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Annomayus. l[Ipedcmasneno ucciedoganue npoyecca hopmuposanusi OMKIOHEHUU GopmMbl YUIUHOPULECKUX 00pas-
4086 Uz bvicmpopedicywel cmaiu, 00pabomManHbix MemoooM modenus hpezeposanuem Ha MOKAPHOM 0Opabamuiealoujem yeu-
mpe ¢ Yucio8vlm npocpammubim ynpasienuem (4I1Y) ¢ oonornumenvroll npugooHol ocvro. TexHonoeuueckoe obecneyeHue
Kauecmea uz0enutl u3z dblcmpopedxicyujeii cmaiu, 00padbomaHHbIX MemooomM moueHus Gpe3eposanHuem Ha MOKAPHOM 0bpaba-
muisaiowjem yenmpe ¢ HI1Y ¢ oononnumenvHoti nPpUBOOHOU 0CbIO NYMeM CHUNCeHUs OmKIoHeHus opmol. [lnanuposanue
IKCnepuMeHma 8vinoIHeHo no memody Taeyuu ¢ uemvlpoMs paxmopamu u mpemsi ypoGHAMU. DKCREPUMEH NPOBOOULCS HA
moxaprom obpabamwieaiouem yenmpe DMG NEF400 ¢ oonoanumenvHou npusooHoll 0Cbio, N0380410uell 8bINOIHAMb 00-
Ppadbomxy 8pawarouwumcs uncmpymenmonm. boliu ucnonvzosansvt 0opasyvl uz ovicmpopexcywet cmanu P6MSKS5-MII. Obpa-
bomKa nNPo8ooOUNACH NO CXeme OPMO2SOHAILHO20 MoYeHUs (hpe3eposanueM. B kauecmese pescywezo uncmpymenma oviaa uc-
noav3oseana Konyesas meepoocniasuas ppeza OKI] 4321. Omxnonenuss om kpyerocmu (02panKi) Oyenu8aiocy ONMuYecKuM
memooom. Mzmepenue nposoounocs na onmuyeckom npoguiomempe Bruker Contour GT-K1. Hzmepenus MukponepogHo-
cmetl ROBEPXHOCU BbINOIHAIOCH ONMUYECKUM CKAHUPOBAHUEM NO8ePXHOCMU. B pesyiomame onmuueckoeo cKaHuposauus.
N0BEPXHOCMU NOJYUEHO 00JIaKO MOYEK, NOBMOPAIOUee MUKPOHEPOBHOCMU YUTUHOPUYECKO20 NPOPUIL USMEPEHHO20 VUACMKA
3azomosku. Ilonyuennvle OaHHble NO3BOIULU USMEPUMb 02PAHKY, 603HUKAIOWYIO NPU 00pabomKe MemoooMm OpmocoHAIbHO20
mouenus Qpezeposanus. YcmaHoBNeHO GIUSHUE PedCUMO8 Pe3aHUs HA QOopMYy U pasmep MAKCUMATbHbIX NUKOG OSPAHKU.
Haumenvuasn eeiuduna 02panku Habaooaemesa npu wupuHe gpeseposanus a, 8 ouanasone 3,5...5,5 MM npu 8b1COKUX 3HA-
yeHusAx nooayu Ha 3y6 f, u HU3KoU ckopocmu pezanus V.. Obpaszosanue HaubdoIbLULell 8bICOMbL 0ZPAHKU HADII00Aemcs npu
CPEOHUX 3HAUEHUAX 6elUdUN g, Qp, V.. Tlokazano, umo onmuueckuil npoguiomemp A6is1emcs dPhpexmusnsimn cpeocmeom
usmepenus oepanxu. Ilonyuennvle 8 pabome pe3ynvbmamsi NO380AI0M CHPOSHOZUPOBAMb OMKIOHeHUs (opmbl 00paboman-
HOU 3a20MOBKU U3 Obicmpopedcyujeli cmanu Memooom mouenus gpezeposanuem na cmauxax ¢ YI1Y. Pesynomamer uccie-
008aHUA MO2YM ObIMb UCNONb308AHDL OJisL NOBBIULEHUS KAYeCMBA U320MOBIEHUs 0Ce8020 PeXCYyuje2o UHCMPYMeHmd 8 UHCIP)-
MEHMANLHOM NPOU3BOOCMEe.

Knrouesvie cnosa: touenue QpesepoBaHueM, (pesa, OBICTPOPEKYIIAsl CTalb, OIPaHKa, HEKPYIJIOCTh, OTKIOHCHUSI
(dopmbl

bnazooapnocmu: marepuai 1moAroToBlICH B paMKaxX Hay4HBIX MCCIIEJOBAaHMH 10 MPoekTy LlnpoBble TeXHOIOTHUH MPO-
M3BOJICTBA M3/EINH U3 OPOLIKOBEIX M TPYAHOOOPadaThIBAEMbIX MaTepuaioB B paMkax nporpammsl «IIpuopurer 2030», akc-
TIepUMEHTAJIbHBIC UCCIIEJOBaHNS IPOBEACHBI C UCIIOIb30BaHUEM 000y I0BaHHS HAYYHO-HCCIIEI0BATEIILCKOM 1a00paTOPUH TeX-
HOJIOTUH BBICOKOIIPOM3BOANUTEIIHLHON MEXaHUIECKOH 00paboTKH Kadepbl TEXHOIOTHH 1 000PYI0BaHUS MAIlTHHOCTPOHUTEIBHBIX
MIPOU3BOJICTB MHCTUTYTa aBUAMALIMHOCTPOEHHSI U TPAHCIIOPTA, BXOJUT B COCTAB HAYYHO-HCCIIE0BATENILCKOTO MPOEKTHOTO HH-
CTUTYTa «ABHAMAIINHOCTPOUTENbHbIE TeXHOJIorun» UpHUTY.
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Abstract. Investigation of form deviations of cylindrical high-speed steel (HSS) products made under turning-milling opera-
tion by CNC-controlled lathe machining center (further CNC) with auxiliary drive axle is given. Technological support of high-
speed steel products quality made by turning milling operation on a CNC lathe machining center with an auxiliary drive axle
takes effect owing to the shape deviation reduction. Planning of experiments was carried out according to the Taguchi method
for four factors and three levels. The experiment was conducted on a DMG NEF 400 lathe machining center having an auxiliary
drive axle, which allows machining modes to be performed with a rotating tool. Samples of high-speed steel ROM5K5-MP were
used. Machining operation was made according to the scheme of orthogonal turning by milling. A core carbide mill CCM 4321
was used as a cutting tool. Out-of-roundness (lobing) was estimated using optical method. All measurements were carried out
on the Bruker Contour GT-K1 optical profilometer. Surface micro-dimensions were measured by optical scanning of the surface.
Surface optical scanning resulted in a point cloud was obtained that mirrors micro-dimensions of the cylindrical profile of the
piece partmeasured section. The obtained data obtained made it possible to measure a lobing that occurs under orthogonal
milling turning method. The influence of cutting modes on the shape and size of the maximum peaks of the cut is proved. The
smallest facet pattern value is observed for milling width a, in the range of 3,5...5,5 mm with high feed values for the tooth f,
and low cutting speed v.. The largest cut height is observed at the average values of a, a,, V.. It is an optical profilometer that
is an effective means of measuring facet patterns or lobings. The results obtained in the work allow predicting form deviations
of a blank made of high-speed steel under turning milling operations on CNC machines. The results of the study can be used to
improve rotary cutting tools quality in the tool industry.

Keywords: turning-milling, milling cutter, high-speed steel, facet pattern, out-of-roundness, form deviation
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BBenenne MO3BOJISIET TIOBBICUTH MPOM3BOAUTENHLHOCTE 0Opa-
OOTKH P 00ECTICUSHUH 33JAHHOTO KauecTBa U3/e-
TIHISE TIO CPABHEHUIO ¢ OOBIYHBIM TOueHHeM [4, 5].
Peanuzamust meroma ToueHus ¢pesepoBa-
HUEM OCYIIECTBIISIETCS B OCHOBHOM Ha MHOTI'03a-
naunbix crtaHkax ¢ UITY. Opnako, coBpeMeHHbIE
TOKapHbIe 00pabaThIBaIOIINE IIEHTPHI C MPUBOJ-
HBIM HHCTPYMEHTOM TaK)Ke MOTYT HCIIOJIb30BaHbBI
JUTsl ero peanu3anuu. Tak Kak st TOKapHO-(pe-
3€pHBIX Oorepaiuii TpeOyITCs 1Ba BPAAIOIIUXCS
IIMUH/IENS], 2 UMEHHO IITUHAETN UHCTPYMEHTA U
oOpa0aTpiBaéMOM JleTau, B CIy4dae OTCYTCTBHS
LIMHHJIENS] MHCTPYMEHTA, €r0 MOKHO 3aMEHHUTH Ha
MPUBOAHYIO TOJIOBKY, YCTaHABIMBAEMYIO B

[Iporiecc Touenus ¢pesepoBaHueM ObLI
IPEeIMETOM MHTEHCUBHBIX UCCIIEI0BaHUH B KOHILIE
1980-x romoB, 3a KOTOPBIMM IOCJIEI0BAJI P
MpakTU4Yeckux npumeHenui [1, 2]. OaHako 3TOT
npolecc He ObUT MCCIENOBAaH TakK IIMPOKO, Kak
JIpyrue TpaJulMOHHbIE MpoLEecchl pe3aHus. Tex-
HOJIOTMUYECKUII METO/ ToueHue (pe3epoBaHuEM
XapakTEePU3yeTCsl TEM, YTO BO BpeMs 00paboOTKH
BpallaeTcss He TONbKO HWHCTPYMEHT, HO U
netanb [3]. JlanHbIil MeTO MEXaHOOOPaOOTKU OT-
HOCHUTCS K BBICOKOA((EKTUBHBIM U MIPUMEHSETCS
IIPU U3TFOTOBJIEHUN OCEBBIX PEXKYIIUX MHCTPYMEH-
TOB W JPYyTUX W3JEIUN cIoXHOW (opmbl. OH
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MHCTPYMEHTAJIbHYIO PEBOJIbBEPHYIO T'OJIOBKY TO-
KapHOTO CTaHKa.

OrpannuuBaromiuM (GakTopoM IJisi IIUPO-
KOTO TIPUMEHEHUSI METO/A B YCIOBHUIX PEATLHOTO
MIPOU3BOJICTBA SIBJISIETCSI OTCYTCTBHE MOJIHOIICH-
HBIX TEXHOJIOTHYECKHUX MaTeMaTHYECKUX MOJe-
JIei, TIO3BOJISIONINX aHAIM3UPOBATh M ONTHMH3H-
poBaTh Mpolecc pe3aHus B BUPTYaJbHOH cpene
[6]. [TpemmoxkeHHBIE PSIIOM aBTOPOB MaTeMaTH4e-
CKHME MOJIeIM TOYEHHUs (pe3epoBaHUEM I03BO-
JSIFOT TIPOTHO3UPOBATH CHITBI PE3aHUs, TOJIINHY
CTPY’KKH, BUOpAIMK, HO TIPU 3TOM HE JAlOT BO3-
MOYKHOCTh KOMILUIEKCHO OIIEHUTh TapamMeTphl Ka-
yecTBa MoBepXxHOCTU. ClelyeT 3aMeTUTh TaKXKe,
YTO B PSAJIE UCCIICAOBAHUI OTCYTCTBYET IKCIIEPH-
MEHTAJIbHOE MOATBEPKACHNUE TTOTyUYEeHHBIX Teope-
TUYECKUX pe3yapTaToB [7]. B cBsi3u ¢ »TuM, B
HACTOsIIee BpeMsi onepalui ToueHus ¢ppe3epoa-
HHEM YacTO BBIOJIHIIOTCS C OTIOPOIl HA OMBIT HC-
cienoBaTeNiell U I0pPOrOCTOSAIIUE IKCIIEPUMEHTHI.
[Ipu 5TOM B KauecTBe 00pabaTHIBAEMOTO MaTepH-
ajia mpy NPOBEJACHUH YIKCIIEPUMEHTOB B OOJIBIINH-
CTBE CIy4YaeB MCIOJB3YIOTCSI KOHCTPYKIMOHHBIC
CTaJIM ¥ aJIFlOMUHHUEBBIC CILIABHI [§, 9].

OnHuM 13 Hanbosee BaXKHBIX PE3yJIbTAaTOB
npoliecca TOKapHoro (hpe3epoBaHus sSBISETCS Ka-
YECTBO NIOBEPXHOCTU TOTOBOM AeTanu. B oTinune
OT TOKAapHOM 00pabOTKH, TOKapHO-(pe3epHbII
IpoIIecC MPHUBOAUT K IMOJyYSHHIO OTPAaHKH U3-32
OJIHOBPEMEHHOTO BpAIllEHUS] 3aTOTOBKU U PEXKY-
niero uHcTpyMenta [10].

Lenpto nanHOM pabOTHI ABISETCS OMpeerie-
HUE BJIMSHUS TapaMeTpoB oOpabOTKM Ha BeJH-
YUHY OTKJIOHEHHUS OT KPYIJIOCTH NpPU TOYEHUU
dpe3epoBaHUEM OBICTPOPEKYIIEH CTAH, MpUMe-
HSIEMOM NIl U3TOTOBJICHUSI OCEBBIX PEXKYIINX UH-
CTPYMEHTOB.

Martepuajbl 1 METObI HCCJIETOBAHUS

OrpaHka — 3TO OTKJIOHEHHE OT KpYIJIOCTH,
XapaKTepU3ylolleecss HU3MEHHBIM  pa3MepoM
MEXy IByMs IapaJuIeIbHBIMU IIJIOCKOCTSAMU WIN
MIOBEPXHOCTHIO ¥ TOUKOW, P KOTOPOM pPEATBHBIN
npouiib MpencTaBiseT co0OW MHOTOTPaHHYIO
¢urypy, kak rnokazano Ha puc. 1. KoauuectBeHHO
OrpaHKa OLICHMBAETCA TAKXKE, KaK U OTKJIOHEHHE
ot kpyriaoctu [11].
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Puc. 1. Orpanka, ¢popmupyemasi B mpouecce OpToro-
HAJIbHOM TOKapHo-¢pe3epHoii 00padoTKH
Fig. 1. Facet pattern formed in the orthogonal turning-

milling operation

CornacHo pa3paboTkaM KaHaJICKOTI'O Hcclie-
nosatens Alptunc Comak n3 Yuusepcurera bpu-
taHckol KomymOun makcumanbHasi BbICOTA ITUKA
OTpaHKH MOYXET OBITh paccuMTaHa Kak [12]:

1
— e
eC max — RW

-1 ) (1)

cos (g)

rae RS — (QaxkTuuecKuil paanyc 3aroTOBKH;
0 — yrioBast CKOPOCTb HHCTPYMEHTA.

VYTII0ByI0 CKOPOCTh MHCTPYMEHTa paccyu-
ThIBaeM 1o popmyiie (2)

__2mny,

0= Ve (2)
rae n, — CKOpPOCTh BpAIICHMs 3arOTOBKU; M; —
CKOpOCTh BpAIICHUs] HHCTpyMeHTa; Ny — Koimde-
CTBO 3yObEB MHCTPYMEHTA.

Jlnst nnaHupOBaHUs HKCIIEPUMEHTa ObLT BBI-
Opan meton Taryum, 3apeKOMEH/I0BaBIINIA ceOs B
UCCJIEIOBAaHMUSIX B KaueCTBE MOIIHOTO HHCTPY-
MEHTa JIsl aHaJin3a nmapaMeTpoB pe3anus [13, 14].
B pabote Obplma ucmosib30BaHa OPTOTOHATIBHAS
Matpuia Taryuu ¢ 4eToipbMsl (pakTOopamMu U Tpems
YPOBHSIMU JIJIsl KCCIIEIOBAaHUS BIUSHUS BCEX Mapa-
METPOB O00pabOTKM C TIOMOIIBIO HEOOJBLIOrO
YHCciIa SKCIIEPUMEHTOB, YTO ITO3BOJISIET COKPATUTh
BpeMs U PeCypChl Ul MPOBEACHUS IKCIIEPUMEH-
TaAJILHBIX UCCIICIOBaHUN.

B kauecTtBe (akTOpoB, BIUAIOMUX HA GoOp-
MHUpPOBAHHE OTPAHKHA TIOBEPXHOCTH ONPEICIICHBI
ClIeyIoIIue:

f, — momaga Ha 3y0, MM/3y0;

ap— oceBas TiIyOrHa (ppe3epoBaHHUs, MM,

Q,— lMpuHa (ppe3epoBaHUs, MM;

V. — CKOPOCTb p€3aHus, M/MUH.
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BerHHe (fzmax’ apmax’ aemax' chax)’ HIK-

(fzo,apo,aeo,vco) YpOBHU (HaKTOPOB TPEACTAB-

HUC (fzmin' apmin’ aemin’ chin)

u

OCHOBHBIC

JieHbl B Ta0u. 1.

1. YpoBHu pakTopoB onbiTa
1. Levels of experience factors

daxrop Unreppan YpoBHU pakTOpOB
BapbUPOBAHUA Hwuxnwmii (-1) OcnoBHolii (0) Bepxuwuii (+1)
f7» MM/3y0 0,01 0,08 0,09 0,1
Ay, MM 0,5 1 1,5 2
Ao, MM 2,0 2 4 6
V¢, M/MHH 20 140 160 180

Mertox mpeaycMaTpuBaeT MPOBEACHUE IEBATH ONBITOB. Marpwuiia riaHa n3oopaxeHa B TadiI. 2.

2. Marpuua mjiaHa onsbiTa
2. Experience Plan Matrix

Ijgxi: fz, MM/3y0 ap, MM e, MM V., M/MUH
1 0,08 1 2 140
2 0,08 4 160
3 0,08 1 6 180
4 0,09 1,5 2 160
5 0,09 1,5 4 180
6 0,09 1,5 6 140
7 0,1 2 2 180
8 0,1 2 4 140
9 0,1 2 6 160

DKCHepUMEHT MPOBOAMIICS Ha TOKapHOM 00pa-
OarpBatorieM 1ieatpe DMG NEF400 ¢ nomonxu-
TEIILHOM MIPUBOJTHOM OCBIO (pHC. 2), Oiaroapst KOTo-
poii BOBMOKHO BBIOJNHSTH KaK TOKapHYH oOpa-
00TKY, TaK 1 00pabOTKy BpaIAIOLUMCsI HHCTPYMEH-
ToM ((hpe3bl, CBepIIa, PACTOYHBIC TOJIOBKU H T.11.).

——

Puc. 2. Toxapublii
DMG NEF400
Fig. 2. Turning machining center DMG NEF 400

o0padaTpIBalOIIMii  LEHTP

B kauectBe oOpasma aJisi IKCIIEpUMEHTa UC-
MOJIb30BajIach 3aroToBka u3 marepuaina POMSKS-
MIT (JA1101-MII), mnpexacraBisromas cobou
IIpeBapUTENIbHO TPOTOYEHHBIN MPYTOK C Mpope-
3aHHBIMM KaHaBKaMH JUIS PaJdaIbHOTO BPE3aHUs

dpessl (puc. 3). beictpopexyias crans POMSKS-
MII, nonydeHHass METOIOM IMOPOIIKOBOW MeETaJl-
Jypruy, MpUMEHSeTCs Ul U3TOTOBICHUS PEXKY-
IIer0 MHCTPYMEHTa TAaKOro Kak: (pesbl, cBepia,
Pa3BEPTKH, 3€HKEPHI U1 00paOOTKU CpeIHEeNneru-
POBaHHBIX, JIETUPOBAHHBIX, KOPPO3ZUOHHOCTOMKUX
CTaJIel, )KapOIPOUHBIX CTaJlel U cI1aBoB [15].

Puc. 3. O0mmuii BUJ 3ar0TOBKHU
Fig. 3. General view of the piece part

Mexanoo6paboTka BITOIHAIACH KOHIIEBOM
bpe3oit st 00pabOTKM HEPIKABEIOIINX CTalleh 1
JKapOIPOYHBIX CILJIABOB OKI 4321
16x26x82x16, nuamerpoMm d = 16; 4HCIIO PEXKY-
IIUX KPOMOK z = 4 (puc. 4).

Haykoémkue TeXHOJIOTHMH B MalIHHOCTpoeHun, Ne7 (145) 2023
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XapaKTepUCTHUKaMU MIPUBOTHOM rOJIOBKHU
Nemax = 5000 06/MuH), 3ar0TOBKA 38)KUMAETCS BO
BpalllaloleMcsl TUIPABINYECKOM TPEXKYJIauKo-
BOM IIaTPOHE, KOTOPBIA BpalaeTCsl C MEHBIIEH
Puc. 4. ®pe3a OKII 4321 CKOpPOCTBIO, YeM HLINHUHICIb an/IBoz[Hoﬁ TOJIOBKH
Fig. 4. Milling cutter FCC 4321 (cM. puc. 5). Jlist ocytiecTBICHUS poliecca pe3a-
HUS TaK)Ke He00X0IMMO MepeMelaTh UHCTPYMEHT
BJI0JIb OCH BpAlllEHUs AECTAIU JUIs CO3aHUs JIBH-
KCHHS TIoTepevHol momauu f,. IIpu sTom cko-
pPOCTh pe3aHus V. OyeT 3aBUCETh OT BPALICHUSA
netanu n,,. Ocesas riyOuHa pe3anust d, peryJiu-
pyeTcst BeIMYMHOMN nepemenieHus Gppesbl B paau-
aJIbHOM HalpaBJICHUH.

OCHOBHBIMH METOJIAMH OLICHKH OTKJIOHEHHS OT
KPYIJIOCTH (OTPaHKM ) SIBJISTFOTCS:

— U3MEpEHHe Ha MPH3ME;

— W3MEpPEHNE Ha KOJIBLIE;

— OINTUYECKUIA METOJT U3MEPEHHUSI.

Cxema n3MepeHysl OrpaHKHU 3aBUCUT B IIEPBYIO
o4epe/lb OT YETHOCTH MJIM HEUYETHOCTH YMCiia TPaHeH.
OrpaHKy ¢ YETHBIM UYMCIIOM I'PaHEH U3MEPSIIOT 1O TEM
KE CXeMaM, YTO U OBAITbHOCTb, 1 JIETKO BBISIBJISIOT IIPH
MOBOPOTE JeTaii. VI3MEPUTEITLHBIE TOJOBKH VIS 3TUX
M3MEpPEHHH BHIOMPAIOT UCXOS U3 JIOIMyCTUMOTO 3Haye-
HUs orpasku. [Ipu koHTpone Ha mpusme (puc. 6, a) Be-
JIMYMHA OTPAaHKU OINpENENSIeTCsl MepecueToM MoKaza-
HUsI OTCYETHOM I'OJIOBKH € YYETOM YHCIIA TPAHEN U yIJIa
npm3Mbl. OrpaHKy AeTaii MOKHO U3MEPUTH C TIOMO-
IIBI0  OTBEPCTUSl  KOJbLA  TMAMETPOM, PaBHBIM
HauOOJBILIEMY — TPENENbHOMY — pasMepy  JeTalu
(puc. 6, 6). lng 3TOro B yCIOBHSIX MENKOCEPUIHOIO
IPOM3BOZICTBA PEKOMEH/TYETCsl MCTIONB30BATh PEryJu-
PpyeMble KOJbIIa, a IS KPYITHOCEPUIHOTO M MaccOBOTO,
MIPHCTIOCOOIEHNE C OTBEPCTHEM IOCTOSIHHOTO JIva-
Metpa. OrpaHky Takke OLEHHUBAIOT MO HaHOOMbIIICH
Pa3HOCTH MOKA3aHUI U3MEPUTEIBHOM TOJIOBKU.

PexxuMbl pe3aHuss Ha3HA4alUCh B COOTBET-
CTBHHM C PEKOMEHIAIMSIMHU IPOWU3BOAUTENS HH-
CTpyMeHTa Uil ppe3epoBaHusi; 00paboTKa Mpou3-
BOJIMJIACH UCIIOJIH30BAHNEM IIPUBOIHOM TOJIOBKH C
NPUMEHEHUEM CMa304YHO-OXJIaKIAIOMEH KUIAKO-
ctu (puc. 5).

i Noubodnag -~
Jozomabra | 2anabxa

Tpexxyroxabuid |
Anmpas

Puc. 5. IIpeacraBienue onepanny OpTOroOHAJbLHOI To-
KapHo-(pe3epHoii 00padoTKH

a — oOmui BUI 30HBI 00PA0OTKH; 6 — CXEMATHYECKOE TIPE/I-
CTaBJICHHE

Fig. 5. Presentation of orthogonal turning and milling op-
eration

a — general view of the processing zone; b — representation
of the turning-milling operation

B 1o Bpems kak ¢pes3a ycTaHOBIIEHA B BBICO- Puc. 6. MeToanKka H3MepeHusi OrPAHKH:
KOCKOPOCTHOM MNPHUBOAHON TOJOBKE (makcu- @ — Ha TIPU3ME; 6 — B KOJIBLIE; 6 — ONTHIECKUI METONL

ManbHas CKOPOCTb BpAIICHHS OOYCIOBICHHAS Fig. 6.. The method qf megsuring a facet pattern:
a — with a prism; b — in a ring; ¢ — optical method
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OnHako B CBA3M C OOJNBUIMM KOJUYECTBOM
rpaneit (pacu€THoe KOJUYECTBO MUKOB I'PaHEH B
3aBUCUMOCTH OT PEXHMMOB pE€3aHUs U JUaMeTpa
coctaBisieT 416...899 mT.), B 1eNsSIX ONTHUMHU3A-
IIUM BPEMEHH U MOBBIIIEHUS TOUHOCTH U3MEPEHUS
OrpaHKU IIPOU3BOJMINCH C UCIOJIb30BAHUEM OII-
tryeckoro npodumomerpa Bruker Contour GT-K1
(puc. 6, 6) Ha ydacTKax pasmepamu 1,7x2,3 Mmm.
MukpoHepoBHOCTH ObUIM HOJy4Y€HBI B BUIE 00-
JaKa TOYEK, IOBTOPSIONMX LMIMHAPUIECKUN
npouIb U3MEPEHHOTO YYacTKa 3ar0TOBKH, U3 KO-
TOPOT'O MOXKHO BBISIBUTH TUKU OTPAHKU. BepiinHb
IIUKOB OIPAaHKH Ha pUC. 7 MOKa3aHbl IITPUXOBBIMU
30HaMHU. J{1s1 CHATHUS MOKa3aHUM OrpaHKU B MPO-
rpaMMHOM obecrnieueHnH Vision64 ObUT MpUMEHEH
(GUIbTp «BBIpAaBHUBAHUE» Ul KOMICHCAILIUH 1IH-
JMHAPUYHOCTH, @ TAKXKE HAaKJIOHA 3arOTOBKH, CBSI-
3aHHOM C MOTPEIIHOCTHIO YCTAaHOBKH.

15,
10/

10 @ 15 2,0 23

Puc. 7. Tonorpadgusi NoOBepXHOCTH NMOJ NATHKPATHBIM
yBeJIHYeHHEM
Fig. 7. The topography of the surface under a fivefold
magnification

Pe3y.m,TaT1)1 Hu oﬁcyme}me

B pesynbrare BBINOJHEHHS ONTHYECKUX W3-
MepeHH OBLTH TOTYYeHBI TONOrpaduy MOBEPXHO-
CTH, TI0O KOTOPBIM TOCTPOCHBI TPaUKH MHKpPOHE-
POBHOCTEH TOBEPXHOCTH, TO3BOJISIOIINE OOHAPY-
KUTh U U3MEPHUTH OTPAHKY, BOSHUKAOIIYIO B MPO-
riecce 00paboTku ToueHus ppesepoBanueM (puc. §).

05—
0,01 /

MKM |/ R

-0,5] W
-1,0]

| BepmnHa THKA Orpassuy
-15|
-2,0

HIKHAS TUTOCKOCT-OTPAHKHY "9 T sssssssssssssssnnnnnnnl

0,0 05

Puc. 8. I'padpux Mukporeomerpuu 06padoTaHHOI 3ar0TOBKHU

, 15 17

Fig. 8. Graph showing the microgeometry of the processed piece part

Jlng aHanu3a BOCHPOM3BOIUMOCTH (Op-

paccunTaHHoi 1o Qopmyne. PesynbTaThl pacue-

Myabl (1) comocTtaBUM M3MEPEHHYIO BBICOTY TOB IPHUBEJICHBI B Ta0II. 3.
npoduis OTpaHKHU c MIPOTHO3UPYEMOI,
3. H3mepeHHbIe M NPOTrHO3UPYEMbIe BETHYUHbI IMKOB OTPAHKHU
3.Measured and predicted peak values of the facet pattern
Howmep omnbriTa €c max1> MM € max2> MM
1 0,0020 0,0031
2 0,0019 0,0030
3 0,0015 0,0027
4 0,0009 0,0034
5 0,0010 0,0045
6 0,0016 0,0044
7 0,0008 0,0049
8 0,0008 0,0043
9 0,0003 0,0060
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[To momyuennsiM ¢opmynam (1, 2) mo-
cTpoeH rpaduk (puc. 9), oToOpakaroIIHi 3aBUCH-
MOCTb BBICOTBI ITUKA OTPAHKHU € ax OT psiAa dak-
TOPOB, M YCTAHOBJIEHA CTETIEHb BIUSHUS KaXXI0T0
U3 HUX.

0.0060
0.0055 /)
0.0050
0.0045 /‘I’A‘F
£ 0.0040
& 0.0035 ==¢==0rpaHKa BblABEHHaA
£ 0.0030 -_ﬂ%
§ 0.0025 == QOrpaHKa NporHo3unpyemas
& 0.0020
0.0015 -
0.0010 -
0.0005

0.0000 T T T T T T T )

TlopsaKkoBrIii HOMep OIBITa

Puc. 9. I'padpuk cxoqumMocTH OrpaHKU MOBEPXHOCTH
Fig. 9. Graph of the convergence of the surface cut

HaGmoaercss  yacTU4Hass  CXOAMMOCTH
npeCcKa3aHHbIX 3HAYEHUH C DKCIEPUMEHTANb-
HBIMHU JaHHBIMU. Haunuas ¢ 4 v 1o 9 omsIT HAOIIO-
JAOTCS BUIMMBIC PACXOXKACHUS B Tpeieiax OT
0,001 o 0,005 mm. B pesynbrare TOro, 4To B pac-
YeTHOU (hOpMyJie He OTPAKEHO BIUSHUE TEOMET-
pUU PEXKYIEro UHCTPYMEHTA U (PU3UKO-MEXaHH-
YEeCKHX CBOMCTB 00pabaThiBaeMOro MaTepuaa, Ha
nporecc GOpMUPOBAHUS MAKCUMAILHOW BBICOTHI
ITUKa OTPAHKH.

AHanu3 MOJTy4YeHHBIX 3aBHCHUMOCTEH IMOKa-
3BIBAET, YTO 3aBHCHMOCTH BBICOTHI ITHKA OTPAaHKH
OT TMOJa4YM JIMHEWHAas TpHU €€ YBEIUYCHUU
(puc. 10, a, 6, 8), 0THAKO, UMEIOTCS 30HBI, TJC BITH-
STHUE 0CEeBO Ty OUHBI ¢bpe3epoBanus
a,=1,6...2,0 mm He cymectBenHo (puc. 10, a).
HawmmeHbInasi BelMYMHA OTPaHKU HAOJIOIACTCS
npu mupuHe ¢Gpe3epoBaHUs a, B JHANA30HE
3,5...5,5 mm (puc. 10, 6, e) Ipu BBICOKHX 3HaYe-
HUSIX 110/1a4M Ha 3y0 f, 1 HU3KOH CKOPOCTH pe3a-
HUS V.. OTHAKO TIPU CPETHUX 3HAUCHUSIX BEITUINH
Ae, Ap, Ve (puc. 10, 2, 0, €) HAOMIONAKOTCSA 30HBI
oOpa3oBaHusl HanOOJbIIEH BBICOTHI OIPAaHKU, Be-
POSITHO CBSI3aHHOUM ¢ 0oOpa3oBaHHEM HaKIena Ha
PEXKYIIYI0O KPOMKY HHCTPYMEHTA.

B pesynbrare uccnenoBaHus OrpaHKH OMpe-
JIeTICHO HauOoJIbIIee BIUSHIE Ha €€ BOZHUKHOBE-
HUE IUPHUHBI (pe3epoBaHUs A, MPU 3HAYCHUIX
Qe, > 2,5 MM, OJTHAKO TIPY YBEIIMYCHHUH (, CBBIIIC
Y2 muameTpa WHCTPYMEHTA, BO3MOKHO BO3HUKHO-
BEHHE BUOpAIMi NPUBOASAIIMX K IMOBBIIICHHOMY
U3HOCY PEKYLIEH KPOMKHU.
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Puc. 10. 3aBucuMocTH OTKJIOHEHUS] IAPAMETPOB BbICOTHI
THKA OTPAHKH € oy’

a — oT oceBoil ITyOuHbI (ppe3epoBaHus d, U Moja4u Ha 3y0 fy;
6 — OT MHPHUHBI PPEe3epPOBAHIA A, U TOIAYH Ha 3y0 f,; 6 — OT
CKOPOCTH pe3aHusl V. ¥ 1oJla4 Ha 3y0 f,; 2 — OT IIUPHHBI (pe-
3epOBAHMA (4, M OCEBOH IIIyOMHBI (pe3epOBaHUs dp; O — OT
CKOPOCTH PE€3aHHMs V. U OCeBOH ITyOMHbI (hpe3epoBanus a,;
€ — OT CKOPOCTH PE3aHUs V. U IIUPUHBI PPe3epoBaHUs d,

Fig. 10. Dependences of the deviation of the parameters
of the height of the facet pattern peak e (c max):

a — on the axial depth of milling a, and feed to the tooth f;
b — on the width of milling a. and feed to the tooth f;
¢ — on the cutting speed v. and feed to the tooth f.; d — on the
milling width a. and the axial depth of milling a,; e — on the
cutting speed v, and the axial depth of milling a,; f— on the
cutting speed v, and the milling width a.

3akjaoueHue

[IpoBeneHo  wmccremoBaHWE  Ipolecca
o0Opa3oBaHusl OTpaHKH MpU TOoueHUH (ppesepoBa-
HUEM O00pa3loB U3 OBICTPOPEXKYIICH cTanu
P6MS5KS5-MIT Ha TokapHOM 00OpabaThIBarOIIEM
[IEHTPE C MPUBOIHBIM yrpaBiieHueM. OmpeereHo
BJIMSIHUE COCTABJIAIONIMX MOJA4Yd WHCTPYMEHTA,
TaKMX KaKk COOCTBEHHO MUHYTHas T101a4a Ppe3bl U
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TexHoJ0ruu MexaHuuecKoil OﬁpaGOTKI/I 3aroToBOK
Technologies of mechanical processing of workpieces

1oJjlaya, onpezaeseMas 4acTOTON BpallleHus 3aro-
TOBKHM Ha ()OPMHPOBAHUE OIPAaHKU IMOBEPXHOCTH.
[TokazaHo, 4TO ONTUYECKHI MPOPUIOMETP SBIIS-
ercss  A(OQPEKTUBHBIM  CPEICTBOM  HU3MEPEHUS
OTPaHKH, MO3BOJISIOIINUM MOTYYUTh OOBEKTUBHBIE
pe3yabTaThl ¢ MHUHUMAIbHOM TPYIOEMKOCTBIO.
JloCTUrHYTOE B XO/1€ POBECHUS OIBITHBIX PabOT
MaKCHMaJIbHOE 3HaY€HHE BETUYHUHBI KA COCTAaB-
aset 0,002 MM, 4TO SIBIISIETCS YAOBIETBOPUTEIb-
HbIM DE3yJbTaTOM T.K. COOTBETCTBYET TpPEThE
CTENEHM TOYHOCTU JOIYCKAa LWIMHIPUYHOCTH,
KPYTJI0CTH TPOUIISl TPOJOJIBHOTO CEUEHUSI.
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Bknao aemopoe: Bce aBTOPHI CeIaIN 3KBUBAJICHTHBIHM BKJIAJ] B TOATOTOBKY ITyOJIMKALIUH.
ABTOpBI 3asBISIIOT 00 OTCYTCTBUHU KOH(JIMKTA HHTEPECOB.
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