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BruiuB giamMerpa iHCTpyMeHTa Ta HIBUAKOCTI HiOT0 MoAa4vi HA Yac BUTOTOBJIEHHSA
THi3/1a Uil 3aMKa B IBePHOMY 0J10THI Ha BepcTaTi 3 UIIK

€.M. Mucskis', P.I'. Bapa6am®, A.A. Kamnma®

Ykpaincoka depesoobpobra npomuciogicms mae 00Cmyn 00 HAUCYYACHIUUX MAWUH MA 00AOHAHHA 3
yucnosum npoepamuum kepysannam (4I1K), oonax eanysv wacmo me moguce noeHoW Mipoio 8uKOpucmamu
yeu nomenyian, wo npu3eo0ums 00 NPUUHAMMSA HEONMUMANbHUX PilieHb HA eupoOHuymsi. Dopmysanis
sapmocmi 08epHux ONOKI8, a 0COOAUB0 — OBEPHUX NOJOMEH Ol KIHYE8020 CRONCUBAYA 3HAYHOW MIPOIO
sanexcums 6i0 codieapmocmi eupody Ha emani 1020 SUPOOHUYMEd, MoOMo Gi0 KITbKOCMI CUPOSUHHUX,
EHepeemUYHUX, JIO2ZICMUYHUX, YACOGUX, MPYOOSUX ma IHWUX pecypcie, AKI 3ampaveHo 6 npoyeci
8U20MOBTIeHHS Yi€Tl NPOOYKYiL.

3o0iticneno amaniz egexmueHocmi GUKOPUCMAHHA THCMPYMEHmY pi3HO20 OiamMempa 6 KOHMEKCH
NOPIGHAHHA MPAEKMOPIi 1020 nepemiujenHs ma 6naugy Ha GUPOOHUYUIL YAC BUCOMOBIEHHS 3AMKOB020
eHiz30a, wo ghopmyemvcs nio wac obpodienHs 08epHo2o noromua Ha eepcmami 3 YIIK i3 suxopucmannim
azpezamy 01 yiei onepayii. 3a pe3yromamami OOCHIONCEHHS CHOPMOBAHO peKomeHOayii Ons eubopy
diamempa pi3anbHo20 IHCMPYMEHMA 3 YPaxy8anHam Kpumepiie pecypcoouyaoHocmi 8U20moeients 06epHO20
noiomua.

Pospobneno mamemamuuny mooenv 01 NPOSHO3YEAHHS UMPAMU HACY HA BULOMOGNEHHS 2HI30 Nio
samox. Mamemamuuna Mmooenb ORUCYE 3ANENHCHOCMI HACY BUSOMOBNICHHSA 3aAMK0G020 2HI30a  6i0
2COMEMPUYHUX Napamempis, MpacKmopii nepemiujeHts pi3aibHo20 IHCIMPYMeHmy ma po3MIpie camoco
eHi30a. Bcmanoeneno xoeghiyienm wieuoxocmi iHcmpymenma, AKUll 6paxo8ye HEeMHItHICMb WeUOKOCI
nepemiwjenns npugodie no ocsax eepcmama 3 YIIK 3a 3minu uanpamky pyxy. Ycepeouene 3uauenms
xoegiyiecnma  weuokocmi  (Kgowoemi) cmanosums 0,75611 ona  nodaui  10m/x6, wo 3ymoeneHo
HEMOJCIUBICIIO  OO0CASHYMU 3a0aHoi nodauyi uepe3 Heeenuxi GIOCMaHi nepemiyenHs IHCMpYMeHmy 6
3aMKOBOMY 2Hi301.
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MIDICKIMHAMHI O8epi.

Beryn (Introduction).

Y mporeci BHUTOTOBJICHHS IBEPHUX OJIOKIB
KIUTBKICTB pecypco3arpaT 3HaYHOI0 MipOI0 3aJIe)KHUTh
BiL 00paHOi TeXHOJNOrii BHUPOOHHIITBA, XapakTe-
PUCTUK HasBHOrO OOJagHAaHHS Ta HOrO TEXHOJIO-
TIYHUX I1apaMeTpiB, OpTraHizaiii caMoro BHPOO-
HUITBA TOMIO. 3ampoBa/KEHHS  3aXOMdiB  3i
3MEHIIEHHS JOAAaTKOBHX TIEPEeMillleHb 3aroTOBOK
MIDX OTIepaIlisIMHI TEXHOJIOTIYHOTO MPOIECY BUTOTOB-
JIGHHS1 JBEpell Ma€ pecypcoollafHUi Ta EKOHO-
miunmii epexr (Czerwinska & Grebski, 2021), a
TaKOX 3yMOBJIO€ 3MEHIICHHS BHPOOHUYOTO dHacy
3aranoM. OKpiM TOTO, MOHITOPUHT 3aBaHTaKEHOCTI
oOyajHaHHS Ha JIiHII BUIOTOBJICHHS JBEpell Ta
aHaji3 Mpolecy Jar0Th MOXIIMBICTD BIUIMBAaTH Ha
PI3HHX eTamax Ta MOKpaIlyBaTH WOTO e(peKTHBHICTh
Bukopuctanus (Czerwinska & Pacana, 2019). [Ins
3MEHIIEHHS] BHUPOOHMYOTO dYacy 1 THUM CaMUM
3MEHIIIEHHS PECYPCO3aTPATHOCTI 3araioM, OCOOIUBY
yBary BapTO MPHUAUTATH MOHITOPUHTY Ta aHaNi3y
HalOIbI Tpyno- 1 daco3arpaTHili omepamii y
IpoLeci BUTOTOBJICHHS JIBEPE — eTaIy BUTOTOBIICH-
HS THI3J i IBEPHY QYPHITYPY.

Ha pecypcosarparnicts npornecy (opmyBaH-
Hsl THI3] MiJ] IBEpHY QypHITYpY MalOTh BILTUB HH3KA
YUHHWKIB 1 TEXHOJIOTIYHUX MapaMeTpiB, KyJd BapTO
BIJIHECTH THIl OOJIa{HAHHS, MapaMETPH IHCTPYMEH-
Ty, po3Mipd 1 Tun (QypHITYpH TOIIO. MOKIHBICT
MPOTHO3YBaHHS BHTpPAT 4acy Ha mporec GpopMyBaH-
HS THI3I X JBepHY QYPHITYpPY 3 ypaxyBaHHSIM
MipH BIUIMBY Yycix (akTopiB 1 TEXHONOTiIYHUX
napameTpiB JacTh 3MOTY 3MIiHIOBaTH Ta oOMpaTH I
TEXHOJIOTIYHI MapaMeTpH, THM CaMHUM ITiBUIIYIOYH
PECYPCOOINAHICTh BUPOOHHIITBA ABEPEH 3arajioM.

JlepeBooOpoOHa Tany3p YkpaiHu € cdeporo,
JI€ BHCOKI TEXHOJIOTii TpPHUBEPTAIOTh OCOOIMBUN
inTepec. ParionansHuii nigdip oGnagHaHHs € TEXHO-
JIOT1YHO BOXKIIMBUM YHMHHUKOM, aJDKE 1€ CKIIaJlaTUMe
(yHIaMEHT BCHOTO TEXHOJIOTIYHOT'O MPOLECY BUIO-
ToBieHHs BupoOy. [{ns npuknany, Gola et al. (2011)
OIMUCYIOTh YOTHPHOXETANHY METOIOJIOTII0 BHOOPY
BepcraTa (MallMHHW) JUIS IUIECTIPSIMOBAHOT THYYKO]
BUPOOHNYOT CUCTEMHU.

st BUpOOHUIITBA JIBEPHUX OJIOKIB Ha PUHKY
NepeBOOOPOOKH  iCHY€ INUPOKUM psii  BHCOKO-
MPOAYKTUBHOIO  CIELialli30BaHOro  00JagHaHHS,
€(EKTUBHICTh SIKOTO MiATBEPKEHO JAOCHTITHUIILKAM
nmursixom (Kwidzinski et al., 2021; Kwidzinski et al.,
2023). Sk omuH i3 BapiaHTIB YIpPOBAIKCHHS
CHeLiani30BaHOro oOyagHaHHS A7 (pe3epyBaHHS
THI3]T ITiJ] 3aMKH Ta 3aBiCH PO3TIIAIAIOTH 00JIaTHAHHS
SBK300 Bupobuuka Homag Group. JIas migBuIieH-

Koeghiyiecnm weuoKocmi, onmumizayisi npoyecis;

HS TIPOAYKTUBHOCTI Ta THYYKOCTi OOJIQJHAHHS
TAaKOro THITy HEOOXiZHE BIIPOBAIKEHHS 10JATKO-
BOTO OCHAIIECHHS, HANPHUKIAX TAKOTO, SIK TOJAaTKO-
BUi1 noBopoTHuii ctin (Jiang et al., 2014).

Y nepeBooOpoOHili ramy3i YkpaiHu mij 4dac
IHAVBIAyaIbHOTO  BHPOOHWIITBA JABeped  OibI
MOIIMPEHUM € BHKOPHUCTaHHS  YHiBEPCAJIbHOTO
oOnamHaHHS, a caMe 4- Ta 5-0ChOBUX OOPOOHHX
[EHTPIB 3 YHCIOBUM MPOTPAMHUM KEpyBaHHIM
(YITK), 1o crpusie THYYKOCTi CaMOro BUPOOHHUIITBA.
Ashley (2016) 3a3nHauae, 110 BIPOBADKEHHS 1HHO-
BallifHUX MiAXOMIB y MPOEKTYBaHHI Ta BUKOPUCTAH-
HI THYYKHX BHPOOHHYMX TEXHOJIOTiH, 30KpeMa
BepcrariB i3 UIIK, 3a0e3neuye miaBUIIEHHS KOHKY-
PEHTOCIIPOMOIKHOCTI BUPOOHUKIB. [IJIs BUTOTOBIICH-
HS B ABEPHOMY TOJOTHI THi3X mia QypHiTypy Ha 4-
ocboBUX 00poOHUX 1eHTpax 3 YIIK HeoOXimHuMm €
BUKOPUCTaHHsS JOAATKOBHX arperatiB 4-oi oci.
[Ipukmamom Takux arperaTiB 4-0i oci MOXyTh OyTH
arperaru KOMITaHii-BHpOOHUKA ATEMAG
Aggregatetechnologie und Manufaktur AG.

BaxnuBuMH YMHHHMKaMH, IO BIUTMBAIOTH HA
pe3ymbTaT MeXaHidHOTO OOpOOJICHHS, € ONTH-
MaJNbHUI PO3pPaxyHOK pPEXHMIiB pobOTH Ta BHOIp
pizanproro incrpymenrta (Lopez de Lacalle, at al.,
2015; Gisip, at al., 2026). Ilix wac CTBOpEHHS
YIPaBISIOYUX TPOrpaM BHOIPKH THI3J MiJ JBEpHY
GypHITYpY 3 BHKOPHCTaHHSM arperariB 4-oi oci,
MOTPIOHO  BPaxOBYBaTH JiaMeTp I1HCTPYMEHTY,
OCKLUIBKH BiH Ma€ MPSIMHUIA BIIUB Ha TPAEKTOPIIO PyXy
THCTPYMEHTY.

3a yMOB pIiBHOCTI JiaMeTpa I1HCTpyMEHTa
IIMPWHI THI3a, TPAEKTOpis PYyXy IHCTpyMEHTa €
[IPOCTUM TIEPEMIIICHHSAM B MEXaX OJHI€l IJIOIIMHU
(puc. la). 3a yMoOB, KOJM JiamMeTp iHCTpyMEHTa
MEHIIIMIA HiXK IUPHUHA 33/IaHOTO THIi3/Ia, IePEeMiIleH-
HSl IHCTpyMEHTa BifOyBaeThCs 3a CKJIAIHOIO CIIipa-
nenoaiOHO TpaekTopieo (puc. 1b). Baximso
TaKOXX BpaxoByBaTH, IO 3MiHa JiameTpa (pesu
MiCAs 3aTOYyBaHHS Mpu3BeAe J0 HEOOXiTHOCTI
3MIHUTH TPAEKTOPIIO PyXYy HAaBITh 32 YMOBH, KOJH
3MiHa JliaMeTpa IHCTPYMEHTY € He3HAYHOIO.

Orxe, niaMeTp IHCTPYMEHTY € BaKJIMBHM
TEXHOJIOTIYHIM TapaMeTpoM, SIKAH BIUIMBAaE Ha
TPAEKTOPIO MEPEMIIICHHs ] Yac BHUTOTOBJICHHS
THI3A mix aBepHy (QypHiTYpy. 3MiHa TpaekTopii
nepeMillleHHs] 1HCTPYMEHTY, CBOEI0 Yeprolo, BIUIU-
Ba€ Ha BUTPATH 4Yacy JJIs BUTOTOBJICHHS THI3J, a
BIIMOBIIHO — 1 Ha 3arajbHUN BHPOOHWUYMU dac.
3MEHIIeHHS] BUTPAT BUPOOHUYOTO 4acy € OJHUM i3
HaIpsMiB  BIIPOBADKCHHSI PECYpPCOOIIAAHOCTI Ha
BHPOOHMIITBI.
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a

Puc. 1. 3nimok expana nporpamHoro 3aéesneuenns WoodFlash 3 Bizyanizauiero Tpaexropii nepeminenHs
pi3aibHOTO iIHCTPYMEHTY
a — JiaMeTp IHCTPYMEHTA CIIBIa/a€ i3 33JaHOI0 IIUPUHOIO THi3/Aa
b — miamerp iHcTpymMeHTa He criBmajac i3 331aHOK0 MIUPHHOO THI3AA
Fig. 1. Screenshot of the WoodFlash software illustrating the cutting tool trajectory
a — the tool diameter matches the specified mortise width
b — the tool diameter does not match the specified mortise width

BmnuB Tpaektopii pyxy IHCTpYMEHTY Ha
BHPOOHUYMH Yac TaKOX MiJTBEPKEHO Pe3yibTa-
tamu pocmimkens (Narooei & Ramli, 2014;
Petrovic et al., 2017), ski mOBOASTH, IO
ONTUMI3aIlisl TPAEKTOPIi mepeMilleHHs IHCTPYMEH-
Ty € OJHUM i3 €EKTHBHUX CTOCOOIB ITiIBUIICHHS
edektuBHOCTI BepcratiB 3 UIIK, ckopouenHs yacy
00p0OKM Ta 3MEHILIEHHSI EHEPTrOCTIOKUBAHHSI.

CXeMaTH4HO 3aJEeKHICTh BUPOOHHYOrO HacCy
Bij JiaMeTpa IHCTpyMEHTa 1 TpaekTopii ioro pyxy
MpeICTaBIeHO Ha pUC. 2.

EdextuBHe BukopucraHHs ()pe3 3HAYHOIO
MIpOI0 3aJeKUTh BiJl IMPAaBHILHOTO BHOOPY iX

PO3MIpHHX 1 TEOMETPUYHUX TapameTpiB Ta Bpaxy-
BaHHs mBUaKocTi pizanns (Cakmak et al., 2023) mis
KOHKpeTHHX yMOB 00po0ku (Yaghoubi et al., 2024).
Hayxkopmi (Csanady & Magoss, 2020) akIeHTYIOTh
yBary Ha 3Ha4YHOMY BIUIMBI Jiamerpa Qpe3u Ha
mBUAKICTh pizaHHsA. [lingbip pizampHOTO iHCTPY-
MEHTa 3a Takoro MeToay 0a3yeThbCcs Ha PEXHMax
00pOOKH SIK TOJIOBHOTO YMHHHKA. 37aBajiocst 0, Jis
MiBUIICHHS MPOAYKTUBHOCTI OOpOOKH JIOUUITEHO
obupatu (pe3u OiIBIIOrO AiaMeTpa, IPoTe IHOMY
MEPELIKOKAE 00CPHEHO MPOIOPIliiHA 3aJIeKHICTh
MDK YacTOTOK OOEpTaHHS Ta JIiaMeTpoM iHCTpY-
MeHTa 32 iKCOBAaHOI IBUKOCTI pi3aHHS.

e HIBuaKICTD

Jiametp

BupoOuuunit

IHCTPyMEHTA

Tpaextopis

qgac

Puc. 2. Cxema BIiIMBY iaMeTpa iHCTpyMeHTa Ha BUPOOHUYMIT yac
Fig. 2. Diagram illustrating the effect of cutting tool diameter on production time

[lix yac BuOopy ¢pe3u moTpiOHO BpaxyBaTh
TaKoXX TOH acmekT, mo 30iUTblIeHHS 11 JiaMerpa
CIPUYMHSE JIesKe TIOJOBKEHHS [UISAXY Bpi3yBaHHS i
nepeOiraHHs, 110, BIJIITOBITHO, 3HIKYE
MPOAYKTHBHICTH OOPOOKH.

TakuM uuHOM, BHUOIp giaMeTpa pi3aJbHOIO
IHCTpYMEHTa 3yMOBIIIOE€ 3MiHY TpaeKTopii #oro
nepeMillleHHs], 0 B MiICYMKY BU3HAUa€ TPUBATICTb
BUTOTOBJICHHSI BHPOOY Ta 3arajbHUK BUPOOHHYUIA
qac. MOXIIMBICTh TPOTHO3YBAaHHS BUTPATH 4Yacy IS
pI3HUX TpaekTOpiii mepeMillleHH i1HCTpyMEHTa

MEBHOTO JiaMeTpa 3a PI3HMX IIOCTaBJICHUX 3a/ad
MaTHME Ba)KJIMBE 3HAYEHHS AJISI PECYPCOOLIaTHOCTI
y BUPOOHUIITBI JIBEPHUX ITOJIOTEH.

Axmyanvricms 0ocniodxicenHs: TIONATAE B TOMY,
o0 JiaMeTp pi3aJbHOrO  IHCTPYMEHTa, SIKHH
BUKOPUCTOBYIOTh JUISI BUTOTOBJICHHS THi3lla B
JIBEpPHOMY TTOJIOTHI, Ma€ iCTOTHUN BILTUB HAa BUTPATH
Yacy TIeBHOI TEXHOJIOTIYHOI omepanii i, sSIK HacIi/I0K,
Ha PECypCOOLIANHICTh BHUTOTOBICHHS JBEPHOTO
MoJIOTHA 4epe3 Oe3mocepenHiil BIMB Ha (opmy i
JOBXHHY TPA€EKTOPil MepeMilleHHs IHCTPYMEHTY.
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JlocmimKkeHHs,, IO TIOB’S3aHI 3 PO3PaxXyHKOM
ONTHMAJIGHOT IMBUAKOCTI OOEpTaHHSA pPi3aJbHOTO
IHCTpYMEHTY, pO3Mipy mojadi Ta TauOuHu 00po0-
JICHHS 32 MPOXiJ], ONKUCYIOTh BIUIMB HA BUTPATH Yacy
HE TIOBHOIO MipOI0 32 PaxXyHOK HasBHOCTI CKJIaJHHIX
IIJITHOK ~ TPAEKTOPil TEepeMillleHHs, Ha  SKHX
JOCSITHEHHSI CTajoi IIBHAKOCTI MOoAadi € HEeMOX-
JUBUM YHACTIZOK TEXHOJOTTYHUX 0OMEXEHb 00a-
HaHHA. HasBHiCTBH, ¢opMa Ta KUIBKICTh IiJISTHOK
TpaekTOpii MepeMilieHHs pi3albHOrO IHCTPYMEHTY
3aJIe)KHUTh Bij Woro jmiamerpa He JiHidHO. Jloc-
JPKEHHS BIUIMBY [HOTO (hakTopa Ha MPOTHO3Y-
BaHHs BUTpAT 4acy BUTOTOBJICHHSI THi3Ja Mifl 3aMOK
y JBEpHOMY TMOJOTHI HIISIXOM HOOYAOBH MaTema-
THUYHOT MOJENI 3aJMIIAETHCS HEAOCTATHHO BUBUE-
HUM 1 Ma€ CyTT€BE NpPAKTHYHE 3HAUYCHHS, a TaKOXK
BIUIMBA€ HA PECYPCOOMIANHICTh TEXHOIOTIYHOTO
MPOLIECY BUTOTOBJICHHS IBEPHUX MOJIOTEH.

Mema Oocnidscens TonsTae 'y po3poOJIeHHI
MaTeMaTHYHOI MOJIeTIi sl TPOTHO3YBaHHS BUTPATH
Yyacy Ha BHUTOTOBJICHHS THI3J MiJ 3aMOK 3a yMOB
PI3HHX TPaeKTOPii MEpeMIIleHHs iHCTPYMEHTa pi3-
HOTO JliaMeTpa.

O06’exktn i Meroauka pocaimkenns (Objects
and methods)

06'exkm Oocnidocents — MPOIIEC BUTOTOBJICHHS
THI3J i 3aMOK y JIBEPHOMY TIOJIOTHI Ha BEPCTaTi 3
YHCJIOBUM MPOTPaMHUM KepyBaHHAM. [Ipedmem
00CNiOJNCeHHs — BUTPATH Yacy Ha BHUTOTOBIICHHS
THI3A M7 3aMOK 32 YMOB pIi3HUX TpPa€eKTOpiit
nepeMillleHHs IHCTPYMEHTa Pi3HOTO JiaMeTpa.

Yac BHTOTOBJICHHS THI3/a i/l 3aMOK arperaTtom
4-01 oci Ha Bepcrari 3 YIIK BMmimmae Tpu ckinamosi, a
came, 4ac IMepeMillleHHS I1HCTpyMEHTa JI0 Micus
00poOKH, Yac ¢pe3epyBaHHS THI3/IA Ta Yac BUXOAY
IHCTpyMEHTA i3 3aTOTOBKHU:

T=Tp+Tep+Tg (1)

ne Tp — dYac mepeMilleHHS iHCTpyMEHTa O
Micns 06poOku, ¢; Tq, — dac ¢pesepyBanHs THi3AA,
¢; Tg — yac BUXO/y iHCTPYMEHTA 3 THI3/a, C.

Yac nepemimenns Tr g0 micus gpesepyBaHHsS
Ui pisHOro oOsagHaHHA € pisHUM. Ha wac
NepeMillleHHs BIUIMBA€ PO3TAlllyBaHHS arperara B
MarasuHi, TIOJIOXKCHHS CaMOro Mara3uHy (Ha
CTaHWHI, Ha pyxomiil wactuni Bepcraty 3 YIIK)
TOLLIO.

Yac Buxomy iHCTpYMEHTA 3 THi3Aa Tp 3a1I€KHUThH
Bil MIMOMHM THI3ma. TpUBANICTh [BOrO €Tamy
3aJIeKHUTh BiJl MIBUJIKOCTI TEPEMIIlIEHHS I1HCTPY-
MEHTa, sKa 3aJaHa NpPOrpaMHHUM 3a0e3leueHHIM
koHKpeTHoro Bepcrata 3 UK Ta rmubuny raizza.

Yac ¢pesepyBanns rHizga Te BCTaHOBIIOBAIU
SK BIJHOIIEHHS JOBXWHHU TPAEKTOPii MepeMilieHHs
IHCTpYMEHTA JI0 IMBUAKOCTI HOTO MEepEMIIICHHS, 110
3ajJ1aHa apaMeTpaMu BEepCTary:

Tp = —2 )

V- KLUBMAKOCTi

ne Lrp — mOBXKWHA TpaekTopii TepeMilieHHs
iHCTpyMeHTa, MM; V — po0oda MBUIKICTH MEepeMi-
IICHHS 1HCTPYMEHTa, M/XB; Kipuocri. — KOCPIIEHT
LIBUIKOCTI 1HCTPYMEHTa, SIKMH BpaxoBYE HeENiHiH-
HICTh IIBHAKOCTI TEPEMIIIEHHS MO OCSAX IMPHBOIB
Bepcrata 3 UIIK, a came, eranu po3roHy Ta
raJpMyBaHHA TMPHUBOAIB Mil Yac 3MiHM HampsSMKY
pyxy (Kamuna, MuchkiB, 2024). 3anexHO Bif
00paHoOi MBHIKOCTI Tomadvi, el KoedillieHT Mae
pi3HE 3HAYeHHS Ta BU3HAYAETHCSH EKCIEPUMEH-
TaJILHUM LUISIXOM.

[lim wac ¢pesepyBaHHA THiI3ga A 3aMOK
nepeMillleHHs] 1HCTpyMeHTa BiOyBa€ThCs 32 TPA€EK-
Topiero 'y QopMmi MpAMOKyTHHKA ([0 TEPUMETPY
THi3/a) 3 TIOCTYIIOBUM 3ariuOIeHHsIM, ToOTO "cripa-
nenonioHo". 3a KOXKEH «BUTOK» BiAOyBaeTbCs
Bpi3aHHs 1HCTpYMEHTa Ha TIMOWHY 3aJIaHOTO KPOKY
(puc. 3). Takwmii cmoci6 (pesepyBaHHS 3MEHIIYE
HAaBaHTa)XCHHS Ha arperar Ta MIiHIMI3yE OCHOBI
HAaBaHTA)XGHHS Ha IHCTPYMEHT, a TaKoX He
notpedye JOAATKOBUX BUTpPAT Yacy Ha 3arivOJICHHS
iHcTpyMenTy. OTxe, 11 BU3HAYCHHS 3aTpar dacy
Ha (pe3epyBaHHS THI3Ja IIiJ 3aMOK BpaxyBalld
JOBXHHY TPAEKTOPii, IO BHU3HAYCHA SIK JOOYTOK
noBkuHU TepuMmeTpa mpsMokyTHHUKAa 1;0,0304(P)
Ta KIJTBKICTh TaKUX IOBTOPIOBaHb (KPOKIiB) (n)
3aJIe’KHO BiJI 3a7aHO1 TIMOWHY THi3/1a ITi]] 3aMOK:

Lyp=P-n ®)

Kisbkicte moBTOpeHb (N) — 1€ BiTHOIICHHS
rmmbunn mazy (H) mo kpoky BpizanHs (S), ane
pe3yJIbTaT I[bOTO CITIBBIIHONICHHS 3aBXIU OKPYT-
JIOIOTH Bropy /0 HAHOMMKYOro IJIOr0 Yucia
(dbyHxkirist cremi):

n=|

| (4)

H
S

P01020304 = Z(bT + lT) = Z(B + L — ZD) (5)

ne br — mmpunHa TpaekTopii nepemiieHHs, Mm; I —
JIOBXKMHA TpAaeKTOpil TepeMimieHHs, MM; B —
[IMpUHA 3aMKOBOTO THi3ma, MM; L — JOBXHHA
3aMKOBOT'O THi3Ja, MM; D — miameTp dpesu, oOpaHoi
st ppesepyBaHHs 3aMKOBOTO THI3/1a, MM.

Otxe, 3aTpaTu yacy Ha BHTOTOBJICHHS THi3Ja
miJi 3aMOK y JIBEPHOMY IIOJIOTHI BH3HAYMIIHM 32
HACTYITHOIO MAaTEMaTUYHOIO 3aJIXKHICTIO:
(B+L-2D) [ 2]

Td) - 0’12 ' 4 ‘KU_IBHAKOCTi ’ (6)
(B+L—2D) - [Z]
T=Ty+012 - —————+Tgc (7)
V- Ku.lBlmKoc’ri
I_[f{ MaTeMaTnu4dHa 3aHC)KHiCTB JAae  3Mory

MIPOTHO3YBATH 3aTPaTH Yacy IijJ 4ac BUTOTOBJICHHS
THi3Ma TMix 3aMOK Yy JIBEpHOMY TIOJIOTHI Ha
oOjamHaHHI pi3HOrO THUMy, 1, SK HACHIIJIOK,
3MIHIOBaTH HEOOXigHI MapaMeTpu UIs MiHiMizamii
BUTpAT Yacy.

302

Muckkis, P.I'. bapabamr, A.A. Kanuaa. Brums miamerpa iHCTpyMeHTa Ta IMBHAKOCTI HOTO Toaadi. ..



Proceedings of the Forestry Academy of Sciences of Ukraine, 2026, vol. 30

Q
@ e
Puc. 3. Cxema po3paxyHKy TPa€eKToOpii nepeMileHHst iHCTpyMeHTa
Fig. 3. Tool movement trajectory calculation scheme
Jnst  mepeBipkd  JOCTOBIpHOCTI OoTpuMaHoi  arperary 4-oi oci Ha o0OpoOHomy mentpi 3 UIIK

MaTEeMaTHYHOI MOJEJ MPOBEIN EKCICPUMEHTAIbHI
JOCITI/PKEHHST Y BUPOOHUYNX yMOBax. Excniepumen-
TaJbHI JOCHIKCHHS BUKOHAIN 3 BUKOPHUCTAHHIM

Format4 Profit H200. [Ins dbopmyBaHHS THI3A mifg
3aMOK y JBEPHOMY IIOJIOTHI BHKOPHCTAIH IHCTpPY-
MeHT niametpoM: 12; 14; 16 Ta 18 mm (puc. 4).

Puc. 4. 3aranbHnii BUTJI/ pisKy4oro iHCTpyMeHTy
Fig. 4. General view of the cutting tool

[ToBenu Qpe3epyBaHHs THI3J TPHOX THIIOPO3-
MmipiB 3aBramOmku 50, 70 i 90 MM Ta TpBOX
tunopo3mipis 3aBaosxku 80, 100 i 120 mm, 1o €
HaWOIIbII MOIIUPEHUMHU PO3MIpaMHU THI3M, MPO IO
CBIIYMTh  JIOJATKOBHM  aHANI3  THIIOPO3MIpiB
neepuux 3amkie (DIN 18251:2020-04; Tobias,
2015). Iupuny rHi3ga npuiiHssm y 18 mwm, 110
BIJMOBila€ MaKCHUMaJbHOMY 3HAUEHHIO Yy IUX
BUPOOHMYUX YMOBax. B KoxXHOMY ocTial mpoBen
I’SITh BUMIPIOBaHb, Ha OCHOBI SIKHX BCTaHOBWIIH

CEepelHii Yac BHUIOTOBJICHHS THI3[a 3aJaHuX
PO3MipiB MpH 3aCTOCYBaHHI IHCTPyMEHTa BU3HaYe-
Horo aiamerpa. CymapHo BUroToBWIH Oinbine 150
3aMKOBUX THI3J JUIsl Pi3HUX 3HAYCHb IIBUIKOCTI
nepeMinieHHs incTpyMmenTa. [lapameTpu mBuaKocTi
MepeMillleHHd 1HCTPyMEHTa 1 KpOK 3ariuOjeHHS
o0panu 3riJHO JOMYCTHMHUX XapaKTEPUCTHUK BHKO-
puctoByBaHoro arperaty 4-oi oci. Kpok 3armm6-
JICHHSI CTAHOBHB 6 MM, a IIBHIKOCTI MEpEeMilllCHHS
—-1;2:3;5; 7110 m/xB.
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PesyabtaTu (Results)

Pe3synprary excriepuMeHTAIbHUX JTOCIIHKEHD Y
BUPOOHMYMX YMOBaX 3aCBiUWIIH, IIIO 3aTpaTd 4acy
Ha (pe3epyBaHHs THiI3ga 3amexarb Bl HOro
TCOMETPUYHUX PO3MIpiB, a TaKOX JiaMeTpa Ta
IIBUIKOCTI TOJa¥i iHCTpyMEHTa, IO BHUKOPHCTO-
ByBaBca Uil (pe3epyBaHHS LBOro rHi3ga. 3i

30UTBIIEHHSAM pPO3MIpIB THI3MAa BUPOOHWYMH dYac
30UTBIITY€ETHCS, alle 32 YMOBH 30UIBIIECHHS IiaMeTpa
IHCTpYMEHTa — 3MCHIIYETHCS. Y BHIAAKY 3aMiHH
01pa3y TPhOX MapaMeTpiB (F€OMETPHYHI PO3MIpH,
miaMeTp Ta IIBUAKICTD TOJAvi)  pe3yibTaTh
EKCTICPUMEHTAIIBHUX JIOCTI/PKEHb MAIOTh CKJIAaJIHY
HeNiHIiHY 3a7exHicTh (Tadm. 1).

Tabnuys 1. Pe3yJbTaTH eKCHEPUMEHTATbHUX TOCTITKEHD
Table 1. Results of experimental studies

[Tapamerpu ruizzna

IIUPUHOIO Yac dpesepysanns raizaa Ty, ¢
B=18 mMm
g
< § é — — — — — ‘= m
2 ¥ s s g eg: g: c:  gE gl
& 2 % a A [q\l a ™M gl A o~ a —
- = Ez Bz Bz Bz Ez %
k| © s 2 s 22 £ 2 g g g3 25
N £ = = 2 = 2 = 2 = 2, = 2, S5
O % n m m m m n Qo
g 2 3% 5% g° =[S 3 ® 3 &
~ =
1 80 80,7 41,0 28,0 18,0 14,2 11,6
2 12 100 102,2 51,8 35,2 22,4 17,3 13,7
3 120 123,8 62,6 42,4 26,7 20,3 15,9
4 80 76,4 38,9 26,6 17,2 135 11,0
5 14 100 97,9 49,6 33,8 21,5 16,5 13,0
6 50 120 119,5 57,4 40,9 25,8 19,6 15,2
7 80 72,0 36,7 25,1 16,2 12,6 10,3
8 16 100 93,6 47,5 32,3 20,6 15,7 12,5
9 120 115,2 58,3 39,5 24,9 18,8 14,5
10 80 67,6 34,2 23,2 14,6 111 8,8
11 18 100 89,1 449 30,4 18,9 14,2 10,9
12 120 110,7 55,7 37,6 23,2 17,3 13,1
13 80 107,6 54,7 37,4 24,1 18,9 15,4
14 12 100 136,3 69,0 47,0 29,8 23,0 18,2
15 120 165,1 83,4 56,5 35,6 27,1 21,1
16 80 101,8 51,8 35,4 22,9 18,0 14,6
17 14 100 130,6 66,2 45,0 28,7 22,1 17,5
18 70 120 159,4 84,6 54,6 34,4 26,2 20,4
19 80 96,1 48,9 33,5 21,7 16,9 13,6
20 16 100 124,8 63,3 43,1 27,4 21,0 16,5
21 120 153,6 77,7 52,7 33,2 25,1 19,4
22 80 90,1 45,6 30,9 19,4 14,8 11,6
23 18 100 118,8 59,9 40,4 25,2 18,9 14,6
24 120 147,6 74,3 50,0 30,9 23,0 17,4
25 80 134,5 68,4 46,7 30,1 23,7 19,2
26 12 100 170,4 86,3 58,7 37,3 28,8 22,8
27 120 206,4 104,3 70,7 445 33,9 26,4
28 80 127,3 64,8 44,3 28,7 22,5 18,3
29 14 100 163,2 82,7 56,3 35,9 27,6 21,9
30 90 120 199,2 105,7 68,3 43,1 32,8 25,5
31 80 120,1 61,2 419 27,1 21,1 16,9
32 16 100 156,0 79,2 53,9 34,3 26,2 20,7
33 120 192,0 97,1 65,9 41,5 31,4 24,3
34 80 112,6 56,9 38,6 24,3 18,5 14,6
35 18 100 148,5 74,9 50,6 31,5 23,6 18,3
36 120 184,5 92,9 62,6 38,7 28,8 21,8
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3 METOI0 BAOCKOHAJICHHS MaTEMaTHIHOI MOACITI
(6) 3a BUKOpPHCTaHHS pE3YILTATIiB IOCHTIKEHb Y
BUPOOHUYMX YMOBaX 3IIMCHEHO pPO3PaxXyHKH KO-
¢imieara  mBUAKOCTI  (Kugugoeri) I KOXKHOTO
pe3ynbTaTy eKcrepuMeHTy (Tabm. 2).

PozpaxyHok 3HaueHHS KoedilieHTa MIBUAKOCTI
MPOBEIM JUIi KOXKHOI 3 HAaBEJEHUX IIBUIKOCTCH

mogadi. Jljs 3pydHOCTI 3HAYEHHA KoedilieHTa
mojagd y BUIIAO TpadidHOl 3aJeKHOCTI  BiX
LIBUIKOCTI Mojaui arperaty s (pe3epyBaHHA
3aMKOBHUX THi3J (puc. 5). 3MiHa KoedilieHTa HE €
JHIAHOIO, M0 MATBEPKYE CKIATHUN pyX Iepe-
MIIIeHHs] 1HCTpyYMeHTa Tix 4ac ¢pe3epyBaHHS II0
3aJaHii TPaeKTopii.

Tabnuys 2. Pe3yabTaTH PO3paxyHKy KoedilieHTa IIBUAKOCTI
Table 2. Results of calculating the feed rate coefficient

[TapameTpu
THi3/a Po3paxyHKoBi 3HaYeHHS KOoe(]imieHTa MBUIKOCTI
LIMPUHOIO Kiusuxocri
g B=18 mm
: - g B - 7. Fe
2 & 3 B pe 3% 5% S % 52 5
= K] = = = = = = E o
) E s < 2 a a Q a a0 a = a
=GN % =5 55 BB =5 =5 = £
© 5 SR 5 a0 = o SR S =Y 5 0
E Ig( =g = = O = = O Sy
- = = = = = g =
1 80 0,9907 0,9744 0,95075 0,88505 0,8063 0,68837
2 12 100 0,99296 0,9803 0,96164 0,90846 0,84075 0,74048
3 120 0,99443 0,9837 0,96815 0,92225 0,86601 0,7758
4 80 0,99018 0,97297 0,94808 0,87958 0,80178 0,68852
5 14 100 0,99265 0,97944 0,96 0,90503 0,84003 0,74654
6 50 120 0,99423 1,03502 0,96703 0,91986 0,86501 0,78261
7 80 0,98959 0,97138 0,94624 0,87837 0,80624 0,69474
8 16 100 0,99199 0,97851 0,95733 0,90394 0,84406 0,74602
9 120 0,99375 0,98249 0,96583 0,92063 0,86945 0,78843
10 80 0,99112 0,97981 0,96373 0,91852 0,86178 0,76177
11 18 100 0,9936 0,98531 0,97233 0,93714 0,89157 0,81099
12 120 0,99512 0,98816 0,97764 0,95006 0,9123 0,8422
13 80 0,99033 0,9744 0,95075 0,88505 0,80459 0,69375
14 12 100 0,99296 0,9803 0,96082 0,90724 0,84075 0,74211
15 120 0,99419 0,98417 0,96815 0,92328 0,86473 0,77727
16 80 0,98979 0,97297 0,94808 0,87958 0,80178 0,69041
17 14 100 0,99265 0,97944 0,95915 0,90377 0,83851 0,74142
18 70 120 0,99398 0,93661 0,96633 0,91986 0,86369 0,77647
19 80 0,98918 0,97138 0,94511 0,87675 0,80433 0,70088
20 16 100 0,99231 0,97789 0,95822 0,90262 0,84406 0,74964
21 120 0,99375 0,98249 0,96583 0,92063 0,86945 0,7868
22 80 0,99112 0,97981 0,96373 0,92041 0,86411 0,76701
23 18 100 0,99394 0,98531 0,97329 0,93863 0,89346 0,80877
24 120 0,99539 0,98816 0,97842 0,95006 0,9123 0,8422
25 80 0,99033 0,9744 0,95075 0,88505 0,80459 0,69375
26 12 100 0,99296 0,9803 0,96082 0,90724 0,84075 0,74211
27 120 0,99419 0,98417 0,96815 0,92328 0,86473 0,77727
28 80 0,98979 0,97297 0,94808 0,87958 0,80178 0,69041
29 14 100 0,99265 0,97944 0,95915 0,90377 0,83851 0,74142
30 90 120 0,99398 0,93661 0,96633 0,91986 0,86369 0,77647
31 80 0,98918 0,97138 0,94511 0,87675 0,80433 0,70088
32 16 100 0,99231 0,97789 0,95822 0,90262 0,84406 0,74964
33 120 0,99375 0,98249 0,96583 0,92063 0,86945 0,7868
34 80 0,99112 0,97981 0,96373 0,92041 0,86411 0,76701
35 18 100 0,99394 0,98531 0,97329 0,93863 0,89346 0,80877
36 120 0,99539 0,98816 0,97842 0,95006 0,9123 0,8422
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Puc. 5. 3anexuicTb koedinieHTa IIBUAKOCTI Bix IIBUAKOCTI MoAayi arperarty
Fig. 5. Dependence of the feed rate coefficient on the feed rate of the machine unit

AHani3 pe3ynabTaTiB eKCIePUMEHTATBbHIX J0C-
JPKEeHBb 3aCBiTUye, MO 31 301IBIIEHHSIM IBUIKOCTI
nojadi Bi0yBaeThcs 3MiHa KOeilieHTa MIBUKOCTI.
Bapro Takox 3BepHyTH YyBary, MO 3a YMOB
MOPIBHAHHS THi3Z 3 OJHAKUMH pPO3MipaMH 3a JOB-
’KMHOIO JUTS OJTHOTO B35TOTO iHCTPYMEHTa BIJIHOCHA
YacTka BHPOOHUYOTO Hacy 3pOcCTae, aje 3a yMOB
CTAJIOr0 3HAY€HHS TVIMOWHU THI3Aa Ta 30UIBIIEHHS
HOro JIOBXKMHM 3HA4YeHHS BHPOOHMYOTrO dHacy Yy
BiJTHOIIIEHH] J0 Yacy, B3SATOTO 5K €TaJoH (pi3aibHUN
THCTPYMEHT 3 jJiaMeTpoM 18 MM) 3MEHIIYEThCS, 10
XapaKTepU3yeTbCsl SIK MEHIIMH BIUTMB JliaMeTpa
IHCTpyMeHTa Ha BHUpOOHWYMU 4ac. Brums nmiamerpa
piXKydoro iHCTpyMEHTa Ha BUPOOHHMYHMII 4Yac Mae
MeHIlE 3HAa4YeHHs Mil dac Qpe3epyBaHHI Ma3iB
OupIIol MOBXKUHU. Y BUNAAKY (pe3epyBaHHS JIOB-
IMX Ma3iB IepeBara BHKOPHUCTaHHS PLKYYOro iH-
CTpyMeHTa OiJbIIOro JAiaMeTpa 3HAa4YHO CKOPO-
YY€ThCS, 110 € HACTIAKOM 301JIbIICHHS JOBXHUHU
TpaekTopii B TOPU3OHTAIBHOMY TIepeMillleHHI (3a
JIOBXXMHOIO) Ta HIBEJIIOE 3HAYHUI BIUIMB YacCTUHH
TpaekTopii I TepeMillleHHs 1HCTpyMEHTa II0
BepTUKai (3a MUPUHOIO).

3a pe3ynbTaTamMu JAOCIIPKEHHS 3 BUKOPHUCTaH-
HAM rpadika 3aJIeKHOCTI, BCTAHOBHMJIM 3HAYCHHS
Kiusiwoeri 47151 KOXKHOT MIBUIKOCTI MOJayi arperary 3
IHCTpYMEHTOM B faiana3oHi Big 1 g0 10 mM/xB (Tadm.
3).

3MifiCHUBIIM anpOKCUMAIlI0 JaHWX Ta0im. 3,
oTpuManu GpopMyny MONTiHOMA 2-TO CTETIEHS 3aJexkK-
HOCT1 Kypyunkoeri BUI MIBUAKOCTI TOJAYi arperary I
qac (pe3epyBaHHS 3aMKOBOTO THi3/A:

K_mBuakocti (V) = 1.01154825 —
0.01480609" "V — 0.00108971"" V"2 (8)
[oemunanus popmymnu (8) 3 hopmymnoro (7) mano
MOJKJTUBICTh pPO3paxyBaTH 4ac (pe3epyBaHHs 3aMKO-
Boro rHi3ga Ha YIIK BepcraTi 3 BHKOpUCTaHHIM
arperary. BXigHUMU ZaHUMH 1711 PO3PaxyHKY 3a
Takol (OpMyJIOI0 € TEOMETPUYHI IapaMeTpH
caMmoro THi3ga, giamerp ¢pesw, MBUIKICTH Tepe-
MIIIIEHHsI arperary i Kpok Bpi3aHHA. MareMaTU4Ha
MOJIEJIb Ma€ TAKUH BUIIISL:
T =
Th+0,12 -
(B+L-2D) [ 51
V (1.01154825-0.01480609 V—0.00108971 V2) +T3 (9)
BinxusieHHsT MK 3HAYEHHSIMH, OTPUMaHUMH 32
MaTteMaTH4HOI Mojemto (9), 1 pe3ynbTaramu
EKCHEpUMEHTAIBHUX JIOCTIKeHb CKJIaJa€ MEHIIe
4% g WBUAKOCTEN mojayi 40 5 M/XB Ta 10 8% —
s mBuakocreil moxadi o 10 m/xB. OCKIIbBKHA
BIIXWIEHHS € HEe3HaYHHMH, TO po3poldiieHa
MaTeMaTHYHa MOJIeNb JUIS MPOTHO3YBaHHS 3aTpar
yacy Ha BUTOTOBJIGHHS THI3Na TMiJ 3aMOK €
JOCTOBIPHOIO 1 NMPHIATHOIO AJISI BUKOPUCTAHHS Y
BUpPOOHMYMX yMoOBax. Pi3ke 30inbLIeHHS BifcOTKa
BIAXWJIEHHS Ha 3a1adii mBuakocti mogaui 10 mM/xB
MOSICHIOETBCSL BIUIMBOM 3aTpaT 4acy Ha PO3riH Ta
ragbMyBaHHSA Ha PI3HUX JUITHKax TPaekTopii
nepeMiiieHHss iHcTpyMeHty. Llel acrekt Takox
MOJKHA TIPOCIIIKYBaTH 1 32 HaBeleHHMMHU B Tabm. 2
JaHUMH, J€ 4YiTKO BHpake€Ha pi3Ka 3MiHa
KoeQilieHTa MBUAKOCTI 3aJCKHO BIJA JIOBKHHHU
rHi3na. Tomy BHOIp IMBHAKOCTEH IEepEeMIIICHHS
iHcTpymenTy Ha Bepcratax 3 UIIK nmonan 10m/xB Ha
TaKUX KOPOTKHX BiJICTAHSX € HEAOLITEHIM.
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Tabnuys 3. 3HavyeHHs KoedilieHTa BUAKOCTI BiAMOBIIHO 10 IIBUAKOCTI Moa4i arperary
Table 3. The value of the speed coefficient according to the feed rate of the unit

IIBuaKicTh mOaui arperaty, M/XB

KoedirieHT mBUAKOCTI

1

0,99248

0,97882

0,96151

0,93738

0,91069

0,88122

0,85024

0,81912

OO |INO(O D [W|N

0,78720

[y
o

0,75611

Huckycis (Discussion).

AmHamiz pe3yibTaTiB AOCHIIKEHb BKa3zye Ha
3MiHy BHPOOHHYOTO Yacy 3alle)XHO Bia TpaexTopii
MepeMileHHs IHCTPYMEHTY, M0 BHKOPHUCTOBYETHCS
st ppesepyBaHHS 3aMKOBOTO THi3fa. 3i 3MiHOMO
IHCTpyMeHTa BiOyBa€ThCs 3MiHA TPAEKTOPii PyXy,
a, OTXe, TPU3BOANTH N0 301NMbIIeHHS 4acy (pese-
pyBaHHst THi3ga. OTpuMaHi pe3ynbTaTH CIHiBIa-
JIaf0Th 3 pe3yJbTaTaMu JOCHTIDKEHb BIUIMBY TPAa€K-
TOpii Ha BUPOOHWYNH Yac y BUNIAAKY (pe3epyBaHHS
TUIOMIHMH 3ar0TOBOK Ha IepeBOOOPOOHOMY BepCTaTi 3
YIIK (Ozgelik, Kog, 2021). Tun o6panoi TpaekTopii
MEepeMilieHHs] IHCTpyMEeHTa Ta OUTBIINI JiaMeTp
IHCTpyMEHTa NPHU3BOJATH 10 CKOPOYECHHS BUPOOHH-
4YOro yacy, 0 TOB'3aHO 3 KOPOTIIUMH TPAEKTO-
pisiMU OOKOBHUX MEPEMIIICHb.

[Tpore mocmiKEHHS OO0 3aCTOCYBAaHHS BepC-
tatiB 3 UIIK y nepeBooOpoOI1i Ta MebeBiii mpomuc-
JIOBOCTI, sIKI 30Cepe/PKeHI Ha OmnTHMi3alii mnapa-
METpIB JJI JTOCSTHEHHS Oa)kaHOi SKOCTI MOBEPXHIi
JIEPEeBHUX MarepiaiiB, CBiI4aTh, MO0 TaKi ITOKa3-
HUKH, K NIBUAKICTH T0ja4i Ta 4yacToTa OOepTaHHs
HOIMAHAEIS, MalOTh 3HAYHHI BIUIMB Ha KIHIEBHI
pesyibTaT. 30Kpema, 30UIbLICHHS YacTOTH 00ep-
TaHHS IMINMWHAEIA Ta IIBHAKOCTI IOJayl 3a3BHYail
3HWKYIOTh IIOPCTKICTh MMOBEPXHi, TOJII SK 301JIbIIICH-
HS lilaMeTpa IHCTpYMEHTa IPU3BOJUTD A0 3POCTAHHS
noBepxHeBoi mopctkocti (Demir, Cakiroglu, Aydin,
2022).

Xoua B 3rafjaHux AOCHIIKEHHAX (OpMyBaHHS
THi3Ja Wi 3aMOK BHKOHYBanu 0e3 ypaxyBaHHA
BHUMOT JI0 IIOPCTKOCTI HOTO BHYTPINIHBOI MOBEPXHI,
Yy BHIIQJIKy CTBOPEHHS CTYIIHYAaCTOrO THI3ma 3
BUOIPKOIO MiJ] JTUIBOBY IUIAHKY (HaKJIaJIKy) AOLiIb-
HO BHUKOPHCTOBYBATH (pe3y MEHIIOro JiaMeTpa.
[lpu mpoMy caMm TEXHOIOTIYHUI Tporec ¢pesepy-
BaHHS HEOOXiJHO PO3MIJATH HA €Tald YOPHOBOI Ta
YUCTOBOI OOPOOKH.

OkpiM TOTO, OTpUMaHI pe3yJabTaTH KoOpe-
JIOIOThCA 3 BUCHOBKaMHM HayKoBIiB Bal, Dumanoglu
(2019), sixi mocmiKyBaIH BIUIMB MApaMeTpiB pi3aH-
HSA Ha SKICTh ITOBEPXHI, CHEPTOCIIOKUBAHHS Ta dac

o0pobOmennst mpu ¢pesepyBanri MDF manemeit. Y
CBOEMY JIOCHI/DKCHHI BOHH aKIEHTYBaJlHM yBary Ha
BHU3HAYEHHI ONTHUMAJbHOI IMIBHIKOCTI I[OAaYl Ta
IIBUAKOCTI 00EpPTaHHA PIXKYYOrO IHCTpYMEHTa s
JOCSTHEHHsSI MiHIMQJIBHOI IIOPCTKOCTI ITOBEPXHi.
Bopnouac Oyno BCTaHOBIIEHO BIUIMB 3a3HAYCHUX
TEXHOJIOTIYHUX TMapaMeTpiB Ha Yac O0OpoOJeHHS Ta
3a3HaYCHO, 1[0 HAMEHIIUK Yac Gppe3epyBaHHs 0YyJI0
3a()ikCOBAaHO 3a MaKCHMAJIBbHOI IIBUIKOCTI TOjadi
PiXKydoro iHCTpyMEHTA.

HocnimkenHs ¢pesepyBaHHS 3pa3KiB Topixa
BOJIOCBKOTO Ta sICGHAa 3BHYalHOTO B po0OTI
Cakiroglu et al. (2022) Oynu 30cepemKkeHi Ha aHaTi31
BILTUBY IIBUIKOCTI MTO/Ia4i Ta MIBUAKOCTI 00epTaHHS
pKydoro iHCTpyMEHTa Ha HIOPCTKICTh 1 3MOYyBa-
HICTh MOBEPXHi, EHEPTOBUTPATH Ta 4ac 0OpOOIeHHSI.
Pesynpratn Hamoro mOCHI[UKEHHS TOMIOHI 10
pe3ynbraTiB, orpumanux Cakiroglu et al. (2022) B
TOMY, IO MiHIMAJIBHUNA Yac OOpoOJICHHS OYJI0
JIOCATHYTO 32 BUKOPHUCTaHHs 1HCTpyMEHTa HaiOiib-
I0TO JiaMeTpa Ta HarO1IbII0] MIBUAKOCTI TO/IaYi.

Bucnosku (Conclusions).

1. diameTp iHCTpYMEHTY Ma€ BIUIUB Ha TPa€K-
TOpit0 HOTO TIEpEeMIlIeHHs Ta BiAMOBIAHO Ha BUPOO-
HUYMIA Yac TIPYW BUTOTOBJICHHI THI3/a Mijl 3aMOK Y
JIBEPHOMY IIOJIOTHI Ha BEpCTaTi 3 YMCIOBUM IpOTpa-
MHHUM KEpYBaHHSM.

2. Po3pobnena matemaTHyHa MOJENb HPOTHO-
3yBaHHS Yacy BHUTOTOBJICHHS THi3jla MiJ 3aMOK Yy
JBEPHOMY TOJIOTHI HpPWAATHA J0 BUKOPUCTAHHS Yy
BUPOOHUYHX YMOBaXx.

3. Bubip mBuakocTell mnepemilieHHs 1HCTPY-
MeHTa Ha Bepcrarax 3 UIIK monax 10 m/xB mijx vac
BUTOTOBJICHHS THI3[ i/l 3aMOK HE3HAYHOTO PO3MIpy
B JIBEPHOMY IIOJIOTHI € HEIOLIJILHUM, OCKLIBKH Ha
KOPOTKHX JUCTaHINSIX 3aTpaTH 4acy Ha PO3TiH Ta
rajJbMyBaHHS HiBEJIIOIOTh BCTAHOBJICHY HIBHIKICTb.
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Influence of Tool Diameter and Feed Rate on the Machining Time of a Lock
Mortise in a Door Leaf on a CNC Woodworking Machine

Y. Myskiv?, R. Barabash?, A. Kalyna®

The paper presents the results of an
experimental study on the influence of cutting tool
diameter and feed rate on the time required to
machine a lock mortise in a door leaf. The study also
considers the influence of toolpath geometry, as well
as the mortise length and depth. Particular attention
is focused on investigating the nonlinear effect of the
cutting tool feed rate on lock mortise milling time
caused by the presence of acceleration and
deceleration sections along the toolpath. A graphical
representation of the relationship covering a feed rate
range from 1 to 10 m/min is presented. The obtained
experimental results were approximated using a
second-order polynomial. A mathematical model
was developed for calculating the machining time

time required for lock mortise production, taking
into account the geometrical parameters of the
mortise, cutting tool diameter, and tool feed rate.

As the feed rate increases, the machining time
required to produce the lock mortise decreases
nonlinearly. The value of the feed rate coefficient
varies from 0.992 at a feed rate of 1 m/min to 0.756
at a feed rate of 10 m/min. This is explained by the
fact that increasing the feed rate of the cutting tool
increases the length of the toolpath sections where
acceleration and deceleration occur.

A significant influence of the cutting tool
diameter on the feed rate coefficient was observed.
In the case where the tool diameter matches the
width of the mortise, the feed rate coefficient rea-
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ches its highest values. When the tool diameter is
smaller than the mortise width, the coefficient values
decrease but exhibit little dependence on the specific
tool diameter used. This confirms the feasibility of
using a cutting tool whose diameter is equal to the
width of the lock mortise, provided that the CNC
equipment is technologically capable of applying
such a tool diameter.

In addition, the influence of mortise length on
the feed rate coefficient was established. The
coefficient increases with increasing mortise length.
This is attributed to the relative increase in the
length of toolpath sections at the specified feed rate
compared to the length of the acceleration and
deceleration sections. The magnitude of this effect is
insignificant at low feed rates but increases
considerably as the feed rate rises.

The influence of mortise depth on the feed rate
coefficient is the smallest and does not allow clear
patterns of variation to be identified due to its minor
magnitude. This is explained by the fact that incre-
asing mortise depth increases the number of repeated
toolpath segments resembling spiral turns. However,
the ratio between the length and number of constant-

feed toolpath sections and acceleration/deceleration
sections remains almost unchanged.

The scientific novelty of the study lies in the
development of a mathematical model for predicting
the machining time required to produce a lock
mortise in a door leaf, taking into account the feed
rate coefficient, the values of which were obtained
experimentally and approximated by a second-order
polynomial.

The practical significance of the study consists
in the potential application of the developed
mathematical model for planning the technological
process of door leaf manufacturing and for analyzing
the influence of the applied cutting tool, feed rate, as
well as mortise depth and length on milling time.
The obtained results may be applied under industrial
production conditions for predicting and controlling
the machining time required for producing lock
mortises on CNC woodworking machines.

Key words: Resource efficiency;
manufacturing process; door leaf; mortise milling;
lock mortice; tool diameter; machining time; feed
rate coefficient; process optimization; interior
doors
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