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Pestome: Llenb pabotel — chopmmpoBaTth HOBbLIA MOAXOA K obecrneveHuto kayecTBa 06paboTaHHOM NOBEPXHOCTU Ha
OCHOBE NPUMEHEHNUs MHorodakTopHon Mogenu. MNpegnaraemas Mogens cnocobHa yvecTb NpakTUYECKW BCE NapameTpbl
npouecca MexaHoob6paboTku. K AaHHBIM OCHOBHBIM NapameTpaM OTHOCATCA PEXWUMbI Pe3aHus, AMHaMmyeckas yCTonyu-
BOCTb Mpouecca pesaHusi, Tennosble 3pekTbl B 30He pe3aHus. PaspaboTka MHOrogakTopHON MOAENK OCHOBbLIBaNach
Ha pesynbTaTax aHanu3a nUTepaTypHbIX MCTOYHWKOB, AAHHbLIX AKCMEPWMEHTaMNbHbIX UCCMEea0BaHUA, NPOBEAEHHBIX C
“CMonb3oBaHMeM METOLOB CMMOBOrO aHanu3sa npoLecca pesaHus, LBETOBOW NMpoMeTpuu. MNonyyeHHble AaHHble Obinu
0606LIeHbl B €4UHYI0 MHOrohakTopHyto mMogenb. MpoBefeHbl aHanm3 nuTepaTypHbIX UCTOYHMKOB, 0606LLEeHNe aKcne-
PUMEHTanbHbIX JaHHbIX W Pe3ynbTaToOB BLIMOMHEHHBIX MCCMEegoBaHUA no obecneveHuo kayectBa obpaboTaHHON mo-
BEPXHOCTU MpW yNpaBneHUn Kakum-nmbo ogHUM BXOAHLIM MapameTpoMm npouecca mexaHoobpaboTtku. MokasaHo, yTo
kayecTBO 00paboTkM (LLEPOXOBATOCTb) AOCTUraeTCsl MOCPEACTBOM MPUMEHEHUS pas3nuyHbIX napameTpoB 06pabotku. K
HUM OTHOCATCS: paLMOHarbHble PEXUMbI Pe3aHusl, U3MEHEHWUE TeOMETPUM PEXYLLETO UHCTPYMEHTA, CHUXEHWE OTHOCK-
TeNbHbIX NMPOCTPAHCTBEHHBIX AMHAMUYECKUX KOMEOaHUN MHCTPYMeHTa OTHOCWUTENbHO 0bpabaTbiBaeMOW MOBEPXHOCTM
3aroToBKW, UCMONb30BaHWE METOLOB, BO3LENCTBYIOLMX Ha (DU3NKO-MeXaHWYeckue CBoVicTBa obpabaTbiBaeMbix mare-
prnanos. yCTaHOBJ'IeHO, 4YTO B Ka4eCTBe BXOAQHOro napamMeTpa MOryT BbIiCTynaTb AUHaAMUYECKaA yCTOI7I‘-II/IBOCTb npowecca,
PEXMUMbI pE3aHNst UM NPOLLECC CTPYXKO0DOpasoBaHus. MNokasaHo, YTo NpeasioxeHHas cxema MHOrOGhakTOPHOro BIMSHWS
napameTpoB 06paboTkn Ha BbIXOLHOM MapameTp — LIepoXoBaToCTb MOBEPXHOCTM — NpUMeHWMa ans nwboro Buaa 06-
pabotkn maTepuanos. Co3gaHHas MOAeNb YYNTLIBAET BCE BXOAHbIE NapamMeTpbl MexaHnyeckol obpaboTku 1 HaueneHa
Ha ynpaBneHue kayectBOM 00paboTaHHOW MOBEPXHOCTW, MUCXoas U3 Tpebyemblx IKCMIyaTaLMOHHBIX XapakTepUCTHK
faetanu u nsgenus. Ha ocHoBe NpeanoxXeHHOW MHOroakTOpHOW CXeMbl MnaHWpyeTcs Co3aaHne aganTUBHOW CUCTEMD,
koTopasi OygeTt cnocobHa ynpaBnsTb NPOLECCOM MexaHu4eckon 06paboTku Ha 6ase MHOroLEneBoOro CTaHKka C YMCno-
BbIM NPOrpamMMHbIM YNpaBneHneM.
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Multi-factor influence on the roughness of the finished surface

Pavel A. Sablin, Vladimir S. Shchetinin
Komsomolsk-na-Amure State University, Komsomolsk-on-Amur, Russia

Abstract: The aim of this work is to develop a novel approach for ensuring the quality of the finished surface based on a
multi-factor model. The proposed model can take into account most of the machining process parameters. The main pa-
rameters include cutting conditions, dynamic stability of the cutting process, thermal effects in the cutting area. The de-
velopment of a multi-factor model was based on a literature review and experimental data obtained from the cutting force
analysis and colour pyrometry. The data obtained were summarised into a unified multi-factor model. We analysed the
key literature sources and summarised the experimental data and findings to assure finished surface quality when con-
trolling one of the input parameters of the machining process. It was shown that the surface quality (roughness) can be
achieved by applying different machining parameters. They include the rational cutting conditions, a change in the geom-
etry of a cutting tool, reducing the relative spacial dynamic vibrations of the tool relative to the working surface of the raw
part, using the methods influencing the physical and mechanical properties of the processed materials. It was established
that the process dynamic stability, the cutting conditions or the chip formation process can be used as an input parame-
ter. The proposed scheme of multi-factor influence of processing parameters on the output parameter - the surface
roughness - applies to any materials under processing. The created model takes into account all input parameters of
mechanical processing. It aims at the quality management of the finished surface based on the required performance
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characteristics of the items. Based on the proposed multi-factor scheme, we plan to create an adaptive system capable
of controlling the mechanical processing based on a computer numeric control machining centre.
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BBEOEHUE

B cratbe paccmoTpeHbl BONpOChI ynpaene-
HUSA LepOXOBATOCTbID MexaHuyeckon obpaboT-
ku. MocKonbKy nog Ka4ecTBOM NOBEPXHOCTM Je-
Tanu NOHMMatOT COCTOSiHME ee MOBEPXHOCTHOrO
CNnos, a 31O BKMOYaeT B cebs KaK BbICOTY MUK-
POHEPOBHOCTEN (LLEpOXOBATOCTb), Tak U un3u-
KO-MEXaHU4YeCKOe COCTOSIHUE MOBEPXHOCTHOIO
CNnos, TO aBTOpbl B AaHHOW paboTe npegnaratot
MCMNONb30BaTh TEPMUH «KAYeCTBO» KaK CUHOHUM
MOHATMS  «LUEPOXOBATOCTbY W  OrPaAHUYUTHCS
NULb OLEHKOW reOMETPUYECKUX XapaKTePUCTUK
NOBEPXHOCTW.

B coBpeMeHHOM aBTOMaTU3MPOBAHHOM NPO-
“3BOACTBE, rAe KONMMYecTBO Ge3ntoaHbIX TEXHO-
NOMMN HEU3MEHHO pacTeT, pofib KOHTpONns 3a
Kakum-nMbo npoLeccoM Wnu pesynbTatoMm no-
BbllLaeTcs B pasbl. B aTon cBssu Bonpoc obec-
nevyeHns kayectsa 0bpaboTaHHON NOBEPXHOCTY
B YCMOBWSIX aBTOMAaTU3WPOBAHHOIO MPOU3BOA-
CTBa, KOTOPbIM 3aHMMAIOTCS BEAYLUME HayuHble
LWIKOSbI CTPaHbl U MUpa, OCTaeTCs aKTyanbHbIM
W cerogHs.

KauectBo 06paboTkn NOBEPXHOCTU ABNAET-
CSl KaK COCTaBHbIM MapameTpoM TOYHOCTW 06-
paboTKK, TaK M CaMOCTOATENbHBIM NapaMeTPOM.
Hanpumep, obecneumB BbICOKYO TOYHOCTb -
HEWHOro pasmepa, BbiCOKOe kayecTBO 0bpabo-
TaHHON MOBEPXHOCTU obecneynBaeTcs aBTOMa-
Tnyeckn (Mo ymonyaHuio). Ho B TO e Bpemsi
[aHHOE MpaBUMO HUKaK He OeicTByeT B «06-
paTHOM HanpaBneHWn», TO ecCTb, obecneuns
BbICOKOE KayecTBO 0OpaboTaHHOW MNOBEPXHO-
CTU, HEMb3S1 OOHO3HAYHO FOBOPUTL O TOM, YTO
Mbl 06ecneymnsin BbICOKYH TOYHOCTb.

OpgHuMMKM 13 nepBbIX, KTO Hayan wu3yyatb
npoLecchl, MNPOUCXOASLLME B 30HE pesaHus,
cramm pycckue ydeHble N.A. Tume n Al Yca-
4yeB. MexaHusmbl nnactuyeckon Aedopmaumu
npu pes3aHun B CBOMX paboTax usyyanu kak 3a-
pybexHble, Tak U OTEYECTBEHHbIE yyeHble: A.M.
PoseH6epr, M.W. KnywwuH, H.H. 3opes 1 ap.

AKTyanbHOCTb BOMPOCOB, CBSI3aHHbLIX C MO-

BblLUEHMEM HafEeXHOCTU NPOLEeCCOB MexaHoob-
paboTkK, MPMBOAWT K PELLEHMIO Lenoro psiaa
3ajay, Takux Kak:

— ynpaBrieHMe YCTOWYMBOCTbIO Mpouecca
0bpaboTku;

— noBbleHne 3MDEKTUBHOCTU CTPYXKKO-
ApobneHus;

— NoBblLeHNe paboToCcnOCOBHOCTM pexylLue-
O MIHCTPYMEHTA;

— MOBbILIEHME TOYHOCTM M KayecTBa W3ro-
TOBMEHHbIX AeTanen.

Moatomy 3PEKTUBHOCTL MEXaHUYECKOM
06paboTkn B YaCTHbIX Cryvyasix 3aBUCUT He
TONbKO OT MOCTOSIHHOW MOAEpPHMU3aLum COBeEp-
LWEeHCTBOBAHNS OMHAMUKM CTaAHOYHOro obopy-
[0BaHWs, HO W OT rnybuHbl npopaboTkn sBne-
HUIA, NPOUCXOASALLMX NPK pe3aHun. B aTon cBasm
ynpaBensATb BbIXOOHbLIMW MapaMeTpamu MexaHo-
06paboTkn CTAHOBUTCS HEBO3MOXHO 6e3 yrnyb-
NEHHOr0 M3y4YeHns PUsnYecKMx NpoLLeccoB npwu
pesaHun u, npexae BCEro, mexaHuwama aedop-
Mauun Cpesaemoro Crnosl, YyCTOMYMBOCTM YMpy-
rovl CUCTeMbl CTaHOYHOro 060pyAOBaHMS, 3aKO-
HOMepHoCTeln opmMoobpasoBaHMsl, a TaKxke
W3HALLUMBAHMA N Pa3PYLUEHNS PEXYLLEro WH-
CTPyMeHTa.

CucTtema pesaHust BNsSIeTCH OTKPbITON Tep-
MOAMHAMWYECKN HEYCTOMYMBOM CUCTEMOW, Ye-
pes3 KOTOpYyl MPOXOAWT MOTOK MEXaHU4YeCKOM u
TENSIOBON 3HEPrvK, Bbi3biBAOWMNA (hasoBble U
CTPYKTYPHble MNpeBpaLleHnss B MPUKOHTAKTHbIX
cnosix u opMMpoBaHne BTOPWUYHBIX (guccuna-
TUBHbIX) CTPYKTYP. YCTOMYMBOCTb M ONTUMArb-
HOe (PYHKLMOHMPOBAHME CUCTEMbI pe3aHus Oy-
LYT ONpeaenstbCs WHTEHCUBHOCTBIO MNpoTeka-
HUS 3TUX NPOLLECCOB, B3aNMOAENCTBINEM C yNpy-
rON CUCTEMOM CTaHKa 1 BHELLHEN CPeow.

Bce nepeuncneHHble Bbilwe ¢akTopbl, 6e3-
YCINOBHO, BMMSIOT Ha kayecTBO 0bpaboTaHHOW
MOBEPXHOCTU. BOosbLIOe KONMYECTBO Hay4HbIX
paboT B 06nacTu pesaHus MatepuanoB Noces-
LLIeHO YMPaBfIeHUIO TEM UNK WHBIM NapaMeTpoM
npoLiecca MexaHoobpaboTku C LENbIO NOBbILLE-
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HUA kavecTBa, NGO NpPoOM3BOAWTENLHOCTM 06-
paboTku. Takxke LUMPOKMIA cnekTp paboT noces-
WeH YNpaBMeHWIO Cpa3y Xe HeCKOSbKMMMU na-
pameTpamMu npoLecca pe3aHus.

He ymanss 3acnyr BegyLimx HayYHbIX LIKON
B obnactn obpaboTku matepuanoB pe3aHueM,
aBTOPbl NpeAafiaratT paccMoTpeTb MHOrogak-
TOPHbIN NOAXOA K YNpaBfieHUI0 KavyeCcTBOM 006-
paboTaHHOW MOBEPXHOCTU Yepe3 BO3L4ENCTBUE
Ha LUIMPOKMI CNEKTp napamMeTpoB npouecca me-
XaHu4eckon 0bpaboTku.

HOBbIA NOAXOM K OBECNEYEHUIO
LUEPOXOBATOCTWU NOBEPXHOCTHU

Ecnun obecneyeHne TouHOCTM 06paboTkm go-
CTUraeTcsl 3a CYET XECTKOCTU CUCTEMbI «CTaHOK—
npucnocobneHne—MHCTpyMeHT—3arotoBka»  [1],
TOYHbIX Y3MOB CTaHka W NpUCNocoBneHwin, cu-
CTEM TOYHOrO MO3ULMOHUPOBAHNS N OTHOCUTCS K
06nacTn CTaHKOCTPOEHUSI M TEXHOMOTMK Mallu-
HOCTPOEHMS, TO Ka4eCTBO 00paboTKM XOTS U 3a-

MawmnHocTpoeHMe U MalLlMHOBeAEHUe
Mechanical Engineering and Machine Science

BUCWUT OT TOYHOCTM, HO OTHOCMTCS K obnactu
npouecca oTAeneHnst ot obpabarbiBaemMoro ma-
Tepuana CTPYXKM C MOMOLLbI PEXYLLETNO KMKHA
1 nonyyeHns obpaboTaHHOW NOBEPXHOCTM C 3a-
[aHHbIMU MapameTpamMu LWepoxoBaToCTHU.

Tak, Hanpumep, B cBoux pabotax [2—4] M.P.
MmageeB BnepBble NOMYYUsnT 3aBUCKMOCTb Ka-
yecTBa 06paboTkM, a UMEHHO: NapaMeTpoB Lue-
poxoBatoctu (Ra, Rz, Rq, Rp, Rc, Rt, Rv, Rsm,
Rku, ...Rsk) He Tonbko oT pexumoB 06paboTky,
HO n oT cnocoboB ¢hpe3epoBaHus. bnarogaps
TwartenbHoMy nogbopy cnocoba 06paboTkm,
TPAEKTOPUMN ABMKEHNS PEXYLLEr0 MHCTPYMEHTA,
(PopMbl  peXyLLEro WHCTPYMEHTa W CcTpaTteruu
06paboTku, eCcTb BO3MOXHOCTb Monyyatb 3a-
[aHHbIV MapameTp LePOXoBaTOCTH.

B cBoen pabote [3] aBTOp BNepBbie BbIBEN
KOpPENsALMI0 Mexay napameTpamy LUEPOXOBa-
TOCTK, cornacHo ctaHgapty FOCT P NCO 4287-
20141, ANs onpefeneHHbIX CrnocoboB MexaHu-
yeckomn obpaboTku (puc. 1).

Ra |[Rz |Rg |Rp [Rc |Rt |Rv |Rku [Rsk |Rsm
Ra | 1,00{ 0,91| 0,99| 0,94| 0,91| 0,86/ 0,74|-0,28|-0,13| 0,18
Rz | 0,91] 1,00/ 0,92| 0,93| 0,84| 0,98| 0,92|-0,14|-0,30[-0,03
Rqg | 0,99] 0,92| 1,00{ 0,95/ 0,91 0,88| 0,76|-0,24|-0,15| 0,15
Rp | 0,94] 0,93| 0,95 1,00/ 0,86| 0,89| 0,72 0,01|-0,03| 0,06
Rc | 0,91} 0,84| 0,91] 0,86/ 1,00| 0,78| 0,69|-0,20|-0,04| 0,34
Rt | 0,86 0,98/ 0,88 0,89| 0,78 1,00{ 0,93|-0,11|-0,29/-0,10
Rv | 0,74] 0,92| 0,76| 0,72 0,69| 0,93| 1,00/-0,28|-0,53(-0,13
Rku |-0,28/-0,14/-0,24| 0,01|-0,20|-0,11|-0,28| 1,00| 0,58|-0,24
Rsk |-0,13|-0,30|-0,15|-0,03|-0,04|-0,29(-0,53| 0,58| 1,00| 0,22
Rsm | 0,18]-0,03| 0,15/ 0,06 0,34|-0,10(-0,13|-0,24| 0,22| 1,00

Puc. 1. KoppensyuoHHas 3aeucumMocmb napamempoe wepoxogeamocmu
npu ¢ppeseposaHuu KoHyesol chepuyeckol hpesol

Fig. 1. Correlation dependence of roughness parameters when milling with a ball-nose end mill

''OCT P UCO 4287-2014. TeomMeTpuyeckue xapakTepucTuku usgenuii (GPS). CTpykTypa noBepxHOCTU. MpodumbHbIi
MeTod. TepMuHbl, OnpedeneHns 1 napameTpbl CTPyKTypbl noBepxHocTw. Beed. 01.01.2016. M.: CtaHgapTuHdopM,

2019.
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N3 puc. 1 aBTopbl [3] BbISBUAN KOppensuu-
OHHYI0 3aBMCUMMOCTb NapameTpoB LUepOXoBaTo-
CTW npu bpe3epoBaHnn CEHEPUYECKON KOHLIe-
BOW (ppe3on:

Rz =0,391 + 4,022 - Ra;
Rt=0,284 + 4,531 ‘- Ra;
Rv =-0,531 + 0,403 - Rt;
Rg =0,039 + 1,145 - Ra;
Rp =0,499 + 2,274 - Ra;
Rc =0,165 + 3,630 - Ra.

Ho kauectBo 06paboTaHHOM MOBEPXHOCTU
(TO ecTb BbiCOTA MUKPOHEPOBHOCTEI) Npy 3TOM
TaK U OCTAeTCs BEMMYMHOMN, KOTOpas 3aBUCUT OT
PEXMMOB 0B6pabOTKM, reOMETPUN PEXKYLLETO WH-
CTPYMEHTa, TemnepaTypHOW KapTUHbI B 30HE
pe3aHnsi 1 MHOToro ApYyroro.

CTPYXXKOOBPA30OBAHMUE
U TEMNEPATYPA B 30HE PE3AHUA

Mpn yBenMYeHUn CKOPOCTW pe3aHms npu ob-
paboTke pasnuuHbIXx MaTepuanoB [5] npoucxo-
OWT mocrnefoBaTenbHOE M3MEHEHME XapakTepa
CTPYXK00Opa3oBaHMsi OT 3IEMEHTHOM K CIWB-
HOW, @ Janee K cyctaByaTon (cermeHTHoM). Kak
N3BECTHO, CErMEHTHAs CTpyxka obpasyeTcs nu-
60 Npu HE3HAYUTENBHOM MPEBLILLEHUN PEKO-
MEHOYEMbIX PEXMMOB pe3aHusl, a WMEHHO —
ckopocTi, nmbo npu obpaboTke TpyaHoobpaba-
TbIBAEMbIX MaTEPWANOB, TakKMX Kak Xapomnpou-
Hble CTann 1 TUTaHOBbIE CNaBbl°.

B cBoeit pabote M.U. KnywwH [6] Bnepsble
CBSi3aN MEXaHW3M CErmMeHTHOro CTpyxkoobpa-
30BaHMsl C TemnepaTypHbIMK pa3ynpovHEHNS-
MU, T.e. C agmabaTmyeckumm npoueccamMu B
30He pe3aHusl.

Takke Ha XxapakTep CTpyxkKoobpa3oBaHus
oOKasblBaloT 6onblioe BnusHWMEe obrnacty noka-
NM30BAHHOrO CABWra, Kak B CamOW 30He pe3a-
HUS, TaK U B TOYKE KOHTaKTa CTPYXKU C nepepn-

HEN NOBEPXHOCTbIO MHCTPYMEHTA M B TOYKE KOH-
TakTa 3agHeln NOBEPXHOCTU WHCTPYMEHTA C 3a-
roToOBKOW [7].

Mnactnyeckas fedopmauus, kotopas no-
Kanu3oBaHa B 30He CABMra, COMPOBOXAAETCH
BblaeneHneMm 0GonbLIOro KonuMyectsa Tenna, a
TakKe CTPYKTYpPHbIMM M (ha30BbIMU NpeBpaLle-
Huamu. B aTon cBA3M TemnepaTypa CTPYXKW B
MOMEHT OTAeneHuss ee oT obpabaTbiBaeMoro
matepuana MOXeT A[ocTurate TemnepaTtypbl
nnaBneHnss MeTanna, 0COOEHHO BbIpaXXeHHO
3TO NPOMCXOAUT NPU BbICOKOCKOPOCTHOW 0bpa-
6oTke.

AHanu3 TemnepaTypHbIX KapTWH, KOTOpble
npeactaeneHbl Ha puc. 2 b u 3 b, nokasbiBaer,
4TO NPU BbICOKOCKOPOCTHOM (bpe3epoBaHnm 3a-
KaneHHow ctanu 45 Temnepartypa CTPYXKU [0-
cturaet 813°C, a cpefHas TemnepaTtypa Ha no-
BEPXHOCTU CTPYXKM MOXeT pocturatb 678°C;
npn obpaboTtke TWTaHoBoro cnnaea BT3 mak-
cuManbHas Temnepatypa CTPYXKKM COCTaBnsieT
1041°C, a cpegHsas — 917°C [8].

[na nosbiweHnss 3 EKTUBHOCTN MeXaHW-
yeckon 006paboTku, MccnegoBaHUst TEMNOBbLIX
MPOLIECCOB B 30HE Pe3aHus OOSIKHbl YCTaHO-
BUTb B3aMMOCBSI3b TemnepaTtypbl CTPYXKU C
LLIepOX0BaTOCTbI0 NOBEPXHOCTM.

Ha puc. 4-7 nokasaHbl rpaduku 3aBUCUMO-
CTW CUIbl pe3aHusl, LepoXoBaToCTU NOBEPXHO-
CTU W TemnepaTypbl CTPYXKu ana ctanu 45 n
TuTaHoBsoro cnnasa BT3.

B cBA3n ¢ aTMM cnepyeT caenatb NPOMEXY-
TOYHbIA BbIBOA, YTO MpPW OeTanbHOM uccnego-
BaHWM npoLecca BbICOKOCKOPOCTHOWM 06paboTku
HeobxoaMMo WMCMoSb3oBaTh CpPasy HECKOMbKO
MeTo0B AnarHocTuku [9].

MEXAHUYECKAA OBPABOTKA
C NPEOBAPUTENbHbLIM BO3OENCTBUEM
HA MATEPWAN

B pab6ote [10] aBTOpbI MCCNeayT LWepoXxo-
BaTOCTb [eTanen us nofiMMepHbIX MaTepmanos,
npeaBaputensHo 06paboTaHHbIX MOBEPXHOCT-
HO-aKTMBHbIMK BellecTtBamun ([MAB). B Tabn. 1
MOKa3aHO 3HAYMTENbHOE CHUKEHWEe LUEPOXOBa-
TOCTU MOBEPXHOCTW AeTanu, KOTopytl noasep-

2CabnuH M.A. MoBbilLeHe 3pHEKTUBHOCTH BbICOKOCKOPOCTHONM MeXaHU4eckol 06paGoTku Mpu hpe3epoBaHum: Auc. ...
kaHd. TexH. Hayk: 05.03.01. Komcomonbck-Ha-Amype, 2008. 141 c.
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ranu npegsaputensHon o06paboTke noBepx-
HOCTHO-aKTMBHbIMMW BELLECTBaMMK.

AHanornyHble MccrnegoBaHns NPOBOAUIUCH
B pabote [11], B kOTOpON Takxe Kak u B paboTte
[10] HabniogaeTca CHUXEHWE LIepOoXoBaToCTH
06paboTaHHON NOBEPXHOCTW. TOMbKO B AAHHOM
[11] cnyyae cHWXeHue LuepoxoBaToCTU MpPOoUC-
XOAMT 3a CcYeT npeaBapuTensHon Bubpoobpa-
6oTkn cesizyrowero. Ha creknonnactuk dtan T
210-T11-MBCY Bo3gencteoBanu cnegyoLmMm
napameTtpamu: konebawnus yactoton 100 'y c

a

MawmnHocTpoeHMe U MalLlMHOBeAEHUe
Mechanical Engineering and Machine Science

aMmnutygon 60 MKM B Te4eHue 5 MuH.

B 1abn. 2 otobpaxeHbl pe3ynbTaTbl CHUKE-
HUSI LLePOXOBaTOCTU MOBEPXHOCTU npu obpa-
00TKe cTeknonnacTuka.

CyLiecTBYHOT Takxke paboTbl, HanpaBneHHbIe
Ha MoBbILWEHMEe KayecTBa 06paboTaHHOM Mo-
BEPXHOCTU MPX Pa3NUMYHOM (U3NYECKOM BO3-
[AEVNCTBAM Ha MeETannmnyeckyilo 3aroToBKy (na-
3epHoe BO3AeNcTBKe, ynbTpa3BykoBOE BO3aeMN-
CTBME U T.4.).

s

-

COODOOONNDOOONNENNSSNENEEENEEN

b

Puc. 2. lpoyecc ebicokockopocmHol o6pabomku mumaHoegozo cnnaea BT3 (a) u mennoeol cHumok (b).
Pexumbl pezarus: V = 370 m/MuH, S = 0,05MMm/3y6,t = 1,1MMm
Fig. 2. High-speed processing of VT3 titanium alloy (a) and a heat snapshot (b).
Cutting modes: V = 370 m/min, S = 0.05 mm/tooth, t = 1.1 mm

ooooopoo

a b

Puc. 3. lpoyecc ebicokockopocmHol 06pabomku 3akaneHHol cmanu 45 meepdocmbto 52HRC (a) u mennoeol cHumok (b).
Pexumbi pezaHusi: \V = 448 m/muH, S = 0,05 mm/3y6, t = 1,2 Mm
Fig. 3. High-speed processing of 45 hardened steel with the hardness of 52 HRC (a) and a heat snapshot (b).
Cutting modes: V = 448 m/min, S = 0.05 mm/tooth, t = 1.2 mm
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Puc. 4. KoppensyuoHHasi 3a8ucumocmb Cusbl pe3aHusi
(cnnowHas nuUHUS) U Wepoxoeamocmu rnogepxHocmu
(MyHKMupHasi TUHUSI) OM CKOPOCMU pe3aHusi npu
o6pabomke 3akanieHHol cmanu 45
(s = 0,05 Mmm/3y6; t = 1,2 MMm)

Fig. 4. Correlation dependence of the cutting force (solid
line) and the surface roughness (dotted line) on the cutting
speed when processing hardened steel 45
(s =0.05 mm /tooth; t = 1.2 mm)
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Puc. 6. KoppensiyuoHHasi 3agucuMocmb Cusbl pe3aHusi
(cnnowHas nuHUS) U Wepoxoeamocmu nogepxHocmu
(MyHKMupHasi TUHUSI) OM CKOPOCMU pe3aHusi npu
ob6pabomke mumaHoeoz0 cniaea BT3
(s = 0,05 Mm/3y6; t = 1 MM)

Fig. 6. Correlation dependence of the cutting force (solid
line) and surface roughness (dotted line) on the cutting
speed when processing VT3 titanium alloy
(s =0.05 mm /tooth; t =1 mm)

FEOMETPUA PEXYLLEITO MUHCTPYMEHTA
1 AQUHAMUKA NMPOLIECCA

OyeHb 60nbLIOE KONUYECTBO UCCNELOBAHMN
MOCBSLLEHO YNpaBfieHNI0 AMHAMUYECKON yCTON-
YMBOCTbIO TEXHONOMMYECKOM CUCTEMbI HA OCHO-
Be pasfiMyHbIX NoaxodoB. B yacTHoCTM, wwpo-
Kun cnektp paboT NOCBALLEH WCCreaoBaHWSM
Bubpaumn [9-11] n kayectBa o0bpaboTaHHOM
MOBEPXHOCTU MPU W3MEHEHUN TEOMETPUM pe-
XYLLEro MHCTpyMeHTa.
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CKopocCTb pe3aHusi, M/MUH

Puc. 5. 3asucumocms cpedHeli memnepamypbi
rnosepxHocmMu cmpyXKu om cKoOpocmu pe3aHusi npu
o6pabomke 3akanieHHol cmanu 45
(s = 0,05 Mmm/3y6; t = 1,2 MM)

Fig. 5 Average temperature of chip surface vs cutting speed
when processing hardened steel 45
(s =0.05 mm /tooth; t = 1.2 mm)
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Puc. 7. 3asucumocms cpedHeli memnepamypbl
rnoeepxHocmu cmpyXKu om cKopocmu pe3aHusi npu
ob6pabomke mumaHoeozo cniaea BT3
(s = 0,05 Mmm/3y6; t = 1 MMm)

Fig. 7. Average temperature of chip surface vs cutting speed
when processing VT3 titanium alloy
(s =0.05 mm /tooth; t =1 mm)

Bonblion Bknag B uccnefoBaHue Bubpawuui
npn pesaHun BHec A.l. Cokonosckun [12],
YCT@HOBMB MNpK 3TOM 3aBUCUMOCTb amnauTyabl
npounorpammbl OT FTEOMETPUN PEXKYLLErO WH-
CTPYMEHTA.

Tak, Hanpumep, rMasHblA yron B nnaHe ¢
3HAYUTENBHO BMMSIET HA WHTEHCMBHOCTL Kone-
Ganun (puc. 8) [12]. Mpn ymMeHbLIEHUM 3TOro
yrna WHTEHCMBHOCTb BMOpauun pesko Bo3pac-
TaeT. Takoi Xxapaktep 3aBUCMMOCTW MOHSATEH,
yuuTbIBasA, YTO NPU yMeHbLIEHUM yrna ¢ pacteT
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MaI.IJMHOCTpoeHVIe n malmHoBeneHue

Mechanical Engineering and Machine Science

Tabnuua 1. PesynbTaTbl CHUXEHWS LUEPOXOBATOCTM MOBEPXHOCTW [AeTanu Npu npensapuTentHo 06paboTke

NOBEPXHOCTHO-aKTUBHbIMW BeLLEeCTBaMu

Table 1. Results of part surface roughness reduction under surfactant pretreatment

Matepuan Crpaterusi MapameTphbl LWEPOXOBATOCTH, MKM
P 06paboTku Ra R, Rmax Rp Rm Sm Sk
ToyeHue
rocne 4,39 116 152 76 5,89 0,88 -0,17
KanpornoH 06paboTky
MAB
Touenne 76 22,72 35,97 14,02 21,95 0,33 0,27
ToyeHue
rocne 4,38 21,16 28,80 12,36 8,22 0,15 -0,18
Tekctonut obpaboTku
MAB
Touenve 10,0 40,53 48,43 26,27 22,16 0,21 0,56

Tabnuua 2. PesynbTtaThl CHUXEHUS LLEPOXOBATOCTW NOBEPXHOCTH Npu obpaboTke cTeknonnacTuka
Table 2. Results of surface roughness reduction when processing fiberglass

BapwaHT ToueHus MapameTpbl WepPOXOBaTOCTH
Ra | Rz | Rmax | Rp | Rm [ Sm | sk
ToueHue
OBbl4yHOE TOYEHME 12,61 32,72 30,97 14,02 21,95 0,337 0,976
C npeasapuTenbroit 8uGpoobpatoTkoi 7,505 1524 | 2075 | 9232 | 1152 | 0186 | 0,600
casazytowero (100 Iy, 60 Mkm)

h, MK, :
60 |—N
40
20

0 10 20 3040 @ 2pad

Puc. 8. 3asucumocmsb wepoxosamocmu no8epxHocCmMu om
2nagH020 yana e nnaHe
Fig. 8. Surface roughness vs main angle in the plan

LWMPUHA CTPYXKM M YMEHbLUAETCS ee TOMLUMHA,
4TO CNOCOBCTBYET yCcuneHuo Bubpaumn.
NepedHwi yron npu pesaHun Takke OKasbl-
BaeT 6OMbLUOE BNWUSHWE HA MHTEHCUBHOCTb BKO-
pauuii, Npu YBENWYEHUN KOTOPOrO0 WHTEHCUB-
HOCTb BMBpaumii cHxaeTcs (puc. 9) [12-16].
Takxe BOMPOCbI UCCReAOBaHUA 3aBUCKMO-
CTW BbIXOOHbIX NapameTpoB TokapHoW 0bpaboT-
KU OT reOMeTpuM PexyLLero MHCTPyYMeHTa pac-
cmaTpuBanuch B pabote [13]. B gaHHon paboTe
nonyyeHbl rpagmky 3aBUCUMOCTM LLEPOXOBATO-
CTM NOBEPXHOCTW OT 3HAYEHWN NepeaHero yrna
y npu 06paboTke TMTaHOBOro cnnasa BT22.
lNpodheccopcko-npenogaBaTesibCkKUM CoCTa-
BOM Kadeapbl « TEeXHONOrMs MaWMHOCTPOEHNS»
Komcomonbckoro-Ha-AMype  rocygapCTBEHHOro

TEXHUYECKOro yHuBepcuTeTa 6osblioe BHUMa-
HWEe YOenseTcs BOMPOCY BWUSHUA PEeXYyLLEero
WHCTPYyMeHTa Ha kayectBo obpaboTaHHOM no-
BEPXHOCTU, @ MUMEHHO: B cBOMX pabotax [17, 18]
aBTOpbl NOAPOGHO OMUCLIBAKOT BNUSHWE pas-
NNYHBIX MNOKPBITUA Ha PEXYLUMA MHCTPYMEHT U
3 heKTUBHOCTb MEXAHNYECKON 06paboTKu.

120 h, MK

80

RN
s | N
20 .

-10 0 10 20 30 Y, 2paod

Puc. 9. 3asucumocmsb wepoxosamocmu noeepxHocmu om
nepedHe20 yana
Fig. 9. Surface roughness vs front angle

Takxke Henb3a 3abbiBaTb 06 YCTOMYMBOCTM
BCEN TEXHOMOrMyeckon cucrtembl. Bonpoc no-
BbILLEHUS YCTONYMBOCTY NPOLECCOB MEXaHuye-
ckon 06paboTkm BbiN U OCTaeTca akTyasnbHbIM
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[0 HacTosiwero BpemeHu. OBbILEHNID YCTOM-
YMBOCTM OMHAMWKW CTAHKOB OFPOMHOE BHUMa-
HWe yOensan oTeyecTBeHHbIn ydyeHbln B.A. Ky-
avHoB [14-16]. B ero pabotax ckasaHo, 4TO
YyCTOMYMBOCTb AMHAMMUKM CTaHKOB 3aBUCUT B
nepBylo ovepedb OT XEeCTKOCTM ynpyrow cucte-
Mbl CTaHKa. Yem BornbLue XeCTKOCTb, TEM BbILLE
yCTOMYMBOCTb CaMoro npouecca, Ho He Bcerfa.

MHOIO®AKTOPHAA MOAEIb

O0606LWas BbILLEN3NOKEHHOE MOXHO CKa-
3aTb, 4TO KayectBO 06paboTkM (LepoxoBa-
TOCTb) 4OCTUraeTcst NOCPeaCTBOM:

— NPUMEHEHNS paLMOHanbHbIX PEXUMOB pe-
3aHus;

— U3MEHEHUS TeOMETPUN PEXYLLENO UHCTPY-
MEHTa;

— NPUMEHEHNS MeTOOB, BO3AEWNCTBYHOLLMX
Ha (PU3nKo-MexaHuyeckne ceoncTea obpabarbl-
BaeMbIX MaTepmarnos;

— CHWXEHWS OTHOCWUTESNbHbIX MNPOCTPaH-
CTBEHHbIX AWHAMUYecKux KonebaHunm WHCTpy-
MeHTa OTHocuUTenbHO obpabartbiBaemMon no-
BEPXHOCTM 3aroTOBKM.

M3 npoBepeHHOro Bobie ob3opa crnegyer,
4TO KayecTBO 06paboTkM gocturaetcs nocpepn-
CTBOM MHOrnx ¢paktopos. [103TOMy C y4yeToM
B3aMMOBNMSAHUS haKTOPOB ApPYr Ha apyra obec-
neyeHne KavecTBa npencTasnseT cobon KoM-
MIEKCHYI0O MHOrOhaKTOPHYK 3agady, Ans pe-
LeHnss koTopon Tpebyetcsa paspaboTka MeTo-

AVKKW, kKoTopas ByaeT yunTbiBaTb BECb KOMMNEKC
9TUX B3aVMOBIUSHUN.

[na HarnsgHOCTW NPeAcTaBNeHns BAWUSHUS
OCHOBHbIX (paKTOpPOB Ha LLEPOXOBATOCTb, @ Tak-
Xe UX B3aMMOBNUSHUA Mexgy cobow, ueneco-
obpasHo npeacTaBnTb B BUAe cxembl (puc. 10).

/3 npencTaBneHHoW CXembl, rae nokasaHbl
OCHOBHblE B3aUMOBNUSHWSA (DaKTOPOB Ha Kaye-
CTBO 06paboTku, 04EBMAHO, YTO HET OAHO3HAY-
HOrO peLleHNs O MpuopuTeTe TeX WNU WHbIX
(hbakTopoB NpU NOMYYEHUN LLUEPOXOBATOCTW MNO-
BEPXHOCTU. JTO 0OYCnoBMMBaeT MCNosb3oBa-
HWe CMCTEMHOro noaxoda K NOCTaHOBKE 3adav,
peLleHne KOTOpbIX MNO3BOMUT MOBLICUTL 3dEK-
TUBHOCTb 00paboTkM ANa OOCTMXEHUS Tpebye-
MOW LLepOX0BaToCTHU.

OcHoBHble 3agjaun — 3TO onpegeneHve
YCTQHOBMEHNS KONMUYECTBEHHbIX B3aWMOBNUS-
HUI Opyr Ha apyra pakTopoB, a Takke Ux npuo-
PUTETOB B 3aBMCMMOCTU OT Pa3fUYHbIX YCNo-
BUW, MO3BONSAIOLWMX paspabaTbiBaTb METOAUKM
no obecneyeHnto TpebyeMoOn LIEPOXOBATOCTM
npv obpaboTke pe3aHueM.

Komcomonbckuin-Ha-AMype  rocyapCTBeH-
HbIl YHUBEPCUTET B HACTOsILLEE BPeMS BbINos-
HUN psg WCCNedoBaHWA B 3TOM HanpaBreHuu
[19-21], a Takke BedyTCcs MccregoBaHUs, Nos-
BONSIOLLME OLEHMBATL BANSHWUE XKECTKOCTU WH-
CTPYMEHTANbHOW OCHACTKW Ha LUepoXoBaToCTb
06paboTaHHON NOBEPXHOCTM.

i

KecTrOCTE —
TEXHOMOTHIeCKOH
CHCTEMBI

TexXHOIOTHIECKHE
PESKIMET DE3aHHs

DHIHKO-MeXaHHIeCKHe
cpolicTea oGpaGaTeIBaEMOTO
MaTepHana

KagecTBo ofpabaTnipaeMoii

TIOBEPXHOCTH (.

TIapMeTpEl )
MEepPOXOBATOCTH

BinsHHe BHEIHHX
BOZMYIIAROIINK

BO3JeHCTBHI 3aTOTOBKH

JIHHAMITIecKHe KOIeGaHHs
| HHCTPYMEHTa OTHOCHTENBHO

TIpomece CTPYREOOGPAZOBAHNS [

Puc. 10. Cxema e3aumoeniusiHusi pakmopoe Ha kavecmeo ob6pabomku
Fig. 10. Diagram of mutual influence of factors on processing quality
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3AKNOYEHUE

B pesynbTtate npoBefeHHbIX UCCnegoBaHnm
MOXHO caenaTb creayrLime BbiBOAbI:

1. PaspabortaHa cxema BnMsHUS MHorodak-
TOPHbIX MapamMeTPOB MeXaHN4Yeckon obpaboTku
Ha Ka4yecTBO 06paboTaHHON NOBEPXHOCTW.

2. BbisiBNeHO, 4TO MCCNEAOBaHWIA NO BNUS-

MawmnHocTpoeHMe U MalLlMHOBeAEHUe
Mechanical Engineering and Machine Science

HUK MHOXEeCTBa (DaKTOPOB TEXHOMOTNYECKOM
CUCTEMBbI Ha Ka4yecTBO 0b6paboTaHHOM MOBEpPX-
HOCTM B NONIHOM 06beMe He NPOBOANNOCh.

3. MNpennoxeHHas MHoroakTopHas cxema
npuMeHnma ansa noboro Buaa MexaHW4eckown
obpaboTku.
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