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MoBbiweHne 3hheKTUBHOCTH 3a4YUCTKU NOBEPXHOCTEN ABONHOMN
KPUBU3HbI HA YCTaHOBKE C peBONIbBEPHOM FOJIOBKOM

© BuHb Jle Yu, B.M. Konbuos, [1.A. CtapoaybueBa, B.b. Pakuukas
Upkymckuli HayuoHanbHeIl uccnedosamenbckul mexHudeckul yHugepcumem, 2. ipkymck, Poccus

Pestome: Llenb — paspaboTtate MeTOAMKY BbIGOpa paunoHanbHoro npoduns npoduampoBaHHOro NIeNecTkOBOrO Kpyra
ANsl PeBOSIbBEPHON 3a4NCTHOM FONOBKY ANA 3a4UCTKM NOBEPXHOCTEN AeTanu ¢ pa3nuyHbiM paguycom nonepeyHon Kp u-
BU3HbI. [N peanu3auny TEXHOMNOMMM U3roTOBNEHMS KpynHorabapuTHbIXx 06BogooOpasyowwmx aeTanei cneyuanuctamm
VpKyTCKOro HaLMOHaNbHOro UCCNefoBaTeNbCKOr0 TEXHUYECKOro YHUBepcuTeTa U MpKyTCKOrO aBMAaLMOHHOIO 3aBoaa
Obina cnpoekTMpoBaHa M M3roTOBNEHa crneuuanbHas yctaHoBka Y ®-4 (yctaHoBka apobeyaapHoro opmoobpasoBa-
HuA). [laHHast ycTaHOBKa ocHalleHa cuctemoin Yy v geyms pabounmm opraHamu, opobeMeTHbIM annapaTom U peBosb-
BEPHOW 3a4MCTHOW FOMOBKOW C YeTbIpbMS NIenecTkoBbIMW Kpyramu. B paboTte npeanoxeHa meTtoanka u kputepum Boibo-
pa NpodMnMpoBaHHOTO NENEeCTKOBOrO Kpyra Ans 3a4ncTkn 06Bogoo6pasytoLlmx NoOBEpXHOCTEN AeTanen B 3aBUCKMOCTH
OT pagnyca KpuBM3HbI nocnegHen. [ng aHanusa 6bin BeibpaH NenecTKoBbIN KPYr ¢ ONTUManbHbIM PaguycoM KpUBKU3HbI
npoguns 40 M, NO3BONSAOLWMIA OXBAaTUTb AOCTAaTOMHO GOMbLION AMana3oH KpuBM3HbI Npoduns obpabaTtsiBaeMbIx geTa-
net (ot 8 go 40 m). YcTaHOBNEHO, YTO NPOUIMPOBAHHbLIE NenecTkoBble kpyru wupuHon 100 n 200 m ¢ paguycom npo-
¢unsa nenectkoB 40 m obecneynBaloT paBHOMEPHbI CbeM MaTepuana npy 3a4ncTke NOBEPXHOCTW C PaguycoM KpuBK 3-
Hbl 0T 8 0o 40 m Be3 nocnepytoLiero nepekpbiTus 06paboTaHHOM Nonockl. MNokasaHo, YTo AN NOBbILLEHMS NPOU3BOAN-
TENbHOCTM 3a4UCTKN HeobxoauMo npuMeHeHue bonee LMPOKMX NPOPUIMPOBaHHbLIX NENeCcTKOBbLIX Kpyros. B atom cny-
yae Kpyr wupmHon 300 MM MOXHO MPUMEHSTb NS Y4acTKOB NOBEPXHOCTU [AeTanu C paguycoM NOonepeyHoi KpUBU3HBbI
6onee 14 M, a kpyr wupuHon 400 MM — 4Ns y4acTKOB NOBEPXHOCTU C paguycom KpueusHbl bonee 20 M. Takum obpasom,
Mo pesynbTaTaM CPaBHEHWSI MPOLecCa 3a4nUCTKU KPUBOJIMHEHOW MOBEPXHOCTM NENECTKOBLIMU Kpyramu mpsiMoro npo-
unsa ycTaHoBMEHO, YTO NPOUNUPOBAHHbLIE NENECTKOBBLIE KPYrM 3HAYNTENBHO PAcLIMPSAOT BO3MOXHOCTY UCMOMb30Ba-
HUSI PEBONTbBEPHON 3a4YNCTHON roNoBKM ycTaHoBkM YO P-4,
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Improving stripping efficiency of double curvature
surface on a setup with turret head

Vinh Le Tri, Vladimir P. Koltsov, Darya A. Starodubtseva, Valentina B. Rakitskaya
Irkutsk National Research Technical University, Irkutsk, Russia

Abstract: The study was performed to develop a method for selecting a rational profile of a profiled flap wheel for a turret
stripping head for cleaning parts with different radius of the transverse curvature. Researchers from the Irkutsk National
Research Technical University and Irkutsk Aviation Plant designed and fabricated a special PFS-4 (peen forming setup) unit
to implement manufacturing technology of large-scale contour-forming components. The unit is equipped with a CNC sys-
tem, two movable operating elements, a shot blaster and a turret stripping head with four flap wheels. The paper offers
methods and criteria for selecting the profiled flap wheel for stripping the contour-forming surfaces of the components, de-
pending on the curvature radius of the latter. A flap wheel with an optimal curvature radius of 40 m was chosen for analysis,
which allows a sufficiently large range of profile curvature of the processed components (from 8 to 40 m) to be covered.
Profiled flap wheels 100 and 200 m wide with a flap profile radius of 40 m provided uniform material removal when cleaning
the surface with a curvature radius from 8 to 40 m without further overlapping with a finished strip. It was shown that wider
profiled flap wheels are necessary to increase stripping efficiency. In this case, a 300 mm wide flap wheel can be used for a
component surface area with a transverse curvature radius over 14 m and a 400 mm wheel for surface areas with a curva-
ture radius of over 20 m. Thus, comparing the stripping process of a curved surface by the straight flap wheel revealed that

300 BECTHUK UPKYTCKOIO roCYAAPCTBEHHOIO TEXHUYECKOIO YHUBEPCUTETA 2021;25(3):300-308 ISSN 1814-3520
PROCEEDINGS OF IRKUTSK STATE TECHNICAL UNIVERSITY 2021;25(3):300-308




Jle Yu Bunb, Konbyoe B.I1., Cmapody6ueea [.A. u Op. oebiweHue aghghekmueHoCmu 3a4Ucmku ...

Le Tri Vinh, Koltsov V.P., Starodubtseva D.A. et al. Improving stripping efficiency of double curvature surface ...

profiled flap wheels significantly expand the workability of the PFS-4 unit turret stripping head.
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BBEOEHUE

Ana nonyyeHWs CNOXHbIX KPUBOSIMHEWHbIX
opm noBepxHOCTEN NaHenei u obLWMBOK, a
Takke onepaunii ynpoYHEHUs LUMPOKO Npume-
HaeTca apobeynapHoe copmoobpasoBaHue K
apobeynapHoe ynpoyHenue [1]. 3aunctka abpa-
3VBHbIM NENECTKOBLIM Kpyrom nocne papobe-
ygapHoro copmoobpasoBaHus sBnsieTcs 064-
3aTenbHOM YacTb TEXHOMOMMYECKOro npoLecca
thopmoobpasoBaHus KpynHorabapuTHbIX 06BO-
Aoobpasyolmnx NoBepPXHOCTEN naHenen u ob-
WMBOK. [Mpy BBINOMHEHUN 3aYNCTKM NPOMCXOAUT
yOaneHue TOHKOro Crnosi matepuana C Lenbto
ynyylleHns napameTpoB LUEPOXOBATUCTK MNO-
BEPXHOCTW, MOMYYEHHOW MOCMEe BbINOSIHEHNS
apobeyaapHoro chopmoobpasosanus [1-6]. ns
peanu3auum TexHonornm opmoobpaszoBaHus
kpynHorabaputHblx  06BOJ00GpasyWwmMx no-
BEPXHOCTEN NaHenemn u obLINBOK B pamKkax Bbl-
MOMHEHNSI COBMECTHbIX paboT COTPyAHMKaMK
MpKyTCKOro HauMOHANbLHOrO MccnegoBaTenb-
CKOro TEXHMYECKOro yHusepcuteTa u MpkyTcko-

ro aBMaUMoOHHOro 3aBofa bbina paspaboTtaHa u
addekTMBHO nNpumMeHsieTca yctaHoBka ¢ UMY
YO®D-4 [2].

[na noBblWEHNS NPOU3BOAUTENBHOCTU 1
rMbKOCTU npouecca 3a4nCTKM KPUBOSIMHENHBIX
NOBEepXHOCTEN naHenen u obwusok gna Y4od-4
U3roTOBMEHA U yCNELHO UCNoNb3yeTcs peBob-
BEpHas 3auyuCTHas rofioBka C YeTbipbMs Ie-
MecTkoBbIMKU Kpyramu LumnpuHon 100-200-300-
400 mm, cooTtBeTcTBEeHHO [7—10]. Mpmn 3Tom 06-
pabaTbiBaeMasi NMOBEPXHOCTb pa3buBaeTca Ha
nonocel 06paboTkK, WMPUHA KOTOPbLIX 3aBUCUT
OT KpWBU3HbI NOBEPXHOCTM 1 Bblbopa nenecTko-
BOrO Kpyra, ero wupuHel 1 npocuns. Ans noa-
[epXXaHusi NOCTOSAHHOW BENWYMHBI AedhopmaLmn
nenecTkoB BO BpPeMs KOHTakTa ¢ obpabaTbiBae-
MOV MOBEPXHOCTbID PEBOMbBEPHAs 3a4ynCTHas
ronoBska (puc. 1) uMmeeT BO3MOXHOCTb NOBOPOTA
OTHOCMUTENBbHO FOPU3OHTANbHOW OCK NO Hanpas-
NeHno nogayn. 3ta BO3MOXHOCTb peannsyercst
CUCTEMOW  yNpaBnEHNUS NO3ULMOHUPOBAHNEM

Kpyra OTHOCUTEJIbHO NOBEPXHOCTH.

Puc. 1. PegonbeepHas 3a4ucmHasi 20/108Ka 0/11 3a4UCMKU KpueosuHeliHbIX naHenel camonema Ha ycmaHoseke Y ®-4:
1 - 3ayucmHas 2onoeka; 2 — nenecmkossble kpyau; 3 — dgu2amersib 211agH020 O8UXKEHUS; 4 — nynbm ynpaeneHus
Fig. 1. Turret for grinding curved aircraft panels on the UDF-4 machine-tool:
1-grinding head; 2 - flap wheels; 3 — main motion motor; 4 - control board
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Mpy Mcnonb3oBaHUM NENeCTKOBbLIX KPYroB
LUMNUHOPUYECKON (DOPMbl AN 3a4UCTKU KPUBO-
NMHEVHbIX NOBEPXHOCTEN AedopMaums nenect-
KOB NO AnuHe Kpyra OyaeT pasnuyHon,
Hanbonbllen BENUYUMHOW B LEHTpe Kpyra U
yMeHbLUEHMEM Mnokpasm. BcneacTteue 3Toro,
BO3JencTBMe abpasmBHbIX 3epeH NenecTkoB Ha
NOBEPXHOCTW MSATHA KOHTaKTa OygeT pasnuy-
HbIM, YTO, B CBOK O4epenb, NPUBOAUT K HepaB-
HOMEPHOMY CbeMy meTanna no wupuHe obpa-
6otkun. MoaTtomy ans obecneveHuss paBHOMeEp-
HOro cbema Ha obpabaTbiBaeMO NOBEPXHOCTY
BbINOMHSAT paboune Npoxoabl ¢ NepekpbITUEM
yxe 06paboTaHHOI Nonockl ¢ HeboNbWKM Cbe-
MOM, YTO MNPUBOOMT K YBESIMYEHWIO BPEMEHW
obpabotku [11-21].

Kpome TOro, npu 3a4yncTke C nepekpbiTeM
NONOC AOCTATOYHO CIIOXHO 06ecneynTb paBHO-
MEPHOCTb CbeEMa maTepuana Ha MNpPOTSKEHHO-
CTU BCEN AeTanu, NockonbKy M3-3a NepeMeHHo-
ro paguyca nonepevyHon KpuBWU3HbI NO ANUHE
obpabaTtbiBaemMon MOBEPXHOCTM TPYAHO onpe-
LAEMUTb  pPaUMOHANbHYK  LUMPUHY NEPEKPLITUS
NPy KaXxgom nocneayroLiem npoxoae 3a4ncTKu.

3AYUCTKA NMPUODPUNTIMPOBAHHbLIM
NENECTKOBbLIM KPYTOM

PaBHOMEpPHOCTb Cbema Mnpu 3a4ncTke Ha
yCTaHOBKE C PEBOMbBEPHON ronoBkon ¢ 6onb-
WnM ycnexoMm obecneyvBaeT MCNosb3oBaHWe
NPOUIMPOBaHHBIX J1ENeCTKOBbIX KPYros, paau-
yC MONEepeyHon KpuBM3HbI KOTOPbIX OM30K K
paguycy KpuBuaHbl obpabaTtbiBaemMon noBepx-
HocTw. lNpu aTOM OTNagaeT HeobxoaAMMOCTL ne-
PEKPLITUS CnefoB NpeablayLimx Nnpoxoaos, YTo,
B CBOK OYepefb, MOBbILAET MNPOU3BOAUTENb-
HOCTb 06paboTku.

Ha puc. 2 npeactasneHa cxema 3a4ncTku C
NOMOLLBI0  MPOGUIIMPOBAHHOIO  NENecTKOBOro
kpyra obpabartbiBaemMon NOBEPXHOCTU C paguy-
COM ronepeyvHon KpneuaHbl Rp.

W3 puc. 2 BUAHO, YTO NpW BAABMUBAHUW fe-
NecTKOBOro Kpyra B MOBEPXHOCTb AeTanu Ha
BENMUYMHY T (BenuumHa ocagku Kpyra) nenectku
n3rmbatoTcs N0 NOBEPXHOCTW KOHTaKTa Ha oau-
HaKOBYI BENUYMHY. YuuTblBas TO, 4YTO paguyc
npuMeHsiemoro kpyra (175 MM) CyLeCTBEHHO
NpeBbillaeT BeNMYMHY ocagkum (4-5 mm), ne-
NecTku NO LUMPWUHE KOHTAKTa C MOBEPXHOCTHIO
[eTanu BO34ENCTBYIOT Ha NMOBEPXHOCTb AeTanu

MawmnHocTpoeHMe U MalLlMHOBeAEHUe
Mechanical Engineering and Machine Science

paBHOMepHO, obecneunBas paBHOMEPHOCTb
cbema martepuana ¢ obpabaTeiBaemoin noBepx-
HOCTW.

BbIEOP PALIMOHANBHON LUMPUHBI
NMPOPUITUPOBAHHOIO JNIEMECTKOBOIO
KPYTA AN 3AYUNCTKU KPUBONTMHENHOM
MOBEPXHOCTH

Mpn 3aunctke MNOBEPXHOCTEN MNEPEMEHHON
KPMBW3HBI NENecTKOBbIM KpPyromMm Heobxoanmo
BblOpaTb paguyc KpWBM3HbI Mpocuna  Kpyra
paBHbIM MakcumanbHOMY paguycy nonepeyHoun
KpmBU3HbI AeTanu. OgHako NpW YMEHbLUEHWUM
KpuBM3HbI deTanu obpasyeTtcs 3asop (nokasaH
3a30p a Ha puc. 2 b). OyeBugHo, 4TO NpM Cpas-
HUTENbHO HEOONbWOM 3HAYeHUW a, B 3aBUCH-
MOCTU OT TpeboBaHWi K TOYHOCTW KOHTYpa no-
BepxHocTu (Hanpumep, meHee 0,5 MM), BbICOKas
PaBHOMEPHOCTb CbeMa MmaTepuana eue obec-
neymBaeTcs, npu yBennyeHun a onee 0,5 mm
Heobxoaumo BbIOpaTb yxe Opyron Kpyr — C
MEHbLUMM paguyCcoM KPUBU3HBI.

Ha puc. 3 npeacraeneHa cxema Ans pacyeta
3a3opa, 06pa3oBaHHOrO pasHULEN 3HAYEHUN pa-
AMyca nonepevyHon KPUBM3HLI U paguyca Kpu-
BU3HbI Npochuns Kpyra. 3asop a B JaHHOM Chy-
Yyae NpPeAcTaBnseTca Kak MakcuManbHoe pac-
CTOSIHME OT KpaWHeWn Toykm A nenecTka Kpyra 1
[0 obpabaTbiBaeMo NOBEPXHOCTU AeTanu 2 (1o
Toukn G). OuyeBMAOHO, YTO 3a30p a 3aBUCUT OT
pagmyca KpuBU3HbI NPOUNS NENeCTKOBOro Kpy-
ra Rf, paguyca KpuvBU3HbI MOBEPXHOCTU AeTanu
Rp Ha faHHOM yyacTke v WUpKHBbI kpyra, B.

N3 puc. 3 cnepyert, 4to

a=DH=CH-CD. (1)
MNpu atom:

CH =CP —HP = CP - VGP? — GH? =Rp -

IRp? - z 2)

CD = CF — DF = CF — VAF? — AD? = Rf —

B2

RF2-Z. 3)

AHanornyHo:
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Takum 00pa3oMm, MakcuMmarnbHblA 3a30p a
rpacduyecku onpenenseTcs creayolwmM obpa-
30M:

a=Rp—Rf—JRp2—¥+ JRfZ—? @)

Ha puc. 4 npefcrasneHbl pesynbTaThl pac-
4eTOB B BMAe rpadpukoB 3aBUCMMOCTY 3a3opa a,

paccyMTaHHoro no (4), npu pasfiMyHOM 3Haue-
HUW pagMyca nonepevHoOn KprBm3Hbl obpabaTbl-
Baemon nosepxHocT getamu (o1 8 o 40 m)
MPU NPUMEHEHUN YETLIPEX PA3NUYHbIX NO LUK-
puHe nenectkoBbix kpyros 100-200-300-400 mm
C pagnycoM KpuBM3HbI NPOdUns NenecTkoBoro
kpyra 40 m.

Puc. 2. 3a4yucmka npogpunnupoeaHHbIM ienecmKoebiM Kpy2om, 20e 1 — npoghunnuposaHHbIl Kpya;

2 - o6pabambieaemMasi noeepxHocmb ¢ paduycom nonepeyHol KpueusHbl Rp; a — npu oduHakoeoM paduyce
KpueusHbl npoghusnisi kpyaa u o6pabamsieaemoli nogepxHocmu; b — npu pa3Hom paduyce Kpueu3Hbl npoguns
Kpyaa u o6pabomambieaemoli nogepxHocmu
Fig. 2. Grinding by a profiled flap wheel, where 1 - profiled flap wheel; 2 — machined surface with the transverse curvature
radius Rp; a— under the same curvature radius of the flap wheel profile and machined surface; b — under the different
curvature radius of the flap wheel profile and machined surface

N

E

Puc. 3. Cxema dnsi pacyemos 3a3opa a npu 3a4ucmke nosepxHocmu demasnu ¢ paduycom nonepeyHol KpueU3Hbl MeHbWe
paduyca Kpueu3Hbl npoghusis nenecmKoeo2o kpyea, 20e 1 — npoghunuposaHHbili nenecmkosblll Kpye; 2 — o6pabambieaemas
nosepxHocms; A — MakcumanbHbIl 3a30p; B — wupuHa nenecmkoso2o kpyaa; Ri — paduyc npoguns nenecmkoso2o Kpyaa;
Rp - paduyc kpueu3Hbl demanu
Fig. 3. Diagram for calculating gap a during grinding the surface of a part, whose transverse curvature radius is smaller
than the curvature radius of the flap wheel profile, where 1 — profiled flap wheel; 2 - machined surface; A — maximum gap;
B - flap wheel width; R¢—radius of the flap wheel profile; Rp - radius of the part curvature
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Puc. 4. 3asucumocmb 3a30pa a om WUPUHbLI JIeNecmKogo2o Kpyaa ¢ paduycom npoguns 40 m u paduyca Kpusu3HbI
ob6pabambieaemoli noeepxHocmu demanu, 20e psd 1 - kpy2 wupuxol 100 MM; psid 2 — Kpy2 wupuHol 200 Mm;
psi0 3 - kpy2 wupuHoli 300 Mm; psid 4 — dns kpyaa wupuHol 400 Mm
Fig. 4. Dependence of the gap a on the width of the flap wheel with a profile radius of 40 m and the curvature radius
of the machined part surface, where row 1 — 100 mm wide flap wheel; row 2 — 200 mm wide flap wheel,
row 3 -300 mm wide flap wheel; row 4 — 400 mm wide flap wheel

PesynbTtaTbl pacyetoB (cMm. puc. 4) nokasa-
NK, 4TO NPW JOMYyCKaeMOM 3HAYEHMM 3a30pa a B
npegenax go 0,5 mm (kak npegensHoe 3Haye-
HWe, Mo koTopomy eule obecneumBaeTca pas-
HOMEPHbIA CbEM MaTepuana) NenecTkoBble Kpy-
r wupuHon 100 n 200 m ¢ paguycom npodomns
nenectkoB 40 M MOryT NpUMEHATLCA ANS 3a-
YMCTKM NOBEPXHOCTU C PagmnycoM KPMBU3HbI OT 8
A0 40 m 6e3 nepekpbITUS nonocbl 06paboTku.
OpHako Ans NoBbIWEHWS NPOM3BOAUTENBHOCTU
3a4nCTKM HeobxoauMMo npumeHeHue Gonee Lwiu-
POKMX NPOPUNMPOBAHHBIX NENECTKOBbLIX KPYroB,
B JaHHOM cnyyae kpyr wupuHon 300 MM MOXHO
NPUMEHSATb AS1S Y4acCTKOB MOBEPXHOCTU AeTanu
C paguycom nonepeyHon KpneusHbl bonee 14 m,
a Kkpyr wupuHon 400 MM ans y4acTKOB MOBEPX-
HOCTU C paanycom KpuBusHbl 6onee 20 m.

Takum obpasom, no pesynbTaTam CpaBHe-
HUA npouecca 3a4YUCTKU KPUBOMWUHEWHOW Mo-
BEPXHOCTM NenecTKOBbIMKA  Kpyramu npsiMoro
npodouns [22-28], npodunmpoBaHHble NenecT-
KOBbIE KPYI¥ 3HAYNTENbHO PacLUMPSIOT BO3MOX-
HOCTW MCMOSIb30BaHUA 3a4NCTHOW TONOBKU pe-
BONMbBepHoM ycTaHoBkn Y[®-4M B nnaHe yBe-
NYEeHNs OmanasoHbl paguyca KpUBW3HbBI MO-

BEPXHOCTU JeTanu npu 3aducTke ¢ bonee Liu-
POKUMW Kpyramu, YTO 3HaYMTENbHO COKpallaeT
Bpemsi 06paboTku.

3AKJTIOYEHUE

Mpn 3a4nCTKE CRNOXHBIX KPUBOMMHENHBIX
bopMm noBepxHoCcTeW naHenen M OOLIMBOK
npeanoXeHne Mo MNPUMEHEHUD NpPodUINPO-
BAHHOrO f1eNecTKOBOro Kpyra sIBAseTCcs BeCbMa
NEPCMNEKTUBHLIM PELLEHMEM ANs  NOMyYeHus
MaKCMMasibHO  BO3MOXHOMO  PaBHOMEPHOIO
Cbema maTtepuana c noBepxHocTn obpabaTbl-
BaeMoW aeTanw.

MNpeacTtaBneHHas B AaHHoOM pabote meToau-
Ka pacyeTa BefiMumHbl 3a30pa, 06pa3oBaHHOMO
mexay npodunem nenectkoB kpyra u obpaba-
TblBAEMOW MOBEPXHOCTLIO AeTanen, no3sonset
onpegenuTb Hanbonee pauuoHanbHbI NPodu-
NNPOBAHHbIA NENeCcTKOBbIN Kpyr NS 3a4UCTHOW
rOSfIOBKM PEBOSIbBEPHON A1 NMOBEPXHOCTEN [e-
Tanu ¢ pasfnMyHbIM pagnmycom NonepeyHon Kpu-
BU3HbI, 0OecneymBaloLLMi NOBLILEHNE MNPOMU3-
BOAMTENbHOCT 06paboTkn 1 Gonee paBHoMeEp-
HbIK CbeM MaTepuana ¢ NoBEPXHOCTU AeTarnu.

304

BECTHUK UPKYTCKOIO rOCYOQAPCTBEHHOIO TEXHUWYECKOIO YHUBEPCUTETA 2021;25(3):300-308

ISSN 1814-3520

PROCEEDINGS OF IRKUTSK STATE TECHNICAL UNIVERSITY 2021;25(3):300-308




Jle Yu Bunb, Konbyoe B.I1., Cmapody6ueea [.A. u Op. oebiweHue aghghekmueHoCmu 3a4Ucmku ...

Le Tri Vinh, Koltsov V.P., Starodubtseva D.A. et al. Improving stripping efficiency of double curvature surface ...

Cnucok numepamypsl

1. Mawkos A.E., Yanbiwes A.ll. ABTomaTn3aums npowec-
ca (uHuHON obpaboTku nocne gpobeyaapHoro opmo-
obpasoBanus // MNoBblWweHWe 3PHEKTUBHOCTI TEXHOMOT -
YECKMX MPOLeCCOB B MalUMHOCTpPOeHuu: cb. Hayy. Tp. /
nog pea. H0.B. Oumosa. Wpkytck: U3g-so UplTY, 2000.
C. 28-31.

2. Nawkos A.E., luxaues A.A., Bukynosa C.B. K Bonpocy
KOMMMIEKCHOW aBTOMaTW3auuu npouecca ¢opmoobpaso-
BaHWSA ONUHHOMEPHBIX NUCTOBbLIX AeTanen /| BecTHuk
MpKyTCKOrO roCyfapCTBEHHOTO TEXHWYECKOrO0 YHUBEPCH-
TeTa. 2006. Ne 4-3. C. 21-24.

3. Mawkos A.E. O co3paHMM KOMMNMEKCHOW TexHOnoruu
thopmoobpasoBaHus KpynHorabaputHbix naHenen // Bbl-
COKO3(P(EKTUBHBIE TEXHOMOrMM NPOEKTUPOBAHMUSA, KOH-
CTPYKTOPCKO-TEXHOMOIMYECKOW MOArOTOBKMA W W3roToBMne-
HUS camoneToB: MaTtepuansl Bcepoc. (¢ MexayHap. yya-
CTMeM) Hayu.-npakT. cemuHapa (r. Mpkytck, 9—11 Hosbps
2011 r.). WpkyTtek: N3ap-so Upl'TY, 2011. C. 103-110.

4. Konbuos B.M., Crapopybuesa [.A., Ko3sbipea M.B.
AHanu3 3aBUCUMOCTEN CbeEMA U LIEPOXOBATOCTU MOBEPX-
HOCTW aeTanu npu obpaboTke NeNecTkoOBLIMU Kpyramu no
pesynbTaTaMm (hakTopHOro akcnepumeHnTa // BecTHuk Up-
KyTCKOro rocy4apCTBEHHOr0 TEXHUYECKOrO YHUBEPCUTETA.
2015. Ne 1. C. 32-41.

5. Koltsov V., Starodubtseva D., Le Tri Vinh, Phung Xuan
Son. Step-by-step surface roughness formation during
shot peening and subsequent grinding with flap wheels //
Aviamechanical engineering and transport (AVENT 2018):
Proceedings of the International Conference (Irkutsk, 21—
26 May 2018). Irkutsk, 2018. Vol. 158. P. 386-390.
https://doi.org/10.2991/avent-18.2018.75

6. Oy6posckuit .B. UccnegosaHne npoueccoB nonvpo-
BaHMA aBMaLUMOHHbIX AeTanen // CucTembl ynpasneHus
KW3HEHHbIM LUMKMOM U3LENWUIA  aBUALMOHHOW TEXHUKM:
aKTyanbHble NpobreMbl, UCCNefoBaHus, ONbIT BHeAPEHUs!
W MEPCNEKTVBLI Pa3BUTWS: Teauckl Joknagos V Mexgy-
Hap. Hayuy.-npakT. KOHd. (r. YnbsiHOBCK, 24-25 HoA6ps
2016 1.). YnbsaHosck: M3g-so Ynl'Y, 2016. C. 141-142.

7. Nawkos A.E. TexHonornyeckue cBsiau B npolecce n3-
rOTOBMEHNS ATMHHOMEPHBIX IMCTOBLIX AeTanen. MpKyTck:
W3g-o Upl'TY. 2005. 138 c.

8. umos 1O.B. MNepcnekTuBbl MCNONL30BaHWA NenecTko-
BbIX KpYroB npu u3roToBrieHun getanen camoneta // Mo-
BbllleHne 3 HEeKTUBHOCTN TEXHOMOTMYECKUX NPOLECCOB
B MalUMHocTpoeHum: ¢6. Hayy. Tp. / nog pea. t0.B. dumo-
Ba. MpkyTck: U3a-so Upl'TY, 2000. C. 3-10.

9. Crapogy6buesa [1.A. PeBonbBepHas ronoeka ans 3a-
UMCTKM NaHenei u obLWMBOK NENecTKOBLIMM Kpyramu no-
cne gpobeypapHoro opmoobpasosaHus // CoBpemeH-
Hble TexHonornu. CuctemHbl aHanus. MogenvpoBaHue.
2015. Ne 4. C. 34-37.

10. Mat. Ne 2567926, Poccuickass Pepepauusi, B24B
29/00 (2006.01), B24B 41/04 (2006.01). PeBonbBepHas
ronoBka Ans WnngoBaHUS KPUBOMMUHEWHBIX NOBEPXHO-
cren nenectkoBbiMu Kpyramu / A.K. Kutos, A.E. Mawkos,
M.r. Mpuwaes, A.A. Ctapopybuesa; 3asgBuTenu u nateH-
Toobnagatenu WpKyTCKMA HauMOHasnbHbI  UCCNeaoBa-
TenbCkud TexHuyeckuit yHusepcuteT, [MAO «HayyHo-

NPOM3BOACTBEHHAss  koprnopauus  «MpkyT».  3asen.
27.12.2013; ony6n. 10.11.2015. Bron. Ne 31.

11. Kalchenko V.l., Sliednikova O.S., Kalchenko D.V.,
Muzychka D.G. 3D-MopentoBaHHs iHCTPYMEHTIB Ta ¢op-
MOYTBOPEHHS Npu LWnidhyBaHHi TOpUiB HenepeToyvyBaHWX
NPSIMOKYTHUX MNacTWH OpiEHTOBaHWUM Kpyrom // BicHuk
YepHiriBCbKOro AepXXaBHOrO TEXHOMOTMYHOro yHiBepcuTe-
Ty. Cepisi: TexHiuni Haykn. 2014. No. 2. P. 55-62.

12. KanbueHko B.l., CnepnikoBa O.C., KanbuyeHko [.B.
3D-mofentoBaHHA iHCTPYMEHTIB, NpoLecy 3HATTS npunyc-
Ky Ta (pOpMOYTBOPEHHS NiJ Yac wWnidyBaHHS 3i CXpeLle-
HUMW OCSMW TOPOBOT NOBEPXHi i Kpyra // TexHiuHi Hayku Ta
TexHonorii. 2015. No. 2. P. 31-38.

13. KanbueHko B.A., KanbueHko B.B., Bepemen Tl.A.,
CnegHukoa E.C. MopynbHoe 3D-mMogenupoBaHue WH-
CTPYMEHTOB, Npouecca cbema npunycka u gopmoobpa-
30BaHus NpK pacTauMBaHUM cefen KrnanaHoB OPUEHTMPO-
BaHHOW NnacTuHKow // B i ¢ H 1 K YepHiriBCbKOro gepxas-
HOTO TexHonoriyHoro YyHiBepcuteTy. Cepis:  TexHiyHi
Hayku. 2015. Ne 2. C. 51-60.

14. CnepnikoBa O. MoaynbHe MoZentoBaHHS npodinis
KpyriB, 3HATTS Mpunycky Ta HOPMOYTBOPEHHS NpW [BO-
CTOPOHHBLOMY LUIiGhyBaHHI TopLiB Hekpyrnux detanen //
TexHiuHi Hayku Ta TexHonorii. 2016. Ne 3. P. 76-84.

15. KanbyeHko B.W., KanbuyeHnko B.B., Konoroiga A.B.,
Kupuenko C.1O. LUnudoBaHne KpuBOMWHENHBLIX NOBEPX-
HOCTEN NTONAToK ra3oTypOuHHbLIX ABUraTenen abpasusHom
nexHTon npu nomowm pobota ¢ UIY PM-01 // BecTHuk
asuratenectpoenus. 2012. Ne 1. C. 181-185.

16. BockoboitHukoB B.C., Mpeunkos M.M., 'ycbkosa .M.
lWnugoBanbHele TEXHOMOMMM M BLICOKOTOYHOE 06opyao-
BaHue // KOMNNeKT: MHCTPYMEHT, TexHonorus, obopyno-
BaHue. 2008. Ne 1. C. 12-30.

17. Hukonaexko A.A. loBbllLeHWME NPOU3BOAUTENBLHOCTM
W TOYHOCTM 0O6paboTkn npu nNPodUNLHOM NyOGUHHOM
wnundoBanum // BecTHUK mawumHocTpoenus. 1997. Ne 2.
C.21-23.

18. HoceHko B.A., Xykos B.K., Bacunbes A.A., HoceHko
C.B. MonytHoe u BCTpeyHoe rny6uHHOe wWwnudoBaHue
MOBEPXHOCTW HEMOMHOro LMKNa ¢ NepPUOAUYECKON MpaB-
kon kpyra // BecTHuk MalumHoctpoeHus. 2008. Ne 5.
C. 44-50.

19. PoikyHoB H.C., Cyxos E.W., Bonkos [./. Beicokonpo-
n3BoauTenbHas obpaboTka maTepuanoB MeTOLOM rMy-
OuHHoro wnudosanus // OnTumMmU3aums onepauun mexa-
Hu4eckon obpaboTku: mexBy3. cb. Haydy. Tp. / mop pea.
C.C. Cununa. Apocnasnb: U3g-so AMNK, 1984. C. 23-32.

20. Crapkos B.K. WnudosaHme BbICOKONOPUCTEIMU KpY-
ramu. M.: MawuHocTtpoeHwe, 2007. 688 c.

21. e Y BuHb, Konbuos B.M., Ctapoay6buesa [1.A., ®yHr
CyaH LWoH. Mpon3BoanTenbHOCTL 3a4MCTKU NMOBEPXHOCTH
nenecTkoBbIM Kpyrom nocne pgpobeyaapHoro opmoob-
pasoBaHust // BecTHuk WpKyTCKOro rocyaapCTBEHHOro
TexHuyeckoro yHusepcuteta. 2019. T. 23. Ne 5. C. 874-
883. https://doi.org/10.21285/1814-3520-2019-5-874-883

22. Konbuos B.MM., Crapogy6uesa [.A., Yanbiwes A.l.
K onpegeneHunio BENWYMHBI NpUMycka NpW 3a4nCTKE MO-
BEPXHOCTU NaHenei W OOWMBOK NEenecTKOBbIM Kpyrom

BECTHUK UPKYTCKOIO rOCYOJAPCTBEHHOIO TEXHUYECKOIO YHUBEPCUTETA 2021;25(3):300-308

ISSN 1814-3520

305

PROCEEDINGS OF IRKUTSK STATE TECHNICAL UNIVERSITY 2021;25(3):300-308




©

nocrne gpobeygapHoro dopmoobpasoBaHus // BecTHuK
KasaHckoro rocyaapCTBEHHOTO TEXHWUYECKOTO YHWUBEPCH-
Teta uM. A.H. Tynonesa. 2017. T. 73. Ne 1. C. 25-30.

23. Baragetti S. Three-dimensional finite-element proce-
dures for shot peening residual stress field prediction //
International Journal of Computer Applications in Tech-
nology. 2001. Vol. 14. Iss. 1-3. P. 51-63.
https://doi.org/10.1504/IJCAT.2001.000260

24. Tu Fubin, Delbergue D., Miao Hongyan, Klotz T., Bro-
chu M., Bocher P., et al. A sequential DEM-FEM coupling
method for shot peening simulation // Surface and Coat-
ings Technology. 2017. Vol. 319. P. 200-212.
http://doi.org/10.1016/j.surfcoat.2017.03.035

25. Meguid S.A., Shagal G., Stranart J.C. 3D FE analysis
of peening of strain-rate sensitive materials using multiple
impingement model // International Journal of Impact En-

MawmnHocTpoeHMe U MalLlMHOBeAEHUe
Mechanical Engineering and Machine Science

gineering. 2002. Vol. 27. Iss. 2. P. 119-134.
https://doi.org/10.1016/S0734-743X(01)00043-4

26. Miao H.Y., Larose S., Perron C., Evesque M. On the
potential applications of a 3D random finite element model
for the simulation of shot peening // Advances in Engi-
neering Software. 2009. Vol. 40. Iss. 10. P. 1023-1038.
https://doi.org/10.1016/j.advengsoft.2009.03.013

27. Hong T., Ooi J.Y., Shaw B. A numerical simulation
to relate the shot peening parameters to the induced
residual stresses /I Engineering Failure Analysis.
2008. Vol. 15. Iss. 8. P. 1097-1110.
https://doi.org/10.1016/.engfailanal.2007.11.017

28. Nouguier-Lehon C., Zarwel M., Diviani C., Hertz D.,
Zahouani H., Hoc T. Surface impact analysis in shot peen-
ing process /I Wear. 2013. Vol. 302. Iss. 1-2.
P. 1058-1063. https://doi.org/10.1016/j.wear.2012.11.031

References

1. Pashkov AE, Chapyshev AP. Automation of the finishing
process after shot peening shaping. In: Dimov YuV (eds.).
Povyshenie effektivnosti tekhnologicheskih processov v
mashinostroenii = Improving efficiency of technological
processes in mechanical engineering. Irkutsk: Irkutsk State
Technical University; 2000, p. 28-31. (In Russ.)

2. Pashkov AE, Likhachev AA, Vikulova SV. To complex
automation of long-size sheet part shaping. Vestnik Ir-
kutskogo gosudarstvennogo tehnicheskogo universiteta =
Proceedings of Irkutsk State Technical University.
2006;4-3: 21-24. (In Russ.)

3. Pashkov AE. On creation of an integrated technology
for large panel shaping. In: Vysokoeffektivnye tekhnologii
proektirovaniya, konstruktorsko-tekhnologicheskoj podgo-
tovki i izgotovleniya samoletov: materialy Vserossijskogo
(s mezhdunarodnym uchastiem) nauchno-prakticheskogo
seminara = Highly effective technologies for aircraft de-
sign, engineering - technological preparation and manu-
facture: materials of All-Russian (with international partici-
pation) scientific and practical seminar. 9-11 November
2011, Irkutsk. Irkutsk: Irkutsk State Technical University;
2011, p. 103-110. (In Russ.)

4. Koltsov VP, Starodubtseva DA, Kozyreva MV. Analysis
of cuttings and part surface roughness dependences un-
der flap wheel machining according to factorial experiment
results. Vestnik Irkutskogo gosudarstvennogo tehnich-
eskogo universiteta = Proceedings of Irkutsk State Tech-
nical University. 2015;1:32-41. (In Russ.)

5. Koltsov V, Starodubtseva D, Le Tri Vinh, Phung Xuan
Son. Step-by-step surface roughness formation during
shot peening and subsequent grinding with flap wheels.
In: Aviamechanical engineering and transport (AVENT
2018): Proceedings of the International Conference. 21—
26 May 2018, Irkutsk. Irkutsk; 2018, vol. 158, p. 386-390.
https://doi.org/10.2991/avent-18.2018.75 (In Russ.)

6. Dubrovskij PV. Study of aircraft part polishing process-
es. In: Sistemy upravleniya zhiznennym ciklom izdelij avi-
acionnoj tekhniki: aktual'nye problemy, issledovaniya, opyt
vnedreniya i perspektivy razvitiya: doklady V Mezhdu-
narodnoj nauchno-prakticheskoj konferencii = Aviation
engineering product life cycle control systems: actual

problems, research, implementation experience and de-
velopment prospects: abstracts of V International scientific
and practical conference. 24-25 November 2016,
Ul'yanovsk. Ul'yanovsk: Ulyanovsk State University; 2016,
p. 141-142. (In Russ.)

7. Pashkov AE. Technological connections under long
sheet metal part manufacturing. Irkutsk: Irkutsk State
Technical University; 2005, 138 p. (In Russ.)

8. Dimov YuV. Application prospects of flap wheels in
aircraft parts manufacturing. In; Dimov YuV (eds.). Pov-
yshenie effektivnosti tekhnologicheskih processov v
mashinostroenii = Improving efficiency of technological
processes in mechanical engineering. Irkutsk: Irkutsk
State Technical University; 2000, p. 3-10. (In Russ.)

9. Starodubtseva DA. A turret for grinding of panels and
covers by flap wheel after shot peen forming. Sovremen-
nye tehnologii. Sistemnyj analiz. Modelirovanie. = Modern
Technologies. System analysis. Modeling. 2015;4:34-37.
(In Russ.)

10. Kitov AK, Pashkov AE, Grishaev PG, Starodubtseva
DA. A turret for grinding curved surfaces with flap wheels.
Patent RF, no. 2567926; 2015. (In Russ.)

11. Kalchenko VI, Sliednikova OS, Kalchenko DV,
Muzychka DG. 3d-modeling of tools and forming under
while grinding faces of indexable rectangular plates in
oriented wheel. Visnik Chernigivs'kogo derzhavnogo
tekhnologichnogo universitetu. Seriya: Tekhnichni nauki =
Visnyk of Chernihiv State Technological University.
2014;2:55-62. (In Russ.)

12. Kalchenko VI, Sliednikova OS, Kalchenko DV. 3D-
modeling of tool, the process of removal of allowance and
formation in grinding with crossed axes of torus surface
and wheels. Tekhnichni nauki ta tekhnologii = Engineering
Sciences and Technologies. 2015;2:31-38. (In Russ.)

13. Kalchenko VI, Kalchenko VV, Veremey GA, Sledniko-
va ES. Modular 3D-modeling of tools, allowance removal
and formation when boring valve seats by an oriented
plate. V i s n i k Chernigivskogo derzhavnogo
tekhnologichnogo universitetu. Seriya: Tekhnichni nauki =
Visnyk of Chernihiv State Technological University.
2015;2:51-60. (In Russ.)

BECTHUK UPKYTCKOIO rOCYOQAPCTBEHHOIO TEXHUWYECKOIO YHUBEPCUTETA 2021;25(3):300-308

306

ISSN 1814-3520

PROCEEDINGS OF IRKUTSK STATE TECHNICAL UNIVERSITY 2021;25(3):300-308




Jle Yu Bunb, Konbyoe B.I1., Cmapody6ueea [.A. u Op. oebiweHue aghghekmueHoCmu 3a4Ucmku ...

Le Tri Vinh, Koltsov V.P., Starodubtseva D.A. et al. Improving stripping efficiency of double curvature surface ...

14. Sliednikova ES. Modular modeling of wheels’ profiles,
stock removal and formation with bilateral grinding of ends
of non-circular details. Tekhnichni nauki ta tekhnologii =
Engineering Sciences and Technologies. 2016;3:76-84.
(In Russ.)

15. Kalchenko VI, Kalchenko VV, Kologoida AV, Kiriyenko
SYu. Grinding formed surface blade gas-turbine engine
abrasive belt by the instrumentality NC ROBOT PM-01.
Vestnik dvigatelestroeniya. 2012;1:181-185. (In Russ.)
16. Voskoboinikov BS, Grechikov MM, Guskova Gl.
Grinding technologies and high-precision equipment.
Komplekt: instrument, tekhnologiya, oborudovanie =
Complect: Tool, Technology, Equipment. 2008;1:12-30.
(In Russ.)

17. Nikolaenko AA. Improving productivity and machining
accuracy under profile deep grinding. Vestnik mashi-
nostroeniya. 1997;2:21-23. (In Russ.)

18. Nosenko VA, Zhukov VK, Vasiliev AA, Nosenko SV.
Deep grinding of incomplete-cycle surfaces, with periodic
straightening of the wheel. Vestnik mashinostroeniya.
2008;5:44-50. (In Russ.)

19. Rykunov NS, Sukhov El, Volkov DI. High-performance
processing of materials by deep grinding method. In: Silin
SS (eds.). Optimizaciya operacij mekhanicheskoj obrabot-
ki = Optimization of machining operations: interuniversity
collection of scientific articles. Yaroslavl: Yaroslavl Poly-
technic Institute; 1984, p. 23-32. (In Russ.)

20. Starkov VK. Grinding with highly porous wheels. Mos-
cow: Mashinostroenie; 2007, 688 p. (In Russ.)

21. Le Tri Vinh, Koltsov VP, Starodubtseva DA,
Phung Xuan Son. Productivity of flap wheel grinding
after shot peening. Vestnik Irkutskogo
gosudarstvennogo tehnicheskogo universiteta = Proceed-
ings of Irkutsk  State  Technical  University.
2019;23(5):874-883. https://doi.org/10.21285/1814-3520-

MHO®OPMALIUA OB ABTOPAX

Jle Yn BuHb,

KaHaMaaT TEXHUYECKUX HayK,

[OLEHT kadeapbl TEXHOMOTMK M 060pyL0BaHNS
MaLLMHOCTPOUTENbHBIX NPOVN3BOACTB,

WpKyTCKMI HaLMOHarbHbLIN UCCNeaoBaTENbCKUIA
TEXHWYECKWNIA YHUBEPCUTET,

664074, r. UpkyTck, yn. JlepmoHToBa, 83, Poccus;
e-mail: vinh_istu@mail.ru

KonbuoB Bnagumup MetpoBuy,

[OKTOp TEXHUYECKUX HayK, Mpodeccop,

npodpeccop katheapbl TEXHONOTMK U 060PYL0BaAHUS
MaLUMHOCTPOUTENBHbBIX NPOU3BOACTB,

WpKkyTCKMI HaLMOHarbHbLIN UCCNeaoBaTeNbCKUI
TEXHUYECKNIA YHUBEPCUTET,

664074, r. UpkyTck, yn. JlepmoHToBa, 83, Poccus;
e-mail: kolcov@istu.edu

2019-5-874-883 (In Russ.)

22. Koltsov VP, Starodubtseva DA, Chapyshev AP. To
determination of the value of the allowance during debur-
ring abrasive mop panel surface after shot peen forming.
Vestnik Kazanskogo gosudarstvennogo tekhnicheskogo
universiteta imeni A.N. Tupoleva. 2017;73(1):25-30.
(In Russ.)

23. Baragetti S. Three-dimensional
procedures for shot peening residual stress field
prediction.  International  Journal of  Computer
Applications  in  Technology.  2001;14:1-3:51-63.
https://doi.org/10.1504/IJCAT.2001.000260

24. Tu Fubin, Delbergue D, Miao Hongyan, Klotz T,
Brochu M, Bocher P, et al. A sequential DEM-FEM
coupling method for shot peening simulation. Surface
and Coatings ~ Technology. 2017;319:200-212.
https://doi.org/10.1016/j.surfcoat.2017.03.035

25. Meguid SA, Shagal G, Stranart JC. 3D FE analysis
of peening of strain-rate sensitive materials using
multiple impingement model. International Journal
of Impact Engineering. 2002;27(2):119-134.
https://doi.org/10.1016/S0734-743X(01)00043-4

26. Miao HY, Larose S, Perron C, Evesque M. On
the potential applications of a 3D random finite element
model for the simulation of shot peening. Advances
in  Engineering  Software.  2009;40(10):1023-1038.
https://doi.org/10.1016/j.advengsoft.2009.03.013

27. Hong T, Ooi JY, Shaw B. A numerical simulation to
relate the shot peening parameters to the induced residual
stresses. Engineering Failure Analysis. 2008;15(8):1097-
1110. https://doi.org/10.1016/j.engfailanal.2007.11.017

28. Nouguier-Lehon C, Zarwel M, Diviani C, Hertz D, Za-
houani H, Hoc T. Surface impact analysis in shot peening
process. Wear. 2013;302(1-2):1058-1063.
https://doi.org/10.1016/j.wear.2012.11.031

finite-element

INFORMATION ABOUT THE AUTHORS

Vinh Le Tri,

Cand. Sci. (Eng.),

Associate Professor of the Department of Mechanical
Engineering Production Technologies and Equipment,
Irkutsk National Research Technical University,

83 Lermontov St., Irkutsk 664074, Russia;

e-mail: vinh_istu@mail.ru

Vladimir P. Koltsov,

Dr. Sci. (Eng.),

Professor of the Department of Mechanical Engineering
Production Technologies and Equipment,

Irkutsk National Research Technical University,

83 Lermontov St., Irkutsk 664074, Russia;

e-mail: kolcov@istu.edu

BECTHUK UPKYTCKOIO rOCYOJAPCTBEHHOIO TEXHUYECKOIO YHUBEPCUTETA 2021;25(3):300-308

ISSN 1814-3520

307

PROCEEDINGS OF IRKUTSK STATE TECHNICAL UNIVERSITY 2021;25(3):300-308




©

Crapoay6ueBa [lapbsi AnekcaHApPOBHa,
KaHaMZAT TEXHUYECKUX HayK,

JOLEHT kadeapbl TexHonornm n 06opynoBaHus
MaLLUHOCTPOUTENbHbLIX MPON3BOACTB,

VpKyTCKUI HaLMOHarnbHbLIN UCCneaoBaTenbCKui
TEXHUYECKUI YHUBEPCUTET,

664074, r. UpkyTck, yn. JlepmoHToBa, 83, Poccus;
P4 e-mail: d.star-irk@yandex.ru

Pakuukasa BaneHTnHa BopucoBHa,

CTapLmni npenogasatenb kadheapbl TEXHOMOrUK

1 060pyA0BaHNS MALLMHOCTPOUTENBHEIX MPOVU3BOACTB,
WpKyTCKUIA HaLMOHarbHbLIA UCCneaoBaTenbCKuii
TEXHUYECKNIA YHUBEPCUTET,

664074, r. UpkyTck, yn. JlepmoHTOBa, 83, Poccus;
e-mail: rvb@istu.edu

3asaBneHHbIN BKNag aBTOPOB
Bce aBTOpbI CAenanu 3KBMBANEHTHbLIN BKNag B NOATOTOB-
ky ny6nvkavum.

KoHdnukT nHTepecos
ABTOpbI 3asBNSIOT 06 OTCYTCTBUM KOH(NUKTA UHTEPECOB.

Bce asmopbl npoyumanu u 0006punu OKOHYamesbHbIl
gapuaHm PyKornucu.

WHdopmaums o ctatbe
CraTtba noctynuna B pegakuumio 10.03.2021; opobpeHa
nocrne peueHsmpoBaHua 16.04.2021; npuHsTa k nybnuka-
uun 30.06.2021.

MawmnHocTpoeHMe U MalLlMHOBeAEHUe
Mechanical Engineering and Machine Science

Darya A. Starodubtseva,

Cand. Sci. (Eng.),

Associate Professor of the Department of Mechanical
Engineering Production Technologies and Equipment,
Irkutsk National Research Technical University,

83 Lermontov St., Irkutsk 664074, Russia;

D4l e-mail: d.star-irk@yandex.ru

Valentina B. Rakitskaya,

Senior Lecturer of the Department of Mechanical
Engineering Production Technologies and Equipment,
Irkutsk National Research Technical University,

83 Lermontov St., Irkutsk 664074, Russia;

e-mail: rvb@istu.edu

Contribution of the authors
The authors contributed equally to this article.

Conflict of interests
The authors declare no conflict of interests.

The final manuscript has been read and approved by all
the co-authors.

Information about the article
The article was submitted 10.03.2021; approved after
reviewing  16.04.2021; accepted for publication
30.06.2021.

BECTHUK UPKYTCKOIO rOCYOQAPCTBEHHOIO TEXHUWYECKOIO YHUBEPCUTETA 2021;25(3):300-308

308

ISSN 1814-3520

PROCEEDINGS OF IRKUTSK STATE TECHNICAL UNIVERSITY 2021;25(3):300-308




