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Introducere
Piesaface parte dintr-un intreg ansamblu, din aripa propriu-zisaaavionului
Se ruteaza dupa desfasurata apoi se prinde pe calapod, peste care se traseaza un
cauciuc. Ansamblul format se bagala presa
» Subiectul dizertatiel este calapodul pe care se realizeaza piesa.
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Masinarea si optimizareatraiectoriilor piesel
» Masinarea-parteade traiectorii se realizeaza s se optimizeaza in modulul
CATIA.
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Sculefolosite
» FrezaD=20mm din carbira solida cu muchia sanfrenata pentru degrosare

HPM SECO I

Freze din carbira solida cu muchia sanfrenata pentru degrosare
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Tolerante: D¢
Bataia radiald= 0,02 mm
dm,, = h5

D = -0,02/-0,1 mm A
c=+/-0,1 mm
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< Dimensiuni in mm

=
Comp. nr. a0 D, dm,, ly a, c a® Weldon z
992200-SIRON-A B 20 20 100 40 0,5x45° - yes 4
992200.0-SIRON-A B 20 20 100 40 0,5x45° - no 4




Convertirea programului pentru masina
» Programul optimizat in CATIA scoate un fisier de tipul APTSOURCE

» Necunoscand cinematica masinii acest fisier trebuie trecut printr-un post-
procesor convertind fisierul in NC.
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it Generated on Friday, May 15, 2013 11:31:19 am
gg CATIA APT VERSION 1.0

% DEG

§§ Part operation.l-v2a

§$¥CATIAD

§% DEG

i 0.05148 -0, 85787 -0.51127 18267. 38711
i 0. 99867 2.04282 0.02872 13067, 95107
i$ -0.00275 -0, 51207 0.B58E4  297.19E57
FARTNO PART TO BE MACHINED

COOLNT/QN

CUTCOM/0FF

§5 OPERATION NAME : Tocl change.l

§§ start generation of : Too” change.l

VULTAX

1§ TOOLCHANGEEEGINNING

CUTTER/ 25.00000C, 0.100000, 12.400000, 0.100000, 0.00020C,%

0.200000, 50.I00C00
TOOLWO/1, 25000020
TPRINT/TI End Mill 0 25
LOADTL/1

§$ TOOLCHANGEEND

§% End of generaticn of : Tool Change.l

1% OPERATION NAME : Sweeping.l

§% start generation of : Sweeping.l

LOADTL /1,1

SPINDL/ 2502, 0000, RAM, CLIW

FEDRAT/ 1502, 0000, VPN

coTo ¢ -0.00033, -14.89530,

o100/ -0.00033, -14.89530,

FEDRAT/ 30T, 0000, MVPM

o010/ -0.00033,

FEDRAT/ 400, 0000, MVPM
24t

93. 82474,
58. 82474,

0.00200(C,
0000, 0.00200C,

2.42521,  48.82474, 0.020000, 0.00200C,

0T0 /  1E. 62438, 2.42521,  48.96375, C.000000,
0 /2563438, 2.42521,  49.07973, 0
0To [/ 44,06907, 2.42521,  49.19369,

1.200200
1. 200200

1.200200

200
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MOO(PROGRAM - DEG.V2A - ED - - Luna-Zi-An - 5/15/201°¢
MOO(SURSA-CATIA : DEG.aptsource)
MOO(MASINA NC : V2A)

MO0 (CONVERSIA-CL-NC-FACUTA-CU :
MOO(BENEFICIAR- - REPER- )
MOO(OPERATIE - )

MOO(MODEL - - ED - )
MOO(DESEN - - ED - )
MOO(FISIER-MASINARE : )
MOO(MODEL-SDV- )

MOO(PO - - ED -
MOO(VEZI-LA-URMA-CURSELE-MAX-SI-MIN-PE-X-Y-Z-A-B)
MO0 (T3EndwillD25)

MO0 (SCULA-NR-1-1-11)

MO0 (INCARCA-SCULA-DE-DIAMETRU- 25 ; LPREREGL= 200)
T10111M06

52500M03

G01 X 0y-14895Z 93825A 0B OF 15000

Z 58825

Y 24252 48825F 3000
¥ 166252 48969F 4000
¥ 29635z 49080

X 44970Z 49196

¥ 595417 49294
X
X
X
X

CONVERTOR-CL_NC-CATIA-

720987 49369
885262 49454
1039837 49521
120170z 49577



Verificareain CIMCO

» Inainte de a se da startul programului fisierul se verificaintr-un alt program:
CIMCO

B CIMCO Edit vS.5 - (GADEG.V2A] F . e B
File Edit HNC Functions File Compare CHC-Calc Backplot Setup Window  Help
[ | a3 - [ & | 150 miling - = ¥Ea@d oo S ARy =2
E E ‘E' ,E‘ (m) 4 e i@ ‘E\ﬂ G28 Machine coordinate mode - ﬁ ﬁ
_E
Bee s N 1 MO0 (PROGRAM — DEG.V2A — ED — — Luna—-%Fi—-aAn — 5/15/2015 11:41:34 AM )
E : N 2 MOO (SURSA—-CATIA : DEG.aptsource)
iy 3 MOO (MASTNA NC - T2R)
iy 4 MO0 (CONVERSITIA - CL-—NC—-—FACUTA-CIUT - CON‘U'ERTOR—CI._NC—G.FLTIA—'U—iSSHe—l4.exe b]
N 5 MOO (BENEFICIAR— — REPER-— ]
N 6 MO0 (OPERATIE — )
N 7 MO0 (MODEL — — ED — )
N 8 MO0 (DESEN — — ED -— )
iy 9 MOO(FISIERMASTNARE : b
Mod-ify N 10 MO0 (MODEL—SDWV— ]
g N 11 MO0 (PO — - ED — )
Cycles / Macros | [N 12 MO0 (VEZI-LA-URMA-CURSELE-MAX-ST-MIN-PE-X-¥Y-Z-A—B)
T ool change L= N 13 MO0 (T3IEndMillD225)
End of pro.. — || 14 MOO (SCULA-NR-1-1-11)
Eood rata N 15 MO0 (INCARCA-SCULA-DE-DIAMETRU- 25 ; LPREREGL— 200)

GO0 Rapid... | = : 16 T10111MO6

GO1 Linea... N 17 s52500M03

GO2Clock... | || 18 ©01 X 0¥-14895% 93825A OB OF 15000
GO3 Count... N 19 Z hEB825h

G04 Dwell N 20 Y 2425Z 48825F 3000

G177 pl.. N 21 X 16625Z 48969F 4000

G182 pl.. N 22 X 29635z 49080

G19YZ pl.. N 23 X 44970z 49196

G hlamies N 24 X 59541z 49294




Masinile: Caracteristici
Caapodul se poate realiza pe mal multe masini dar studiu se vaface doar pe
douadintre ele.

1. MU cu centru de prelucrare prin frezare FOREST LINE care face parte din grupul
FIVES modelul V2A.

-Cursamasinii pe axa X=10m, Y =1650mm, Z=500mm
-Avansul maxim pe toate 3 axele este de 4000mm/min

-Viteze derotatie ale arborelui principal 4500rot/min

-Prinderea pieselor se face cu vacuum
-Este 0 masina portala cu doua capete.
-AxaA s B £30°inclinatie




2. HAASVF6TR este un centru de prelucrare prin frezarein 5 axe.

-Cursamasinii peaxa X=1625mm, Y=813mm, Z=762mm
-Avansul maxim pe toate axele este 12.7m/min
-Viteze derotatie ale arborelui principal 5000 rot/min
-AxaA £120°
-Axa B 360°
-Masa rotativa




Rugozitatea

» Sevarealiza o proba practica care include realizarea calapodul ui pe cele
doua masini masuranduse rugozitatea si influenta parametrilor.

Analysis Lni

Type:

4 Rernaining Material & Gouge

Tolerance : |0.01 mm %;
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