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BNMUAHMUE YINMA HAKNOHA BUHTOBOW NOBEPXHOCTU
HA BblIBOP NAPAMETPOB YCTAHOBKN OUCKOBbIX UHCTPYMEHTOB,
OBPABATbLIBAKOLLUX BUHTOBbLIE MOBEPXHOCTU C NMNABHbIM
NOAHYTPEHHbLIM NMPOPUNEM

M3genna ¢ BUHTOBBIMM MOBEPXHOCTAMM MOMYYMIN LUMPOKOE pacnpoCcTpaHeHne B aBTOMOBUNECTPOEHNM, CTaHKOCTpoe-
HWKW, UHCTPYMeHTanbLHOM npounssoacTee. O6paboTka BUHTOBbLIX MOBEPXHOCTEN, B TOM YMCIE Y BUHTOBBIX CTPYXXEYHbIX KaHaBOK
PEeXyLLUMX MHCTPYMEHTOB, SABMAETCA CIOXHON aHanMTUYecKon 3aaader B 0611acTi NPOeKTUPOBaHNSA PEXYLLEro MHCTPYMEHTA.

B cBsian ¢ nosbllweHnem TpeboBaHWI K kayecTBy MeTannopexyLmnx MHCTpyMeHToB, obpabaTtbiBaloLLmx BUHTOBbIE MO-
BEPXHOCTU, onpeaerieHne napaMmeTpoB YCTAHOBKW ANCKOBbBIX MHCTPYMEHTOB Ansi 06paboTkn BUHTOBbLIX NOBEPXHOCTEN SIBNSIETCH
OAHMM 13 FMaBHbIX 1 CIIOXHbIX BOMPOCOB B MHCTPYMEHTaNbHOM MPOU3BOACTBE.

370 06CTOATENBCTBO OOBACHAETCA TEM, YTO NPOdUNbL BUHTOBOWM NMOBEPXHOCTU HE COBMagaeT ¢ Npodunem MHCTPYMEeH-
Ta U UCXOAHblE JaHHble Ha YepTexe U3Aenns 3a4acTylo 3a4aloTCs B pasHbIX CEYEHUAX U pasHbIMY NapaMeTpamu, T.e. 6e3 yye-
Ta HeobXxoaMMOCTU pelleHust 3adad no BblIbopy MapameTpoB YCTAHOBKM: @, — MEXOCEBOro pPacCTosHUS AeTanu U AUCKOBOro
WHCTPYMEHTA; € — Yrna CKpeLuMBaHUa Mexay NoNoXuTenbHbIM HarnpasneHnem ocu Aetanu u oTpuuaTenbHbIM HanpasneHmem
OCW MHCTPYMEHTa (MeXOCEeBOW Yrofn) U y — yrna noBopoTa TOPLOBOro Npoduvnst AeTany OTHOCUTENbHO JIMHUKM MEeX0CeBOro
neprneHAnKynspa.

MpepnoxeH mMeToA GMOKUPYIOLWMX NIMHWIA, NO3BONSAOLLMIA TOYHO, 6e3 NepexodHbIX KPMBbIX U NOAPE30B B 30HE KacaHus
npoduna BUHTOBOW NOBEPXHOCTU C MHCTPYMEHTOM BTOPOro nopsiaka, HaxoAuTb ONTUMarbHble napameTpbl YCTAHOBKU OWUCKO-
BbIX MHCTPYMEHTOB.

MpoBeneH aHanu3 opMbl rPadUKoOB GIOKUPYIOLLMX MUHUA NPU HaXOXOEHUN NapamMeTpoB YCTAaHOBKM AMCKOBbIX MHCT-
pyMeHTOB, 06pabaTbiBalOLLMX BUHTOBbIE MOBEPXHOCTU C MAaBHbLIM NOAHYTPEHHbLIM Npodunem.

MpepcTaBneHbl pesynbTaThl UCCrEAOBaHWIN, KOTOPbIE MOKa3blBalOT BMSHWE Yria HaKroHa BMHTOBOW MOBEPXHOCTU Ha
opMy GIOKMPYHOLLMX JIMHUIA 1 OFPaHUYEHUIA HA BbIOOP NapaMeTpoB YCTaHOBKM.

YCTaHOBMEHO, YTO C U3MEHEHVEM Yrna HaKfoHa BUHTOBOW MOBEPXHOCTU U3MEHSIIOTCA napaMeTpbl YCTaHOBKM UHCTPY-
MeHTOB. C yBenuMyeHneM yrna o napaMmeTp y yBenMuMBaeTCs, a napameTp € ymeHbluaeTca. Hanbonee onTvmanbHble napa-
MeTpbl YCTAHOBKM MOXHO AOCTUYb MWL NpK yrnax o B npegenax ot 10° go 60°. B aTMx npegenax [octuraeTcs npuMepHoe
paBeHCTBO YrMOB T B Y3M0BbIX TOYKaX NPOUNS BUHTOBON MOBEPXHOCTH.

KntouyeBble crnoBa: BMHTOBAas MOBEPXHOCTb, NapameTpbl BUHTOBbIX MOBEPXHOCTEN, MapamMeTpbl YCTaHOBKMW, Groku-
pyloLime fMHWUK, Yron HakmoHa, yron npoduns, yron ckpelumBaHusa ocen, Yron nosopoTa npoduns, MexoceBoe paccTosHue,
OVCKOBbIA MHCTPYMEHT.

V.K. Perevoznikov

Perm National Research Polytechnic University, Perm, Russian Federation

EFFECT OF THE SCREW SURFACE INCLINATION ANGLE CHOICE
OF DISK TOOLS SET PARAMETERS IN PROCESSING
A SMOOTH HELICAL SURFACES WITH UNDERCUT PROFILE

Products with helical surfaces are widely used in the automobile industry, machine tool manufacturing and tool industry.
The helical surface machining, including spiraled flute of cutting tool, is a difficult analytical task in the cutting tool design.

In connection with severization of requirements to metal-cutting tools quality, machining helical surface, the learn of disk
tools installation options for machining helical surfaces is one of the most important and complicated problem in tool industry.

This circumstance is explained by the fact that the profile of the helical surface does not match the profile of the tool,
and the source data from the detail drawing is often defined in different cross-sections and different parameters: without taking
into account the need to solve the problems of installation options choice: a,, — the centre distance of detail and disk tool; € — the
angle of crossing between the positive direction of the part axis and the negative direction of the tool axis (axial angle) and y —
the rotation the end profile part relating to the line of the centre distance perpendicular.

The method of blocking lines is proposed. It lets find the optimum parameters of the installation disk tools right without
connecting curves and undercuts in the touch area of the helical surface profile with the tool of the second order.
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The analysis of blocking lines graphic forms depending on disk tools installation options, machining helical surfaces with
a smooth undercut profile, is done.

Research results that show the influence of the lean angle of helical surface to blocking lines form and installation op-
tions limits are given.

It is found that with changing the lean angle of helical surfaces the installation settings tools also change. With the angle
increase o — the setting  is growing, but the setting € is reduced. The most optimal installation settings can be achieved only if
the angle o is in the range of 10° to 60°. Within these limits the approximate equality of angles t in the nodal points of helical
surface profile is achieved.

Keywords: helical surface, the helical surfaces settings, installation settings, blocking lines, lean angle, profile angle,
the angle of crossing of axes, rotation profile, centre distance, disk tool.

Metoz 6IOKMPYIOMINX JIMHUHN I HaX0XKIESHUS TapaMeTPOB YCTaHOBKHU JMICKOBBIX HHCTPYMEH-
toB ([AWN) mpu dpopmooOpazoBannn BUHTOBBIX TIoBepxHOCcTel (BII) siBnsieTcst yHUBEpCaIbHBIM, IPUTO-
neH aust moboro npodwuist BII, mo3BosnseT oTHICKaTh ONTUMANIBHBIE ITApAMETPH YCTAHOBKH JTHCKOBBIX
WHCTPYMEHTOB JIJIsl BX 00paboTtku [1-3].

Jns pacmmpeHust TEXHOJIOTHYECKUX BO3MOXKHOCTEH MPOGMIMPOBAaHUS TUCKOBBIX MHCTPYMEH-
ToB mpu (popmooOpazoBannu BIl HEOOXOMUMO BBISBUTH M NMPOAHATM3UPOBATH BIMSHUE OCHOBHBIX
KOHCTPYKTHBHBIX DJIEMEHTOB 3THUX MOBEPXHOCTEW Ha (opMy OJOKHPYIOMINX JUHUN W OTpaHUYEHUI
rmapamMeTpoB YCTaHOBKH, KOTOPhIE 00eCTIieurBaI OBl MX MTOJIHYIO0 00paboTKy 6e3 IoIpe30B, HETOPE30B
1 00pa30BaHus EPEXOAHBIX KPUBBIX.

3a ocHOBY Obul mpuHAT BapuaHT BIl kaHaBku ¢ 0a30BbIMH KOHCTPYKTHBHBIMH pa3MepaMu
(puc. 1): HapyxHbIA uameTp D = 50 MM; IepenHuil yroi Gppe3sl B TOPLIOBOM ceueHHH Y = 15°; pammyc
JTHA KaHABKH P = 5,2 MM; 9HciI0 3y0heB Z = §; TIyOnHa KaHaBKU /i = 8§ MM; BenmmunHa Gacku f= 1 MM;
3agHuil yroa B Touke C B TOPIOBOM cedeHuu OL = 15°; BUHTOBOM mapamerp P = 25, yrona HakjoHa
BUHTOBOW MOBEpXHOCTH ® = 45°. [Ipu 3TOM nuameTp WHCTPYMEHTA U MEXKOCEBOE PACCTOSHHE COOT-
BETCTBEHHO OBLIM MPUHATHI CICAYIOMUMHY: d,, = 55,0 MM, a,, = 48,5 MM [4, 5].

Ha puc. 2 npencrasieHs! rpaduku OJOKUPYIOMUX JMHUKA i1 0a30BOTO BapHWaHTa C YIJIOM
o =45°.
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Puc. 1. ITpodhuns BUHTOBO# OBEPXHOCTH Puc. 2. bnokupyroniye TUHUH IS TIOMCKA TTapaMeTpOB
C IUTaBHBIM MTOJJHYTPEHHBIM ITPOQHIEM ycranoBku [ npu yrie o = 45°
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TlocTanoBka 3aga4uu

[MpoBens ananu3 Gopmbl rpadUkoB OIOKUPYIOIIUX JHHUN (CM. pUC. 2) U OTPAaHUYCHHI HA BbI-
” ” ” ”
00p mapaMeTpOB YCTAHOBKH, MOKHO 3aMETUTh, YTO OOIACTH MEXLY JIUHMAMU € , M &) 4, € 5 U €,

Uit Touek K v E HelocTaTOYHO IIUPOKHeE, ITapaMeTphl yCTAHOBKU HaXOJATCs B Ooliee Y3KUX Ipeenax
¥ 3TO CO3/Ia€T TPYIHOCTH IPH BBIOOPE MX ONTHUMAIBHBIX 3HaYeHH. O6NaCTh MEKIY JTIMHUAME €) , U

8,2,’ 4 A1 TOYKH A umeet AOCTAaTOYHBIC Ppa3MEpPHBI, MapaMETPhl Y U € MOTYT U3MCHATHCA B IMHPOKHX

npeaeiaax (CM. puc. 2), M IIOHUCK UX ONTHUMAaJIbHBIX 3HAUYCHUM MMpeaACTaBIACT MCHBIIIC Tp}II[HOCTef/’I.
CJ'ICI[yCT IpEeAIIOIOXUTE, YTO MHHUMOE€ 3HAYCHHUC 8/2, IS TOYKH A IOJIy4Ja€TCsa B TOM ClIydac,

€CJIM pauycC KpUBU3HBI B pacCMaTpUBAEMOM TOUKE P = o0 (B pacuerax NPUHUMAEM P = 10°), MIO3TOMY
OrpaHUYEHHS [0 BTOPOMY YCIOBHIO (hopM00Opa3oBaHUsI OTCYTCTBYIOT.

[TapameTpsl Y U € UMEIOT AAJEKO HE ONTHMAIbHOE 3HAUYCHHE, B OCOOEHHOCTU AJSl TOYKH F
(yroust mpouiist MO OTHOLICHUIO K JIMHUU MEXOCEBOI'O PACCTOSIHUS CONPSDKEHHBIX MOBEPXHOCTEH ae-
tamu u AW T, = 12°). [lns yBenu4yeHus napamerpa €, HEOOXOAUMO YMEHBIIUTb yrol T, W, COOTBET-

CTBE€HHO, YIOJI T,, YTO HEXKEJIATEIBHO, TaK KaK 3TO BBI3OBCT YMEHBUICHUEC MMapaMeTpa . CJ'IG,Z[OBa—

TEJIBHO, JUIS TOTO YTOOBI JOOUTHCS ONTHUMAIBHBIX MAPAMETPOB | U €, HEOOXOAUMO U3MEHATH JIPYTOi
rapaMeTp YCTaHOBKH, @ MMEHHO MEKOCEBOE paccTOsTHUE d,,, KOTOPOE 3aBUCHUT OT JUaMeTpa JUCKOBO-
IO UHCTPYMEHTA d 4.

YCTaHOBIEHO, UTO U3MEHEHHE TUaMeTpa JUCKOBOTO HMHCTPYMEHTA MPUBOAMUT K PACIIUPEHHUIO
obacTi MeXAy OJOKMPYIOIIUMH JIMHUSIMA. Y BEIMYEHUE JHaMeTpa JUCKOBOTO MHCTPYMEHTa IPUBO-
JUT K YBCJIIMUCHUIO yIJia \If 1 HE OKa3bIBACT CYHICCTBCHHOT'O BJIMAHUA Ha YTOJI €, a YMCHBUICHUE 1A~
METpa UHCTPYMEHTA MPUBOJUT K PACHIMPEHUIO OOJIACTH MEXKIYy OJIOKUPYIONIMMHU JIMHUSAMU, YTO CIIO-
coOCTByeT 00JIee MIMPOKOMY BBIOOPY MapamMeTpa €.

Takum oOpa3oM, JUIS TOMCKA ONTUMAIBHBIX 3HAYEHHH ITapamMeTpPOB YCTAHOBKH HEOOXOIUMO
MPOBEJICHNE HCCIIeIOBaHM KOHCTPYKTUBHBIX ITapaMeTpOB BUHTOBOM MoBepXHOCTH [6, 7]. OCHOBHBIM
MapaMeTpoM BHUHTOBOU IMOBEPXHOCTH SBIISETCS YroJ HAKJIOHA (0 BUHTOBON KaHABKH OTHOCHUTEIIEHO
ocu. YUepes yrox (0 MOKHO OIPEIeIUTh, BUHTOBOH IMapaMeTp KaHaBKH 1O GopMmyJie

r

P=—_,
tgm

T/ie ¥ — Hapy KHbIIl paAnyc BUHTOBOW KaHaBKH, paBHbI D/2, MM [8, 9, 10].

HccaenoBanus

IIpu npoBeneHnu uccieAOBaHUN BIMSHUS yIJla HAKJIOHA () BUHTOBOM IOBEPXHOCTH Ha (opmy
ONOKMPYIOIIMX JTMHUK M OTpaHUYEHHH Ha BBHIOOp mapameTpoB ycTaHoBkH (I1Y) Obutn mpuHATHL ciie-
Iyrommue 3HadeHus yrima o: 5°, 10°, 20°, 30°, 40°, 50°, 60°.

Ha puc. 3-5 npencrasnens! rpaduku OIOKHPYIOMINX JTHHAN TIpA (HOpMOOOpa30BaHUN BUHTOBOM
MOBEPXHOCTH ¢ 0a30BBIMU KOHCTPYKTHBHBIMHU MapamMeTpaMu (CM. puc. 1) 1iIst yIioB (), COOTBETCTBEH-
HO paBHBIX 10°, 30° u 60°.

[Nocne nmpoBeaeHus anau3a rpa@UKoB OJIOKUPYIOIIUX JIMHUH MOIYyYHM CICIYIOIINE 3HAYCHUSI Ma-
pameTpoB ycTaHoBKH € = 81°, Y = 34° (cM. puc. 3); € = 64°, ¢ = 65,7° (cm. puc. 4); € = 32,5°, y = 178,9°
(cM. puc. 5).

Ananuzupys ¢opMy rpauKoB OIOKHPYIOUINX JUHUM M OrpaHWYCHUI Ha BBHIOOpP MapaMeTpoB
YCTaHOBKH, MOKHO 3aMETHTh, YTO MPH MAJIBIX YIJIaX () JHAINa30H JEHCTBUTENbHBIX 3HaueHui & Ha-
XoauTcs B OoJiee y3KUX MpeiesiaX U 3TO Co3[aeT TPYIHOCTH IIPU BEIOOpE ONTUMANIBHBIX 3HAYCHUH Ta-
paMeTpoB YCTAaHOBKH.
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Puc. 5. brnoxupyrontue auann 111 moucka ITY mpu @ = 60°

Tak, npu yrne o = 10° (cMm. puc. 3) s Touek A U K BepxHsis rpaHuLa rpaduKoB si 4 si K>
si z COOTBETCTBYET CIEAyIOIleMy 3HaueHHuro yrinos T: 10°, 26°, 28°. Ilpu yriae m = 5° aHamoruyHsle
3HA4YEHUs T COCTaBILSIIOT 4°, 16°, 16°. DTO NpUBOIUT K 3aTPyTHEHUIO BHIOOpa MapaMeTpoB € U \Jf U
3HAYUTEILHOMY YMEHBIIEHHIO YIIIoB | T , |,| T, | Kpome Toro, MeHsieTcst XapakTep JIMHHI €5 JUIsl TOYEK
K u E, TaKk KaK 3HaYeHHs €, B 9TUX TOYKAX MPH YBEIMYECHHUH YIJa T CHUKAIOTCS 0OJIee MHTEHCUBHO,
YeM aHaIOTHYHBIE 3HaYeHus npu ® = 45°. U Hao0opoT, 3Ha4YeHHs € B TOYKE A IPH MalbIX yriax T

BO3paCTaroT 0oJiee MHTEHCUBHO, YeM TIPH OOJIBITHX.

[Ipu Gonmpmmx yrimax o HaOmomaeTcs obpartHas kaptuHa. Tak, mpu yrie @ = 60° (cMm. puc. 5)
3HAYEHHs €, B TOUKE A NP YBEIMYEHHUH YIJIOB T BO3PACTAIOT MEJICHHEE, YeM NP O = 45°, U HaXo-
IATCs B OOJIBIIEM JMANa30He yTIIOB T, 4eM npu o = 10°. 3Hauenus €, B Touke K Takke yMEHBIIAKOT-
cs pu u3meHeHuu T ot 0° mo 20°, a manee yBenmnumBaroTcs. OONACTh MEXKAY JHUHUSIMU si g U 8,2’7 £
3aMETHO CyKaeTcs. DTO MPHUBOJMUT K TOMY, Y4TO Hapamerp € npu ® = 60° HaxoxuTcs B Oosiee Y3KHX
npenenax.

Ha puc. 6 npencraBneHa 3aBUCMMOCTh NTapaMETPOB YCTAHOBKH € M Y OT yTIja HaKJIOHA () BUH-
TOBOH IOBEPXHOCTH C IUIaBHBIM ITOJIHYTPEHHBIM NPOQUIIEM.

U3 rpaduka cnemyer, uTo mpu Bo3pacTaHUM yriia  oT 5° mo 60° mapamerp Y yBeTHUHBACTCS, a

rapaMeTp € YMEHbIIIaeTcs. ITO OOBSICHSIETCS TEM, UTO C YBEIMUSHHUEM () YMEHBIIIaeTCS BHHTOBOW Tapa-
MeTp P, Tak Kak OHM CBs3aHbI (popMyioit P =r/tgw, a ciaemoBaTenbHO, COTJIACHO 3aBUCUMOCTSIM [2]

€, =arctg(Gi\/G2 —E),

107



B.K. Ilepego3nuxos

1 n,cost—n
==L _14n,
SNt
YMCHBIIAKOTCS 3HAYCHUSA 8;’2 IIpU YMEHBIICHHUU T B Y3JIOBBIX TOYKaX, YTO NPHUBOAUT K YMCHBIIICHUIO

napameTpa € U, COOTBETCTBEHHO, K YBETTUUCHHIO \Jf.
OnHako HE3HAYUTENbHOE YMEHBIICHUE MapaMeTpa € MPUBOJUT K PE3KOMY YBEIMUEHHUIO Hapa-
MeTpa f, 0COOEHHO 3TO MPOUCXOANT IIPH OOIBIINX 3HAYSHHSX YTIIa (.
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Puc. 6. 3aBHCUMOCTb TAPAMETPOB YCTAHOBKH € U \f Puc. 7. 3aBHCUMOCTB YIIIOB |T4|, [Tx], [Tl
OT yIJIa HaKJIOHa () OT yTJIa HaKJIOHA (

Ha puc. 7 npecraBiena 3aBUCUMOCTb yIiIoB | T, |, [T, |, | T,| B y310BBIX Toukax OT yria Hakio-
Ha . M3menenue yrinoB |T,|, [T |, |T,| OT yrma @ HOcHT mocTaTouHO CIIOXKHBIN XapakTep, Tak Kak

YIOJI (0 OKa3bIBaeT BIUSHUE HE TOJBKO Ha MapaMeTphl YCTAHOBKHU € U \f, HO M Ha 3HaUEHUs IapameTpa
¢’ B TouKkax 4, K, E. Kak cnenyer u3 puc. 7, Haubosiee ONTUMAIbHbIX TAPAMETPOB YCTAHOBKH MOYKHO
JIOCTUYb JIMIIB MPH yTiax , 3Ha4eHUs KOTOpbIX B mpenenax 10° < < 15° u 55°< o < 60°. B atux
MpejieNnax JOCTUraeTcs MPUMEPHOE PaBeHCTBO YIUIOB T B ToUKax A, K, E. OfHaKo clenyeT yunThIBaTh,
YTO MpH OONBIIMX YTIax () MApaMEeTPhl YCTAHOBKH HAXOAATCS B OUEHb Y3KMX I'PaHMLIaX.

3aKiIoueHne

1. TIpoBeneHHbIE UCCIIEIOBAHUS TOKAa3ald, YTO YroJl HaKJIOHA BUHTOBOM MOBEPXHOCTH () OKa-
3BIBACT 3HAYMTEIBHOE BIUSHUE Ha (hopMy OJOKHPYIOIIUX JIMHUN U OTPaHHYCHUIA Ha BHIOOP MapamMer-
POB YCTaHOBKH JHCKOBBIX MHCTPYMEHTOB, 00pa0aThIBAIONINX BUHTOBBIC MMOBepXHOCTH. [Ipu m3meHe-
HUU yrjia (0 BO3HUKAIOT 3aTpyAHCHUA IIPpU BBI60pe OIITUMAJIBHBIX ITapaMETPOB YCTaHOBKU III " € U3-3a
CJIMIITKOM Y3KHX TPAHHMII UX CYIIECTBOBAHUS.

2. YCTaHOBIICHO, YTO MPU BO3PACTAHUM YTjia HAKJIOHA BUHTOBOM MMOBEPXHOCTH () IMapaMeTp yc-
TaHOBKH \Jf YBEITUUMBACTCS, a TApaMeTp € YMEHbBINAETCS, IPU STOM HE3HAYUTEIHHOE YMEHBIIICHHE T1a-
pameTpa yCTaHOBKH € MPHUBOJUT K PE3KOMY YBEIMUYEHHIO MapaMeTpa \f, 0COOCHHO 3TO MPOUCXOIUT
nmpu OOJIBIINX 3HAYEHUSIX yrijia HaKJIOHa .
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3. M3meHeHue yriioB NMPo(UiIs T B y3JI0BBIX TOYKAaX MPOMHIIA HOCHT AOCTATOYHO CIOXHBIN Xa-
paktep. Hanbonee ontumanbHble 3HAUCHHS ITAPAMETPOB YCTAHOBKH U MIPUMEPHOE PABEHCTBO YTJIOB T
B Y3JIOBBIX TOYKax Npo(uiIsi MOXKHO AOCTHYH JIMIIL MPH yriaax ® B mpenenax 10° < o < 15°
u 55° < m < 60°.
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