM MporpaMMmy Ha si3bike KRL HamucaHHyio B cucteme
yHpaBJieHus: pobOTOM.

EACCESS RVP

EREL 1

EPARANM TEMPLATE = CAKRC\Roboter\Template\ExpertVorgahe
EPARAM EDITMASK = #

DEF Trajectory(

;- Kuka src file, generated by FreeCAD (hitps://www freecadweb.org)
-Thu Feb 9 00:42:28 2023

R definitions
EXT BAS (BAS _COMMAND -IN,REAL Z1M } ;zet base to World
BAS (#IMITMOW,0 ) ;Initialicing the defaults for Vel and so on

e main part

SVELCP = 1.000000 ; m/s; m/s

LIM ¥ -1311.832,¥ -152.916,7 1391.700,4 -145.000,B 0.000,C -0.000} ; Pt
SVELCP = 1.000000 ; m/s ; m/s

LIN {X -1324.220,Y -161.400,Z 1391.700,A -150.000,B -0.000,C 0.000} ; Pt1
SWELCP =1.000000; m/s; m/s

LIN {¥-1324.220,¥ -125.400,7 1391.700,4 -150.000,B -0.000,C 0.000} ; Pt2
SVEL.CP = 1.000000 ; m/s; m/s

LIM {¥ -1319.946,Y -199.680,Z 1391.619,4 -149 955 B -2.976,C -1.720} ; Pt3
SWELCP =1.000000 ; m/s; m/s

LIN {X -1318.692,¥ -149.153,Z 1416.491 A -144. 951 B -2.895,C -1.846} ; Pt4
SWELCP =1.000000; m/s; m/s

LIM ¥ -1318.692,¥ -149.153 7 1346.491 4 -144 951 B -2 .895,C -1.846} ; Pt5
SVEL.CP = 1.000000 ; m/s; m/s

LIN {X -1296.692,Y -145.153,7 1378.491 A -144 951 B -2 B95,C -1 846} ; Pt

endl

Puc. 10. TekeT nporpamMmm
Fig. 10. Program text

Ob6cyxnenne

Jlnst ompeneneHus TpaeKTopuu 0OpabOTKM MECT MOJA CBapKy HEOOXOJWMO YYHUTHIBATH
TOJIIIAHY CTEHKH OTBOAA, TPeOYeMyl0 TOYHOCTh OOpabOTKH, a TaKXKe TEXHOJOTUUECKHE
ocobenHocTd. OrmpenienieHne TPaeKTOpUU OOpaOOTKM 3aBUCUT OT TOJIIMH CTEHOK B TOPIIEBOM
cedeHNH 3aroToBkH. [1o 3Toif mprumHe aBTOpaMu OBLT MPOBEICH SKCIIEPUMEHT C MCIOJIH30BAHIEM
0TBOJIa THyTOro nuamerpoMm 89 MM U poOoTa, yKazaHHOro B ctarbe. Ha puc. 11 mpeacraBieHo
¢doTo, chaenanHOe BO BpeMs MPOBEJEHUS SKCIEPUMEHTA, C BHIECOMATEPUATIOM HW3MEpPEHUN MOKHO
03HAaKOMHTKCS B IIpe3eHTanuu 1o cceiike https://cloud.mail.ru/public/hKZe/7XqwthXNV.

B pesynbrare mody4eH MaccCMB TOYEK, KOTOPBIH MOXHO HCIOJL30BaTh ISt
«BOCCTaHOBIICHHSI» JIHaMeTpa 0OpabaTeiBaeMoro TopIia 0TBOJIa ¢ UCIIOJIb30BaHIEM TOTO Ke podoTa.

39



3akaroueHue

OnucanHasi aBTOpaMH METOJ/IMKA
BBITTOJIHEHUS MpeABaAPUTEBHBIX
3aMepOB 3aroTOBKM OTBOJA THYTOTO
MO3BOJIAIT B aBTOMATUYECKOM DPEXKHUME
MOJIyYUTh  JAaHHbIE O T[EOMETPHUH
TOPIIOB OTBOJA, €r0 PacHOJIOKECHUS
Ipd  HMCHOJIb30BAaHUU  IIAPHUPHOTO
MAaHMILYJIATOpa JUIsl ChEMa IpPUILyCKa
moa cBapky. CremyeT OTMETUTh, 4YTO
poOOT,  HCHONB3YyeMBIl  aBTOpamw, 1
AMeEeT HU3KYIO IPy30M0AbEMHOCTb, YTO
HE TO03BOJISIET BBIMOJIHUTH OOPaOOTKY
TOoplla 3a OJIMH TMPOXOJ, IO 3TOH
IIPUYMHE PEKOMEHIYETCS B PEATBHBIX
MIPOU3BOJICTBEHHBIX YCIOBUSIX
HCIIOJIB30BATh MAaHHUITYJISITOP c
IPy30I0AbEMHOCTBIO, COU3MEPUMON C
CUJIaMHU, BO3HUKAIOIIUMU npu
MEXaHUYECKOU obpaboTke, WITH
BBIIOJIHATH  ChEM  MpHUIYCKa  3a
HUCKOJIBKO ITPOXOJIOB.

Puc. 11. U3mepeHne BHYTpPEHHeEro AuaMeTpa oTBoja (ppesoii
(hparmeHT BHAECO3ANIHCH)

Fig. 11. Measurement of the internal diameter of the branch with a
milling cutter (video fragment).
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