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AHHOTANMUA

Beenenne. Baxueiinmm ¢aktopoM, omnpenensionmm 3()GeKTHBHOCT 00paOOTKH METaJIOB pE3aHHEM,
SABJISIETCS KaUECTBO MOJIy4aeMOIl P pe3aHuM IMOBEPXHOCTH JeTanu. KauecTBO MOBEPXHOCTH AETalU HAMpPAMYIO
3aBHCUT OT BHOPAIMOHHON AKTHBHOCTH PEXYIIEr0 WHCTPYMEHTAa, aMILIUTyla KOTOPOH 3aBHCHT OT CIIOKHOM
9BOJIIONMOHHON JMHAMUKM npolnecca pe3aHus. C y4eToM 3TOro COBPEMEHHasi TEXHOJIOTHs IIM(POBOToO JABOHHMKA,
KOTOpasl TO3BOJSET PACCUUTBIBATL HA BUPTYAIbHBIX MOJIENAX INPOTHO3HbIE 3HAYEHHUs KauyecTBa IIOTydyaeMoi
MOBEPXHOCTH JI€Talel, CTAaHOBUTCS KpaifHE aKTyalbHBIM CIIOCOOOM IOBBINIEHUS 3(Q(EKTHBHOCTH B CHCTEMax
ympaBlieHHs! MeTaio00pabotkoii. Iles paGoTeI: MOBBIIEHHE TOYHOCTH MPOTHO3UPOBAHHS CHCTEMOH H(POBOTO
JIBOMHMKA KauecTBa MOTy4aeMOM NP Pe3aHnH TIOBEPXHOCTH 00pabaThIBAEMBbIX JIeTaleil B yCIOBUAX POCTa 3HOCA
pexyliero HHcTpymeHta. B padore mcciaegosana nuHammka mponecca oOpabOTKM Ha TOKAPHOM CTaHKe aeTaieit
U3 MeTajja, a TakkKe MareMaTHdeckas MOJeNb, ONMCHIBAIOIAs JUHAMHUKY BMOpalMil MHCTpyMEHTa B YCJIOBHAX
00pabOTKM METAJUIOB Ha CTAHKaX TOKAPHOH TPYMNIBI C YYETOM BIMSHHS TEPMOAMHAMHYECKOW ITOACHCTEMBI
CHCTeMBI pe3aHus. MeToabl Mceilel0BAHMsI: YKCIIEPHIMEHTANBHbIN, Ha 6a3e aBTOPCKOTO M3MEPHUTENHHOIO CTEHa
C NpHBICYCHHEM CIELYIOIIEr0 O00OpY/OBAaHHSA: COBPEMEHHOTO METaIorpauueckoro HHBEPTHPOBAHHOTO
mukpockona «JlaboMer-WU», BapuaHT 4, ¢ MIMPOKOYroidbHBIMU 00beKTHBaMU 5/20 ¢ JIMHEHHBIM ITIONEM 3pEHUs
20 mM; nudposoit kamepsl 11 MukpockornoB Ucam-1400 ¢ marpuneii pasmepom 1,4x1,4 MkM; KoHTyporpada-
npodunorpopa T4HD. Maremarnueckoe MOAENUPOBAHHE AWHAMUYECKOH CHCTEMBI DPE3aHUs BBINONHSIOCH
B cpene Matlab, st wero aBropamm paspaboTaHa crelHaibHas MporpaMMa oOpabOTKM JaHHBIX. Pe3yJabTaTsl
u o0cy:xaenue. [TocTpoeHb! KpHBbIE H3HAIMBAEMOCTH PEXYIIEro HHCTPYMEHTa, M3MEHEHMS II0OKa3aTesiel KauecTBa
00paboTaHHO! MOBEPXHOCTH B (DYHKIMAX ITyTH PE3aHUs, a TaKke B (PyHKIHU W3HOCA PEKYLIETO MHCTPYMEHTA.
OrnpesienieHpl TOKa3aTeIn JWHAMHUKH, 110 KOTOPHIM MOXHO OCYIICCTBISTH MapaMeTPHUECKYI0 HICHTH(QUKALHUIO
BHPTyalIbHBIX Mojenell mupposoro aBoiiHuka. OmpenencHa CTPYKTypa 3THX Mojeleil M OCyIIecTBICHA
napamerpuyeckas uaeHTudukanus. [IponsseneHo uucieHHOe MoaenupoBaHue B cpene Matlab, mo pesymbsraram
KOTOPOTO MOCTPOCHA KPHBasi M3MEHEHHs Cpe/JHeapH()METHIECKOTO MOKa3aTelNsl MIEPOXOBATOCTH MPH POCTE U3HOCA
pexymiero HHcTpymeHnra. IIpoBeieHa olleHKa CXOIMMOCTHU PE3yJIbTaTOB HATYPHOIO U YHCIIEHHOTO SKCIIEPUMEHTOB,
KOTOpasl 10Ka3ajia BBICOKYIO JIOCTOBEPHOCTb BO3MOMKHOTO TPOTHO3a KAayecTBa MOTy4YaeMbIX NPU PE3aHUU JeTanel
CHCTEMOM LU(POBOTro ABOMHHHUKA.
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2025.-T.27,Ne 1. — C. 106-128. — DOI: 10.17212/1994-6309-2025-27.1-106-128.

BBenenne

Kak u3BecTHO, MOBBIIIEHUE Ka4yecTBAa 00paboT-
KN MCTAJNIMYCCKUX HeTaHeﬁ Ha MCTAJIJIOPCIKYIIUX
CTaHKax MOXCT 6BITB JOCTUTHYTO 3a CYUCT IIOBbI-
MEeHHUA TOYHOCTH MO3ULIMOHHUPOBAHUA WJIK 3a CUCT
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CHIDKEHUSI BUOpAIMii KaK PeXyIIero HHCTPYMEHTA,
TaK ¥ CaMOU 3arOTOBKH, 3aKPEIUICHHO B IITTUHEIE
ctanka [1]. Ogaum u3 BaxkHemux (GakTopos, orpe-
JEJISIOIIUM Ka4eCTBO MOTy4aeMOi P pe3aHuH M0-
BEPXHOCTH, SIBJISIETCSI U3HOC PEXKYIIETO HHCTPYMEH-
ta. Hanbonee onacHa cutyanus, Korja UHCTPYMEHT
JOCTUTAeT 3HAYCHHUM KPUTHUECKOTO U3HOCA, TOCIe
Yero pe3ko BO3pacTaeT BUOpPALMOHHAS aKTUBHOCTh
PEXYIIEro MHCTPYMEHTA U, KaK CJEe/ICTBUE, CHIKA-
€TCsl Ka4eCTBO MOBEPXHOCTH, MOIyYaeMOU MpH pe-
3anuu. Mcxons u3 aTux cooOpaskeHul, OleHKa BIIU-
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SIHUS U3HOCA PEXKYILEro HHCTPYMEHTa Ha KaueCTBO
MOJTy4yaeMOM MpU pe3aHUU TOBEPXHOCTH SIBISETCS
aKTyaJIbHOW Hay4YHOU 3a/1a4yeil.

B coBpemMeHHOM mpeAcTaBIE€HUN HCIIOIb30Ba-
HUE CHCTeM BHOPOMOHMTOpPHHIA IO3BOJISIET, OC-
HOBBIBasACh Ha HU(MPOBBIX U3MEPEHMSIX BUOpaIuii,
IIPOTHO3MPOBATh Ka4e€CTBO MOBEPXHOCTH, MOydae-
Mot mipu pe3anuu [2, 3]. Takoi MPOrHO3 BO3MOKEH
TOJIBKO TIPU YCJIOBUU pa3pabOTKU CIOKHBIX Marema-
TUYECKUX MOJIENEH ABOIOIMOHHON JIMHAMUKA TPO-
IIECCOB, TMPOUCXOAAIIMX B TIporiecce pe3anust [4].
CHOXHOCTB 3THUX MOJIeNIel U TpeOOBaHHE K UX Ta-
paMeTpuyecKkoil HIeHTU(UKAUU TPEACTaBIAIOT
c000i1 mpobsIemMy, pemeHne KOTOPOi 3HAYUTEITHEHO
MOBBICUT BO3MOXKHOCTH COBPEMEHHBIX CUCTEM Me-
Tauioo0padoTku. OMHUM U3 CIIOCOOOB pEIICHUS
ATON MPOOIEMBI ABISETCS UCTOJIH30BaHUE HOBOM
nudpoBol mapaAUrMbl B CHCTEMax YIpaBJICHHS
MeTanIo00paboTKOM, TMONydYuBIIEH  Ha3BaHHE
«udpoBoit aBoHUK» [5—7]. B wacTHOCTH, MO~
XOZl, OCHOBaHHBIM Ha HCIOJb30BAaHUU HHTEIIECK-
TyaJbHBIX MOJIeJIel, KOTOPbIE OMUCHIBAIOT CIIOXK-
HYI0 JIMHAMUKY TEXHOJOTHYECKHUX IMPOIECCOB,
MPOUCXONAIIUX TPH pe3Ke MeTalja, sBISeTCs
HanboJiee MEPCIEKTUBHBIM B 3TOW HOBOM 00JIaCTH
HayuyHbIX 3HaHuil [8, 9]. Hampumep, B paborax,
BBITTOJIHEHHBIX KOJIJIEKTUBAMHU IOl PYKOBOACTBOM
Y. Altintas — OTHOT0 M3 U3BECTHBIX CHEIIHAINUCTOB
B 001acTu HU(GPOBBIX ABOHHUKOB YIIPABICHUS Me-
TAUI000pa0OTKOM, MpeaIaraeTcsi HMCIOJIb30BaTh
nudpoBbie ABOMHUKHU 111 HOPMUPOBAHUS HOBBIX
nporpamm UITY, koTopsie mo3BoaT 00padbarsiBaTh
neranu 0e3 mpeaBapUTEeIbHbIX HACTPOEK U dKCIIe-
pumenToB [10]. To ecTh BOnpockl BEIOOpaA TEXHO-
JIOTUYECKUX PEKUMOB 00pabOTKH Kak B Ipolecce
pelIeHus TeKyIMX 3a/1a4, Tak U IpH MepecTpoiike
CHUCTEMBI YIIPABJICHUS HA METAJUIOPEXKYIIIEM CTaH-
Ke (CBOHCTBO THMOKOCTH) MOTYT OBITh pEILIEHBI
C HMCIOJIb30BAaHUEM BUPTYaJbHBIX Mojeneil nud-
poBOTO JIBOMHHMKA. B cOBpeMEHHOM mpecTaBiie-
HUU TEXHOJIOTHS MOCTPOEHUS LUQPPOBBIX ABOII-
HUKOB C TOYKH 3pEHHUS CHUHTE3a BUPTYaJbHbBIX
Mojenei 6azupyeTcs Ha IBYyX Napajgurmax, nep-
Basi M3 KOTOPHIX OCHOBaHa Ha HCIOJIb30BAHUU
JNeTEPMUHHUPOBAHHBIX MaTeMaTHUYECKUX Moeneit
[10], a BTOpast — Ha LIUPOKOM BHEJIPEHUU HEUPOH-
HBIX ceTeit [8, 9].

OnHuM U3 BaXKHEHIIMX HANPAaBICHUN pa3BUTHUSA
TEXHOJIOTMH LHU(PPOBOTO JBOMHUKA SBISETCS Ha-
IpaBJIEHUE TUArHOCTUKH Pa3IMYHbIX HEUCIPABHO-
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creil. K mpumepy, B pabore [11] paccMmarpuBarorcs
BOIIPOCHI TEHEPAIUU Pa3MEUYCHHBIX O00yUYaroIInX
Ha0OpPOB JTaHHBIX IS PA3TMYHBIX HEUCITPABHOCTEH
MTOJIIITUITHUKOB, KOTOPBIE JOTIOTHSUTH ObI OTPaHIYCH-
HbIE U3MEPECHHBIC TaHHBIC. 31E€Ch aBTOPHI Ipe/Ijiara-
FOT HOBBIM TIOJIXO/I C MCITOJIb30BAaHUEM IH(PPOBOTO
JBOMHUKA JIJIs1 pEIICHUs MPOOIEMbI OTPAaHUYEHHBIX
W3MEPCHHBIX JTAHHBIX TIPH JUATHOCTHKE HEUCTIPAB-
HOCTEW MOAIINITHUKOB. Pe3ysIbTaThl SKCIIEPUMEHTOB,
MPOBEJICHHBIX ABTOPAMM, ITOKA3bIBAIOT TIOBBIIIIE-
HUE TOYHOCTU JUArHOCTUKH HEeWcrpaBHOCTeH [12].
DTO e HalpaBJIeHUE, HO HECKOJIBKO B MHOM TIPEI-
CTaBJICHWH, packpbiBaeTcs B pabore [13]. 3mech
aBTOPBI YKa3bIBAIOT HA OTPAHUYEHHOCTh TPATUIIU-
OHHBIX METOMOB JUATHOCTHKH HEUCIPABHOCTEH
Ha OCHOBE JKCIIEPUMEHTAJIbHBIX JaHHBIX. OHU OT-
MEYAIOT, YTO B HEKOTOPHIX KPUTHUUYCCKH BAKHBIX
MIPOMBITIUICHHBIX CIIEHAPHUSIX TaKoW HAOOp MaHHBIX
He Bcerma noctyneH. Mmenno texHomorust mud-
pPOBOTO JBOWHHMKA, KOTOpas CO3MAET BHPTYyaJbHOE
MIpeJICTaBlIeHNE (PU3NYECKOrO0 OOBEKTa, OTpa)karo-
mee ero paboure ycCJIOBHs, MO3BOJISET JUATHOCTH-
pOBaTh HEUCIPABHOCTH TEXHUYECKUX CHUCTEM HIIU
TEXHOJIOTUYECKUX MPOIIECCOB, KOT/Ia JAHHBIX O HE-
HCIIPABHOCTSX HEJIOCTATOYHO. ABTOPHI MTPEIJIararoT
CHUCTEMY JMArHOCTHKH HEHUCTIPABHOCTEH HAa OCHOBE
U(POBBIX JTIBOWHUKOB C HCIIONH30BAHUEM pa3Me-
YEHHBIX CMOJICTTUPOBAHHBIX JIAHHBIX U HEPA3MEUCH-
HbIX m3MepeHHBIX naHHbIX [13]. Iloctpoenue cu-
CTeMbI IU(PPOBOTO TBOWHUKA, OCYIIECCTBISIIONIEH B
peXUME pealbHOTO BPEMEHU MHTETPAIINIO0 JAHHBIX
JATYUKOB C HEMCTIPABHBIX IMOAIIUITHUKOB B TIOJIITPO-
CTpPaHCTBA BUPTYAJIbHBIX MOJCIICH, TPEICTaBICHO
B pabore [14]. ABTOpBI YTOUHSIOT TapaMeTphl BUP-
TyaJIbHBIX MOJICJICH TTyTeM CpaBHEHHUS PE3yJIbTaTOB
1M(pPOBOro MOJEIMPOBAaHUS BO BPEMEHHOHN o0Ia-
CTH C U3MEPEHHBIMH U CHATHIMH CUTHajIaMu [ 14].
Bwmecre ¢ TeM KOMITIEKCHOE BIUSIHUE U3HOIIICH-
HOCTH PEXKYIIET0 HHCTPYMEHTA Ha IMHAMHUKY TPO-
1ecca pe3aHus — KpaiHe CI0KHas 3a/1a4a COBPEMEH-
HOCTH, pellieHrne KOTOpOH HEBO3MOXKHO Oe3 ydeTa
TEPMOJIMHAMHYECKUX OCOOCHHOCTEH TIPOIIECCOB,
MPOTEKAIOUINX MpHU pe3aHuu metawioB [15, 16].
B pesynprare aHanmm3a BHAHO, YTO TEXHOJIOTHS
u(ppoBOTO IBOMHUKA TOTYUYUIIA ITUPOKOE PACIIPO-
CTpaHEHHUE B JUATHOCTHKE HEUCIIPABHOCTEH, B TOM
YUCII€ HEUCIPABHOCTEHM MNOMIIMITHHUKOB. [losTomy
OYEBHUJIHBIM PAa3BUTHEM TEXHOJOTUH THU(PPOBOTO
JIBOMHUKA SIBJISICTCS TPUMEHEHUE €€ JUIsl TPOTHO-
3UPOBAaHUS BIUSHUS W3HAIMIMBACMOCTH PEXKYIIETO
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MHCTPYMEHTA HAa Ka4eCTBO MOJy4YaeMbIX IPU pe3a-
HUH JeTaleH.

Hcxons u3 aroro, chopMmynupyem uens uccie-
006aHUA KAK TIOBBIIIEHWE TOYHOCTH MPOTHO3UPO-
BaHUSl CHUCTEMOM HHU(PPOBOro IBOMHMKA KadecTBa
MOJTy4yaeMoO TpU pe3aHuH MOBEpXHOCTU oOpada-
TBIBAEMBIX JIETAJIEH B YCIIOBHUAX POCTa M3HOCA pe-
XKYILIETO MHCTPYMEHTA 3a CUET MapaMeTpHYECKON
UACHTU(PUKAIIMY BUPTYaJIbHBIX Mojeneil nudpoBo-
ro ABOMHHUKA IO JTaHHBIM, MOJIYYa€MbIM CHCTEMOM
BUOPALIMOHHOTO MOHUTOPHUHTA MPOIIecca Pe3aHusl.

OBPABOTKA METAJIJIOB

8

OBOPYZIOBAHHME. MHCTPYMEHTBI

MeToauka uccjaeI0BaHui

Cucmema 6ubpOMOHUMOPUH2A C OUEHKOTL
U3HOWIEHHOCHU PEXHCYU|ez0 UHCIPYMeHma,
a maksice KaA4ecmea noaY4aemvix npu pe3anuu
noegepxnocmeii

B ocHOBe 3KcriepuMeEHTalbHOM COCTAaBIISIOLIEH
HCCIIEIOBAaHUM JIEKUT IIUPOKOE UCTIOIb30BaHUE BU-
OpOIMAarHOCTUYECKOM MOACUCTEMBI, KOTOpasi ObLia
pa3MellleHa Ha CaMOM pEXYLIEM HWHCTPYMEHTE,
BEpHEe Ha ero nepxkaske (puc. 1). B ocHOBe 3TOM

2

Puc. 1. Cucrema BuOpomMoHuTOprHra Ha ctanke 1K625:

a, 6 — IPOMBIIIIIEHHBIE aKCEJIEPOMETPBL; 8, 2 — YCHIIUTeNb-TIpeoOpaszosareis U AL

Fig. 1. Vibration monitoring system on the /K625 lathe:

a, 6 — industrial accelerometers; 6, 2 — amplifier converter and ADC

108  Tom27 Ne 12025
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CHUCTEMBbI BBICTYyNAaeT MPOMBIIIEHHBIN aKcelepo-
MmeTp obuiero HaszHaueHus ctanaapra IEPE (ICP)
CO BCTPOEHHBIM YyCHJIUTEIEM-IIpeoOpazoBaTeiemM
3apsina A603CO1T (uactoTHbiit quanaszod (£3 nb):
0,4...15000 T'm; ugyBcTBHUTENBHOCTh (£10 %):
100 mB/g, wim 10,2 MB/(M/CZ)) u mpeobpaszoBa-
tenb ICP (IEPE) omHOKaHaNbHBIM C 4YaCTOTHBIM
nmuamrazoroM 0,1...50 000 T'1.

Kak BunHO 13 puc. 1, ocHOBa cucteMbl BUOPO-
MOHHMTOPUHTA — 3TO MbE30UIEKTPUUECKUE TATUUKU
BUOpaluii pexyuiero HHCTpyMmenTa. OTMeTHM, 4To
cefyac MoJy4usid IMIMPOKOE Pa3BUTHUE HOBBIE WH-
TeJUIEKTyaJIbHbIE ITAaTUUKH, KOTOPbIE YK€ 001 atoT
BO3MOXXHOCTBIO ITU(POBOTO OTOOpaKEHHSI BUOPOY-

OBRABOTKA METALLOV %

CKOPEHHH, CKOPOCTEN U NEPEMEIICHUI NHCTPYMEH-
ta [17-20].

PaccmoTpum paboTy 3TOi CHUCTEMBI Ha OAHOM
MpuUMepe TOYEHHUS, B KOTOPOM O0OpabOTKe IMOABEP-
rajcsi craibHOW Ban (ctanb 45) nuamerpom 50 cwm.
Pe3anne npoxoqmio Ha cranke 1K625, pexxum 00-
paboOTKM — CO CKOpOCThIO 124 M/MuUH, TTyOMHOU
1 MM u ckopocteio nogaun 0,11 MM Ha 000pOT
(puc. 2—4). Pesynbrarsl U3MepeHus: BUOpoycKope-
HUI TIOCJIEOBAaTEIbHO WMHTETPHPOBATIM  JIBAXKJIBI
B [IpOrpaMMe, HarucaHHoil B cpee Matlab.

Taxum 0o0pa3oM, Bce U3MEpPEHHBIE MO KaHajlaM
X, y, Z CUTHaJIBl BHOPOYCKOPEHHH, a TaK)Ke pacyeT-
HbIE 3HaUeHUs1 BUOpOCKOpocTell n BUOporepemelie-

Puc. 2. Curnansl BHOpalMOHHOTO YCKOPEHHS JUTA CITydas pe3aHus
Ha ckopocTH 150 M/MUH:

a — B OCCBOM HaIlpaBJICHUH, 6—B paauajibHOM HAIIpaBJICHUU; 6 — B TAHICHIIMAJIbHOM
HalpaBJICHUU

Fig. 2. Vibration acceleration signals for cutting at a speed of 150 m/min:

a — in the axial direction; 6 — in the radial direction; 6 — in the tangential direction

Vol. 27 No. 12025 109



Cm

OBPABOTKA METAJIJIOB

OBOPYZIOBAHHME. MHCTPYMEHTBI

Puc. 3. CurHainsl BUOPAIIMOHHOW CKOPOCTH JUISI CITydasi pe3aHusi Ha CKOPOCTH
150 M/MuH:

a — B OCEBOM HAIIPABJIICHNN; O — B PaIHaJIbHOM HAIPABICHUH; 8 — B TAHTCHIIMAIEHOM Ha-
MIpaBJICHUN

Fig. 3. Vibration velocity signals for cutting at a speed of 150 m/min:

a — in the axial direction; 6 — in the radial direction; 6 — in the tangential direction

HUI TIPUBENICHBI [T OTHOTO CIIy4asi U3MEPEHUH Ha
YKa3aHHBIX BBIIIE PUCYHKAX.

[TpoBepKy aneKBaTHOCTH PabOTHI MPOrPaMMbI
MO3TAITHOTO MHTETPUPOBAHUS CHATOTO CUT'HAJIA BU-
OpoyckopeHHs yI0OHO paccMaTpuBaTh Ha TpUMe-
pe aHaJM3a OCHOBHBIX HECYIIMX YaCTOT B CIICKTPE
CHMMAaeMOTO CHTHaJIa, KaK 3TO C/IeJIaHO Ha PHUC. 5.

Kak BHIHO W3 puC. 5, OCHOBHBIC HECYyIIHE Ya-
CTOTBI OCTAIOTCSI Ha CBOMX MECTaX, OJHAKO BBICO-
KOYaCTOTHAsi COCTABIISONIAasi BHOPOCUTHANA CyIIle-
CTBEHHO OcladisieTcsi. ITO CBS3aHO C TEM (aKToM,
YTO MPU MHTETPUPOBAHUH UCTIOIB30BAJIH OTICPAIIHIO
CYMMHPOBAHHUSI ¥ YCPEAHEHUS, KOTOpasi COBNAACT
C WHEPIMOHHBIMU CBOWCTBAMH OOBEKTa (HMHCTpY-
MEHTA).

110  Tom27 Ne 12025

PeanbHblil U3HOC PEXKYIEro MHCTPYMEHTA MO-
JKET ObITh OOYCJIOBIICH BIMSHUEM CIIyYalHBIX (hak-
TOPOB, y4ecTb KOTOphIE B MaTeMaTHYECKHX MO-
nensx nuppoBOro ABOWHUKA HE MPEICTaBISAETCS
BO3MOXHBIM. [IJ1s OLIEHKH peajbHOro M3HOCa pe-
KYILEro MHCTPYMEHTa ObLI MPOBENEH OTICNIbHBII
sKcrepuMeHT Ha ctanke 1K625, rae ¢ ykazaHHbIMU
paHee mapaMeTpamMu pe3aHus MPoU3BOIMIACH 00pa-
0oTka Bana u3 cranu 45. Jlng n3mMepeHus H3HOIIEH-
HOCTH PEXYIIETro KJIMHA Ha KaKJIOM miare (BCEro
8 1m1aroB) oleHUBAJICS peaTbHBI U3HOC PEXYIIETO
KJIMHA Ha 33/IHeH IPaHu C UCTIOJIb30BAHHEM MHKPO-
CKoIa MeTasuiorpaduyecKkoro HWHBEPTUPOBAHHOTO
«JlaboMeTt-N», BapuaHT 4, C MHUPOKOYTOJLHBIMHU
obbexkTuBamMu 5/20 ¢ JTUHEHHBIM TIOJIEM 3pEHUS
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Puc. 4. Curnaiel BUOPAIIMOHHOTO TTEPEMEIICHUS JUIS CITydasl pe3aHus
Ha ckopocTH 150 M/mMuH:

a — B OCCBOM HaIPaBJICHUU; O — B PAHAILHOM HANPABICHUH; 6 — B TAHTCHIIUAIBHOM
HaIlpaBJICHUU

Fig. 4. Vibration displacement signals for cutting at a speed of 150 m/min:

a — in the axial direction; 6 — in the radial direction; 6 — in the tangential direction

20 MM U ¢ 1UdPOBON KaMepo# ISl MUKPOCKOIIOB
Ucam-1400 ¢ marpuuei pasmepom 1,4x1,4 MKM.
CaM MUKPOCKOTI M Pe3yIbTaThl U3MEPEHUI IO HEMY
MpUBENICHBI Ha pHUC. 6.
YacTh pe3yabTaToB U3MEPEHH BETUYUHBI U3HO-
ca pexyIlero HHCTpyMeHTa MpUBEEHBI Ha puc. 7.
Kak BuaHO U3 puc. 7, U3HOC MO 3agHEH TpaHu
COCTaBWJI AJis iepBoro BapuanTa 0,3 MM, a A7s BTO-
poro Bapuanta 0,33 mMM. Pe3ynbraTsl Bcex usmepe-
HUM y1oOHO MpeACcTaBUThH B BHjIE Tabm. 1.
Pesynbrarel u3mMepeHuii, npuBeACHBI Ha puc. 8.
B npencrasinenHom Ha puc. 9 BapuaHTe pa3BU-
THUSI KPUBOW U3HOIIEHHOCTH PEXKYIIETO HHCTPYMEH-
Ta OMpEACNUIN TPU TOYKU U3MEPEHUS XapaKTepu-

CTHK, KOTOpbIE UCTIOJIB30BAIN B MOCIEIYIOMIEM IS
UACHTU(PUKAIIMY BUPTYaJIbHBIX Mojenel nudpoBo-
0 IBOMHHUKA.

PaccmoTpum Bompoc M3MEHEHHUs KauecTBa Mo-
JTy4yaeMoOM MpU pe3aHUU MOBEPXHOCTH MpPH Hapac-
TaHWU CTENEHH U3HOIEHHOCTH PEXYIIET0 HHCTPY-
MeHTa. J{71s mpoBeieHHs TAaKOH OLIEHKU PUMEHSJICS
ONTUYECKUUA TpexMepHbld Mukpockon Contour
ELITE u xoutyporpad-npodpunorpod T4HD, koto-
pBIe MIpe/ICTaBICHbI Ha puc. 9.

Kontpons kauectBa 00paboTaHHON MOBEPXHO-
CTH, YUYUTBIBas pa3Mepbl U3MEPUTEIHLHOTO 000PYIO0-
BaHMs (ONITHYECKUH TpeXMepHbI MHUKpockor Con-
tour ELITE, kontyporpad-npodunorpodp T4HD),
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a 0 8
2 0 e
oHC 3 u

Puc. 5. CiekTpbl MOIIHOCTH CHUTHAJIOB BUOPAIIMOHHOM aKTUBHOCTH PEKYIIIETO
HMHCTPYMEHTA TS CIydasi pe3aHusi CO CKOpoCcThio 150 M/MuH:
a, 6, 6 — B 0CEBOM HaIPaBIeHHM; 2, O, € — B PaTHAIEHOM HAIIPABICHUU; JC, 3, U —
B TAHI'€HIHAJIBHOM HaIIpaBJICHUU
Fig. 5. Power spectra of cutting tool vibration activity signals for cutting at
a speed of 150 m/min:

a, 6, 6 — in the axial direction; ¢, 9, e — in the radial direction; o, 3, u — in the tangential
direction
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Puc. 6. BHemiHui BUJ MUKPOCKOIIa

Fig. 6. The appearance of the microscope

OBRABOTKA METALLOV %

Puc. 7. Dororpadust ¢ U3MEPEHHBIM 3HAYCHUEM

Fig. 7. Photograph with measured wear value

HW3HOIICHHOCTHU

Tabnuna 1
Table 1
JdaHHble M3HOCA HHCTPYMEHTA B npouecce 00padoTku
Data on tool wear during processing
[IpoiineHHspIii pe3oM myTb, M 0 202 552 840 1375 2010 3061
N3HOC pexyInei TUIacTHHBI, MM 0,01 0,11 0,20 0,23 0,24 0,26 0,36

Puc. 8. I3MepeHHas KpuBas U3HOCA PEXKYILIEro

WHCTPYMEHTA

Fig. 8. Measured wear curve of the cutting tool
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Puc. 9. UsmepurenbHoe 000pynoBaHUE:

a — xouryporpad-npodmnorpad T4HD; 6 — mukpockon Contour ELITE

Fig. 9. Measuring device:

a — contour profile recorder T74HD; 6 — microscope Contour ELITE

Ha CaMOM CTaHKe U 00pabaThIBaeMOi JICTaIN MPOBO-
JTUTh Helb3s. C LeNbl0 OIIEHKH KayecTBa MOTpedo-
BaJIOCh YMEHBIIIUTh OLICHHUBAEMYIO 00pabOTaHHYIO
MOBEPXHOCTD, JUIS Y€ro KaXJIbIi IIar dKCIepUMeH-
Ta, HA KOTOPOM OBLIT U3MEPEH YPOBEHb M3HOCA WH-
CTpyMEHTa, JIOJDKEH ObUI MMETh CBOIO OIICHHBAc-
MYI0 00pabOTaHHYI0 IOBEPXHOCTb. Y UUTHIBAs, UTO
B OKCIIEPUMEHTE OOTAYMBAJICS Baj, YIOOHO TOCie
Ka)XXJIOTO TPOXOJa HMHCTPYMEHTA BJIOJIb Baja W3-
MEpATh W3HOC MHCTPYMEHTA, a CICAYIONIMHA dTar
OCYIIECTBIISITh TAKHM 00pa3oM, 4TOOBI OCTaBalach
yacTh 00pabOTaHHONH MOBEPXHOCTH, MOTYYCHHOM
Ha MPEJIBITYIIEM dTarle.

[Tocne cepum Takoro pojpa 3KCIEPUMEHTOB,
B KOTOPBIX TaKXe M3MEPSUIaCh CHUIIOBAs PEaKIUs U
MOIIHOCTh HEOOPATUMBIX MPE0OPa30BaHMI (TEMIIE-
paTtypa B 30HE pe3aHusi), 00paOOTaHHBIN Baj Mpe-
CTaBIISUT COOOH KOHYC C JIMCKPETHO YMEHBIIAro-
mumMces paauycom (puc. 10).

[Tocne 00pabOTKK Ha TOKAPHOM CTAHKE TOT BaJl
MOXKHO paspesarh Ha HeOombiue yactu (puc. 11),
Ka)XJ1asi U3 KOTOPBIX XapaKTepU3yeT KadecTBO 00-
paboTKH Il OLIEHEHHOTO YPOBHS M3HOCA MHCTPY-
MEHTA.

[TonmyuyeHHble yacTH Baja YK€ MO3BOJMIH IIO-
JYYUTh OLEHKY KayecTBa OOpaOOTKH MOBEPXHO-
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Puc. 10. lerans nocie OKOHUYaHUS 3KCIIEPUMEHTA

Fig. 10. Part after the experiment is complete

Puc. 11. TlogrotoBieHHAs K N3MEPEHUAM JCTAD

Fig. 11. The part prepared for measurements

CTH TOYCHHUEM C PA3TMYHON CTEMEHBIO M3HOCA WH-
CTPYMEHTa Kak Ha KOHTyporpade-npodumorpode
T4HD, Tak 1 Ha ONTHYECKOM TPEXMEPHOM MHKPO-
ckorie Contour ELITE.
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Pe3ynbrarhl OIIEHKM JITaHHBIX, [OJyYEHHBIX
C MOMOIIBIK ONTHYECKOro mukpockoma Contour
ELITE, — usmenenue napamerpoB Ra u Rz (MKM)
IO [IaraM SKCIEpUMEHTa, PEeACTaBIEHbI B Ta0. 2.

Kax BuHO U3 JaHHBIX, TPUBEACHHBIX B TAOM. 2,
€IMHOW U CTPOMHOW KApTHUHBI U3MEHEHHUs IapamMe-
TpoB Ra w Rz He HaOmromaercs. MOXXHO 3aMETUTh
3HAUUTEIBHBIH POCT CpPEAHEr0 apu(pMETHUYECKOTO
OTKJIOHEHHUSI PO OT CpeAHEN IMHUU BIIOTb OCU
¥V C HEKOTOPHIMH KOJIEOAaHHUSMHU Ha MATOM IIare, HO
n3MeHeHnsT Ra U Rz 1o ocu X HE3HAYUTEBHEI, 00-
Jiee Toro — B 11eJIoM 00a rokasaresisi BIOJIb 3TOM 0Cu
JIayKe YMEHBIIAIOTCS.

B npencraBnenHom Ha puc. 12 cioyyae, noiaydeH-
HOM BO BTOPOI TOUKE U3MEPEHUI, XOPOILIO BUIHO, YTO
U3MEHEHHs MPOQUIs JAeTald BIOJIb JIMHUM TOAAYU
(ocb ) 00yCIIOBIEHBI UMEHHO BEJIMYMHOM 111ara rnepe-
MEIEHNUs UHCTPYMEHTa BIOJb JIMHUU Tonayu. [lpu
3TOM €CJIH CKOPOCTh MO/Ia4¥ YMEHBIINTh, TO U Mapa-
METpbI Ra 1 Rz 10 OCH ) YII/IyT, @ €CIH YBEIUIHUTH, TO
OHH BBIPACTYT. [J1s1 HAISTHOCTH IPOMILTFOCTPUPYEM

OBRABOTKA METALLOV %

00paboTaHHYIO MTOBEPXHOCTh, MOTYYECHHYIO C TIOMO-
nrpio0 Mukpockora Contour ELITE, Bo BTopoit Touke
sKcriepuMenTa B Buze 3D-monenn (puc. 13).

Jnst viutrocTpanui BUAa MOBEPXHOCTU MPH W3-
Hoce, OJIU3KOM K KaTracTpopruecKoMy, paCCMOTPUM
dbotorpaduio 06paboTaHHON MOBEPXHOCTHU, TMONY-
yeHHOU ¢ noMompio Mukpockona Contour ELITE,
B UETBEPTOU TOUYKA dKCIIEpUMEHTa (puc. 14).

Kak BugHo u3 puc. 14, xagectBo oOpaboraH-
HOM TOBEPXHOCTHM Ha 3TOM IIare 3KCIepUMEHTa
CYLIECTBEHHO YXYIIIUJIOCh, YTO TaKXe BUAHO W3
nokaszarenst Ra mo ocu y, KOTOPBIM IJid 3TOTO CIy-
yasi MakcumaieH (cm. tabn. 2). Cpemgnee apudme-
TUYECKOE OTKJIIOHEHUE MPOoUIIsl OT CpeaHEN TMHUU
BIIOJIb OCH ) HE camMoe€ OOJIBIIIOE, YTO OOBSICHICTCS
OCOOCHHOCTBIO PACIONIOKEHUS OCH HW3MEpEeHMs,
KOTOpasi MPOCTO HE IMOMNaJaeT Ha y4yacTOK C Hau-
OONBIIMMU TIepenagaMu MUKPONpO(UIIsS JeTalu.
JInst HarmAAHOCTH MPOWIIIOCTPUPYEM TOCIIETHUN
cinydail 3D-Monenbo U300paykeHUs] MOBEPXHOCTH
(puc. 15).

Tabnuma 2
Table 2

PesyabraTel u3Mepennst nokasareJieit mepoxosaroctu Contour ELITE

Results of measuring Contour ELITE roughness indicators

ITapameTp Touxka 1 Touxka 2 Touka 3 Touka 4
Rz 1o ocu y (MKM) 26,186 21,347 22,898 18,152
Ra 1o ocu y (MKM) 2,41 1,493 1,794 2,975

Puc. 12. ®otorpadust 00pabOTaHHOMN TOBEPXHOCTH,
nosrydeHHast ¢ nomoiisio Mukpockomna Contour ELITE,
MOCJIE TIEPBOTO II1ara KCIePUMEHTa

Fig. 12. Photograph of the machined surface, obtained with
a microscope Contour ELITE, after the first step of the
experiment
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Puc. 14. ®otorpadust 00paboTaHHON TOBEPXHOCTH, T10-
TydeHHas ¢ momoirsio Mmukpockona Contour ELITE, mo-
CJIe IIECTOTO IIara 3KCIepUMEHTa

Fig. 14. Photograph of the machined surface, obtained
with a microscope Contour ELITE, after the sixth step
of the experiment

3D-mogenb, npeacTaBieHHas Ha puc. 15, B cpas-
HEHHH CO ClTydaeM Ha puc. 13 1mo3BoJsIeT TOBOPUTH
0 CYIICCTBEHHOM YXY/AIICHHH KauyecTBa 00paboTaH-
HO# moBepxHOCcTH. ['paduk, o6oOmarmMiA MpoBe-
JICHHBIC SKCTICPUMEHTBI, IPUBE/ICH Ha puc. 16.
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Puc. 13. 3D-Monens NOBEpXHOCTH MOCIE NEPBOrO
11ara SKCIepuMeHTa

Fig. 13. 3D model of the surface after the first
step of the experiment

Puc. 15. 3D-Monens NOBEpXHOCTH MOCTE LIECTOIO
1rara SKCIepruMeHTa

Fig. 15. 3D model of the surface after the sixth step
of the experiment

Kax BuaHO u3 puc. 16, Hanbonee nHGOpPMATHB-
HBIM [1apaMETPOM 3/1€Ch BBICTYIIAET NOKa3aresb Ra.
B uenom naHHble, NOJYyYEHHBIE C MIOMOIIBIO ONTH-
yeckoro TpexmepHoro mukpockona Contour ELITE,
HOCSIT KaueCTBEHHBIN XapakTep, OCOOCHHO UX
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Puc. 16. Pe3ynbrarsl U3MepeHUs Ka4Y€CTBA TOBEPXHOCTH
B YETBIPEX TOUYKAX

Fig. 16. Results of surface quality measurement
at 4 points

3D-monenu, ¥ He MO3BOJISIOT MOMYYUTh YETKYIO KO-
JMYECTBEHHYIO KapTHUHY H3MEHEHHUs IIepOXOBaToO-
cTH 00paboTaHHON moBepxHOCTH. [y momyueHus
KOJIMYECTBEHHOM OLIEHKU KadecTBa 0O0pabOTaHHOM
MOBEPXHOCTH HaMU OBbLI MCIOJIB30BaH KOHTYPO-
rpa¢-npodunorpod T4HD, nporokosnsl ero nzme-

OBRABOTKA METALLOV %

pEHMII IO OAHOMY ILIAry 3KCIIEpUMEHTA IPEACTaB-
JeHbl Ha puc. 17. OTMeTuMm, 4To OLeHKa IapaMeTpoB
LIEpOXOBATOCTH ITPOBOJWIIACH B HAIIPABIECHUH, OPTO-
TOHAJIBHOM I10/1a4€, T. €. BIOJIb OCH ).

Bce pesynbprarsl U3MEpeHUH ITOKa3aTelen mepo-
XOBATOCTHU Y100HO 0000IIUTE B BHIE Ta0I. 3.

Puc. 17. llpumep npoTokona, CHATOro Ha KOHTyporpade-npoduinorpade T4HD

Fig. 17. Example of the protocol captured on the contour profile recorder 74HD

TabGnuna 3
Table 3
Iloxa3arenu kayecTBa no nporoxkoaam T4HD
Quality indicators for T4HD protocols
[Tyts (M) 0 202 552 840 1375 2010 3061
Rz (MKMm) 4,704 3,040 3,272 3,396 3,632 5,92 9,274
Ra (Mxm) 0,609 0,516 0,527 0,532 0,602 0,969 1,69
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Kak BumHO m3 Tabm. 3, o0a mapamerpa mepoxo-
BaTOCTH PacTyT BMECTE C POCTOM HM3HOCA, IPUYEM CO
BTOPOTO IIara dKCIepuMeHTa Halllt01aeTcsl HEKOTO-
pasi crabumM3alys, a mocie MecToro mara — pe3kui
pocT mepoxoBarocTu. [paduk M3MEHEHUs MepOXO-
BaTOCTH BO BPEMEHM IIPE/ICTABIIEH Ha pUc. 18.

OBPABOTKA METAJIJIOB

Puc. 18. I3meHeHne nokaszaresiei HepoXoBaToCTH 110
IIyTH pe3aHus

Fig. 18. Change in roughness indicators along the
cutting path

Kak BugHO 13 puc. 18, npu yBenndeHnn n3Hoca
HAYMHAIOT PaCTH MOKA3aTesI MIEPOXOBATOCTH, a HA
HadaJIbHOM JTare 3aBUCHMOCTh Ra n Rz oT u3HOCa
HOCHT MAaJIalOIIMKA XapaKTep, YTO CBSI3aHO C BIIMS-
HUEM TPHUPAOOTKH PEXYIIEero MHCTpyMeHTa. Yem
ONMMKEe K TOYKE KaracTpo(UUeCKOTO HM3HOCA, TEM
CHJIBHEE POCT IIEPOXOBATOCTH, U 3aBUCUMOCTbD YK€
HEIUHEHHAS.

Bupmyanvuvie modenu yugposeozo 06oiinuxa

CuHTe3 BHpPTyalbHBIX Mojene 1udpoBoro
JIBOMHUKA HAaYHEM C MOCTPOEHUs KPUBOW HM3HAIIM-
BAa€MOCTH PEXKYIIEr0 MHCTPYMEHTA Ha OCHOBE HC-
IIOJIb30BaHUs orneparopa Boasreppsl BToporo pona
[20]. 3nech Ha/1O yUUTHIBATh peajbHBINA MyTh, IPOMA-
JIEHHBIA MHCTPYMEHTOM, B TOM YHCJIE€ U3-3a BUOpa-
LMOHHBIX TEepPEMEIICHUI BEpUIMHBI UHCTPYMEHTA.
OTOT MyTh PACCUUTHIBAETCS C YUETOM PE3yJIbTaTOB
00pabOTKH JaHHBIX, TOJIy4aeMbIX CHCTEMOM BUOPO-
MOHUTOpUHra. To ecTh MyTh, TPOUIEHHBIN UHCTPY-
MEHTOM, OyJIeT BBIUUCIISTHCS KaK CyMMa pacyeTHO-
ro nytu L, onpenenseMoro CKOpOCTbIO pe3aHus 1

MOJIa4H, a TAKXKE BUPTYaJIbHOTO IyTH, TIPOHICHHOTO
UHCTPYMEHTOM:

L, =x*+y*+ 22 (1)
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Pesynprarel MozmenMpoBaHUS CHCTEM YypaBHE-
HUN UGPOBOTO JIBOMHUKA MO3BOJISIOT PacCUUTATh
MIPOrHO3UPYEMOE Pa3BUTHE BETUUUHBI H3HOLIEHHO-
CTH pexyliero nuuctpymenra. [Ipu monenupoBanumn
HEe0OXOUMO YYMUTHIBaTh TOT (DaKT, YTO HpPHUYMHA
3BOJIIOLIMOHHBIX MPEeoOpa3oBaHUil CBA3aHa C MOII-
HOCTBIO W pabOTOM CWJI pe3aHus, T. €. C DPHEpruei
HEOOpaTUMBIX TIPeoOpa3oBaHUi B 30HE 00PaOOTKH.
Jlis MonenupoBaHUs 3BOJIOLUOHHBIX HU3MEHEHUI
B 3TOM Ciy4yae HEOOXOJMMO HCIMOJIb30BATh HHTE-
rpajbHble omepaTopsl Bonbreppsl BrOporo pona,
HMEIOIIHE CICAYIONIYI0 CTPpYKTYypy [20]:

A
hy = k[ w(t— )N (8)dE, ©)
0

rie w(f—&) — sapo HMHTErpajbHOrO Olleparopa;
N (&) — dhasoBast TpaeKTOpHs MOIIHOCTH HEOOpATH-

MBIX TIPEOOpa3OBaHMil MO COBEPIICHHOH paboTe;
A — pabota cui1 pe3aHusl.

OnHako, Kak 3TO cleqyeT U3 CTPYKTypbl olepa-
TOpa, U3HOC 3aBUCUT OT TEKyYeCTH HEOOpaTHUMBIX
peoOpa3oBaHuil U €€ MPEAbICTOPUH, KOTOPasl yuu-
TBIBAETCS SAPOM MHTErpAILHOIO oreparopa. Ecre-
CTBCHHO IIOJIOKUTH AAPO UHTCTPAJIBHOTO OIICparo-
pa B CIEIYIOLIEM BUJE:

A
hy = ] (et 4 pre2 D Neyde, (3)
0
e (B1eal(§_A) + Bzeaz(A_é)) — CyMMa siJIep MHTe-

A)

rpajbHOTO OIEpPaTopa, MPU 3TOM Bleo‘l(é_ — S7Apo,

OTIpe/IeTISIONIee MPOLEeCChl NMPUPAOOTKH HHCTPY-

MEHTa, a BzeO‘Z(A_é)

— sIpO, OnpeAerstoIee npo-
neccel u3Hoca; Py, By, oy, 0y — mapameTpsl, Moj-

JAexamuye uaeHTHQukauuu; N —  MOIIHOCTb
HeoOpaTHUMBbIX TipeoOpa3oBaHmii; 4 — paboTa.
MoIIHOCTh HEOOpaTUMBIX — MpeodpazoBaHUN

onpenenum kak N = Ry Vnoﬂz +V2, rne R — cuna

pesanusi. PaboTy ompenenum B BHIE CIICAYIOIIETO
t
uHTerpana: A = I N(@)dt .
0
Jnst cyaast, korma N = N = const, Gopmyiy (2)

y100HO TIPEICTaBUTh B BUJIC

4
hy =Ny | (6“1(5_/’) + e“2(A_§))d§- “4)
0
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Pemenne nnst ypaBHenus (4) OymeT ciemyro-
IIAM:

1 - 1

Iy = Ny—(1-e4) 1 Ny — (24 _1). (5)
o )

Ecmu N(¢) e paBHo N, = const, ¥ IPUHSB JOITy-

menue, uto Ny, N, ...., N | BBHIY MaJIOCTH BEIH-

uuHbl Ad = A, — A, | — BETUYMHBI, OJU3KHE K OCTO-

SHHBIM, TO TIOJYYHM CIIEIYIOIIYI0 TPHOIKEHHYTO
CYMMY, OITMCBIBAIOIIYI0 HHTETpaJIbHbIN oreparop (5):

hy = B_l[_NOe—OtlA —(N; - No)eal(Al—A) _
o

— (Ny = Np)e1to=A) _
Ny - Nn—Z)eal(An_l_A) + Nn—l] +
+ B—ZI:N()EOQA + (Nl - No)eiaz(AiAl) +
%%
+ (Ny — Np)e@2UA=4) o

s Ny = Ny 2D N, [ ()
OroBopuMm 31ech, 910 Py, Py, 0, o) — mapa-

METPBI, TOJICKAITIE UICHTU(DUKAIIIH, — B MOJICITH
pacuera u3HOCa OBUIM ONIPEICIICHBI 110 PE3YJIbTaTaM
NPeABAPUTEIHHBIX KCIIEPUMEHTOB, MPOBEICHHBIX
HamH paHee. [ paduk pa3BUTHS H3HOMIEHHOCTH pe-
XKYIIETO MHCTPYMEHTA 110 3aJJHeH TPaHH MO pacyeT-
HBIM JJaHHBIM MPUBEACH Ha puc. 19.

CpaBHuTenbHbIN aHanu3 puc. 8 u 19 nokassl-
BACT, YTO 30Ha KPUTHYECKOIO HM3HOCAa Ha puc. 8§
HauMHAETCs paHblie, yeM Ha puc. 19. Takoe pac-
XOKJICHHE 00YCIIOBJIEHO MPOIIECCOM CTPYXKKOOOpa-
30BaHMSA: TPU O0OPaOOTKE MBI CO3HATENBHO JIOMY-
CTHJIM CIIy4all pe3aHusi ¢ CHJIbHBIMH BHOpAIIMSIMU
13-32 HAKOIJICHUsI CTUBHOM CTPYXKU. B pesysnbrare
9THX BHOpaIuii MPOU30IILTH H3MEHEHHS B KOHTAKTE
3aJHel TpaHu HHCTPYMEHTa 1 00pabaTsiBaeMoii Jie-
TaJIM, YTO MPHUBEJIO K MOSBICHUIO HOBBIX HJIEMEHTOB
B 30HE M3HOCA.

Kak BugHO 13 puc. 8 u 19, kpuBas pa3BUTHS U3-
HOUICHHOCTH PEXYIIEro MHCTPYMEHTA I10 PO IeH-
HOMY IyTH JICJUTCS Ha TPH 00IaCTH:

— obnacTe npupadoTKH, rie GopMHUpyeTcs Npe-
BapUTEIIbHBIA U3HOC PEKYIIETO HHCTPYMEHTA,

— 00J1acTh CTAaOMIM3AlMU W3HOIIEHHOCTH, KOIia
BEJIMYMHA U3HOCA HAPACTAET JJOCTATOYHO MEJJICHHO;

— 06nacTh GOPMUPOBAHUSI KPUTHUECKOTO U3HO-
ca, MpU KOTOPOM BEIUYMHA MU3HOLIEHHOCTH PEXY-
IIer0 MHCTPYMEHTA HapacTaeT O4eHb ObICTPO.

OBRABOTKA METALLOV %

Puc. 19. Paccuntannas KpuBast ©3HOCA PEXKYIIETO
HHCTPYMEHTA

Fig. 19. Calculated cutting tool wear curve

B xauecTBe 6a30B0ii BUPTYaIbHOM MOAEITH I (]-
pPOBOI0 ABOMHHMKA IIPUMEM CUCTEMY HEJIMHEHHBIX
ypaBHEHHMHA. 3aBUCUMOCTh CHJIBI pEe3aHHs OT TEM-
NepaTypHO-CKOPOCTHOTO KO3((UIMeHTa pe3aHus
Oy/ieM UHTEPIPETHPOBATh B BUJIE YOBIBAIOIICH IKC-
MOHEHINALHON 3aBUCUMOCTH:

a (V _%j
ul Ve
p=p|1+pe | (7)

rJe Py — HauMeHbIee 3HaueHne p (kodhdunmenra,

3aBHCSIIETO OT TEMIIEPATYPHI U XapaKTEPU3YIOIIETO
TaBJICHUE CTPYKKU HA TIEPEIHIONI0 TPaHb PEKYILETO
KIIMHA); | — KOA(QQHUIMEHT, TOKA3bIBAIOIINN KpH-

BU3HY OSKCIIOHCHI[MAJIBHOTO YMEHBIICHHS P TIPH
POCTE TEMIEPATYPhI KOHTAKTA; O, — KOd(phHUIMEHT
KPYTHU3HBI XapaKTepUCTUKH p; V. —dz/dt — peans-

Hasi CKOPOCTbH PE3aHHUS.
C yaetom dopmyisl (7) cuiia pe3aHusi MOXKET OBbITh
MPEJICTABIICHA B BUIE CIIEYOIIETO BHIPAKEHUS:

o)
4
F=py|1+pe dt) |«

t
dx
x(a,-y) _[ (Vf _d_jdt’ (8)
1
T,
rne (a,-y) — peanbHas TIyOMHA pE3aHUS;

1

[ (Vf - d_xj dt — peanbHas nojava.
dt

=T,
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BrrTankuBaromee ycuiane, HCXOASIIEe U3 30HBI
pe3aHusi, B 3aBUCUMOCTH OT M3HOCAa WHCTPYMEHTa
B/IOJIb 3aJJHEW MOBEPXHOCTH W B 3aBUCHMOCTH OT
TEMIIEPATypHOTO pacIIupeHus o00padbaThiBaeMOro
Marepuasa Mbl pacCMaTpuBaeM Kak

Fy = (00 + k50 3@, - p)e ¥, (9)

rae g — Opeaci NpoOYHOCTH O6p8.63TLIBaCMOFO MEC-

OBPABOTKA METAJIJIOB

2 .
TaJuIa MPU CKATUU [KI/MM” |, 3aBUCSIIUNA OT TeMIIe-
paTypbl KOHTaKTa MEXIYy 3aJHEH IMOBEPXHOCTHIO

UHCTPYMEHTa U oOpabaTbiBaeMoli faeTansio ,, U3-
mepsiemoit B rpaaycax Llenscust; Kj — koaddurm-

€HT, XapaKTEPU3YIOIIUI HEIUHEHHOE YBEIUYCHUE
TOJIKAIOUIETO YCUJIMS ITPU COMMKEHUU 3aTHEN IOBEPX-
HOCTH MHCTpyMEHTa U 00padaTsiBaeMOii AeTaH.
UYepes m1aBHBIMA Yrojl B IIJIAHE () BBITAIKUBAIO-
IIyI0 CHJIy MOXHO Pa3JIOXKHUTh 1O OCsIM aedopma-

UK X ¥ ) CIEMYIOIHIM 00pa3oM:
F,%) = cos F);
h oLy (10)
F,Y) =sinF),.

Cocrapnsioniasi CWiIbl Ha 3aJHEW I'paHU B Ha-
IIPABJIEHUU KOOPAMHATHI zZ, UHTEPIPETUPYyEMasl KaKk
CHJIa TPCHMUSL:

B =k F,, (11)

e k; — ko3 PUIMEHT TPEHUS, HHTEPIIPETHPYETCS

KaK
k; = ko, + Ak, [e_Kleh 1 eKr29 }/2, (12)

e Ky; — MUHHMaJIbHOE 3Ha4YeHHe Kod(duimenTa
TpeHus; AKk; — BelMUWHA TpHpaIieHus Kodpdurm-

CHTa TPEHHsI TIPU U3MECHEHHU TEMIIEPATYpPhI B 30HE
xonTakTa; K s u K7y — xoadduimentsl, onpene-

JSIOUINE KPYTU3HY MaJeHust ¥ pocT KoddduimenTa
(PUKIIMOHHBIX XapaKTEPUCTHK.

OO01ee BhIpaKEHUE, OMUCHIBAIOIIEE PA3I0KEH-
HYIO 0 OCsAM Jae(opManuy CHIOBYIO PEAKIIHIO,
MPUMET CJICYIOIINI BU:

Ff = XIF + F}Sx),
Fy=3oF + FY; (13)
F, = y3F + F9,

e x; ABIsIeTCs KO3 PHUIIMEHTOM pa3IoKEHUS CHITBI

pe3aHust Ha i-10 OCh Je(OpMallui HHCTPYMEHTA.
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Monens nedopMalliOHHBIX TIEPEMEIICHUIN BEP-
IIMHBI HHCTPYMEHTA OyZleT UMETh CIIEIYIOIIUNA BUA:

dz
m—5 +h“dt h12dt h13

T X + Y + 37 = Ff’

d?y dx dy dz
) oy Eiy D
md,2+21d+22dt+23d

14
+01X + ) + €232 = Fy; (14)
2
mﬂ+h31d—x+h32d /’133 dz
dt? dt dt d
+e31x + 3y +ey3z = I,
e m [Kr - c2/MM], h [kr - ¢/MM], ¢ [KT/MM] — MaTpH-

1161 KO3 (HUITMEHTOB MHEPIIMH, TUCCUTIAIINH U KECT-
KOCTH COOTBETCTBEHHO.

HMubdepennnanbHoe ypaBHEHHE, OIMCHIBAIO-
uiee rnepenady TemImepaTypbl depe3 3aJHIOI T0-
BEPXHOCTh MHCTPYMEHTA MpH MpeAbIAYLIeM Bpa-
UICHUM IIINUHAENS B TEKYIIyl0 30HY KOHTaKTa
WHCTPYMEHTa M 00pabaThiBacMOM neTanu, UMEeeT
CIEAYIOIIUI BU:

d? d
1S9 (14 1) P2 0, = kN, (15)
A Iy
e 1) = , I = —- — NOCTOSIHHBbIC BPEMCHHU;
o Ve o)
kohh
k =———- — xo3pduINEHT mepenaun; o, o, —
CIH1E

uaeHTUGUIMpYeMble Oe3pa3MepHbIE IapaMeTphbl
MaciITabupOBaHMs UHTETPATBHOTO ONEpaTopa; A —
K03()(UIIMEHT TeMIepaTypornpOBOIHOCTH; kQ —
Kk03((UIMEeHT, XapakTepu3ymomuil npeoOpa3oBa-
HUE MOUIHOCTH HEOOpaTUMBIX MpeoOpa3zoBaHuit

de(t =T,
5 Tevmeparypy: N = Fu(f - TV)(VC _¥j _

(X3F(t ~T,)+ FO( - Tv))(V - Wj -
MOIITHOCTh HEOOPATUMBIX MPEOOPa30BAHUI.

Takum obOpazom, cuctema ypaBHeHuit (3—15)
u OyaeT BUPTyaJbHON MaTeMaTHYECKOM MOJEIBIO
(POBOTO IBOMHKKA Tporiecca 00padOTKH MeTal-
JIOB Ha METAJJIOPEKYIIEM CTaHKE.

Pe3yabTarsl U MX 00Cy:K1eHUE

Haunbonee mnepcrnekTUBHBIM HaIpaBiICHUEM C
TOYKU 3pEHUS MapaMeTpUYecKOr HICHTHU(PUKAIUN
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BUPTYaJIbHBIX Mojieiel nu@poBoro ABOMHMKA SIB-
JSI€TCSl MCTIOJIb30BAHNE JAHHBIX, MOJIYUYEHHBIX CH-
cremoit BuOpomonutTopunra [20]. 3mech u3 Bcel
COBOKYITHOCTH JIaHHBIX MBI IIPEJIaraeM OMUpaThCst
Ha TaK Ha3bIBAEMBIE IUIMIICHI PACCEMBAHUS, KOTO-
pbl€ MOXKHO TOJYYUTh HEMOCPEACTBEHHO U3 CHATO-
TO CUrHajla BUOPOYCKOPEHHUSI.

0

OBRABOTKA METALLOV %

PaccMoTpuM srHIcsl pacceuBaHus ISl Cllyda-
€B, MIPEJICTABICHHBIX Ha pUC. §, UACHTU(DULIHPOBAB
M0 ATUM JaHHBIM MapaMeTpbl MoJeIH LUu(POBOro
NBOMHMKA. Pe3ynbraThl COMOCTABIEHUS 3TUX ABYX
BapHaHTOB pacyeTa 3JUIMIICOB pAacCeMBAHMS IS
OJIMHAKOBBIX 3HAYEHUU W3HOIIEHHOCTH PEXKYLIETO
KJIMHA TIpUBENIeHbI Ha puc. 20.

e

Puc. 20. Snnunicel paccerBaHUs «PO3bD» BUOPALIUN:

a, 6 — B IIOCKOCTH X/Y ¢ BeMUnHOM M3HOIIEHHOCTH & = 0,24 MM; 6, 2 — B IIOCKOCTH X/Y
C BEJIMYMHOM M3HOMIEHHOCTH & = 0,27 MM; 0, € — B INTOCKOCTH X/Y ¥ BETMIMHON
H3HOIIEHHOCTH A = 0,32 MM

Fig. 20. Ellipses of dispersion of the “rose” of vibrations:

a, 6 — in the X/Y plane with a wear value of 2 = 0.24 mm; g, 2 — in the X/Y plane with a
wear value of & =0.27 mm; 0, e — in the X/Y plane and a wear and tear # = 0.32 mm
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Kak BugHo u3 puc. 20, pazmax ocei 3UIMIICOB
paccerBaHMsI COBIAIAET NOYTH TOYHO, HO PACCEUBa-
HUE BUOpauil AJsl peaqbHOro CTaHKa CYIECTBEH-
HO BbIIIE. DTO OOBSICHSIETCS TEM, YTO HA PEabHOM
CTaHKE MPUCYTCTBYEeT BUOpAIMOHHAs aKTUBHOCTh
HE TOJBKO OT Mpoliecca pe3aHus, HO U OT JAPYTUX
HECYIIUX CUCTEM. 3ajiaya MOICTUPOBAaHUS BCEX He-
CYIIUX CHUCTEM BMECTE C CHUCTEMOMW pe3aHHs IMoKa
HaMU HE pelanach.

Jlns olleHKH KayecTBa MOJIy4YyaeMo# MpHU pe3a-
HUU TOBEPXHOCTH aHAJIU3y MOJBeprajiach TOIbKO
KOOpAMHAaTa BHOPALlMOHHON aKTUBHOCTU PEXKY-
IIeT0 MHCTPYMEHTA B HampaBieHUH ocH ). Takoit
BBHIOOp CBSI3aH C TE€M, YTO BHOpalUU BEPIIUHBI
pPEeXKYIIEro MHCTPYMEHTA B HaNpaBiICHUU OCed z
U x OynyT cpes3aThCsi MpPU MPOJOIBLHON TOKapHOM
00paboTKke, KOTOpas B35iTa 32 OCHOBY IPU MOJIETIH-
poBaHUU cucTeMbl pe3aHus. OIHAKO MpU APYTUX
BapuaHTax 0OpaOOTKM METaJIOB pPEe3aHHUEM MOXK-
HO TMOJBEpraTh aHAJINU3y U BUOPALIMOHHBIN CUTHAT
B Jpyrux HampapieHusx. /[y aHanmu3a kauecTBa
MOJIy4aeMoU MpH pe3aHuu MOBEPXHOCTH HaM IO-
TpeboBaloch 00paboTaTh JaHHBIC TAKKUM 00pa3oM,
4TOOBI U3 HUX ObLJa yJaajeHa MOCTOsIHHAs COCTaB-
JS0mas M yYUTHIBAJIUCH JIMIIb BHOpalUu B He-
KOTOPOM 3aJJaHHOM BpEeMEHHOM auamnazoHe. [[ns
ATOro Hamu ObLIa COCTaBleHA MPOrpaMma, 03BO-

OBPABOTKA METAJIJIOB

OBOPYZIOBAHHME. MHCTPYMEHTBI

JSI0IAs aHAIU3UPOBATh KadeCTBO IOIy4aeMoil
IpU pe3aHuU MOBEPXHOCTHU KaK B cHUCTeMe LH}-
pPOBOTO ABOMHMKA, TaK U MO JAHHBIM, CHUMaeMbIM
cucteMoil BUOpomMoHuTOpHUHra. B pesynbrarte mo-
JYYUJICS TOCTATOYHO MOUIHBIA BBIYMCIUTEIbHBII
UHCTPYMEHT, KOTOPBIA B MOCJEAYIOIIEM MOYXHO
OyIeT HUCIOoNb30BaTh IS TapaMeTpUIecKoi uiaeH-
TU(UKAUU BUPTyalIbHBIX MoJeneil uudpoBoro
JBOMHUKAa Ha pealbHBIX MeTaio00pabdaTkiBaio-
HIMX CTaHKax.

Pesynprartel MoznenupoBaHus ae(opMalnroHHO-
O IBIDKEHUS B HAIIPABIIEHUU OCH ), & TAKXKe TOUKH,
10 KOTOPBIM OIIEHUBAJIACh IIEPOXOBATOCTh MOBEPX-
HOCTH I10 MOKa3aTeno Ra, npuBeaeHbl Ha puc. 21—
23. Ha puc. 21 noka3zaH BapHaHT pacyeTa KauecTBa
00paboTKu MO MoKazaTeNo Ra As ciaydasi pe3aHus
C U3HOCOM PEeXYIIEro MHCTPYMEHTA I10 3a/IHeH Tpa-
Hu B 0,11 MMm.

Kak BugHo u3 puc. 21, pacuer npoBoguiCs 1Mo
JTAaHHBIM, MTOJyYEHHBIM M3 MOJIEJH, HO HE C MepBOil
CEeKyHIbI, T. €. HE C Hayaja MOJAETUPOBAHUS, a C
TOTO BPEMEHH, KOTJIa MPOLIECC Pe3aHusl yCTaHaBIIU-
BaeTcs. B momydeHHbI BEIOOpKE MBI Opaniu B pac-
YeT TOJFKO MUHUMAJIbHbIE U MaKCUMaJIbHbIE 3HaUe-
HUS M WCIONB30BAIM UX JUIsl pacueTa MoKas3aress
HIEPOXOBATOCTH, KOTOPBIN AJIsl paccMaTpHUBaeMOro
ciydas Oyzet paBeH 1,26 MKM.

Puc. 21. Tlpumep pacyera mokasaresst KadecTBa IS CIy4as Pe3aHus ¢ H3HOCOM
B 0,11 MM

Fig. 21. Example of calculating the quality index for the case of cutting with
awear of 0.11 mm
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Puc. 22. Tlpumep pacuera mokasaresis KauecTBa sl Caydasi pe3aHus ¢ H3HOCOM
B 0,29 MM

Fig. 22. Example of calculating the quality index for the case of cutting with
a wear of 0.29 mm

Puc. 23. llpumep pacuera nokazareist kauectsa npu /4 = 0,314 mm

Fig. 23. Example of calculating the quality index at 2 = 0.314 mm

Pe3ynbrarel MoaeIMpoOBaHUs KOOPAMHATHI, OT-
paxatouieit AedopMallOHHbIE JBUKEHUS Bep-
IIMHBl PEXKYIIEr0 WHCTPYMEHTA B paJudalibHOM
HAMpPaBJICHUN C M3HOIICHHOCTHIO PEXKYIIEero HH-
CTpyMeHTa 1o 3aaHei rpanu B 0,29 mMm, npusene-
HBI Ha puc. 22.

Kak BuaHo u3 puc. 22, ammurtyaa nedopmanu-
OHHBIX JABW)KCHUH YK€ 3HAaUUTEIHHO BO3PACTAET, U
JUISL paCCMaTPUBAEMOTO CIy4asi pe3aHus pacueTHOE
3HaueHre Ra MOCTUraeT BEIUYMHEI B 2,2 MKM, 4TO
CYLIECTBEHHO MPEBHIIIACT MPEAbIAYIINE PACUETHBIC
3HaYeHHUs. DTOT CKAYOK OOYCIIOBJIEH MEpPEeXOaoM
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KPUBOH M3HOIMIEHHOCTH M3 00JACTH CTa0MIN3AIIH
B 00JIACTh KPUTHUYECKOTO M3HOCA.

PaccmoTpuMm emie ouH BapHaHT pe3aHusi, KO-
TOPBIA XapaKTEpU3yeTCs HM3HOIIEHHOCTHIO PEXY-
IIETO WHCTPYMEHTA 1O 3a/IHEH TpaHy Ha BEIIMYHHY
B 0,344 mm. PesynbraThl MOIETUPOBAHUS KOOPIU-
HaTbl ) JUIsl 3TOTO CiIyvasi IPUBEAECHBI Ha puc. 23.

CpaBHenue puc. 22 u 23 moka3biBaeT eme 00-
Jiee yBEMUYMBIIYIOCS aMIUTUTYAy BHOpamui pexy-
IIETO WHCTPYMEHTA, B TOM YHCJIC U B PaJUaIbHOM
HanpaBJIeHUH. BennynHa pacuyeTHOro IMoKa3aTels
KauecTBa Uil PacCMaTpPUBAEMOTO CITydasi COCTaBH-
ma 4,17 MKM — 3TO OoueHb OOJbIIOE 3HAYCHHE IS
TOKapHO! 00pabOTKM METaIOB pe3aHHEM, U OHO
MOXET pacCMaTpPUBATHCS TOJBKO KaK BapHAaHT IMPe/I-
YUCTOBOU 00paOOTKHU.

OBPABOTKA METAJIJIOB

OBOPYZIOBAHHME. MHCTPYMEHTBI

Bcero HamMu OBLTO TPOBENCHO ACBATH DKCIIE-
PUMEHTOB [Ji1 HOCTPOECHMSI KPUBOM H3MEHEHUS
Ka4yeCTBa MOJy4aeMOl IPU pe3aHuH MOBEPXHOCTH.
JUis HarIsAHOCTH paccMOTpUM 00a BapuaHTa W3-
MEHEHHUS KaueCTBa, a TAK)KE€ BApUAHT SKCIIEPUMEH-
TAJIbHOM OLICHKH W BAPUAHT MOJEIBHOW OLCHKHU.
Jl1st 3TOro U3yyuM M3MEHEHUe Mokaszarens Ra st
Cilyyasi SKCIIEpUMEHTAJIbHBIX JAaHHBIX, ONHPAACH
Ha MHTEPIPETALNIO 3TOT0 MOKa3aTesl C UCIOIb30-
BaHUEM JaHHBIX, IPEACTaBICHHBIX Ha puc. 8 U 19
(Tabm. 4).

WuTepnperanus naHHbIX Tabia. 4 B BUOE CO-
BMECTHOTO TpaduKa JIBYX XapaKTEPUCTUK TpPHUBE-
JIeH Ha puc. 24.

Kak BugHO U3 puc. 24, B paccMaTpuBaeMoM CIIy-
yae COMOCTABJIEHUS PE3yJIbTaTOB MOJEIUPOBAHUS

Tabnuma 4
Table 4
3HavyeHus MOKa3aTeJisi KayecTBa Ra (AKcnepuMeHTaIbHbIE H MOJeJbHbIE)
Values of the quality indicator Ra (experimental and modeled)
H3zHoC (MM) 0,11 0,16 | 0,22 | 0,23 0,26 | 0,29 | 0,314 | 0,344 | 0,402
Ra (Mxm) (MOIETBHBIN) 1,26 1,22 | 0,96 | 0,84 0,98 2,2 2.9 4,17 41
Ra (Mxm) (3xcniepumenTtanbbii) | 0,516 | 0,52 | 0,53 | 0,532 | 0,602 | 0,97 1,45 1,6 39

Puc. 24. 3aBucumMocTb KauecTBa MOIy4aeMO P pe3aHuu MOBEPXHOCTU
OT U3HOIIEHHOCTH PEXKYLIEro HHCTPYMEHTa

Fig. 24. Dependence of the surface quality obtained during cutting on the cutting
tool wear
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U PE3YJIbTaTOB, MOIYUYEHHBIX 3KCIIEPUMEHTAIBHBIM
nyTeM, 00e XapakTepUCTUKHU 00JaatoT OYEHb BbI-
COKOM cTeneHbto Onm3ocTu. EcTh HEOOmbIIOE pac-
XOXKICHHE B OONACTH CpPEeJHHMX 3HAYCHUN BEIUYH-
HBl, XapaKTepU3YIOUIeH HM3HOMIEHHOCTh PEXKYIIETO
MHCTPYMEHTA I10 3aJJHEH rpaHu, HO B LIEJIOM Xapak-
TEPUCTUKHU MOYTH UJICHTUYIHBI.

31ech Ha0 OTMETUTh, YTO U MOJENbHAs, U IKC-
NEpUMEHTAJbHAs  XapaKTEPUCTUKA  I1OKa3bIBACT
CTAaOMIIM3ALIMIO U JJaKe HEKOTOPOE CHUKEHHE MOKa-
3arens Ra B 30HE CTa0MIIM3alMK KPUBOW H3HAIIIUBA-
€MOCTH PEXYIIEro HHCTPYMEHTa (CM. puc. 24).

TexHonorust nuppoBOro JBOMHMKA OMHUPAECTCS
Ha IIMPOKOE HCIOJIb30BAHME BUPTYaJIbHBIX Mare-
MaTHUYECKUX MOJENeH, YHCIEHHOE MOJEIUpOBa-
HUE KOTOPBIX MOXKET IPEACKa3bIBaTh Pa3BUTUE TEX
WIM UHBIX IPOLIECCOB B TEXHUYECKUX CHUCTEMAX.
BaxxHOCTh Takoro mporHosa BO MHOIOM 3aBUCHUT
OT TOYHOCTH MCIIOJIb3YEMBIX NPU MOJAEIUPOBAHUU
MoJiesield, KOTOphIE, B CBOIO O4epeib, TPEOYIOT Mo-
CTOSHHOW IIApaMETPUYECKON NOICTPOUKHU Iapame-
TpoB. [Ipexne Bcero Takasi MoACTpOMKa CBsi3aHa C
HapacTalolUM HM3HOCOM PEKYLIEr0 MHCTPYMEHTA,
KOTOPBIM TOKE JOJKEH MOJEJINPOBATHCS B CUCTEME
nupoBoro JBOMHMKA. PaccMOTpeHHBIN ke Hamu
YaCTHBIA Cily4yall pe3aHus MO3BOJSET CIENaTh BbI-
BOJI TOJIBKO O BO3MOKHOCTH NPOTHO3UPOBAHUS Ka-
YeCTBA MOJy4aeMOM MPU pe3aHuH MOBEPXHOCTH MO
pacueraM, IPOBOJMMBIM Ha BUPTYaJIbHBIX MOJESIX
(G pPOBOro IBOMHUKA.

B nenom nocraBneHHas B Hayaje CTaTbu LIEb
UCCJIEZIOBaHUs Oblla JOCTUTHYTa B OCHOBHOM 3a
CUeT BBEIEHHUS B MOJeNb OJ0Ka pacyera HapacTa-
HUS W3HOLIEHHOCTH PEXYILIEro HHCTPYMEHTa, a
TaK)Ke 3a CYeT MapaMeTpUyYeCKOl UIECHTU(PUKAUN
OCTQJIBHBIX IapaMeTpoB Monenu. MccnenoBaHus
MOKa3aJIM, 4YTO TOYHOCTh POTHO3MPOBAHUS 3aBUCH-
MOCTH KaueCTBa I0JIy4aeMOU NpU pe3aHuU OBEPX-
HOCTH OT M3HOLIEHHOCTH PEXYIIET0 MHCTPYMEHTA
JUIsL paccMaTpuBaeMOro YacTHOTO ciyyas JOocCTa-
TOYHO BbICOKA. HanbGonplie pacxoxaeHus: Mexay
MOJIETTUPYEMON U JKCHEPUMEHTAJIbHON Xapak-
TepUCTHKOW HaOmomaroTcs B obmactu ot 0,25 mo
0,36 MM HM3HOCA PEKYIIEro HHCTPYMEHTa. JTa 00-
JIaCTh XapaKTepU3yeTcs HanOOJbIIUM OTKIOHEHUEM
SKCIIEPUMEHTAJIBHON U MOAEIUPYEMOU KPUBBIX Ha-
pacTaHusl U3HOLIEHHOCTH PEXKYILEro MHCTPYMEHTa
(cm. puc. 8 u 19). B npuBeneHHOM HaMu TIpUMEpPE
KpUBasi H3HOIIEHHOCTH PEXKYILIEro HHCTPyMEHTa
0 MyTH pe3aHus Bejla ceds KIIaCCUUECKH, U Ha Hell

OBRABOTKA METALLOV %

MOXKHO OBLIO OTMETUTh TPHU ydacTKa M3HOCA, TaK
K€ KaK Ha MOJIeJIUpyeMoil xapakrepuctuke. OaHako
ATO YaCTHBIN CIydYail, 1 U3HOC PEXYILEro UHCTPY-
MEHTa MOXET HapacTaTb Pe3KO, CKauKOM, B CHITY
pasIUYHBIX cly4aiHbIx (akTopoB. [losTomy He-
00X0IMMO BCTpaMBaTh B CHUCTEMY HIEHTH(DHUKAIIUN
MapamMeTpoB BHUPTYaJbHBIX Mojeiel HudpoBbIX
JTBOMHHMKOB HMHTEJUIEKTYaJbHYIO MOJCUCTEMY pac-
MO3HABaHUSl TOAOOHBIX HECTAHIAPTHBIX CIy4yaeB
Pa3BUTHA U3HOCA PEXKYILETO HHCTPYMEHTA.

3akJiroueHue

B paGore paccmarpuBanuch BONPOCHI OLEHKU
B3aMMOCBSI3aHHOCTH M3HAIIMBAEMOCTH DPEXKYILEro
WHCTPYMEHTa U KadyecTBa IOJIy4aeMbIX MpH pe3a-
HHUM TOBEpXHOCTeH. KadecTBO mosiyyaeMbIx MpH
pe3aHNU OBEPXHOCTEN OLIEHHWBAJIOCH 110 TIOKa3are-
710 Ra, KOTOpHIA oka3ajics Hanbosee nHGOPMAaTHB-
HBIM JJIS pacCMaTpuBaeMoro cirydas — Kak Juist 00-
pabOTKU SKCMEPUMEHTANBHBIX JAaHHBIX, TaK U JJIs
MOJICTUPOBAaHMsI. YUUTHIBasi 3aBUCHUMOCTH, IpeJ-
CTaBJICHHbIE Ha puC. 24, MOXKHO YTBEPKIaTh, YTO
MIPOrHO3MPOBaHNE KaYeCTBa MOJTy4aeMoil pH pe3a-
HUU TIOBEPXHOCTU JeTalel Mo pe3ysbTaraM Moje-
JUPOBAHUS CHCTEM YPaBHEHUN — BIOJIHE TOCTHKHU-
Mas 3a7ada. Pe3ynbrarsl MCCIEIOBaHUN MOKa3aiu,
YTO TOBBIIIEHWE KayecTBa MPOTHO3MPOBAHUS TIO-
Jy4yaeMoOW TpU PE3aHWU METaJUIOB MOBEPXHOCTH
HanpsIMyIO0 3aBHCHT OT TOYHOCTH MOJEIHPOBAHUS
KpUBOIl HapacTaHMs W3HAIIMBAEMOCTH DPEXKYILEro
WHCTPYMEHTA.

Hekoropoe pacxoxaeHue pes3yabTaroB B Iie-
JIOM JOMYCTHUMO M B YacTH peaju3allid CHCTEMBbI
uM(ppOBOro JABOMHMKA, a B YAaCTH MOCIEIYIOIIETO
YTOUHEHHUSI MapaMeTpoB Mojeliell BO3MOXKHO HC-
MOJIb30BaHUE  WHTEJUIEKTYalbHBIX  aJTOPUTMOB
pacrno3HaBaHMsI, KOTOpble MOXKHO HAcCTPOUTH Ha
pa3HUIly MEXIY MPOrHO3HPYEMBIM M pealbHBIM
3HaYeHHEM M3HOCA PEXKYILEro HHCTPYMEHTA.
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