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AHHoTauus. Paboma noceéawjena sonpocam, Kacarowumcs ynpagieHus npoyeccom MexaHuueckol oopabomxu
KPOMOK JIUCTOBLIX 3A20MOBOK, d UMEHHO ux sauucmku. Heobxooumocmsv onepayuu 3a4ucmiu 00yclo8IeHa HUSKUM
Kauecmeom NOBepXHOCHel JUCMOB020 MAMEPUAnd, 4mo Gieyem 3d CoOOU KAK CHUdICEHUE KAayecmed 20mogou
NpOOYKYuU, max u OONOIHUMENbHble MAMepUalbhble U 8peMeHHble 3ampamyl Ha ucnpasienue bpaxka. B ceasu ¢ smum
3a0aua pazpabomku IPHexmusHoco ancopumma YnpaeneHus 3a4UCMHbIMU MOOYISAMU SAGIAEMC  AKMYATbHOL.
Tlpogedennwblii ananuz BpeMeHHbIX 3aMpPam MexXHOI02ULeCK020 NPOYeccd 3a4UCHHOU MAWUHbBL 8 YCI0BUSIX PedabHO20
npou3600CcmMEa NOKA3Al, YMO OCHOBHbIE 3AMPambl NPUXOOAMCS UMEHHO HA NPOYece 3a4UCmKU TUCMO8020 MAMepUaid.
Asmopamu npeodnodscenHa KOHCMPYKYUs 3a4UCTIHOU MAWUHBL U AN20PUMM A8MOMAMULECKO20 YAPAasieHUus eé MOOYIAMU.
Paspabomannas cxema cHAmMuUs NOKA3AHULU U pecUCMPayuy USHOCA 3AYUCMHO20 KPYead NO360718em pPecuCmpupo8ams
napamempvl MeXHON0SUYECKO20 NPOYeccd 8 PedabHOM 6PeMeHU U KOPPEeKMUposams Npoyecc U3HOCA abpasusHo2o
3AUUCMHO20 Kpyed, ABIAIWE20CA OCHOBHbIM DJIeMEHMOM 3AYUCHO20 MOOViA. Aemopamu YCMAHOBNEeHO, Hmo
CYMMApHylo OIuHy npobeza paboyeli NOBEPXHOCMU 3AUUCHIHO20 KPY2d MOMCHO UCHONb308aMb OJid NPOSHOUPOBAHUS
UBHOCA, A KPUMUYeCKUll OUaMemp 3a4ucmio20 Kpyea — 0/ 0ZPAHUYEHUS. €20 NPeOelbHO20 UCHOIb3YeMO20 Ouamempd.
Ha ocnoge smozo 0Ovino Ookaszano, ymo anzopumm YnpagieHus 3a4UcCmHbIM MOOYIeM MAWUHbl OYUCIKU KPOMOK
JIUCMOBBIX 3A20MOBOK O0JdHCeH co0epxcamb ONIOK, peanru3yiouull 06pamuyio céa3b no ouamempy abpasueHo2o Kpyaa u
obecneuusarOwuli NOCMOSHCMBO CKOPOCMU pe3aHus. JJonoiHumenvHo 3adasaemvie NApAMempuvl Npoyecca CHImus
Mamepuana no3e0JA0m no 3HAYeHUrw MoKd Npueoodd Npu NOCMOSHCMEe CKOPOCMU Pe3anus 0becneyusams Kaiecmeo
3auuuaemol no8epxXHOCmuY IUCMd.
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NTOPUTM
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Abstract. This work addresses issues related to controlling the mechanical edge processing of sheet metal
blanks, specifically their deburring. The necessity of the deburring operation is due to the low surface quality of sheet
material, which leads to both a reduction of finished product quality and additional material and time costs for correct-
ing defects. Therefore, the task of developing an effective control algorithm for deburring modules is highly relevant.
An analysis of the time costs of the deburring machine technological process in a real-world production setting has
shown that the main costs are associated with deburring sheet material itself. The authors propose a design for a de-
burring machine and an algorithm for the automatic control of its modules. The developed scheme for taking readings
and registering deburring wheel wear allows for the real-time registration of technological process parameters and the
correction of the wear process of the abrasive deburring wheel, which is the main element of the deburring module. The
authors have established that the total length of the working surface travel of the deburring wheel can be useful to pre-
dict wear, and the critical diameter of the deburring wheel can be applicable to limit its maximum usable diameter.
Based on this, the work has proven that the control algorithm for the machine deburring module of the sheet metal
blank edge cleaning should include a block implementing feedback on the abrasive wheel diameter, ensuring a constant
cutting speed. Additionally, predefined parameters for the material removal process, based on the drive current value at
a constant cutting speed, allow for ensuring the quality of the deburred sheet surface.

Keywords: deburring machine, abrasive wheel, sheet metal blank, automatic control, algorithm
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BBenenune

[Tpou3BOICTBO KECTSIHOW Taphl TpeOyeT omepanuu MOATOTOBKH 3aroTOBOK IOl CBapKy.
HeoOxonumMocTh B 3TOM omepanuy BO3HUKAET IO MPUYMHAM HHU3KOIO KauecTBa IMOBEPXHOCTU
JUCTOBOTO Marepualia, MOCTYMAIOMIEro IMPOU3BOIUTENI0, a TakkKe Opaka TpH HaHECCHHH
Pa3IMYHBIX JJAKOKPACOYHBIX MaTEPUAIOB. ABTOMATUUYECKON JTMHUEH MTPOU3BOJICTBA KECTSIHON Tapbl
HC IpCAyCMaTpuBaCTCAd NPCABAPUTCIIbHAA 3a4YNCTKA JIMCTOBBIX 3arOTOBOK, YTO BBI3LIBACT 6pa1< npu
CBapKe JIMCTa. ABTOPBI CTOJKHYJUCH C 3a7jaueil UCKIIOYeHHs Opaka Mpu U3TOTOBJICHHUM KECTSHOU
Tapbl B aBTOMAaTUYECKOM JINHUH, B CiIydae Opaka Npu HAHECEHUH MOKPHITHS U HAJTMYUS OKAJTMHBI Ha
Kpasix JINICTOBOM 3arOTOBKH.

B paznmnyHbIX NyOMMKanmusaxX NpeasiaraeTcsl pelieHhe 3TOH 3aJadd € HCIOJIb30BaHUEM
3aYUCTHBIX MalnH. Hanmpumep, HEKOTOpbIe aBTOPHI YTBEPHKJIAIOT, YTO JJISl BHIMOJIHEHUS 3aUUCTKU
JIMCTOBBIX 3arOTOBOK MaJI0 HCIIOJIB3YIOTCS 3aYMCTHBIC MAIIWHBI, a4 Yall¢ MNPUCYTCTBYIOT PYUYHBLIC
onepanuu [1]. Taxke B pabote [2] mpoBeaeH aHaIU3 CIIOCOOOB OYUCTKH JIMCTOBOTO MaTepHalia Kak
TpaaAUIIUOHHBIMU MCXaHUYCCKUMU CHOCOGaMI/I, TaK 1 COBPCMCHHLIMU, emé MaJIo UCIO0JIb3YCMbIMU,
TaKMMH KaK Jla3epHas U KPUOTEHHas O4MCTKAa. ABTOpBI ATHX pabOT AENaloT yHmop Ha PY4YHYIO
OYHMCTKY, HO TaKasg OYMCTKAa HE NPUTOAHA TPU BBICOKOW MPOM3BOIUTEIHLHOCTH 00OpYIOBaHMS,
HanpuMmep, MpU MPOU3BOAUTEIBHOCTH aBTOMAaTH4YecKod JuHuM 110 40...50 uznenuii B MuHyTy. B
TOM Cllydae Ui BBINOJIHEHUS 3a4UCTKH TpeOyercss aBTOMaTHueckoe obopynoBanue. Tak,
HanmpuMmep, MpU MNPOU3BOAUTEIBHOCTH aBTOMATHYeCKOW JHHUK 40 wu3genuid B MHUHYTY JIA
COXpaHEHHMS TAKTa BBITyCKa TpeOyeTcs MPOU3BOAUTEIBHOCTh 3aYHCTHOIO 000PYAOBaHMs HE MEHEE
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45 wznenuii B MuHyTy [3]. IIpm »TOM CKOpOCTH MEpEMENIEHUS] 3arOTOBKU 3aBUCHUT OT JJIMHBI
3aUMIAEMOM TOJIOCHI, T.€. BPEMs BBINIOJIHEHHS 3aYMCTHOM Olepaluy CKIAJIbIBACTCS U3 BPEMEHHU
MOJIayMl JINCTA B 30HY 3aYUCTKH, BPEMEHM MPOXOXKJIEHHUS JIHCTAa Yepe3 30HY 3aUMCTKH, a TaKxke
BpPEMEHH CTONMUPOBKH JucTa (puc. 1).

[lodaqa
AUCTa

Puc. 1. Cxema BpeMeHHBIX 3aTpaT npoiecca padoTbl 3a4HCTHONH MAIIHHBI
Fig. 1. Scheme of time consumption of the stripping machine operation process

Jaqucima Cmonuypobra

CornacHo cxeMe, MOKa3aHHOW Ha pUC. 1, 3HAUYUTENIbHOE BpEMsI B MPOU3BOJCTBEHHOM IIMKJIE
COCTaBJISIET BpeMsi 3a4MCTKH, HO ATO TpeOOBaHHWE camoro mporecca. llpu IuKIe 3a4nCTKU
npumMepHo 1,5 ¢, BpeMs 3a4uCTKH cocTaBisaeT npumepHo 1 c. [Ipu MakcumanbHOM JIMHE 3arOTOBKU
500 MM ckopocth €€ mepemenieHus coctaBiser 0,5 m/c. MHorme aBTOpBHl NpH MMOJOOHON
MIPOM3BOJUTENHHOCTH OTAAIOT TPEANOYTCHHE MEXaHWYECKHM crocobdam ouuctku [4, 5],
BBHITIOJTHSIEMBIM C MCTOJIB30BaHUEM CIECIHMAIBFHOTO WHCTPYMEHTA, Hampumep, uriodpes [6]. Dtor
Croco0 OYUCTKH MMEET CBOU HEOCMOPHMBIE MPEUMYIIECTBA MO MPOU3BOAUTENLHOCTH U CTOMKOCTH
WHCTPYMEHTa, HO U3-3a CBONCTB CaMOro HWHCTPYMEHTa HE TMPEJCTABISACTCS BO3MOXKHOCTD
00ecnednTh TOUHOCTh KPOMKHU MOKPBITHS, TOTYYEHHOTO oJurpaduei.

B To xe Bpems nis oOecrieueHus TOYHOCTH KPOMKH BO3MOKHO HCIOJIb30BaHNE aOpa3uBHBIX
KpyroB Ha pa3MYHON CBS3KE, Yalle BCEr0 PEKOMEHAYIOTCS Kpyrd Ha OaKeITuTOBOW CBSA3KE WM
KpyI'Y Ha IIOJIMMEPHOU CBSI3KE.

[Ipy »>TOM mpUCYTCTBYeT HEOOXOJUMOCTh BBIOOpA HHCTPYMEHTa IO CTOWKOCTH U
MIPOU3BOIUTEILHOCTH, UYTO TpeOyeT MPOBENEHUS SKCICPUMEHTANBHBIX uccienoBanuii. Co3gaHue
OTJIETTLHOM IKCIIEPUMEHTAILHON YCTAaHOBKHU — d(PPEKTUBHBINA, HO 3aTpaTHBIA METOI.

[To »Toli mpuunHEe aBTOpaMu OBLIO MPUHATO PEUICHHE O CO3AAHUM YCTAHOBKU C 3aYUCTHBIMU
MOJYJISIMHM, a MOAOOp Kpyra MpeuiaraeTcsl BBIIOJHUTH IO pe3yJibTaTaM ASKCIEPUMEHTAILHOTO
HcCIe0BaHusl.

OobopynoBanue H MeTOAbI
B kadecTBe 3aUMCTHBIX MOJYJIEH HCIOJIB3YIOTCA YCTPOWCTBA, KOHCTPYKLMS KOTOPBIX

MpeACTaBICHa Ha puc. 2. YCTPOHCTBA UMEIOT MPUBOABI a0Pa3MBHOTO JIMCKA, PACTIONOKCHHBIC Ha
KadaJikax, ABJISIIOIIUXCSA OCHOBAHUSAMMU MOA ITPUBOABI.

a) 0)
Puc. 2. KoHcTpyKIuM 3a4HCTHBIX MOYJICI:
a — ¢ TIOJIMKJIMHOPEMEHHOH nepefavei; 6 — ¢ IPsIMBIM BBICOKOOOOPOTHBIM ITPHUBOJIOM
Fig. 2. Designs of stripping modules:
a — with poly-V-belt transmission; b — with direct high-speed drive
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[IpuBoabl WMEIOT WIMUHACIBHBIE Y3Jbl, HAa BBIXOJHBIX BajaX KOTOPBIX YCTAHOBJICHBI
abpasuBHBIE 3aUMCTHBIC NUCKH. OTIWYHEe MOJIYIs, MPEACTaBICHHOTO0 Ha PHC. 2, @, OT MOJIYJIs,
MPEJICTaBJICHHOI0 Ha pHC. 2, 6, COCTOMT B TOM, YTO B MOJyJie, MOKa3aHHOM Ha puc. 2, a,
BpalllalOIMii MOMEHT OT JABHUTarens K a0pa3suBHOMY MHCKY TMepeaaércs ¢ IMOMOIIBIO
MOJIMKJIMHOPEMEHHON Tepeiauu, a B MOJyJie Ha pHC. 2, 6 Ball ABUTATENs HANPSIMYIO C ITOMOIIBIO
AMACTUIHON MY(PTHI COSTUHEH C BaJIOM LIMUH/ENS, HA KOTOPOM YCTaHOBIIEH aOpa3uBHBIN JIUCK.

B nepBom ciyuae BO3MOXKHO HCHOJIb30BAaHME OOBIYHOIO ACHHXPOHHOIO JBUTATENs, a BO
BTOPOM — CIIELHUAJILHOTO BBICOKOCKOPOCTHOr0. Kadallku MMEIOT BO3MOKHOCTh MOBOPOTa BOKPYT
OCH, YCTaHOBJICHHOI B OCHOBaHHE.

[Ipu peanuszanuu cxembl, COraacHo [7], JaHHBIE O AMAMETPE KPYra, MOJIyYEHHBIE C TOMOIIbIO
akcenepoMeTpa A 3aHOCATCS B OOBIYHBIC TEKCTOBBIE (Dailyibl, KOTOPHIE MMOTOM MOXHO 00paboTaTh
TOOBIM  PEAaKTOPOM 3JIEKTPOHHBIX TAONUIl, NMPH 3TOM PETUCTPUPYETCS TOK, MOTPeOIsieMblid
npuBogoM. To ectb 310 manHbie u3 YII, ympaBmisitoniero 4acTtoTol BpalleHus ABurarens M,
KOTOpBIM TMOCPEJCTBOM PEMEHHOHN Mepefadd CBsi3aH co ImmuHaeneMm kpyra. COop HaHHBIX O
MOJIOKEHUN LIMUHJAENS Kpyra UM TOKa JBHUraTeNs BBIIOJHAETCS MPOTrPAMMUPYEMBIM JIOTHUECKUM
koHTposuiepoM (PLC), 4epe3 KOTOPHI JaHHBIE O TIOJOKEHUU IIMUHACIS, YaCTOTE BPAIEHUS Basa
JBUTATEISI, TOTpedIsieMoM Toke o uHTepdeiicy RS485 ¢ ucnonp3zoBanueM npotokosna MODBUS
RTU nepenatores B [IK (puc. 3).

A PLC HMI

Dl RS485

@ -

Puc. 3. Cxema ynpapJ/ieHHS] 3a4ACTHBIM MOAYJIEM:

A — akcenepometp; PLC — porpaMMHUpYIOMINi ToTHYeCKuii KoHTpoiutep; HMI — manens oneparopa; I1K —
TepCcoHaNbHBIN KoMmmbioTep ¢ Simple SCADA; Ul1 — qacToTHBIN npeoOpa3zoBaTeb; M — aCHHXPOHHBIH JBUTATEIH
Fig. 3. Stripping module control circuit:

A — accelerometer;, PLC — programming logic controller; HMI — operator panel; PC — personal computer with Simple
SCADA; FC — frequency converter; M — asynchronous motor

Paccmorpum 6osee moapoOHO cxemy cOopa maHHbIX. [ ObICTpod (hUKCAIUU TTOJIOKEHUS
abpa3uBHOTO Kpyra MPEANOYTUTEIHLHO UCTIONB30BaTh Mepeaauy aHainoroBoro curnaia B PLC. Jlns
3TOTO UCMOJIb3yeTCS aHAJIOTOBBIA BXOA. YTpaBieHHE YaCTOTHBIM MPeoOpa3oBaTeieM BO3MOKHO IO
pa3HbIM KaHajaM, HalpUMeEp, C UCII0JIb30BAHUEM aHAJIOTOBOIO AATYMKA YacTOThI WM 1o RS485. B
nocienHeM ciydae Tpedyercsi ooo3nadeHue PLC dnaxkom «mactep cetn», SCADA B TIK Takxke
JOJDKEH OBITh YCTaHOBIIEH (JIaXKOK «MacTep CeTH», OJHAKO JBa Quiaxkka «Mactep cetn» B RS485
YCTaHOBUTH HE MpeEACTaBiseTcs] BO3MOXKHBIM. [lo 3Tol mpuunHe o0o3HauaeM (IakKKOM «MacTep
cetw» SCADA, a npuBoiOM YINpaBiIsieM C IMOMOIIBIO aHajlorosoro curHaia DJ. Hactpoiiku
MIPUBO/JIA, YIIPaBJICHHUE TPUBOJIOM, YIIpaBiieHHEe cOOpOM MOKa3aHUM TOKA U MOJIOKEHUS a0pa3suBHOTO
JICKa BBINOJIHAETCS 4epe3 maHenb oneparopa HMI. OcTaHOBUMCS Ha CXEME CheMa IOKa3aHWM
akcenepoMeTpa JUIsl OMpEeNeNIeHUs TEeKYIEro JuaMeTpa 3a4yMCTHOrO JMCKa, IMPEICTaBICHHON Ha
puc. 4.

CormacHo cxeMe, MpeCTaBIeHHON Ha puc. 4, B mporecce padoThl KPyT 2 M3HAIIMBAETCS C
auaMeTpa dipy 00 nuamerpa dipm, T.e. U3MeHsiercs paccrostaue OiL, Ha BeIWYMHY A, KOTOPYIO
MOHO HaiTH 1o opmyre (1):

dl(_dKT
A= (1)

[TockonmbKy paccTOsIHAE MEXIY OChIO KauaHHS M OCHIO IIMTUHJIEINS KPyTa MMOCTOSIHHO, TO H3HOC
kpyra OxL, MOXHO HaiiTu 1o ¢popmyre (2):
OxL, = OxO - cosa, (2)
TZIe 0. — YToJl, BEIMYNHA KOTOPOTO ONPENIEISIETCS C MOMOIIBIO aKCeIepoMeTpa, °.
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Puc. 4. Cxema u3mepeHuii 1uamMeTpa Kpyra:
1 — nucrt; 2 — 3a4MCTHON Kpyr

Fig. 4. Circle diameter measurement diagram:
1 —sheet; 2 — cleaning wheel

IIpu 5TOM, B 3aBUCHMOCTH OT BEJIMYMHBI YIVIa YCTAaHABIMBAET 4YacTOTy BpaLICHUS Kpyra.
OObyHO pabouast CKOPOCTh TepuEpPUITHON MOBEPXHOCTH Kpyra YKa3bIBAaeTCs Ha €ro OOKOBOWM
MOBEPXHOCTHU. {711 KpyroB Ha MOTUMEPHOH CBsi3ke pabouast ckopocTh cocraBiseT 40 M/c, oTcrona
CIIEyeT, YTO YacTOTa BPAIICHUS Baja IMIITHHJIEIS Kpyra, KOTOPYIO MOYKHO PacCYMTaTh Mo opmyIie

(3), Oyner paBHa:
1000-V
nIHT =

- T(dyp—2-050-cOs )’
rae V' — pabodast CKOpOCTh 3a4MCTHOTO KpyTra, M/C.

Ora ¢opmyna (3) peanu3yercs B alropuTMe MOJACPKAHUS IOCTOSHHON CKOpOCTH
nepudepun 3aunctHoro kpyra. Ho cymecrtByer (akTop npeaenpHol paboyeit 4acTOTHI BpAIICHHS
Baja IIMUHJENS Kpyra, ONpeneseMblid, B 3HAUUTEIHHOW CTEMEHHU, Ka4eCTBOM HCIIOJIb3YEMbIX B
UIMUH/IEJe MOAIIUITHUKOB.

N3HoC abpa3uMBHOIO Kpyra MOKHO pacCMOTPETh, Kak criupalib. To ecTh uMest H3HOC paboueit
MOBEPXHOCTH Kpyra Mo mnepudepuu Kak H3MEHEHHE JuaMeTpa Kpyra, MOXKHO IOIBITaThCs
CIPOTHO3UPOBATH €T0 JUAMETP, HO MPU ITOM CIIETyeT OTPAaHUIUTHCS ONMPEACICHHBIMU YCIOBUSIMH,
HarpuMep, TeM 4To, Ha 1 M Kpyra ero paauyc ymeHpmaercs Ha 0,1 MM npu mocTosiHHONU paboueit
CKOpPOCTH.

Ecnm cnenoBath paccyxaeHHSM, TPUBEACHHBIM B [7], TO OECKOHEYHO MaJIbIii OTPE30K IyTH

MOJKHO paccuuTath 1o popmyre (4):
dl = /dp2+-dh€ 4)

e dp — Ipupalienye paguyca p, Ipy nepeMeleHnN yriaa ¢ Wi do, a Takke dh’*=p*de?.

Ortcrona noy4aem BeipaskeHue (5):
dl = /de-rp2d¢? (5)

ABTOpBI B [6] NPUXOJAT K BBIPAKECHUIO OINpPEIEICHUE TYTM apXUMEIAOBOM CIUpaId B BHUIE

crienyromen hopmysl (6):
L=519 107 +In(o+ 1+, (6)

rae k — CMelleHre TOYKU Ha CIUPAITH 110 JIy4dy IpH TIOBOPOTE HA OJIMH PaJiaH, KOTOPOE HAXOAUTCSI
gepes mar cnupanu ¢ mo ¢popmye (7):

3)

k== (7)

2n
HpI/I IIOCTOAHHOM mHIare cCrarupaiu t PacCTOAHUE, KOTOPOEC HEC MPOXOAUT TOYKA KOHTaKTa

nepudepun Kpyra, MOXKHO HaiTu, ucnosb3ys ¢opmyiy u3 [9], Ho cormnacHo [10] nmpu u3MeHeHUN
IMaMeTpa Kpyra M3MEHsETCsl IATHO KOHTAKTa, a MMEHHO yMeHbluaercd. K Tomy ke mpuHHMas
BEJIMYMHY M3HOCA 110 JUHEHHON AJIMHE Kpyra, YYUThIBAEM, YTO IIPH 3TOM MEHSETCS AMAMETP, YTO
JI0Ka3bIBAET MNOCTOSIHCTBO MOAJICPKHBAEMON CKOPOCTH.
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Takum  o00pa3oMm, 3aJaBIIMCh HW3HOCOM Ha  JUAaMETP MOXKHO  NPUOJIU3UTEITHEHO
CIpPOTHO3UPOBaTh U3HOC Kpyra. CormacHo gopmyne (7): IpUHSAB U3HOC HA TUAMETP, KaK BETUUHHY
mara apxXMMeIOBOM CIHpadd, MOXHO CIPOTHO3WPOBATh OCTATOYHBIM JHWaMeTp Kpyra, HO
MpeABAPUTENIBHO ONPEIECTIUB CyMMapHBINA yTroi .

To ecTh moy4aeTcsi, 9TO MbI CHOBA BO3BpaIIaeMcsl K CyMMapHOMY Tpo0ery nepudepuiiHoi
MMOBEPXHOCTHU:

Ly < Ly, (8)
rae L — Tekymmii mpo0er, MM; Ly — KpUTUYECKUN TOMYCTHMBIH TPoOer, MM.
CornacHo puc. 5: dp ¥ ecTh TEKyIIUNA paAnyC Kpyra, TO €CTh — dipr = 2dp. DTO MPU U3BECTHOM
Y 33JIaHHOM LIare ¢ ¥ MOJCYUTAHHOM YTJIE () MPUBOJIUT K OMPEACIICHUIO TEKYIIETO H3HOCA.

0
dp . dl
e

Puc. 5. Cxema 1i1g pacyeTra 6eCKOHEYHO MAJIOr0 0Tpe3Ka CIHPAIH
Fig. 5. Scheme for calculating an infinitesimal segment of a spiral

3aaBUINCh BCEM BBILIEMIEPEUUCICHHBIM, U3MEHHUM CXEMy, NpPEICTaBICHHYIO Ha pHC. 3 H
IIOJIyYUM CXE€Ma CHSATHUS ITOKA3aHUM M PEruCTpaly M3HOCA 3a4MCTHOIO Kpyra, IOKa3aHHYK0 Ha
puc. 6.

A PLC HMI

@ RS485 RS485

un —-®

Puc. 6. Cxema CHSITHSI IOKA3aHMIl H PErMCTPAMM W3HOCA 3aYHCTHOTO Kpyra
Fig. 6. Scheme for taking readings and recording wear on the grinding wheel

MK

B cxeme Ha puc. 6 nosiBuiics gat4uk 00opotoB — /1O, B kauecTBE KOTOPOTO MOKET BBICTYIATh
SHKOJIEP WJIA MPOCTON CYETIMK 0OOPOTOB HA OCHOBE JaTynka XoJjuia.

Tak kak MpCAIOUYTUTCIIBHBIM ABJIACTCA MOACUCT TOJIBKO KOJMYCCTBA OGOpOTOB, TO DHKOACP
SBIIETCS HENPEANOUYTUTENILHBIM BapUAHTOM C TOUKH 3PEHUS CTOMMOCTH, B CBSI3U C TEM, UTO CHSITHE
U TOJICYET €ro MoKazaHuil TpeOyeT OONbIIMX BPEMEHHBIX M MaTEpUAIbHBIX 3aTpaT, a TaKxKe IS
JOCTUXKEHHS] TIPUEMJIEMOT0 HM3HOCA MHCTPYMEHTa TpeOyeTcsl COBEPIIUTH OOJbIIOE KOJIUYECTBO
000pOTOB.

PesyabTaTsl n 00cyK1eHuE
Takum o0pa3om, B pe3ysbTaTe pPacCyXKICHHH Mbl MOJYYWIM JIBa KPUTHYECKUX MHapamerpa:

CYMMapHYI0 JUIMHY Ipobera padoyeil moBepXHOCTH Lxp U KPUTHUECKHUM TuaMeTp Kpyra dipr. Ecnu
nepBblif napameTp (Lxp) HE OTpaHUYEH HUYEM, KpOME IIUPHUHBI paboueil MOBEPXHOCTH, TO BTOPOU
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napametrp (dipr) OTPAHMYCH KOHCTPYKTHUBHBIMH XapaKTEPHUCTUKAMH 3a4MCTHOTO  MOJYJIS.
CrnemoBaTenbHO, CyMMapHYIO JUIHHY IpoOera pabdoueil MOBEPXHOCTH MOXKHO HCIIONB30BATh IS
MIPOTHO3UPOBAHMS M3HOCA, & KPUTHUCCKUH IHaMeTp Kpyra — JUIsi OTpaHUYEHUS MPEaeIbHOTO
HCIIOJIB3YEMOI0 JMAaMeTpa UHCTpyMeHTa. IIpeacraBuM ajroputM ynpasiIeHUST MOIYJIEM B BHUJE
0JIOK-CXeMBbI, H300paXKeHHOM Ha puc. 7.

Ha4ano

CKOpOCTb MopcyeT
kpyra V npoGera L
KputHyeckui
M3HOC LKp
3anyck
Kpyra
: Mepenatb
3Ha4eHue
ToKa B MK
Moaats nuCT I
Mepenatb
—@ 3HAYEHHE
yrmaa 8 MK
BBO[, 3HaYeHuA |
ToKa | PacynTaTh
Tpedyemyio
YacToTy
BpALIEHHA
LaikL
YCTaHOBMTb
. N
Pac4er
TeKyLLero
ouametpa
HeT

depr>dip

Puc. 7. Biok-cxeMa aJroputMa perucTpani 3HAYeHHUI MapaMeTpa HHCTPYMEHTA U TOKA IPUBOJA
Fig. 7. Control flow chart for recording the values of the tool parameter and drive current

IlosnydyeHHbIE 3HAYEHUS OUAMETPOB U CHJIBI TOKAa MOXXHO MCIIONB30BaTh I HAXO0XKIECHUS
KPUTHUYECKOIO 3HAYeHUs IIyTH, a TakKe U1 HaxOXKACHMs [pPYrux IIOKas3aTeled Ipouecca,
HampuMmep, TAYyOMHBI pPE3aHHs W CKOPOCTH IMEpeMEIleHHUs 3adyMiaeMoro jaucra. Hampumep,
CKOpOCTh MEPEMELICHHS 3aUMILAeMOTI0 JIUCTA Vi MOXKHO MPEJICTABUTD CIEAYIOLUIMM 00pa3oM:

v, = f(V,b,9), 9)
rae V — CKopocTh BpalieHus Kpyra, MM/00; b — mmpuHa Kpyra, MMm; & — rITyOWHA pe3aHusl, MM.

AHQJIOTUYHO, MO0 pe3yjbTaTaM HCCIEIOBAaHUS IOJyYEHHBIX OOpa3lOB  CKOPOCTh
IIEPEMEIEHUS 3a4UIIAEMOT0 JINCTA Vy TAKKE MOXKHO ITPEICTABUTh B BUJE:

v, =f(V,D), (10)
rne / — cuia ToKa, 3aBUCSINAs OT IMPUHBI KpyTra U TITyOUHBI pe3aHusl.

IIpu 5TOM mnapaMeTpbl, OT KOTOPBIX 3aBHCHT TOK OKa3bIBAalOT BIUSHUE HAa KadeCTBO
nojryyaeMoil moBepxHocTH. K 3TUM mapameTpaM CIIOKHO OTHECTH IIIyOMHY CheMa Marepuaia u
CKOPOCTb IIEPEMEILEHNUS 3aTOTOBKH.

[upuna abpa3uBHOTO Kpyra CBsi3aHa C MIMPHHOM 3a4MIAEMOM MOJIOCH, HO U OHAa OKa3bIBACT
BJIMSIHME Ha NOTPEOIsIeMbIil TPUBOJOM TOK.
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3akJjaroueHue

Takum 00pa3oM MOXXHO CIENIaTh BBIBOJ, O TOM, YTO aJITOPUTM YIPABICHHS 3a4UCTHBIM
MOJyJIEeM MAaIIMHbl Ui MEXaHW4eCKOi 0O0paboTKM KPOMOK JIMCTOBBIX 3aroTOBOK JIOJIKEH
comepxkaTh OJIOK, peanu3yIUid OOpaTHYI CBs3b 10 JUAMETPy aOpa3uBHOTO Kpyra H
00eCcreunBarOIINN TOCTOSHCTBO CKOPOCTH PE3aHMUSI.

JIONIOJTHUTEBHO 3a/laBacMble IMapaMeTphl Mpolecca CHATHS MaTepualia ITO3BOJISIOT IO
3HAUEHUIO TOKa TMPHBOJA MPH TIOCTOSIHCTBE CKOPOCTH pe3aHUs O00eCleuynBaTh KadyecTBO

3a4HIITaeMOM IMOBEPXHOCTH JIMCTA.
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