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AHHOTADNONUA

Beenenne. B ocHOBe (hopMHpOBaHMS TTOBEPXHOCTH JETANM IPH ee 00pabOTKe Ha METAIOPEKYIIEM CTAaHKE
JIe)aT MPaBUIBHO IONOOpaHHbIE PEKUMBI pe3aHns. KOMIUIEKCHBIE METOMKU 00eCIIeYeHNs 3aJaHHOTO KayecTBa
MIOBEPXHOCTH JETAIN TAKXKE YUHTHIBAIOT TEOMETPUIO HHCTPYMEHTA, €T0 COCTOSIHHE M BKIIIOYAIOT B ce0sl OIPABKH
Ha OTKJIOHEHHE HHCTPYMEHTA OT TPAeKTOPHH, 3aaHHoii cucteMoii UITY, mox BIusiHIEM KHHEMAaTHISCKUX BO3MYIIIe-
Huil 1 Ouennit mmuHens. [Ipeamert. B cratbe aHamu3npyercst CBsA3b MEXIY PeXKUMaMU PE3aHUS, JHHAMIYECKIMHI
XapaKTEePHCTUKAMH IPOIIecca TOYCHUS H UX OTOOPaKEHUEM B IIEPOXOBATOCTH NMOBepXHOCTH. Ilesb paGoThl: ore-
HUTH BIIUSIHUE TEXHOJOTHYECKHX PEKHMOB PE3aHHS C yIETOM BUOPAIIMOHHOM aKTUBHOCTH HHCTPYMEHTA Ha IIepo-
XOBaTOCTh 0OpabOTaHHON NMOBEPXHOCTH C NMOMOIIBI0 HMHTAIIMOHHOIO MOJEIHMPOBaHY. MeTox H MeTOd0/I0THsl.
IIpuBoauTCs MaTeMaTHIECKOE MOJIENIMPOBAaHNE AUHAMUKH IIPOIIecca Pe3aHms], Ha OCHOBE KOTOPOTO CTPOUTCS LH(-
pOBasi IMUTALIMOHHAsE MOZEIb. [IpeuiaraeTcss METOIMKA HCTIONIB30BAHMS HNMUTAIIMOHHON MOJEIH [UISL OLIPEIEIICHUS
ONTHMAJIBHBIX PEKUMOB Pe3aHHUs H IIPeCKa3aHus IIEPOXOBATOCTH IIOBEPXHOCTH C y4ETOM BHOpAIHii HHCTPYMEHTA.
C HOMOIIBIO 9KCIIEPUMEHTOB M aHAJIN3a YaCTOTHBIX XapaKTePUCTHK BUOpaIii HHCTPYMEHTa IIPOBOIUTCS BaIna-
LS CO3aHHOI MOJIENH, YTOUHSIOTCS IApaMeTPhI IIOJCHCTEMbBI MOJIEIH CHII PE3aHUs U ANHAMUYCCKOIT II0ICHCTEMbI
HMHCTPYMEHTA, a TAKXKE CTPOSITCS T€OMETPUICCKUE TOIIOIOTMY IOBEPXHOCTH JIETANIM. BEIYHUCIICHHBIC CHIIBI PE3aHUs
CPaBHUBAIOTCS C AKCIICPHMEHTAIBHBIMY CHIIAMH, TIPU 3TOM HAOIIONAIOTCS CXOKHE 3aKOHOMEPHOCTH M YPOBHH Xa-
pakrepuctHK. [Ipemnaraercs oleHKa ONTHMAIEHOCTH IIOZOOPAHHEIX PEXKUMOB PE3aHMs Ha OCHOBE aHAIN3a CIEKTpa
Koyie6aHMH MHCTPYMEHTa OTHOCHTENBHO 3arOTOBKU M PE3YIBTaTOB CHMY/IALMHU HU(poBol Moxeny. Pe3yabrarsl
u obcy:xaenue. [IpuBoxuTCs cpaBHEHUE Pe3yJIbTaTOB HU(GPOBOr0 MOACIHPOBAHUS TEOMETPUUECKOM TOBEPXHOCTH
JIeTalli U peabHOM OBEPXHOCTH, NONTYyYEHHOH B X0/Ie HaTypHOTo dKcrepuMenTa. IlokazaHo, 4To MIepoXoBaToCTh
peaybHON ITOBEPXHOCTH, OIYYCHHOH IpH 00paboTKe ¢ MOCTOSIHHBIMY PEXKUMAMU PE3aHHs, BADbUPYETCSI OTHOCH-
TENBHO [IEPOXOBATOCTH IIOBEPXHOCTH HMHTALHOHHOM MozieNH B Ipefenax He 6oaee 0,066 MKM.

Jlisi uuTHpOBaHus: BrusiHue NMHAMHYECKAX XapaKTEPUCTHK IMPOIECcca Pe3aHusi Ha NIEPOXOBATOCTh MOBEPXHOCTH JETAIN TPH TOKAPHON
obpaborke / B.E. I'sunmxunus, E.B. ®omunos, /I.B. Moucees, E.1. 'amaneeBa // O0paboTka MeTamIoB (TEXHOJIOTHS, 000pyIOBaHHE,

uHCTpyMeHTHI). — 2024. — T. 26, Ne 2. — C. 143-157. — DOI: 10.17212/1994-6309-2024-26.2-143-157.

BBenenmne

Bonpocsl ¢opmupoBanus TpeGyemMoro reome-
TPUUYECKOTO NMPO(UIS MOBEPXHOCTH JETalU B CO-
BOKYITHOCTU €€ MHKpopenbeda, OTKIOHEHHH OT
JUHEHHBIX pa3MepOB U BOJTHUCTOCTH OCOOCHHO aK-
TyaJIbHBI JUIsl MAIMHOCTPOUTEILHON U aBUAKOCMH-
4EeCKOM oTpaciied. B oCcHOBe pelieHuil yka3aHHOU
poOIeMBI JIEXKHT IMpsiMas 00paboTKa 3KCIIEpUMEH-
TAJIBHBIX JaHHBIX, CICACTBUEM KOTOPBIX SBIISIOTCS
*Azpec 1Jis NepenucKu
Tsunooicunust Banepusi Ensepueena, k.m.H., cmapwuii npenodasameis
I[OHCKOP’I FOCyZ[apCTBeHHI)Iﬁ TEXHUYCCKUI YHUBEPCUTET,

. [arapuna, 1,

344000, . PoctoB-Ha-{ony, Poccust
Teun.: +7 918 583-23-33, e-mail: vvgvindjiliya@donstu.ru

SMIIMPHUYECKHE 3aBUCUMOCTH [1]. OHuU onpeaenuiin
TPU OCHOBHBIX (haKTOpa, BIUSIOMIUX HA (HOPMHUPO-
BaHUE TIOBEPXHOCTU JIE€TalU INPU MEXAHUYECKON
0o0paloTKe: HadyaJbHOE COCTOSHUE IOBEPXHOCTH,
TEOMETPHUIO PEXKYILEr0 HHCTPYMEHTA, BO3MYILECHUS
B BHUJI¢ OMEHUIl MIMUHISIBHON TPYNIbl U KUHEMa-
THUYECKUX BO3MYUIEHUHA CO CTOPOHBI IPUBOIAHOMN
rpynnsl [1-4]. CrenyromuM 1aroMm B COBEPILEH-
CTBOBAHMM METOJIOB aHAJIM3a U MPOrHO3MPOBAHMS
reOMETPUUYECKOr0 NMPO(UiIsl MOBEPXHOCTH AETAJH
CTaJI0 TEXHOJIOIMUYECKOE 00ecIedeHre TapaMeTpoB
COCTOSIHMSI €€ TTOBepXHOCTHOTO ciost [5—10]. Oxna-
KO TPAeKTOPUH JIBIKEHHUS MHCTPYMEHTa OIlpejie-
JISIIOTCSL HE TOJIBKO TEXHOJOTMYECKUMH PEKUMaMU
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pe3aHus, HO U Je(OpMalMOHHBIMU CMELIEHUSIMU
MHCTPYMEHTa OTHOCHUTEIBHO 3arOTOBKH, a TaK¥Ke
BUOpALUAMU, HICTOUHUKOM KOTODPBIX SIBJISIOTCS, Ha-
npumMep, KoieOaHus, BbI3BAaHHBIE PEreHepPaTHBHBIM
apdexTom [11-15].

KoMriiekcHble METONMKH pelieHus: MpoOieMbl
obecrieueHns 3aJaHHOTO KayecTBa IMOBEPXHOCTHU
JIeTalu U €ro MPOTHO3UPOBAHUSA PACCMOTPEHBI BO
MHOTUX SMIUPUYECKUX U aHAJIUTUYECKUX HCCIIe-
noBaHMsX. [IpeAnpuHUMAIOTCS MOMBITKH aHaIn3a
Y MPOTHO3WPOBAHUS IIEPOXOBATOCTU MMOBEPXHOCTH
Ha OCHOBE PETrPECCHOHHBIX MOJIENe U METOA0IO-
ruy  ToBepxHocTHOTO oTkimka (RSM) [16-18].
Bonpiioe Koau4ecTBO COBPEMEHHBIX UCCIIEIOBAHUI
HaIpaBJIe€HO Ha MPOTHO3UPOBAHUE IIEPOXOBATOCTH
MOBEPXHOCTU C MOMOIIBI0 UCKYCCTBEHHBIX MHTEI-
JIEKTyaJbHBIX CHUCTEM M MMUTALMOHHBIX MOeNei
[19-23]. B paborax [21-23] Y. Altintas u ap. pac-
CMaTpUBAIOT CO3JaHHE HMUTALMOHHBIX MOjeNei
JTUHAMHUKHU TIpoIlecca pe3aHus, B OCHOBE KOTOPBIX
JIKUT aHATUTUYECKOE MPEICTaBICHUE B3aMOBIIH-
STHHSI TTapaMETPOB pe3aHus Ha TUHAMUKY 00paOOTKH
1 DKCTIEpUMEHTabHas HACHTHPUKAINS KOdPDUTIN-
€HTOB JUHAMHUYECKHUX CHJI pe3aHHs B BBHIBEJACHHBIX
3aKOHOMEPHOCTAX. B oTeuecTBEHHBIX HCCIEI0Ba-
HUSIX paccMaTpuBaeTcs HeWpoceTeBas MOJENb Ku-
HEMaTHUKH PEXYIIET0 HHCTPYMEHTA, TO3BOJISIONIas
PaccUUTHIBATh ONTUMAIbHYIO CKOPOCTh PE3aHUs 110
KPUTEPUIO MUHUMHU3ALlM1 MHTEHCUBHOCTH U3HAIIU-
BaHUS MHCTpyMeHTa [24]. KoMiiekcHOe MoJieupo-
BaHUeE Mpolecca ppe3epoBaHus C OIIEHKOH TPaeKTo-
pun HopMOOOPa3YIOIMNUX ABUKCHUN HHCTPYMEHTA
npencrarieHo B pabore [25]. TlokaspiBaeTcs aHa-
JUTHYECKasl 3aBHCUMOCTH IIEPOXOBATOCTH IIO-
BEPXHOCTH OT YIPYIHX Ae(QOpPMallMOHHBIX CMellle-
HUM MHCTPYMEHTA OTHOCHUTEJIBLHO 3aroTOBKU [26].
B pabote [27] npennaraercs METOIUKA ITOCTPOCHUS
reOMETPUYECKONW TOMOJIOTUU MOBEPXHOCTH JETaU
JUTS OLIEHKH BIUSIHUS 1e(hOPMAIIMOHHBIX CMEILIEHU
MHCTPYMEHTa Ha T€OMEeTpUYecKuil nmpoduiip rera-
JU Ha OCHOBE CTPOOOCKOIMMYECKOTO OTOOpaKEHUS
Ilyankape. Yuer 3aBUCMMOCTH NapaMeTpOB JHHA-
MUYECKON CBSI3M OT BHUOpAIMii B MaTeMaTHYECKOM
ONMCAHUU TMHAMUKHU Tpoliecca pe3aHus SBISETCS
HEOOXOJMMBIM YCJIIOBUEM ISl MOJEIMPOBAHUS U
MIPOTHO3UPOBAHMS BBIXOJHBIX XapaKTEPUCTHK 00-
pabotku aetanmu [28-31], Tak KaK BCIEACTBUE BH-
Opanumii OyzeT HaOIIomaThCs peanbHOE M3MEHEHHE
TpaekTopuu (opMOOOpa3yIOMUX JBMKCHUN WH-
CTPYMEHTa OTHOCHUTEIHHO 3arOTOBKH.
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AHanu3 HccIeI0oBaHUN TMOKa3all aKTyalIbHOCTb
CO3/1aHUS PA3IUYHBIX METOAOB OLEHKU M MPOTHO-
3UPOBAHMS IIEPOXOBATOCTH TMOBEPXHOCTH JETaU
P MEXaHOOOpaOOTKe, a Tak)Ke BHHUMAHHE POC-
CUICKHUX U 3apyO€KHBIX YUEHBIX K 3TUM BOIIPOCAM.
B nacrosimieit cratbe mpeiaraeTcs paccMOTPETh
AHAIMTUYECKYIO 3aBUCUMOCTD CHJI pE3aHUs OT TeX-
HOJIOTUYECKUX PEXHMOB C YYETOM BO3MYIIAIOIINUX
BO3JIEHCTBUA U Je()OPMAIIMOHHBIX CMEIICHUA WH-
cTpyMeHTa. ['eomeTpuueckas TOMOJOTHUS IMOBEPX-
HOCTH JETalldi paccCMaTpuBaeTCsi KaK TOYEUHOE
0TOOpakeHHe BEPIIMHBI HHCTPYMEHTA B IIPOCTPaH-
CTBE OTHOCHUTEJIBHO 3arOTOBKHU C Y4€TOM BUOparuit
u nedopMmaroHHbIX cmerieHuil. Ilens padomor:
OLICHUTDH BJIMSIHHE CBOMCTB JMHAMHUYECKHX Xapak-
TEPUCTUK TpoIlecca pe3aHusi Ha TEOMETPHIO TIO-
BEPXHOCTH JETald C IMOMOIIbI0 MMHUTAIMOHHOTO
MOJICTUPOBAHUS TUHAMUKH TPOIECCa Pe3aHMUsl.

MeToauka uccjaea10BaHu

Onpeoenenue ¢hopmooopazyrouwieit mpaekmopuu
08UIICEHUA UHCMPYMERMA

PaccMoTpuM guMHaMHYECKYH0 CHCTEMY HIPO-
JTOTBLHOTO TOYEHHUs HenehopMHupyeMoil 3aroToBKHU.
Mopenb cucTeMbl MPEACTABISIETCS B BUIE IMPO-
CTPAHCTBEHHOW KOHEYHOMEPHOM MOJENIH JIBHXKE-
HUSI BEPIIMHBI HHCTPYMEHTA, B3aUMOAEHCTBYIOLIE-
ro C 3aroToBkoM. B3ammojelicTBHE OIMCHIBACTCS
CWJIAMH PE3aHHUs, SIBIAIOIMUMUCA (QYHKIUIMU Jie-
(hopMaIMOHHBIX CMeEIICHUI WHCTPYMEHTA

X ={X}, X, X3}T e 9%(3), a Tak)Ke TEeXHOJIOTrHdYe-

CKUX pexXUMOB pe3anus (puc. 1, a).
Takum o6pazom, ¢ yuetom Fy(X) B momenu cu-

cTembl (hopmupyetcsi oOpaTHas CBA3b MEXy JTMHA-
MUKOMW Mpoliecca pe3aHusi U MOACUCTEMON HHCTPY-
MEHTa, KOTOpas MOXET KakK oOKa3biBaTh 3S(pdexT
cTabuUIM3allKK Mpoliecca pe3aHusl, TaK U IPUBOIUTH
K I10TEPE YCTOMYUBOCTH:

2
X X x_
dt? dt

0 0 0
= Fy (X 0. 550, v(0). (M)

rae m (KFC2/MM), h (xrc/MM) u ¢ (Kr/MM) —

CUMMETPUYHBIC, JHArOHAIbHBIC, MOJOKHUTEIHHO
ompeieNieHHbIe MAaTPUIbl UHEPLUHUOHHOCTHU, JHUCCH-
NalMd U JKECTKOCTU  pa3MepHOCThIO  [3%3];
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Puc. 1. OpuernTanms oceit medopmaruii u Cu pe3aHus:

a — cxema ocei iepopManui B TWIOCKOCTH X, —X,; 6 — CXeMa OCel CHII M OTKIIOHEHHH NBIKEHHS HHCTPYMEHTA
B IIIOCKOCTH X | —X

Fig. 1. Orientation of the deformation axes and cutting forces:

a — diagram of deformation axes in the plane X|,—X; 6 — diagram of force axes and deviations of tool movement
in the plane X X

X ={X}, Xy, X3}T e 7 BEKTOp  YIPYyTHX

nedopMaMoOHHBIX CMEIIEHUI HHCTPYMEHTa OTHO-
CUTEJIBHO HECYILIEW CHUCTEMBI CTaHKa B IIPOCTPaH-

e

CTBC , KOOPAHMHATBI COCTOSAHUSA CHCTEMBI;

Fs (X , tg)), S}O), V(O)) — CyMMapHbI€ CUJIBI pe3a-

HUsl, JEUCTBYIOLIME B IPOCTPAHCTBE HA PEKYLIUN
0 T
nucrpyment By = FOU, 10, 43Y, me % -

K02 (PUITMEHTHl OPUEHTAITUU CHJI PE3aHUs B MPO-
CTPAHCTBE, YAOBIETBOPSIONINE YCIOBUSIM HOPMH-
0) ¢(0) 1,(0)
tp’, Sp’s Vp

POBKH; HOMHUHAJIBHBIC TCX-

HOJIOTMYECKHE PEXHUMBl  pe3aHusi, 3aJaHHbIE
cucteMoll ympasieHus: craka ¢ YIIY (mmybuna
pe3aHusi, mojaya M CKOPOCTh PE3aHMSI COOTBET-
CTBEHHO).

Crnenys paboram [27, 30], mpocTpaHCTBEHHBIE
dopmoobOpasyroniyie  ABMKEHUS  MHCTPYMEHTa

O(1) = {D], Dy, CDg}T ONPENEIAIOTCA KaK COBO-

KYIIHOCTb ,ZLBI/I)KeHI/Iﬁ, 3aJaHHBIX CUCTEMOM ypas-

nenust ctanka U(?), T. €. TEXHOJIOTUYECKUMHU PEKU-
0) ¢(0) 1,(0)
tP L) S 9 VP

MaMU , n gBwkenusmMu R(7),

00yCJIOBIECHHBIMUA  YNpyro-aegopMarmoHHEIMU
CBOMCTBAMH TOJCHUCTEMBl HHCTPYMEHTA, a TaKXkKe
BO3MYIIAIONIMMH BO3JEHCTBUSMH, T. €. OTKIIOHE-
HUSIMU OT 3aJ]aHHOW YIPaBICHHEM TPACKTOPHH
pesma:

O(r) = U(r) + R(?) = U(r) - X(7) + Ax(?), (2)

e
AX(?) = {Ax], Axpy, Axsz},

n
AXi(t) = Z Ak sin ((Dkf)
k=1

— KoyeOaHMs HHCTPYMCHTA B 30HC PC3aHUA,
A k> Of — HapaMe€Tpbl YHaCTOTHBIX COCTABJIAIOIINX

B CHIHaJie BHOpAlMii WHCTPyMEHTa, paccMarpHBac-
MBbIE B BUJIC TAPMOHHUYCCKUX (PYHKIINM C HEU3MEHHOM
opueHTarmei Bojb oceii Xi, X, X3 ¢ Habopom ua-

CTOTHBIX COCTABISIFOIIMX O , [, © COOTBETCTBYIO-
mmx uMm ammmaryn Ag , kK =1, 2, 3... C yuerom R(?)

ypasaenue (1) nmpeodpasyercs B BUIT

2X . dX
mF-i' hE-FCX = Fz(X, tP, SP, VP) . (3)
rae
0 n
1,(1) = t; ) _ X1() + ZiA[ sin (w;1) , Mm;
i=
n
Sp(1) = Z‘i A; cos (o;)w;t +
=
t
+ [ (O —ax, / de)dr , mwlos;
t-T
T=-o! _ BpemMss obopoTa  jgeramu, C;

n
Vo) =V —dXy [ dt + Y A cos (1) - ot , mlc.
i=1
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B ypaBuenuu (3) npeacrasiieHa MOJIENb BO3MY-
IMCHHOM IWHAMUYECKOM CHCTEMBI. TeXHoJIornde-
CKHE PSKHMBI 3aBHCST OT JAe(POPMAIIMOHHBIX CMe-
[ICHUH MHCTPYMEHTA W BBIHY)KJICHHBIX KOJICOaHUH.
Cwitbl pe3anusi, GOPMUPYIOIINE CBSI3b MEXKIY IOJI-
CUCTEMaMHU MHCTPYMEHTA W 3arOTOBKH, MPEICTaB-
JISIIOTCS B BHE

TOGFO /gr+ FO -

OBPABOTKA METAJIJIOB

= p(l + pexp [—ng(t)])tP(t)Sp(t)ﬂ 4)

IJe P — JABJICHUE CTPYKKU Ha IEPEIHIOI I'paHb

2,

MUHCTPYMEHTa, KI/MM~; p— Ge3pa3MepHblil mapa-

MeTp; ¢ — K0d(pPULIMEHT KPYyTU3HBI HETMHEHHOTO

L)

W3MEHEHHUS CUJI OT Vp(t) , C-M IIOCTOSH-

Hasi BPEMEHU CTPY>KKOOOpa30BaHusl, yUUTHIBAIOLIAs
NEPEXO/IHbIE MPOLIECCHl B 30HE Pe3aHus, C.
Cuctema ypaBHenuit (3), (4) aHaTUTHYECKHU 3a-
JIAeT CBSI3b MEXKIY CHUiIaMu, nedopmarusamu, BUOpa-
LMOHHBIM BO3MYILEHHEM U MapaMeTpaMHu yIpasJie-
HUS TMHAMUYECKOW CUCTEMBI Pe3aHusl.
PaccMoTpuM uaeanbHbld caydail MpoaoIbHOTO
TOYEHHUS IETaJH, T. €. IPU OTCYTCTBUU Aedopmaiu-
OHHBIX CMEUICHUH MHCTPYMEHTa M BO3MYIIAIOIINUX
konebanuit R(f) = 0. Torma tpaektopusi dhopmo-
o0Opasyromux IBWKEeHUI HHCTpyMeHTa () B Kax-
JIBIE MOMEHT BPEMEHHU T; OIPEeIseTCs JIUIb 3Ha-

YEHHUSIMU MapaMeTPOB TEXHOJIOTMUYECKHX PEKUMOB
pe3aHusi 1 00pa3yeT COBOKYIMHOCTb OTPE3KOB IyTH
MHCTPYMEHTA OTHOCHUTENILHO JETaU 3a KaX/blil ee

i=n
o6opor IV = S V5T, rne I'Y) — s10 myts un-
i=1

CTPyMEHTa OTHOCHUTENIBHO AETalu IMpPH MOCTOSH-
HBIX 3HAYEHUSIX CKOPOCTH pe3aHusl, INIyOUHBI U 10-
nauu. B osrom ciywae cienbl OT  BEpIIMHBI
UHCTPYMEHTA Ha MOBEPXHOCTH JAeTalu OyayT 00-
pa30BbIBATh ATAJIOHHYIO I'€OMETPHUYECKYIO TOIO-
JIOTUIO €€ IOBEPXHOCTH () cx® (puc. 1, a).
Opnako ¢ ydyeroMm BuOpauuit u nedpopmauuii myTh
MHCTpyMEHTa OyJIeT OTIINYaThCs OT 3aJaHHOTO IPo-
rpaMMOI yTNpaBjieHHsI CTaHKa, U T€OMeTpUYecKas
TOTIOJIOTHSI TIOBEPXHOCTH JieTaiu Oyner ompene-
JSATHCS XapaKTEpUCTUKAMHU M CBOMCTBaMHU Mpoliecca
pe3aHus [P« j®D (puc. 2).

0]
CornacHo ypaBHEeHHIO (2) I®) gpagercs To-
YeYHbIM OTOOpaKEHHWEM TPACKTOPUU JIBHIKEHUS
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Puc. 2. llpumep popmupoBanus popmoodpa-
3YIOIIEH TPACKTOPUM JBHMIXKCHUSI WHCTPYMEHTA
L'V ¢ ydeTroM BHOpamuii HHCTpyYMEHTa M COOT-
BETCTBYIOLIEH €l TeOMEeTPUYECKON TOIOJIOTUU

nosepxHocty xeraan R

Fig. 2. Example of the tool trajectories of the
forming motions L taking into account tool
vibrations and the corresponding geometrical to-

pology of the workpiece surface R )

HHCTPYMCHTA OTHOCUTCIIBHO JICTAJIN B Ka’KAOM Ha-
nmpaBjJCHUN C€ro IOABUKHOCTU MW IMIPCACTaBUMa

T
B BHUIE P _ {L(I(D), L(;D), L(;D)} cnD DyHK-

(P) (P)
LUs YYUTBIBAET BHICOTHBIE L}~ W IIaroBble ,

o
Lg ) HCPOBHOCTHU, OCTABJISICMBIC HHCTPYMCHTOM

B MPOIIECCE Pe3aHus, T. €. OTKIIOHEHUS TeOMEeTpHYe-
CKOU MOBEPXHOCTU MHCTPYMEHTA OT €€ ITAJIOHHOTO
BHUJIA 1Y) ‘R(O). Torna ypaBuenus (2—4) sBiusi-
I0TCS 0a30BOM MaTreMaTHYeCKOM MOIENBI0 I
MMUTALUOHHOIO MOJEIMPOBAHUS AUHAMUKHU MPO-
1ecca pe3aHusi, OLIEHKH HEPOBHOCTEHW U BOJHUCTO-
CTU MOJy4EeHHOM MoBepXHOCTHU. biaronaps noiy-
YeHHLIM MOJECIISIM CTAQHOBUTCA  BO3MOXKHBIM
BCECTOPOHHEE UCCIEA0BaHUE JUHAMUKH ITpoLecca
pe3aHus C yYETOM pPa3IUYHbIX BBIHYXJIEHHBIX KO-
nebaHuil HTHCTPYMEHTa OTHOCUTENBHO 3aTOTOBKH U
NpeACKa3aHUs BBIXOAHBIX XapaKTEPUCTUK IPOLIeC-
ca pe3aHus IPU U3MEHEHUU TEXHOJIOTUYECKUX pe-
JKHMOB.

bazoBas Monenp OymeT crpaBeaiuBa B cliydae
MajblX OTKJIOHEHUN TPACKTOPUU [IBHXKEHUS HC-
MOJIHUTEJIbHBIX 3JIEMEHTOB CTaHKA OT TOYKH PAaBHO-
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Becus B cucreme. [[s MpakTUKOB a/eKBaTHOCTh
MMUTAILMOHHOTO MOJIEJTUPOBAHUS COOTBETCTBYET
00paboTKe 3aroTOBKM B MEPUOJ HOPMAJIbHOIO H3-
HOCa MHCTPYMEHTA WM KBa3UIIOCTOSHHON CKOpO-
CTH pa3MepHOro U3HOCa.

NMuTanonHoe  MonenupoBaHHE — JUHAMUKU
npolecca pe3aHusi OCYLIECTBISIETCS B HECKOJIBKO
stanoB. Ha mepBom sTame HE0OXOAMMO BBISICHUTH
napaMeTpbl BUOPAIIMOHHBIX XapaKTEPUCTHK CTaHKa
CO CTOPOHBI HIMUHAENS U MPUBOAHON MOACUCTEMBI
MHCTPYMEHTA, TaK KaK OHM OKa3bIBAIOT BIMSHHUE Ha
ClIe/l, OCTABJIEHHBI HHCTPYMEHTOM Ha MOBEPXHOCTH
3arotoBku. Haubonee nupopmatuBHbIMU OyAyT JaH-
HbI€ BUOPAIIMOHHBIX XapaKTEPUCTUK, CHATHIX B MPO-
LIECCEe pe3aHmsl, TaK KaK pacrpe/iesieHIe oTephb SIHeEp-
MM BUOpAIHii 3aBUCUT OT MareprasoB Maphl «pe3el]
— 3aroToBKay. CHsATHE BUOPALMOHHBIX JaHHBIX BO3-
MOXKHO TPH MEPBOM TEXHOJIOTUYECKON ONEparu B
nporecce 00pabOTKU JeTallv, B PE3ybTaTe KOTOPOr
YCTpaHsIIOTCA BapHalliu FeOMETpUUYECKOi (hOpMBblI 3a-
TOTOBKU U (PU3UKO-MEXaHUYECKUE CBOMCTBA MTOBEPX-
HOCTHOTO CJIOSl MaTepHasia, BOSHUKAIOIIUE B IpoLec-
Ce 3aroTOBUTENIbHBIX oneparuii. O0padoTka JaHHBIX
OCHOBBIBAETCS] HA METO/IAX CIIEKTPAJILHOIO aHAIU3a.
B Mozaens BUOpanMOHHBIX BO3MYILEHUI TaKke He-
00X01MMO 100aBUTh UCTOYHHK CITy4aifHON ITyMOBOI
COCTaBJISIIOILIEH, BCET/Ia CYILIECTBYIOLIEH B peasIbHbIX
TEXHUYECKUX CHCTEMax, — HalpuMep, TeHepUpyeMoit
IpOIIECCaMU CTPYKKOOOPa30BaHUSI.

Ha Bropom 3tamne npoBonutcs uudpoBoe Moze-
JUpPOBaHUE TUHAMUKU IPOLECCa Pe3aHusl ¢ peallb-
HBIMU JaHHBIMU O BHOPAIMOHHBIX XapaKTepUCTH-
Kax [polecca iy apbl MaTepUaioB PU Pa3InYHBIX

S(f) N

0.1
0.04
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OBRABOTKA METALLOV %

pexumax pe3anus. B pesynprare MomeIUpOBaHUS
Ha OCHOBE aHaJIN3a CUJIOBBIX XapaKTEPUCTHK BbIOU-
paroTcsi peKUMBI, 00eCTIeYNBAIOIINE HanboJee BhI-
COKYIO TIPOU3BOJAMTEIBLHOCTh TOYCHHS W3 YCIIOBHS
MHUHHUMHU3aAIUN COCTaBJIAIOIINX CHUJI pcE3aHuAa

FO, B0, O

Ha tpeTtbem 3Tane npoucxonuT NOCTPOEHUE Te-
OMETPHUYECKOH TONOJIOTUY OBEPXHOCTH E€TAIU HA
OCHOBE BBIUMCIIEHHOTO CUTHaja Je(opMaiiOHHBIX
CMEIIEHUH MHCTPYMEHTA, a TaK)K€ BBIUMCIISIFOTCS
OLIEHKH Ka4eCTBa NOBEPXHOCTH — HaIlpUMep, 110 Ma-

pameTtpy tepoxoBaroctd R, . IToroBeiM pe3ybra-

TOM HMMHUTAOWMOHHOTO MOACIIMPOBAHUA CTAHOBATCA
PEXUMBI pe3aHus1, 00eCIIeunBaloe HandoIee BbI-
COKYIO MMPOU3BOAUTCIIBHOCTE TOUCHUA U Tpe6yeMoe
KauecTBO 00pabOTaHHON MOBEPXHOCTH.

Mooenuposanue ounamuku npovecca pe3anus
u ee omoopasicenue 6 2eoMempuiecKoil
MOonoN02UU NOGEPXHOCMU Oemau

B xauecTBe mpumepa It CHMYJISITUHN OyIIeT pac-
CMOTPEHO MPOJIOJILHOE TOYCHHE JACTAITH TUAMETPOM
D =114 MM u3 nHepxaseromeit cramu 10TH2M®OA

TBEpHOCIUIaBHBIMU IutacTuHaMu T15K6 ¢ mokpsl-
tueM. Ha nepBoM sTane sl yTOYHEHHS YaCTOTHBIX
COCTaBJIAIOIIMX BUOpalLMii MHCTPYMEHTA 3KCIEpU-
MEHTaJIbHO CHUMAJIMCh BUOPALlMOHHBIE MOCIIEI0Ba-
TEIBHOCTH B HampaBieHusx Xi, X, X3 ¢ momo-

IO BUOPOAKCIEPOMETPOB, YCTAHOBJICHHBIX Ha
UHCTPYMEHTE, U 3aTeM CTPOMJIUCH UX CHEKTPajb-
HBIE XapaKTEPUCTUKHU (pHuc. 3).

1000 1500

S Hz

0 8

Puc. 3. CriekTpbl MOIITHOCTEH TOCIIEA0BATEIHFHOCTEH BUOPOYCKOPEHUH B OTHOCHUTENBHBIX SIUHUIIAX K AUCTICPCHN
10 HaIPaBIEHUM:

a—X;6-X,; 6~ X, Uisl peXKUMOB S,(,O) =0,15MM/ 00, tf,o) =0,5MM, V3(0) =190 M / MUH

Fig. 3. Power spectra of vibration acceleration sequences in relative units to dispersion along the directions:

a-X; 6—X,; 6 - X, for modes SE,O) =0.15mm /rev, tfjo) =0.5mm, V3(0) =190 m / min
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Ha puc. 3 xopomo 3aMeTHBI TpH BCIIJIECKA
YacTOT B KaXKJIOM HalpaBlICHUH BHOPAIIMOHHOMN aK-
THBHOCTHM MHCTpyMeHTa: o = 460 'y, wy =790 I'y,

OBPABOTKA METAJIJIOB

o3 = 1,42 kI'i'. V3mepeHHbIE YaCTOTHBIE COCTAB-

JSIOUINE SBJISIOTCSA MapaMeTpaMH T'apMOHUYECKUX
(GYHKIMHA, UCIIONB3YeMbIX B UMUTALMOHHON Mojie-
JU TIpoliecca pe3aHuss B KaueCcTBE BO3MYILEHUN
(ypaBuenue (4)). CormacHO METOAMKE HCCIeI0Ba-
HUSl TIPU MOJAETMPOBAHUU BO3MYIIECHMH AJi Kaue-
CTBEHHOTO pe3yjbTraTa CUMYISIIMM B MMHUTAIMOH-
HYI0 MOJIe/Ib ObUT BBEJEH CUTHaj «0enoro» myma
no kaHanam Bo3myuieHus. [lapameTpsl moacucre-
MBI HHCTPYMEHTa: KO3((OULUEHTHI MaTPHUIIbI JKECT-
KOCTM M JHMCCUIIALMU TMpHUBeIeHb B Tabm. 1

¢ yuerom, uto m=0,27. 1073, kre? /mm, nepen-

Huit yron y = 10°, 3agauii yron oo = 10° u yron B
miane ¢ = 90°. [lapameTpbl TMHAMHUYECKOUN CBSI3U
MIPE/ICTABJICHBI B TAOI. 2.

Pesynprarel cuMynsiLuu mpouecca pe3aHus npu
Pa3IMYHBIX TEXHOJOTUYECKUX PEKUMax IMPeICTaB-
JIeHBI Ha pHC. 4, ITyOMHA pe3aHus SIBIISETCS MOCTO-
SIHHOW BETMUYMHOUN t;)O) =0,5 mMm.

Ha puc. 4 npuBeneHbl npuMepsl BpEMEHHOM pe-
anu3alyy CUJ pe3aHus A 3aJaHHOW JMHaMuye-
ckoii cucteMsl (3—4) npu BapbUpPOBAHUU ITapaMeTpa

CKOPOCTH V3(0) C YYETOM XapaKTePUCTUK peabHO-

OBOPYZIOBAHHME. MHCTPYMEHTBI

Husg. OTMETUM, YTO TIPU U3MEHEHUHU CKOPOCTH pe3a-
HUS HaOIIOAeTCs HE TOJIBKO YMEHBIIIEHUE CPETHUX
3HAUEHUH CUJIbI PE€3aHMsl, HO U U3MEHEHUE aMIUIM-
Ty/bl BUOPAILIMOHHOTO BO3MYIICHHSI, KOTOPOE CBSI3a-
HO C HEJIMHEMHBIMUA CBOMCTBAMM CHUCTEMBI, MPOSB-
JSIOUIMMUCS B TEpPEpacIpeicICHUH PE30HAHCHOM
YacTOThl MOJEIM MPU HU3MEHEHUHU YIPaBISAIOLIUX
nmapamMeTpoB. B COOTBETCTBUU C MEPUOIUYECKUMU
W3MCHCHUSMU aMIUIATYABl BUOpAIUil  CHIIOBBIX
XapaKTepUCTUK MOXKHO BBIJICIUTh ONTHUMAJIbHBIC

3HAYEHUsI CKOPOCTH PE3aHUs 1/3(0) =190 M/MuH,

00eCreYnBaloe BHICOKYIO TMPOU3BOAUTEILHOCTD
TOYEHMS] C YCJIOBHMEM MMHHMMHM3ALMM COCTAaBIAIO-
LIMX CWJI pe3aHusi U BUOpaluii, Tak KaKk OHU Hera-
TUBHO BJIMSAIOT Ha T€OMETPHUIO MOBEPXHOCTU 00pa-
OarpiBaeMoi  geranu. HMrToromas  ammiuuTyna
BO3MYILAIOLIET0 CHUTHajda OrpaHUYEHa IO MaKCH-
MaJIbHOM aMILIUTYAE€ BO3MYILUECHHUM, W3MEPEHHBIX
HEIOCPEACTBEHHO B IIPOLIECCE TOYEHUS JETaau
(puc. 5, 6).

Ha BTOpOoM »3Tame paccMOTpUM CUMYJISLMIO
JUHAMMKU IIpoliecca pe3aHus Uil AByX BapHAHTOB
PEIKUMOB 00pPabOTKH IETAIH —C S},O) =0,15 MmM/00

51 S},O) = 0,25 MM/00 , a TakKe ¢ BEIOPaHHOM OITH-

MaJbHON CKOPOCTBIO Pe3aHUs V3(0) =190 m/MuH

ro BHOPalMOHHOTO BO3MYIICHHs Mpolecca pesa- (puc. S, a).
Taoauma 1
Table 1
IMapamMeTpbl MOIACHCTEMbI HHCTPYMEHTA
Parameters of the tool subsystem
hl’l, KI¢/MM hz’z, KI¢/MM h3’3, KI"C/MM hL2 = hz,v KI"C/MM h1,3 = h3’1, KI"C/MM hz’3 = h3,2, KI"C/MM
1,3 1,15 0,85 0,36 0,2 0,1
€1y KI/MM Cy 20 KI/MM €33 KI/MM Cly=Cyp KI/MM €13 =0C3) KI/MM Cy3 = C3y KI/MM
1051 955 725 372 113 195
Taonuma 2
Table 2
ITapaMeTpbl AUHAMHYECKOH CBA3H
Dynamic link options
P, KI/MM> - (MM/C)_I T(O), C il X % %
350 0,1 0,0005 0,5 0,7 0,5 0,5
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Puc. 4. MopenupoBaHue CUJl pe3aHUs B TAHTCHIIMAJILHOM HAIIPaBJICHUU IIPU BAPbUPOBAHUU
CKOPOCTHU PE3aHUs:

a — mnoja4a SS)) =0,15MM/06 ; 6 — nonaua SI(,O) =0,25 MM/06

Fig. 4. Simulation of cutting forces in tangential direction at varying cutting speed:

a — feed rate S},O) =0.15mm / rev ; 6 — feed rate S},O) =0.25 mm / rev

Ha puc. 5, a nnga xa4yeCTBEHHOW OLIEHKHU J10-
CTOBEPHOCTH MOJEIBHBIX XapaKTePHUCTUK Mpe-
CTaBJIIEHO MX CpaBHEHHE C pe3yjibTaTaMH, KOTO-
phI€ OBLITU MOJYUYEHBI B XOJI€ UTOTOBBIX PEabHBIX
JKCIIEPUMEHTOB, HANpPaBICHHBIX Ha MPOBEPKY
aJIeKBAaTHOCTH MPEIJI0KEHHOTO MeToha. MOXHO
OTMETHUTh 3HAYUTEIbHOE BIUSIHUE U3MEHEHUS T10-
Jlaud Ha XapakTep BUOpauuii W CTaOMIBHOCTH
npoiiecca pesanus (puc. 5, 6), 4To, B CBOIO OYe-
penn, IpUBEIET K CHIKCHUIO KaueCTBa MOBEPX-
HOCTH 3aroToBKH [32]. DTO eCcTeCTBEHHBIM 00pa-
30M crieayeT u3 ypaBHeHus (4), packpbiTue
KOTOPOTO IEMOHCTPUPYET, YTO BapHalluu MOJa4u
B HampaBjicHHH X) HEMOCPEICTBEHHO OKa3bIBa-

I0T BIUSHHE Ha JBUXXEHUE WHCTPYMEHTa B Ha-
npaBieHUd X|, yUYUTHIBAIOIIEe HEPOBHOCTH I1O-

BEPXHOCTH, OCTaBlisseMble HHCTpyMeHTOM. Kpome
3TOTO, B OKCIMEPUMEHTAJIbHBIX XapaKTEPUCTUKAX
BUOpanuii HHCTpyMeHTa 0OHApY>KEHO, YTO B Ha-
npaBieHUU Xy TPU YBEIMYCHUH TTOAAYH TTOSBIISI-

FOTCS HOBBIE YaCTOTHBIEC COCTABIISAIONIME B 00JIa-
ctu 165 T'u. DTO CBA3aHO C yBEIMYEHHUEM CHII
pe3aHus Mo 3aHeH TPaHu UHCTPYMEHTA, KOTOpPbhIE
TaK)K€ MOTYT MPUBOJAUTH K BOITHUCTOCTH MOBEPX-

HOCTH 3aroToBku. OreHka pgaHHOTO 3ddekTa
HMEET CaMOCTOSATEIbHOC 3HAUCHUE.

Ha tperbem sTame paccMOTPUM «CKEJIETHYIO)
TEOMETPHUIO MTOBEPXHOCTH JETaJIU, CMOJCIMPOBAH-
HYI0 U(PPOBOI MOJIEIBIO B paJHaIbHOM HaIlpaBlie-
HUH, T. €. JIJI1 BICOTHBIX XapaKTEPUCTUK KayeCcTBa
MOBEPXHOCTH (puUC. 6), U PEKOHCTPYUPOBAHHBIE T'e-
OMETPUYECKHE TOMOJOTMU TOBEPXHOCTU JETANIN
JUIL UTOTOBOTO 3kcnepuMeHTa. [log «ckeneTHoi»
TOIOJIOTHEW TOBEPXHOCTH IMOHUMAETCS COBOKYII-
HOCTb OTKJIOHEHHMH HAOII0ZAE€MOI TOIOJIOTHH, T. €.
00yCIIOBJICHHBIX BHUOPAIMOHHBIMH CMEIICHUSIMHU
WHCTPYMEHTa, OT JTAJOHHOIO BHUAA TOMOJOTHUH,
hopMHpyeMOil TEOMETPUUECKUM CJICIOM HHCTPY-
MEHTa Ha MOBEPXHOCTH pe3aHus 0e3 yueTa BO3MY-
meHnid ¥ AeQOpPMAIMOHHBIX CMEIICHUH HHCTPY-
menta [V) « ®(©

Kak BuiHO, MOBEpXHOCTH, BOCCTAHOBJICHHBIEC HA
OCHOBE 3KCIIEPUMEHTAIIBHBIX aHHBIX O Jedopma-
LIMOHHBIX CMEIICHUSIX HHCTPYMEHTA B IMPOIECCE pe-
3aHusg [/ u 3 (puc. 6), oTo0pakaroT HE TOJBKO TO-
CJIEI0BATENIbHBIE MPOXO/IBI PEKYIIIETO HHCTPYMEHTA
BJIOJIb 3arOTOBKH, HO M HEPOBHOCTH, BBI3BAHHBIC
cllyyaiiHOM cocTapJsitoleii koiaebanuii pesua. Pac-
CTOSIHME MEXAY MUKaMHU BAOJIb IOBEPXHOCTH IO Ha-
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Puc. 5. Ilpumep n3MeHEHUs XapaKTepUCTUK pe3aHus Ipu tf,o) =0,5Mm, V3(O) =190 M/ MUH :

@ — JIJaHHbIE, MOJyYeHHbIE B XOJIe OKCNepuMeHTa Exp.F', 1 Ha OCHOBE UMUTALMOHHOIO MojienupoBanus Model.
F,i=1,2,3; 6—3Ha4ueHus aMIUIUTY/bl BUOPOYCKOPEHHI B IPOLIECCE pe3aHusl [l HampasieHuit X, X, X,

Fig. 5. Example of changes in cutting characteristics at t;,o) =0.5mm, V3(0) =190 m / min :

a — data obtained during the experiment Exp.F,; and on the basis of simulation modelling Model.F, i =1, 2, 3,
6 — values of vibration acceleration amplitude during cutting for directions X|, X,, X,

NPaBJICHHUIO L COOTBETCTBYET CKOPOCTH MOJA4YH TIPH
TOYCHHH 3aroToBKU auamerpom D =114 MM Ha

paccrosaue L =15 MM. TlpuBemeHHbIe «CKEIET-

HBIE» TOmoJIOTHH 2 U 4 (puc. 6) OTyYeHBI MMyTeM
UMHUTAIIMOHHOTO MOJEIHUPOBaHHUS 0e3 ydeTa CIry-
YaifHOW KOMIIOHEHTHI B KOJIEOaHUSIX MHCTPYMEHTA,
SBIISIIONIEICS CIIEACTBUEM HENPEPHIBHO U3MEHSIO-
ieiicss reoMeTpUN MHCTPYMEHTA, IJIaCTHYECKOTO
nedopMupoBaHus MeTanjga U IPYTUX MHOTOUHC-
JIEHHBIX (AaKTOPOB, CIy4alHBIM 00pa3oM MpOsB-
JSIOUIMXCs B mpouecce pezanus. OnHAKO PeKOH-
CTPYUPOBAHHBIE TE€OMETPUYECKHE TOBEPXHOCTHU
MOJTyYaIOTCs KaYeCTBEHHO CXOKHMH MEXIY CO-
00H, a OLIEHKH IIEPOXOBATOCTH pPeaslbHOM MOBEpX-
Hoctu R;;, momydeHHON Tpu 006pabOTKe ¢ Mmoc-

TOSAHHBIMH PCKHUMAMHU PE3aHHA, BaAPbHUPYIOTCA
OTHOCHUTCJIIBHO MEePoOXOBATOCTHU IMOBECPXHOCTH,
HpGI[CKaSaHHOfI HUMUTAOMOHHBIM  MOJCIINPOBA-
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Rc(zMOdel )

HUEM , B ipenenax He 6omee 0,066 MkM

(Tabmn. 3) n1s pa3HBIX PEKUMOB MOJAUH.

HtoroBass sKcreprUMEHTalbHas MPOBEPKa BbI-
OpaHHBIX KOMOMHALMI pEXHMOB PE3aHUs MPOBO-
JMJIaCh HAa YHHBEPCAIBHOM MOJIEPHU3UPOBAHHOM
TokapHOM cTanke 16K20 ¢ cucremoii 6eccryneHya-
TOTO peryiaupoBanusi 00opotoB Mitsubishi. [llepo-
XOBATOCTh TOBEPXHOCTH M3MEPSIACh C TOMOIIBIO
npoduminomerpa Surftest SJ-210 pupmbr Mitutoyo ¢
paspemienueM usmepenunii 0,0064 Mxm (puc. 7).

Ha ocHOBaHMM TONYYEHHBIX JaHHBIX OKCIIe-
PUMEHTAJIbHOM ¥ MMUTAILMOHHOM pean3aluu
MIOBEPXHOCTH 3arOTOBKM MOXHO 3aKJIIOUYUTh, YTO
NpEAJIOKEHHAsT METOIUKAa MMHTALMOHHOTO MOJe-
JMPOBAaHUS TO3BOJIIET NMPOTHO3UPOBATh Kaue€CTBO
(bopMHpyeMoii TIOBEPXHOCTH B 3aBUCUMOCTH OT BbI-
OpaHHBIX TEXHOJOTHYECKHUX PEXKHMOB U BHOpaIu-
OHHOTO HopTpeTa cTaHka. OHAKO CTOUT OTMETUTD,



EQUIPMENT. INSTRUMENTS

o

OBRABOTKA METALLOV %

Puc. 6. CpaBHenue peanbHoil (1, 3) 1 MoenbHOH (2, 4) TEOMETPUIECKUX TOITOJIOTHI

HOBEPXHOCTH 3ar'OTOBKY VIS S;O) =0,15MM /00 (a) u S;O) =0,25 MM/ 006 (6)

Fig. 6. Comparison of real (1, 3) and modeled (2, 4) geometrical topologies of the workpiece
surface for S},O) =0.15mm/rev (a) and S;,O) =0.25 mm/ rev (6)

Taonuna 3
Table 3

Beauunna HIEPOXOBATOCTH AJIA MOJC/IN U PeaJIbHBIX JaHHBIX

Roughness for model and real data

PGSyHLTaT I/I3MepeHI/I$I HlepOXOBaTOCTI/I HOBerHOCTI/I JUJIS pa3HI)IX
0 0 0 SKCIIEPUMEHTOB, MKM
S;, ), [/3( )’ t;, )’ Rc(zMOdel)s P
MM /06 | MIMIH |y | MKM | Ry | Ry | R, Ry | Ris | Rg | Rip | Rig | Ryo | Rypo
0,15 190 0,5 0,94 10,934 0,937 | 0,960 | 0,967 | 0,964 | 0,964 | 0,966 | 0,985 | 0,985 | 1,001
0,25 190 0,5 1,25 1,184 1,200 | 1,237 | 1,243 | 1,214 | 1,217 | 1,279 1,240 1,305 | 1,304

YTO Ha JAaHHOM 3Talle anpoOHWpOBaHMS MOAEIH €€
Pe3yJIbTaThl CIPABEIIUBEI JUIsl CIydas U3HOCA WH-
CTPYMEHTA 110 NIABHOW PEXYIIEH NOBEPXHOCTU HE
6onee 0,1 mm. B cinyyae npeBbllieHHS YKa3aHHOTO
1opora M3HOCa B CUCTEME HAYMHAIOT MpeodianaTh
COOCTBEHHBIEC IBOJIOIMOHHBIC MPOILECCHI, MPEXKIC
BCEr0 CBsI3aHHBIE C IJIACTUYECKOM Aedopmarueit
MaTepuana B 30HE€ KOHTAaKTa MHCTPYMEHTA U JieTa-
mu. Torma paccommacoBaHHE OLEHOK JKCIIEPUMEH-
TaJbHBIX U MOJAEIUPYEMBIX IOBEPXHOCTEH OTHO-
CUTEJIBHO LIEPOXOBAaTOCTU ITOBEPXHOCTH 3arOTOBKHU
Bapbupyerca B npeaenax 0,61...1,36 Mxm o mepe
pa3BUTHUS U3HOCA.

Pe3yabTarsl 1 HX 00Cy:KIeHUE

OneHka BBIXOJHBIX XapaKTEpUCTHK Ipoliecca
pe3aHus Ha OCHOBE MH(OpPMalUU O IWHAMUKE BU-
Opaluii MHCTpyMEHTa IoKa3ajia, YTO CYIIECTBYET
HabonaeMasi 3aBUCHMOCTh MEKy BBICOKMMH aM-
IUTUTYJaMH YacTOTHBIX COCTABIISIOIIUX B CUTHAJIE
BUOPOYCKOpEHUN COOCTBEHHBIX IBUKEHHH CHCTE-
MBI U TOTPEIIHOCTHIO KOHTYpa 3ar0OTOBKU OTHOCH-
TEIFHO €€ MapaMeTpa MepoXoBaToCTH (puc. 8).

Ha puc. 8 nokazaHo, 4To yBenM4YeHUE MOJAYN
MPUBOAUT K TOBBIIICHUIO aMILUIUTYZ OOOpOTHOM
4acTOThI JIeTajH, K MOSBIECHUIO OOJIBIIOTO KOJIHYe-
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Puc. 7. Ilpubop my1st n3MepeHus mepoxoBarocTy mosepxHoctu Surftest SJ-210 u mpumep peructpupy-
€MBIX JaHHBIX U3 IPOTPaMMHOTO oOecrieueHus] 0OMeHa JaHHBIMU MeX Iy puoopom u 9BM

Fig. 7. Surface roughness measuring device Surftest SJ-210 and an example of recorded data from the
software of data exchange between the device and the computer

a

0

Puc. 8. CnekrpanpHas XapaKTepUCTHKA CUTHaJIa BHOPOYCKOPEHUH TS ParialbHOTO HAIPaBICHHUS:
a-SP =0,15mm /06 ;56— S =0,25um/ 06

Fig. 8. Spectral characteristic of the vibration acceleration signal for radial direction:
SI()O) =0.15mm/rev (a); S},O) =0.25mm/rev (6)

CTBAa YaCTOTHBIX COCTABIISIIOIIMUX B CIEKTpPe BUOPO-
YCKOpEHHMsI B pailoHe 4acTOThI BPAIllEHUs 3aTOTOBKU
U BO3PACTaHUIO UX aMIUIMTYH. Takoe INoBeleHue
MOXKET XapaKTepU30BaTbCsl MHTEHCHUBHBIM TIOBbI-
[IEHHEeM TeMIlepaTypbl B 30HE PE3aHHs, BbIPHIBa-
MU MeTajla Mo TPAEKTOPUU IBUKEHHS PEKYIIEro
MHCTPYMEHTAa WM YCHJIEHUEM BIHUSHUS KHUHEMa-
TUYECKUX BO3MYIICHMH Ha JAMHAMUKY Ipolecca
pe3anus. HupenmupoBanue mogoOHbIX 3G HEKTOB 10
MOMEHTa HWHTEHCHU(PHUKAIMK H3HOCA HMHCTPYMEH-
Ta oOecreuYrBaeT MPABWIBHBIA IMOAOOP PEKUMOB
pe3aHusi, 4TO JUIsl PAaCCMOTPEHHOM 3a7adll MOXKHO
OCYIIIECTBUTh C TIOMOIIBIO CO3JaHHOW HH(PPOBOH
HUMUTAIIMOHHONU Moaenu. B maHHOW cTaThe B Kaue-
CTBE JAMAarHOCTMYECKOTO IMpH3HAKa MpeIaracTcs
BbIOpaTh BETMYHMHY AMCIIEPCUH aBTOCHEKTpa KoJie-
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OaHUI MHCTPYMEHTA B PaJUaIbHOM HaIIPaBICHUU U
MIPOJIOJILHOM, TaK KaK OHU B OOJIbIIEH CTENeHn OKa-
3bIBAIOT BIUSHUE Ha (OPMUPOBAHUE HEPOBHOCTEH
B [IOBEPXHOCTH JAeTalIu. Takum 00pa3oMm, UCII0JIb30-
BaHHE MMHUTAIIMOHHON MOJIENTH COKpAIIaeT KoIuye-
CTBO IIPOBOJMMBIX PEAJIbHBIX 3KCIIEPUMEHTOB IPU
MTOMCKOBOM HCCJIEZIOBAaHUH ONITUMAIIBHBIX PEXKUMOB
pe3aHusl MO0 KPUTEPHSIM MaKCHMaJIbHOH H3HOCO-
CTOMKOCTH MHCTPYMEHTAa U COXPAaHEHHs KayecTBa
00pabaTbiBaeMOii TOBEPXHOCTH.

3akJirouenue

B pamkax skcrepuMeHTOB M LH(POBOTO MO-
JeTUpOBaHus OBUIO TOKa3aHO, YTO HA KadyeCTBO
(dbopmHpyeMoOli pe3aHreM MOBEPXHOCTH 3arOTOBKH
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Hapsily ¢ DIyOMHOH pe3aHHsl OKa3bIBAET BIUSHUE
1 mojada uHcTpymeHTa. CBoicTBa BUOPAIMOHHBIX
MIOCJIEZIOBATEILHOCTEN, HM3MEpSEMBIX B Ipolecce
pe3aHus, U3MEHSIOTCA 110 Mepe yBEJIIMYeHHs 10/1a-
YU UHCTPYMEHTA, MOBBIIIAETCS YHEPrUsi BUOpaLuil
B MPOJIOJILHOM HAalpaBiI€HUH, YTO COIIACHO YypaB-
HeHU1o (4) Takke 3aTrparuBaeT ABH)KEHUE UHCTPY-
MEHTa B paJinajibHOM HanpasieHuu. Hakonen, ana-
JN3 a/leKBaTHOCTH BBIYMCIIEHHOW IIEPOXOBATOCTH
MOBEPXHOCTH JIeTajJl Ha OCHOBE LU(POBOro Mo-
JEIUPOBAHUSA U HKCIEPUMEHTAIbHO H3MEPEHHOMN
MO3BOJISIET C/ENaTh 3aKIIOUEHHUE O BO3MOXKHOCTH
HCIIOJIb30BaHMs pacCMaTpUBaeMOl METO/IMKH B Ka-
YECTBE OCHOBbBI OLEHKU BIUSHUS JUHAMUYECKUX
XapaKTepUCTUK IpoLecca pe3aHHsi Ha LIEpOXOBa-
TOCTh TOBEPXHOCTU JETaJU NPU TOKAPHOU 00pa-
OoTKe.

BrsiBieHHBIE TapaMeTphbl CUIIOBOM MO/IEH MTPH-
TONIHBI JIJISI MOJICIMPOBAHUSI TIPOIIECCOB 00PabOTKH
3aroTOBKM M3 Hepikaseromeil ctanu 10I’H2M®A
TBEpHocIuIaBHbIMU TutacTuHaMu T15K6 ¢ mokpsl-
TUEM JJIS Cily4asi '3HOCAa MHCTPYMEHTA [0 INIABHOM
pexyueil mosepxuoctu He 6onee 0,1 mm. Ilpen-
CTaBJICHHBIE [TApaMETPhl CUIIOBOI MOJIENIH CIIPABEI-
JIMBBI JUISl BO3MYILIEHHOTO JBM)KEHUS] HHCTPYMEHTA
C aMIUIUTYI01 BUOpOyCKOpeHuit He Ooiee, ueM yKa-
3aHHOM Ha puc. 5, 6. B cirydae OTKJIOHEHUS OT 3TO-
ro Juana3oHa WIM U3MEHEHUS MCXOJHBIX JAHHBIX
MOJIEIIMPOBAHUS CIIEAYET IPOBECTU BCE 3TaIlbl U3-
JIO)KEHHON METOAMKH JUIsl KOPPEKLUH NapaMeTpoB
mozenu. Takum oOpa3om, nmpukiaaHas 3pQPeKTHB-
HOCTb UCIOJIb30BaHUSI UMUTALMOHHOTO MOJEIUPO-
BaHMsI Oy/leT NOBBIIIATHCA B Cllyyae (pOpMUPOBaHUS
0a3bl BHOPALIMOHHBIX JTAHHBIX OMPEIEIIEHHOTO TUTIA
CTaHKa MPEINPUATHS, 3a]]aBA€MbIX HOMEHKJIATy PO
JeTaJel, MaTepruaJaMy 3aroTOBKM U MHCTPYMEHTA,
a TAK)Ke €ro reoMeTpuei.

[IpuBeneHHbI NpuMep UMUTALMOHHOTO MOJe-
JUPOBAHUA MO3BOJIAET ONPEAEINUTh ONTUMAJIbHbIE
pPeXHMMBI PE3aHUS IO KPUTEPHI0 MaKCUMaJbHOMN
IPOU3BOAUTEIBLHOCTH C YYETOM TpeOyemoro Ka-
YeCcTBa MOBEPXHOCTH JETalIH, a TaKXKe JaeT Ipel-
CTaBJICHHE O TOM, KakK IpejajaraeMas aHaJuTH-
yeckassh MoJedb JAUHAMUKHM Ipolecca pe3aHus,
YTOUHEHHAasl HKCIEPUMEHTAJIbHBIMU JAHHBIMH,
MOKET IIPOTHO3UPOBATh IIEPOXOBATOCTH MOBEPX-
HOCTHU B 3aBUCHMOCTH OT PEXHMMOB pE3aHMs, CO-
Kpallas Tpy/a03aTparbl IPOU3BOJICTBA HA IPOBEIe-
HUE MOUCKOBBIX 3KCIEPUMEHTOB. TakuM obOpazom,
IPEICTaBIECHHbIE PE3YNbTaThl 00yCIOBIMBAIOT Ha-
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qayio 6ojee rIyOOKOro 3KCIepruMeHTaIbHO-Teope-
TUYECKOTO MCCIIEI0BAaHUSI MEXaHU3MOB OTOOpaXke-
HUS 1e(OpPMALMOHHBIX CMELICHUH WHCTpyMEHTa
B F€OMETPHIO JI€TaJIH.
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ABSTRACT

Introduction. The formation of the surface of a part when processing it on a metal-cutting machine is based
on properly selected cutting modes. Complex methods of ensuring the specified quality of the part surface also take
into account the tool geometry, its condition, and include corrections for tool deviation from the trajectory set by the
CNC system under the influence of kinematic disturbances and spindle wavering. Subject. The paper analyzes the
relationship between cutting modes and dynamic characteristics of the turning process, and its mapping into surface
roughness. The aim of the work is to evaluate the influence of technological cutting modes taking into account the
vibration activity of the tool on the roughness of the machined surface by means of simulation modeling. Method
and methodology. Mathematical simulation of the dynamics of the cutting process is given, on the basis of which
a digital simulation model is built. A methodology of using the simulation model for determining optimal cutting
modes and predicting surface roughness taking into account tool vibrations is proposed. By means of experiments
and analysis of the frequency characteristics of tool vibrations, the created model is validated, parameters of the
cutting forces model subsystem and dynamic tool subsystem are specified, and geometrical topologies of the part
surface are constructed. The calculated cutting forces are compared with experimental forces, and similar patterns
and levels of characteristics are observed. An assessment of the optimality of the selected cutting modes is proposed
based on the analysis of the tool vibration spectrum relative to the workpiece and the results of the numerical model
simulation. Results and Discussion. A comparison of the results of digital modeling of the geometrical surface of
the workpiece and the real surface obtained during the field experiment is given. It is shown that the roughness of
the real surface obtained by machining with constant cutting modes varies relative to the surface roughness of the
simulation model within the limits of not more than 0.066 um.

For citation: Gvindjiliya V.E., Fominov E.V., Moiseev D.V., Gamaleeva E.I. Influence of dynamic characteristics of the turning process on the
workpiece surface roughness. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science, 2024,
vol. 26, no. 2, pp. 143—-157. DOI: 10.17212/1994-6309-2024-26.2-143-157. (In Russian).
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