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Paccmompena cucmema asmomamuzupo8anHo2o npoepamMmupos8aHus mo-
Kapubix cmankoé ¢ YI1Y ons mHoconpoxoOHo2o Hape3aHus BUMKO8 HepBsaKo8.
Tlokazanbl npunyunsl pabomol ¢ NPOSPAMMHBIM NPOOYKMOM U peanu3yemble um
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The article focuses on a system of computer-aided programming of CNC
lathes for multipass cutting of worm threads. The principles of operation with the
software package and functions implemented by this software are shown.

Keywords: worm, cutting worm thread by cutter, CAM, CNC program.

po1IeCC MHOTOIIPOXOIHOTO Hape3aHUsT BUTKOB YEPBSIKOB 3aBUCHUT OT

pa3IMYHBIX TTapaMEeTPOB U MX coueTaHus. B 4aCTHOCTU: KOHCTpPYK-
LIMU, TEOMETPUM U CTOMKOCTH PEXYIIEro MHCTPYMEHTA, YCJIOBUI €ro OX-
JIAXKIEHUST U CMa3KM; XMMUYECKOTO COCTaBa U MUKPOCTPYKTYpbl 0Opabda-
TBIBAEMOTO MaTepuasa; TUIMa U COCTOSTHUS 000pynoBaHUs, BCIIOMOra-
TEJIbHOTO MHCTPYMEHTA U MPUCIOCOOJEHUI; MUKPOKJIMUMATA U T.1.
HarnsimHocTh OTKIIOHEHU TaKUX TTapaMeTpOB OT HOMUHAJIbHBIX BETUUNH
B TEXHOJIOTMYECKUX peXUMax MEXaHMYeCKO 00pabOTKU U3eusl 03BO-
JIUT TTOBBICUTDH 3((HEKTUBHOCTD U CTAOMIBHOCTH MPOTEKAHUS Tpoliecca
pe3aHusi. ABToMaTU3alKsl BCeX HEOOXOAMMBIX PACYETOB U MX JaJbHEUIINA
y4eT B YIPaBISIOIIEH MporpaMMe 00eCIeYrT BHICOKUI YPOBEHb TMOKOCTH
MPOU3BOJICTBA.

151 peanu3aliy 3TOM 3ada4v HEOOXOIMMO He TOJIbKO UMETh COOTBETCT-
BYIOLIIME METOAMKM, OIEPAaTUBHO afaIllTUPyeMble MOJ KOHKPETHOE IIpe-
MpUsTHE, HO U COOTBETCTBYIOIIIEE MTPOrpaMMHOE obOecreyeHne, Tak Kak
CTaHJIAPTHBIM, MHOTOKPATHO MOBTOPSIEMbIi, LIMKJI Hape3aHUsl pe3bObl, UC-
MOJIb3YEMbIN B TAKUX CIyYasiX MPUMEHUTEIbHO K 00pabOTKE BUTKOB YEPBSI-
KOB, MMEET psJ orpaHUYeHU, paCCMOTPEHHBIX B padore [1, 2] Ha mpuMepe
mukia G76 cuctembl YITY FANUC SERIES 0i-TC. Takoe mporpaMMHoe
o0ecrieuyeHne JOIKHO OTBeUYaTh CJIEAYIOLIMM TpeOOBaHUSIM:

— y4YeT BO3MOXHO 0O0JIbIIIEro KOJIMYeCTBAa 3HAYMMBbIX TTapaMeTpoB (pu
3TOM ONPEAE/ISIONIUM B BEIOOPE TOTO MJIM MHOIO IapaMeTpa JO0JKeH ObITh
pallMOHaIbHBIN OalaHC MeXIy 3HaUMMOCTBIO IMapaMeTpa U IMPOCTOTOM Mo-
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JiydeHUsT MHGOpPMallMM O HEM WU JOCTOBEPHO-
CThIO €r0 aHAJIMTUYECKOTO pacyera);

— MakcUMajbHasg YHUBEPCAIbHOCTb, BO3MOX-
HOCTb KOPPEKTUPOBKH 3aJI0KEHHOTO MaTeMaTHU4e-
CKOTO amnriapara,

— BO3MOXHOCTb COXPAaHEHUS TEKYIIETO pe-
3yJIBTaTa MO0 KOHKPETHOW IETAIU JJIS1 €0 BO3MOX-
HOW NajbHEUIIE KOPPEKTUPOBKU U HAXOXKICHUS
OINTUMAJIBHOTO PENIEHNS;

— JOCTOBEPHOCTb pe3yJibraTa.

[Tpu 3TOM MTpOrpaMMHOE 0OECIIEUEHUE TOJIKHO
UMETb JOCTYIIHbII MHTEepEiic, KOTOPHIN MO3BO-
JIUT paboTaTh UCIIOJHUTEIIO C HEBBICOKOM KBaJln-
(pukalyet 1 HU3KOU KOMMbBIOTEPHOU IrPaMOTHO-
CTBIO.

[lepBbIM 111aTOM K CO3AaHMIO TAKOTO MPOrpaMM-
HOTr'o 0OecCIieuyeHUs cTajla aBTOMaTU3MpOBaHHasI
cHUCTeMa TeXHOJOTMYECKON MOArOTOBKY MPOU3BO/I-
ctBa (ACTIIIT)/CAM (anria. computer-aided
manufacturing), pacCMOTpeHHasl HUXKe, ¢ HeJlaB-
Hero BpeMeHU ucroibdyemast Ha 3A0 «Tymasnex-
TporpuBony. [IpennpusTue nMeeT MMUPOKYIO HO-
MEHKJIAaTypy YEpBSIKOB Hape3aeMbIX TOKApHBIM
cnoco6oM [3]. IIpu aTOM B CBSI3M C IIPOBOAUMOI
ri1yooKoit MoaepHHU3allMel TTPOU3BOACTBA, a TaK-
K€ BHEAPEHUEM IIMPOKOTO psifia HOBBIX U3,
OCTPO CTOMUT BOIIPOC OINEPATUBHOM pa3pabOTKU
YIIPaBJISIONIMX TPOrpaMM Hape3aHUsl pe3LIOM BUT-
KOB YepBIKOB Ha TOKapHbIX cTaHKax ¢ YITY.

Jns pelieHUsT TaKO# 3agauyu creluaaInucTaMu
Kadeaphbl TEXHOJIOTUM MalIMHOCTpoeHUs Tyb-
CKOT0 TOCYAapCTBEHHOTO YHUBEpPCUTETA pa3pado-
TaH NPOrpaMMHBIN MAKeT, HEIMOCPEACTBEHHOM 3a-
Jadeil KOTOPOTO SIBJISIETCS TeHEepalvsl YIIPaBJIsSio-
1Ieil mporpamMMbl 1Jisi 00pabOTKU YEpBSIKOB Ha
crankax ¢ YITY nmo MmuHuMaibHOMY 00bEMY HC-
X0IHBIX naHHBIX. [Iporpamma KkpoMe pacueTa
nojgayuv U HEMOCPEACTBEHHO TeHepaluu
yIpaBASIOMeid MporpaMMBbl TOCPEACTBOM
BCTPOEHHOIrO MOCTHpolieccopa npeaaaraeT pa-
LIUOHAJIbHOE YUCI0 (POPMOOOPaA3YIOLINX IIPOXO-
IoB [4], a TakKe JaeT peKOMEHAALUM 10 BEIOOPY
Y4acTKOB pasroHa §, U TOPMOXEHUS O ,, BIUSTHUE
KOTOPBIX Ha TOYHOCTh X0OJla YepBsIKa pacCMOTpe-
HO B pabote [5].

OcTtaHoBUMCS ITOAPOOHEEe Ha OMKUCHIBAEMOM
MMPOrpaMMHOM IMPOAYKTE, 3aJ10KEHHBIX B HEM

MPUHIIMAIAX U BBIMOJIHSIEMbIM UM KOMIUIEKCOM pa-
0OT.

PabGora ¢ nmporpammoii ocyliecTBIsIETCS B He-
cKoJbko 3TanmoB. Kaxkagomy aramy BBojga/pacuera
HUCXOAHBIX TaHHBIX COOTBETCTBYET CBOSI ¢hopMa,
Iepexoa MeXIy KOTOPBIMU OCYIIECTBIISIETCS Kila-
puiamu «Next» (Hanee), «Back» (Hazan).

Ha nepsowm stamne (popma 1) ocyuiecTBiasieTcst
BBOJI 00s13aTeJIbHBIX [TapaMEeTPOB YepBsIKa HEO0XO-
OUMBIX 71 JaibHeimmx pacuetoB (puc. 1). K ta-
KMM ITapaMeTpaM OTHocsTCsa: module (Momyib m);
number of starts (4ucio 3axon0B z); pitch diameter
(menuTenpHBIN 1UamMeTp yepBsaKa d,); a radial
backlash factor (koadduieHT paguaabHOIo 3a30-
pa y IIOBEpPXHOCTY BOAAWH YepBIKa c;F ); face width

(ImMHA Hape3aHHOM 4YacTH 4YepBsKa b, ), a Takxke

brinell hardness number — TBepIOCTh MaTepuana
yepBska (mo bpunHeso).

Heobxonumo o0paTuTh BHUMaHUE Ha TOT (baKT,
YTO PSIAY BeJIMYMH, B pacCMaTpUBaeMOM OJIOKE Ta-
KOU SIBIISIETCA ¢, , IO YMOJTYAHMIO 3alaHO Hanbo-

JIee 4acTo UCIIoJIb3yeMoe 3HaueHue. OmHaKo 3TO
HE O3HAYaeT, UTO €ro HeJlb3sl KOPPEeKTUPOBATh.
JInst ynoOceTBa 1oJib30BaTesIs B IIporpaMMe TIpe-
JYCMOTpeHa CUCTeMa MOACKA30K, BKJIYarolas
B ce0s Kak rpadnyecKkoe TOJKOBAaHNE BBOIMMBIX
rnmapamMeTpoB, TaK U TEKCTOBOE OINUCaHUEe, OTOOpa-

w. Worm parameters 5'
Pitch diameter, mm [\;ﬁ— A radial backlash factor ICV—
Module, mm I"'_ Face width, mm |b1_
Number of starts ,z_ Brinell hardness number (BHN / HB) IHB—

I
L )

Cancel I

Help | diameter of worm, mm Next> |

Puc. 1. ®opma nporpammbl Worm parameters
(TmapaMeTphl YepBsKa)
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’)KaeMoe B HUXKHel JyacTu (popMbl TIpU HaBeIeHUU
Kypcopa Ha TOT WJIX UHOI 2JIEeMEHT MHTepdeiica
nporpamMmbl. Tak, HanmpuMep, Ha puc. 1 BUIHO,
4YTO MPU BBOJE AUAMETPA &, HAa UJLIIOCTPALIUU
B rpadyecKoM OKHe (opMbI COOTBETCTBYIOIIAS
BEJIMYMHA BbIAEJICHA 3€JICHBIM LIBETOM, a B HUXK-
Hell yacTu oToOpakaercd Haanmuch «diameter of
WOrm, mim».

Ilepexon ko BTopomy atany (dhopme 2) BBoAa
WCXOMHBIX TaHHBIX (pUC. 2, @) OCYIIEeCTBISIETCS
nocpeacTBOM KiaaBuimn «Next». 31ech 3amaeTcs
nHopMaLyd MO y4acTKaM aBTOMaTUYECKOTO yC-
KopeHus §, (acceleration distance) 1 TOpMOXEHUS
8, (deceleration distance). Kak nokasaHo B pabote
[5], TV BeIWYMHBI UMEIOT BITOJTHE ONpeleIcHHbIS
MUHMMaJbHbIC 3HAYCHMS, UCKJIIOYAIOIIMe OO~
Ky XOJa 4epBsKa. DTO B IIEPBYIO O4Yepelb CBSI3aHO
Cc TeM, 4To B cTaHKax ¢ YIIY, B orinuune oT yHU-
BEpCaJIbHBIX CTAHKOB MJIM CTAaHKOB-aBTOMATOB,
OTCYTCTBYET KeCTKasl KWHeMaTHu4yecKasl CBSI3b Me-
Ky BpallleHUeM IITUHIES 1 IIPOJOIbLHBIM IIepe-
MellleHUEM pe3lia.

PacueT y4yacTKOB 6, 1 &, BEIETCA UCXOASA U3
CKOPOCTH pe3aHus, IJis OINpeaeseHrs] KOTOpOoi 3a-
JaioTcst 00opoThl nuHaess S (spindle speed), po-
MycTUMasl MOTPeIIHOCTH Xoaa BuUTKa (allowable

. Accceleration/deceleration parameters - I:Ilzl

Spindle speed, min-1 S Acceleration distance, mm Idella1
Allowable lead error, mm DeltaPz Deceleration distance, mm Idella?

Time constant of servo system, sec [0 033

calculate I

82 bl 81

I
)

Accsleration distance, mm <Back New |

Cancel |

lead error), a Tak:ke MOCTOSIHHASI BPEMEHM CEPBO-
cucteMbl (time constant of servo system).

ITocne BBOga yKa3aHHBIX MCXOMAHBIX JTaHHBIX
M HaxaTusl KHOIKU «calculate» (pacueT) B cOOT-
BETCTBYIOIIMX I'pacdaxX BhIAAIOTCS MUHUMAaJbHbBIC
3HAYCHUS BEJIMYUH YUYACTKOB YCKOPEHUS 1 TOPMO-
KeHus. I1pyu HeoOXOAMMOCTU 3TU 3HAYEHUS MOXK-
HO KOPPEKTUPOBATh BPYYHYIO KaK B CTOPOHY yBe-
JIMYEHUS, TaK U B CTOPOHY yMeHbIIeHUs. [Ipu
9TOM CJielyeT IIpUHMMAaTh BO BHUMaHUE HEN30eXK-
Hble OIIMOKM XOJa BUHTOBOU JMHUU Ha KOHIIE
U (MIKM) HavaJie Hape3aHHOI YyacTu yepBsika [5].
TTosiBneHne Taknux OMIMOOK HEM30EKHO B TOM CITy-
yae, eCU NMpUHATas IJs JaJbHEeHIINX PacyeToB
BEJIMUYMHA YCKOPEHUS U (UJI) TOPMOKEHUST MEHb-
11Ie TpeaaoKeHHO nporpammoii. B mpoTuBormo-
JIOXKEHHOM cjiydae, T.€. IIPU 3HAYUTEIbHOM TIpe-
BBILIEHUN PEKOMEHAYEMBIX BEJIUYMH &, U J,, He-
n30eXHO HCKYCCTBEHHOE YBeJIMUYEHHUE
MAalllMHHOTO BPEMEHU.

Bo3MoxkeH TakKe BapuaHT, IIPU KOTOPOM BEJIH-
YUHBI 8, U §, U3HAYAJIBHO 3aJAl0TCs M0JIb30BaTe-
JIEM BPYUYHYIO, IIPU 3TOM OCTaJIbHBIC 3HAYCHUS
3TOI (hOPMBI OITYCKAIOTCS.

TpeTbss ¢popMa mporpamMMmbl, MoKa3aHHas Ha
puc. 2, 6 onipenensieT 3aKOH U3MEHEHUS TToJgauun

e
Number of cycles | Number of finishing cycles — [finish
Minimum cutting depth, mm I'W Finishing depth of cut, mm [IJ_
€ up to minimum cutting depth
€ brokenfeed dabuion | _cacuste |

Tool nose

o (Finishing allowance)

number of finishing cycles <Back e Cancel

Puc. 2. ®opMbl TPOrpaMMBI:
a — Acceleration/deceleration parameters (mapaMeTpbl y4acTKOB aBTOMATHUECKOTO YCKOPEHUSI M TOPMOKEHUS);
6 — Quantity of cycles (KOJIMYECTBO LIUKIIOB)
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(a,) oT mpoxona K IPOXOAY, a TaKxXKe MO3BOJIAET
paccuuTaTh pauroHaabHOe Yncio (i) popMoodpa-
3yto1ux rnpoxoaos. [lepen naabHENHIIIMM paccMOT-
peHueM paboThl IIPOrpaMMBl HEOOXOIMMO TTOM-
poOHee OCTaHOBUTHCSI HA MPUHLIMIAX paclpeae-
JICHUS W yOaJIeHUs TIPUITycKa, KOTOPhIE pean3yeT
MporpamMma.

[IporpaMmma mpeaycMaTpyUBaeT CHITUE TTPUITYC-
Ka B JIBa 3Tarma.

YepHoBast 00pabOTKa OCYILIECTBISIETCS T10 CXe-
M€ IIEPEeMEHHOro pe3aHusl ¢ PaBHOMEPHBIM YObI-
BaHMEM I10Ja4yl, OMMChIBAEMbIM 3aBUCHUMOCTBIO

a, = \71;(\5—\/1—71), (1)

rae h, — TeopeTnyecKkas BblcOTa NPOodUIs, MM;
n — o0l1Iee YMCJI0 TPOXOIOB; | — HOMEp MPOXOoa.

Takasi cxeMa IO3BOJIsSIET BBIpaBHUBATD IO CU-
JIaM 1ipoiiecc ¢popMooOpa3oBaHMs, a TOoUYepeaIHOE
yIaJieHHe IMPUITycKa TO TIPaBOi TO JIEBOI PeXyIIN-
MM KpOMKaMH pe3lia objieryaeTr yciaoBusl 00pas3o-
BaHUS CTPYKKHU M, KaK CJIEACTBUE, YMEHbIIAET
CUJIBI pe3aHus. B KoHeYHOM UTOre BhIpaBHUBAaHUE
Harpy3ku Ha pesell M0 OTIAeIbHBIM Mpoxoaam Oy-
JeT CIIoCOOCTBOBATh OoJiee pallMOHAIbHOMY MC-
MOJIb30BAHMIO MTPOYHOCTHBIX CBOMCTB pe3lia, YTO
MOXET 00eCHeYnUTh COKpallleHEe YMCia IPOXOA0B
U TIOBBIIIEHWE TPOU3BOIUTEIBHOCT 00pabOTKM.

Pacuer HeoOxoauMoro uyuciaa popmMoodopasyro-
IIMX TIPOXOJAOB 1 BEAETCS MO OJHOMY U3 JBYX Ba-
PUAHTOB, pealn3yeTcsl, KaK U B IPeIbIayIeit (hop-
Me, Mocje HaXaTusl KJIaBulu «calculate»:

a) 1o 3aBucuMoctu (1) (dmaxok «up to mini-
mum cutting depth») ¢ ycioBuem, 4To BeJIMYrMHA
MOCJIETHET0 TPOX0J1a He MPEeBBIIIACT BEIMYUHBI
yKa3aHHOI B rpagde «minimum cutting depth, mm»
(MMHMManbHas TOJIIMHA cpe3aeMoro cjos). He-
00XOIMMO YTOYHUTH, UTO BEJIMYMHA MUHUMAaJb-
HOW TOJIIMHBI CPe3aeMoro cios (rmopava a,) BBe-
JIeHa He CIy4aiiHO, TaK KakK B CTyyae ee Ype3MepHO
MaJjioro 3HauyeHMsl pesel] OyneT padoTaTh B HeOJa-
TOINPUSATHBIX YCIOBUSIX M MHTEHCUBHO M3HAIIIU-
BaThCsl, a 00pabOTaHHAsA MOBEPXHOCTh IMOJIYUUTCS
HEBBICOKOTO KJIacca YMCTOTHI (0osiee moapoOHO
BOINPOC MUHUMAJIbHO JOITYCTUMOM TOJIILIMHBI Cpe-

3a€MOTO CJI0S pacCMOTpeH B pabote [6]). Takum
o0pa3oMm, B clTydae, eClIi pacyeTHasl BeJIMIMHA T10-
a4y, moaydyeHHas no opmyiie (1), Oynet MmeHble
3HAYEHUSI, YKa3aHHOTO I10JIb30BaTe/ieM, TO 3Have-
HUE MoJaYM Ha TeKyIIeM IIpoxoe OyIeT OKpyrJje-
HO B OOJIBIIIYIO CTOPOHY 10 COOTBETCTBYIOILIEH Be-
JINYUHBI;

0) MO 3aBUCUMOCTH, MpPEeATOKEeHHOU B pabo-
te [4] (paaxok «broken feed»), B KOTOpOIi B OCHO-
B€ OIpeAe/IeHUS TOMYCTUMOM TOMIIMHBI cpe3a Jie-
KUT METOJI «JIOMAIOLINX TTOAaY».

YucroBas o6paboTKa BeaeTcs 1o MpopuabHOMI
cxeMme (cxema C paaMaJibHbIM HampaBjeHUeM Bpe-
3aHUS) C TIOCTOSTHHOM BEJIMYMHOM MOJauu Ha Kax-
nom mpoxone. [Ipu 3ToM Kak BeInumHa mogadyu
a,, (finishing depth of cut), Tak u KoaMYeCTBO
(bopmooOpasyomux npoxonos i, (number of
finishing cycles) 3agaeTcsl moJjib30BaTeIeM BpyU-
HYIO B COOTBETCTBYIOIIUX rpadax popmel 3. B ciy-
yae, ecjyd B 3aYMCTHBIX MPOX0JaX HET HEOOXOau-
MOCTH, MOJIb30BaTEII0 JOCTATOYHO MPUCBOUTD BE-
JIMYMHE i, HyJeBoe 3HaueHue (i, = 0).

VYrpoueHHast cxema pabOThI TPOTPaMMBI ITOKA-
3aHa Ha puc. 3.

J11s1 TIOBBILIEHUSI THOKOCTH TTPOU3BOJCTBA CIIy-
JKUT TaKKe MOMYJb, MpeaycMaTpUBalolIuii oopa-
0OOTKYy BHaJuMHbl YHUBEPCAJTbHBIM PE31LIOM, BBITOJ-
HEHHbBIM JIJIS1 YEPBSIKOB MMEIOIIMX PAa3HYIO IEU-
TeNbHYI ToamuHy Butka (S,). Ha srame
3aYMCTHBIX MMPOXOJ0B MOAYJb MpeaycCMaTpUBAET
0CeBOe CMellleHHe pe3lia MPU ero MO3ULMOHUPO-
BaHUW Ha BEJIUYUHY g,,, PACCUUTLIBAEMYIO 1O
dopmyie:

rae le — XOI BHMTKa 4Y€pBsgKa, MM; Z;, — YHCIIO
BUTKOB Y€PBsKaA, Sal — JACJIUTEJIbHAad TOJLIWHA I10

XOpZie BUTKA YepBsika, MM; §,,, — AeJUTeIbHast

ToJIIIMHA pe3ua, MM. IIpu 3ToM yduThIBaeTCsl BO3-
MOXKHOE pa3jeseHNe yKa3aHHOW BeJIMUMHBI HA He-
CKOJIBKO MPOXOI0B B Cydae, €CJIA IMOCIAeoHS
MNpeBbIIIAET 3aJaHHYIO BeJINYNHY MaKCUMaJIbHON
OCEBOI MoJayuu.
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Bson
UCXOAHBIX
JAHHBIX

Beison

Xigin> Zifin

Pacuer BeIMUMH TepeMeIIeHMi
X 3 MO3ULIMOHUPYIOLIUX PE3eLl

nepesi pabounM Xoa0M
Beison
X5

Puc. 3. YnpouieHHast cxema aqroputrma nporpaMmMbl

[sview =1olx]
Rew | Py | Pause| stop [[Fiwa] Cancel |

a

[lepen reHepupoBaHUEM YITpaBsIOLIEi MTPO-
rpaMMBbI ITOJIb30BaTEIb MOXET BU3YaJIbHO OLIEHUTh
peaiu3yeMylo cCXemMy pe3aHus] — KHOIKa
«distribution» (pacnpeneacHue). [1yst aToro npemy-
CMOTPEH COOTBETCTBYIOLIMI MOAYJb, KOTOPbI
IMO3BOJISIET TIPOCMOTPETh MPOLIECC YAAICHUS TIPU-
IycKa KaK momaroBo (Kax/Iblii HOBBIM MPOXO/ MO-
SIBJISIETCSl TPU OYEePEAHOM HaXaTHUU COOTBETCT-
BYyIOILIel KHOMKW), TaK U B AUHaAMuKe (puc. 4, a).
I1pu sTOM Takke popMHUpPYETCsT OTUYET B (popmMarte
MS Excel, KoTOpblii KpoMe paCLIMPEHHOTO CIIU-
CKa MCXOAHBIX JaHHBIX, UCITOJb3YEMbIX B MPO-
rpaMMe Mpu pacuerax, COACPXKUT TaOJUILy C JaH-
HBIMU, XapaKTePU3YIOIIUMU YCIOBUS YIaTCHUS
MPUITyCcKa JUIST KaxKAOTO ITpoXoa.

Vnpasnsooinasa nporpaMma BEIBOAUTCS TTOCTE
Haxatust KHonku «Done» (IoToBO) B TEKCTOBOM
noJie oTaeabHOM (hopmbl cncProgram (yrpasJsiio-
11as mporpaMmma), u300paxxeHHou Ha puc. 4, 6.

CdopmupoBaHHas yIpaBisiiolias nporpaMmMa
Hape3aHUsl BUTKOB UepBsiKa COIAEPKUT BCe HEOO-
XOJMMbIe HauaJlbHbIE U 3aBepllalolme 0JI0KHU, YTO
MO3BOJISIET 0€3 KOPPEKTUPOBKHU 1 TOPAOOTKH ITPO-
CTbIM KOMHUPOBAHUEM ITOMECTUTH €ro B TEJIO OC-
HOBHOI ymnpaBjsiolleil mporpaMMbl 00paboTKu
yepBsika, B KOTOPOI c(hpopMUpOBaHHAS YIIPABIISIO-

. cncProgram g [=] )
2= 25,142 -
[X=18,903 :I
G31Z-36F6,283Q0

GOX 23

(passtt 12/ 23)

2= 25117

X= 18,766
G312-36F6,283Q0

GOX 23

(passtt 13/ 23)
2= 25141

X= 18,635

G312-36F 6,2830 0
GOX 23
(passt 14/ 23)

2= 25118

X= 18,509
G312-36F6,2830Q0
GOX 23

(passtt 15/ 23)

2= 25,141

[X= 18,387
G312-36F6,2830Q0
GOX 23

(passtt 16/ 23)

2= 25119

X= 18,269
G31Z-36F6,283Q0
GOX 23

(passtt 17/ 23)

2= 2514

[X= 18,155
G31Z-36F6,283Q0
GOX 23

(pass# 18/ 23)

2= 25,12

[X=1

8,044
G312-36F6,283Q0
GOX 23

<Back Exit |

Puc. 4. DopMBI TIpOrpaMMBI:
a — View (mmpocMoTp); 6 — cnc Program (yrpapisioiasi iporpaMmma)
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1Iasi mporpamMma J0JIXKHa CJeI0BaTh 3a aApecoM
BbIOOpA PEXYILEro MHCTPYMEHTA.

PaccMoTpeHHBIN TTIporpaMMHBIN MMaKeT Cylle-
CTBEHHO COKpaIlllaeT BpeMs pa3pabOTKM yIpaB-
JISTIOLLIE TTporpaMMbl 00PaOOTKM BUTKOB UYEpBSI-
KOB, UTO MO3BOJUT FOBOPUTH O JEUCTBUTEIbHO
BBICOKOM YPOBHE Tr'MOKOCTU NPOU3BOACTBA
1 MaKCUMaJbHO KOPOTKMX CPOKaX €ro Moaro-
ToBKM. IIpu aTOM Garogapst BO3MOXHOCTHU GHop-
MHUPOBaHUS OTYETA, IIPU TEHEPUPOBAHUU YIIPaB-
JSI0LIEe TporpaMMbl, paccMaTpUBaeMbIi ITPO-
OYKT MO3BOJISIET aHAJIU3UPOBATh MOJIYYEHHBbIE
MpakKTUUYECKUE Pe3yJbTaThl U OTCIEXKUBATh BO3-
MOXKHBIE TIYTU ONTUMU3ALMKU Mpolecca pe3aHusl
U OIlepaTUBHOI'O BHECEHUSI UBMEHEHUI B yIpaB-
JISTIONITYIO TIPOTPAMMY.

O4yeBUAHBIM HEIOCTATKOM PAaCCMOTPEHHOIO
MMPOrPaMMHOTO MPOAYKTA SABJSIETCS TPOMO3IKOCTh
MOJIy4aeMOM ynpaBJISgIOLIe IPpOrpaMMbl, YTO
BJI€UET 3a COOOI 3HAUYUTENbHbIE TPYIHOCTU MPU
ee KOPPEKTUPOBKE Ha pabouyeM MecTe, a TaKxKe
HEeKOTOphIe Heya00CTBa IMpU paboTe C Iporpam-
MOI B LIEJIOM B LIEXOBBIX YCJIOBUSIX, OAHAKO TAKUM
Henoctatkamu oosanawT Bce ACTIIIT/CAM cuc-
TE€MBI.
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