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Numerical control programming research of the large diameter

and steep-lead multiple-trapeziform screw thread
FAN Shwguo', HAN Yamjun’, HA O Hong wei’

(1 Vocation and Technology Institute, Hebei Normal University, Shijiazhuang H ebei 050031, China; 2. College of Mechanical
Engineering, Shijiazhuang Railway Institute, Shijiazhuang Hebei 050017, China; 3. Department of Machinery and Electronics,
Hebei Institute of Vocation and Technology, Shijiazhuang Hebei 050019, China)

Abstract: In order to machine steep-lead multiple-trapeziform screw thread of large diameter parts, CQ5250 vertical lathe is modified
to suit siemens numerical control system lathe. According to the method of circumferential indexing, by using the machining method of
the slant single-sided turning and left-right combined, by using numerical control machining procedure, large diameter and steep-lead
multiple trapeziform screw thread is worked. The method not only guarantees the machining precision, but also reduces the times of the

cutter regrinding and reorientation, reduces accessorial time, and improves production efficiency.

Key words: large diameter; st eep-lead; multiple-trapeziform screw thread; numerical control programme

HRC 35~ 40, ® 2470 mm T.400 x 160( P40)-LH
CQ61125 , , CQ61125 ®
1500 mm, \ €Q5250
, \ €Q5250
, €Q5250 , .
:2004-1+17; : 2005 04-20;
(03212177)

(1963), , , , CAD/CAM/CAPP



3 231

1
1.1
1 )
A 1 , e H \J
1 , G 2 7 | ¢
F, K, H=F/K H Q m
/I %/
o CREEICPY EERIEES PT) L
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1.2 axial graduated method
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TKLH1604. M PF
N10 G54 N60 GO X= R1
N40 GO X= 20.07Z= R8 N70 L1110002 P= R2
N20 R1= 0 R2= 4 R4= 610 R5= 10 R6= 60 R7= 15 N8O GO X= - 20.0
R8= 7.8 N90GOZ=0
N30GOX=0Z7=0 N100 M 30
N50 GO Z= 1C( - R4) cof
L1110002. SPF
N10 G1 X= IC(R5) F300.0 N110 G1 X= IC(- R6) F300.0
N20 G33 Z= 1C(R4) K160 SF= 15 N120 GO Z= IC(- R4)
N30 G1 X= IC(- R6) F300.0 N130 GO Z= IC(R6)
N40 GO Z= 1C( - R4) N140 G33 Z= IC( R4) K160 SF= 285
N50 G1 X= IC( R6) N150 G1 X= IC(- R6) F300.0
N60 G33 Z= IC(R4) K160 SF= 105 N160 R4= R4+ R5* TAN(R7)/2
N70 G1 X= IC(- R6) F300.0 N170 GO Z= IC(- R4)
N80 GO Z= IC(- R4) N180 GO X= IC(R6)
N90 GO X= IC( R6) N190 RET
N100 Z= IC(R4) K160 SF= 195
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., 4 , , :1)R1= 0, R2= 20, R4= 610, R5=
0.5, R6= 60, R7= 15, R8=8.5;2)R1= 10, R8= 7. 16; 3)R1= 20, R8= 5.82;4)R1= 30, R2= 24, R8= 4.48
2, 4 , :5)R1= 0, R2= 20, R4= 610, R5=
0.5, R6=60, R7= - 15,R8= - 8.5;6)R1= 10, R8= - 7.16;7)R1= 20, R8= - 5. 82; 8)R 1= 30, R2= 24,
R8= — 4. 48
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4
(1 [M]. : , 1999,
[2] [M]:



