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Komnnexcuvimu pacuemuvimu u 9KCHEpUMEHMATbHLIMU UCCAEO08AHUAMU 0OO0CHOBAHbBI PAYUOHANbHbIE
pedtcumbvl ppe3omoyenus CIOHCHOKOHMYPHBIX PABHOOCHIX NOGEPXHOCHIET C 8bICOKOU MOYHOCIBIO hopMubl,
Pazmepos u napamempamu uepoxosamocmu. B xauecmee mamepuana 3a20moeKu 015 U320mMogeHuUs Ho-
BbIX OPUSUHATILHBIX KOHCTNPYKYUL UHCIPYMEHMO8 UCNOAb308AAUCH NPYMKU U3 HAHOCIPYKINYDPUPOBAHHO20
MBePOOCNNIABHO20 KOMNO3UmMa (Noyuennvle dKcmpysuell oumooanbHuix nopoukoswvix cmecei WC-Co-
Al,O3) ¢ nosviwennviMu nOKA3aMeENAMU NO NPOUYHOCIU, MpewjuHocmoxocmu u mepmocmotixocmu. Cogo-
KYNHOCMb 3MUX CEOUCME ABIAEMC He0OX0OUMOU NPeonocuLIKol 011 3¢pgexmuenoli pabomvl pazpabo-
MAHHBIX KOHCMPYKYUTL MHO20IE36ULIHBIX (Dpe3 HA 8bICOKUX CKOPOCMIAX PE3AHUS U 8 YCI0BUAX NePeMEeHHbIX
YUKTUYeCKUX Hazpy3ok. bonee cnodcHas Kunemamuxa coeMecmHo20 8pawjamenbHo20 0BUICEHU UHCPY-
MeHma npu ppezomoueHuu OuKmyem HeoOX00UMOCMb HOBbIX N00X0008 NPU HA3HAYEHUU PAYUOHATbHBIX
pedicumos pezanus. [is noayueHus 00CMOBePHbIX PACUEMHbIX (PopMYn npedsapumenbio Obliu NPpoGeoeHbl
yycneHHble IKCHEPUMEHMbL, 8 MOM YUCTE CUMYTAYUA npoyecca obpabomKu ¢ UCNONb308AHUEM UHMESPUPO-
sanHoll cpedvl paspabomku VisualStudio, 6 xomopoii noddepcusaemcs mexnonocus WindowsForms.
Bosmooicnocms omobpasicenus epaguyeckux 3D-06vekmos Ovina pearuzo8ana 3a cuem 0ONOIHUMENbHO2O
npoepammHnoz2o npodykma 6 eude 2eomempuueckozo sopa Open CASCADE. Hucnennvie s3xcnepumenmol
€ UCnonv308anuem npozpammuslx npooykmos MathCAD u ocnosannvie HA AHATUMUYECKUX NOTONCEHUSX,
NPeoNoNCeHHbIX 8 pabome, NO3GONUNU OYEHUMb GIUAHUE PEHCUMOB Pe3AHUs, 2eOMemPUIecKux napamem-
PO8 pedxcywell vacmu uHcmpymenma (npouis u Konuvecmea 3y0ves), KUHEMAMUKY OMHOCUMENbHO2O Ne-
pemeujeHus 8 cucmeme «UHCMpYyMenm — 0emanby Ha opmy nogepxHocmell u napamempusl Koumypa (ue-
poxosamocmu, nonyiaemsie npu gpezomouenuu. Paspabomana memoouxa, arzopumm u npozpamma as-
MOMAMU3UPOBAHHO20 PACYEMA PENHCUMOB Pe3aHusl, KOMOpds 6epUuyupo8ana npu nPoeedeHuy HamypHuix
IKCHEPUMEHNIO8 U U320MOBIEHUU CTIOJICHONPODUILHBIX Oemanell u3 artoOMUHUeBbIX CHIAB08 O/l NPUBOO0E
uzdenutl aspoxocmuyeckou ompaciu (6 popme PK-npoguns u demaneil yeeounoil nepedaiu Mexanusmos
Haseoenus). Ilpu smom Ha ocHosanuu 3D-moodenu uzdeauti co30a8anUcCy YNpasiawuue npocpammovl 0
cmankog ¢ YI1Y c ucnonvsosanuem MasterCAM. Ilpakmuueckas 3Ha4umocms u mexHUKO-2KOHOMUYECKAsl
ahhekmusHOCmb NPeOLONCEHHBIX KOHCHMPYKMOPCKO-MEXHONI02UYECKUX peueHull OISl A2POKOCMUYECKOU
ompacny 3aK0UAemcs 8 NOGbIUEHUY NPOU3BOOUMENLHOCU U CHUINCEHUU MPYOOeMKOCmU 00pabomxu
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Pazden 3. TexHono2uuecKuUe NPOUECCHL U MAMEPUATbL

(8 cpasnenuu ¢ 6A306bIMU BAPUAHMAMU) 34 CUEM UCHONL30BAHUSL HOBbIX MHO20NE36UUHBIX MBEPOOCNNIAE-
HbIX UHCIMPYMEHMO8 O/ BbICOKOCKOPOCMHO20 (pe3eposanus (6 mom uucie npu obpabomre KOMNO3uyu-
OHHBIX MAMEPUANO8).

Knrouesvie crosa: gpeseposarnue, meepOocniasHvill pexcyuutl UHCHPYMEHm, MAmemMamuieckoe mooe-
JUPOBAHUE, CIOHCHONPODUIbHBIE NOBEPXHOCTIU, ATFIOMUHUEBbIE U MUMAHOBbIE CHIABbI, KOMNO3UMbI, Kade-
cmeo obpabomxu.

Features of processes of high-speed milling with a complex profile tool
in the processing of aluminum alloys and composite materials

M. S. Vakulin"?, Yu. I. Gordeev?, V. B. Yasinskyz, A. S. Binchurov**", P. V. Timoshev®

'JSC Academician M. F. Reshetnev “Information Satellite Systems” (RESHETNEV JSC)
52, Lenin St., Zheleznogorsk, Krasnoyarsk region, 662972, Russian Federation
*Siberian Federal University
79, Svobodny Av., Krasnoyarsk, 660041, Russian Federation
*Reshetnev Siberian State University of Science and Technology
31, Krasnoyarskii Rabochii prospekt, Krasnoyarsk, 660037, Russian Federation
“E-mail:mexanixs@mail.ru

Complex computational and experimental studies substantiate rational modes of milling of complex
contour equiaxed surfaces with high accuracy of shape, dimensions and roughness parameters. Bars made
of nanostructured carbide composite (produced by extrusion of WC-Co-Al,O3; bimodal powder mixtures)
with increased strength, crack resistance and heat resistance were used as a workpiece material for the
manufacture of new original tool designs. The combination of these properties is a necessary prerequisite
for the effective operation of the developed designs of multi-blade cutters at high cutting speeds and under
conditions of variable cyclic loads. A more complex kinematics of the joint rotational movement of the tool
during milling dictates the need for new approaches when assigning rational cutting modes. To obtain
reliable calculation formulas, numerical experiments were previously carried out, including simulation of
the processing process using the VisualStudio integrated development environment, which supports
WindowsForms technology. The ability to display graphical 3D objects was implemented using an
additional software product in the form of the Open CASCADE geometric core. Numerical experiments
using MathCAD software products and based on the analytical provisions proposed in the work made it
possible to evaluate the influence of cutting conditions, geometric parameters of the cutting part of the tool
(profile and number of teeth), kinematics of relative movement in the “tool — part” system on the shape of
surfaces and contour parameters (roughness obtained during milling. A technique, algorithm and program
for the automated calculation of cutting conditions has been developed, which has been verified during
full-scale experiments and the manufacture of complex profile parts from aluminum alloys for drives of
aerospace products (in the form of a RC profile and parts of a pinion transmission of guidance
mechanisms). At the same time, on the basis of a 3D model of products, control programs for CNC
machines were created using MasterCAM. The practical significance and technical and economic
efficiency of the proposed design and technological solutions is to increase productivity and reduce the
complexity of processing (in comparison with the basic options) through the use of new multi-edge carbide
tools for high-speed milling (including when processing composite materials).

Keywords: milling, hard metal tools, mathematical modeling, complex surfaces, aluminum and titanium
alloys, composites, processing quality.

BBenenue

AKTHBHOE HCIIOJIb30BAHUE COBPEMEHHBIX 3—5-0CEBBIX MHOIOLENEBhIX CcTaHKoB ¢ YUIIY oTkpbiBaeT
pacuIMpeHHbIe TEXHOJIOTMIECKUE BO3MOXKHOCTH Il 00pabOTKY CIIOKHOMPO(MUIEHBIX JeTanel ¢ BhICO-
KOI TPOU3BOAUTEIILHOCTHIO M TOYHOCTHIO. B TO e Bpems, 3TH 11(POBBIC TEXHOJIIOTHUH JUKTYIOT HE00-
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XOUMOCTb Pa3pabOTKU COOTBETCTBYIOLIMX UX YPOBHIO METOJOB HOBBIX KOHCTPYKLHMHA MHCTPYMEHTa U
OCHACTKH 17151 3G (EKTUBHON pealn3alnyl MPOLECCOB BBICOKOCKOPOCTHOM MpELM3UOHHON 00paboTKH.
Oco0oe 3HaUYCHHE PEIICHUE ITHX KOMITDICKCHBIX 33]1a4 UMEET TIpH 00paboTKe CIOXKHOTPOMUIBHBIX W3-
JeTIud 111 a3pOKOCMHUYECKONH OTpAaciu, MOJy4aeMbIX U3 TPYyAHOAE(HOPMUPYEMBIX NPH PE3aHUM MaTe-
pHAIOB, TAKUX KaK KOMIIO3UTHI, TUTAHOBbIE U aJIlOMUHHUEBBIE CIUIaBbl. K eTansMm u3 3THX MarepuaioB
TIPEIBSBIISIFOTCS TTOBBIMICHHBIEC TPEOOBAHMS IO KaYeCTBY 00paOOTKH (TOYHOCTH pa3MepPOB M B3aUMHOTO
PAacIOI0KEHUS TOBEPXHOCTEH, IIEPOXOBATOCTH), TIOKA3aTEJISIM HAISKHOCTU U 10JTOBEYHOCTH.
[TosTOMy HEOOXOIUMO YUMTHIBATh, YTO IPOLECCHl (POPMOOOPA30BAaHUS MPHU BHICOKOCKOPOCTHOM
pe3aHuH Ha MHOTOIISJIEBBIX CTaHKax ((pe3epoBanue, Gpe30TOUCHUE, TOUCHUE) UMEIOT PsIl 0COOSHHO-
CTeH, CBSA3aHHBIX C TaK HAa3bIBaeMBIM pazMepHBIM ddexrom [1-3]. [Ipn HazHAUCHUH PEKUMOB pe3a-
HUSI, KPOME M3BECTHBIX OOIICIIPUHATHIX B TEOPUU U IIPAKTUKE ITapaMeTpoB (YIJIbI pe3aHus 1 MaTepuai
peXXyIell yacTH MHCTPYMEHTa, CBOWCTBAa MaTepuajia 3aroTOBKH, BEIMYMHA YCAIKH, YTOJl HaKJIOHA I10-
BEPXHOCTEH CABMIa, YCUIIMS PE3aHUA U JIP.), HEOOXOIUMO YUUTHIBATh U JIpyTHE XapaKTepUCTHKH [1; 4].
BonpmmHCTBO HMCcenoBareneldl MpU3HAIOT, YTO OAHWUM K3 HanOosee MH()OPMATUBHBIX TOKa3aTesei
NpY aHAJTMTHYECKOM OIMCAHWUH TPOLIECCOB MUKPO(hpe3epoBaHus SIBISETCS yeTbHas CHia pe3anus [5; 6]
B 30He nedopmManui. B 3HaunTeNbHON CTENeHN ee BEIMYMHA 3aBHCUT OT T€OMETPUHN PEXYIIEH YacTH
MHOTOJIE3BHHOTO MHCTPYMEHTA, TaK ke Kak U MPOoQWIb IMOIyYeHHOH Mpu 00paboTKe MOBEPXHOCTH,
BHICOT2 MHKPOHEPOBHOCTEW B BHJIE OTKIOHEHUH (opMbl, mepoxoBarocTs [1]. OmHaKko Uconb30BaHNe
M3BECTHBIX aHAIIMTHYECKUX METOJOB pacueTa Ha OCHOBE T€OMETPUUYECKUX U CTEPEOIOTUIECKIX MOJIe-
neit [6; 7] nmpu NpOEKTHPOBAHUH MHOTOJIE3BUITHBIX CIIO)KHOKOHTYPHBIX (ppe3 orpaHHUEHO, ITOCKOJIBKY
OHHU HE YUYHTHIBAIOT MOBBIIICHHOW HHTEHCUBHOCTH M CKOPOCTU Je(OpMaIMOHHBIX mporeccos. [ToaTo-
My MpPeaNOYTHTEIbHBIM PEUIeHHEM SIBISETCS KOMIUIEKCHOE HCIIOJIb30BaHUE AHAJUTHYECKUX W YHC-
JICHHBIX METOJIOB KOHEYHO-3JIEMEHTHOTO aHanu3a. Hampumep, B pabotax [8; 9] atumu Metonamu ObI-
Ja ompenereHa MUHHMMajbHAasl TOJIIMHA CPE3aeMOro ciios KOHCTPYKIMOHHBIX CTajiell, olleHuBaeMas
B 3aBUCHMOCTH OT pajinyca pexyIeil KpoMKH (T.) COOTHOMIEHHEM Ay, = (0,14 — 0,43) 7., ipu KOTOpO#
obecrieunBaeTcs TpedyeMoe KayecTBO OOpabOTKH. AHaTOTHYHBIC 3HAYEHHs ONpPEAEICHBI JKCIIepH-
MEHTaJIBHO NPU M3YYECHUH Pa3MepHBIX 3PPeKToB U ocobeHHocTel Mukpodpeseposanus [10; 11]. Ho
OTPaHUYMBATHCS YYETOM TOJIBKO MaclITaOHOro (akTopa MpU OMUCAaHWU O0COOCHHOCTEeH aedopmanu-
OHHBIX TIPOLIECCOB BBICOKOCKOPOCTHOM 00paboTKu HemoctatoyHo [12; 13]. VBenuueHue cKOpocTd
pe3anus (4acToTa 000pOTOB IIIHUHICIS Ha MHOTOLENEBBIX cTaHkax gocturaet 40000 06/mMuH), ckopo-
CTH MOAAYH MPUBOAUT K CYIIECTBEHHOMY U3MEHEHHNIO KHHEMAaTHYECKHX YTJIOB pe3aHus. B yacTtHocTH,
MOJKET TOSBISATHCS OONBINON OTpPHUIATENbHEIN nepenHuii yroa [14; 15] u, kak pe3ynbTaT, BOZHUKAET
s ekt «uIyX)eHus» (BMECTO Cpe3aHus MOBEPXHOCTHOTrO cios) [1; 6; 13]. DTo mpuBOAMT K pocTy
yIENbHOW SHEPrHH, CKOHLIEHTPUPOBAHHON B 30HE PE3aHMs, YTO TAKXKE XapaKTEPHO UMEHHO JUIS Ipo-
IIECCOB BBICOKOCKOPOCTHOHN MHUKpooOpaboTku [4; 8; 9; 11; 14; 15]. B aTom cirydae npeobnanaeT ymnpy-
rasg nedopmanus, a B cpesaeMoM cioe GopMHUpyeTcs MeNKoApoOsieHas cTpyXka. Paznuuus B mexa-
HU3Max pa3pyLICHUs] PH BHICOKOCKOPOCTHOM PE3aHHUM MOKHO KOCBEHHO OLIEHUTH MO (opMe U paz-
MepaM CTPYKKU: pa3Mepsl Hee(GOpMUPOBAHHBIX ClI0eB (PparMeHTOB) CTPYKKH MOT'YT BapbUPOBaTh-
cs ot 0,1 mo 900 MM [8; 9; 14]. C yBenmueHreM TITyOUHBI pe3aHusl MaTepHal IIacTUIecK nedop-
MHUPYETCsl, HO IO TOCTHKEHHUS BIIOJHE ONPEEICHHON MOpOoroBoi BenuunHsbl [16]. XapakTepHbIM npu-
3HAKOM IIPOLIECCOB MHUKPOOOPAOOTKH SBJISETCS TAKKE IMOBBIIICHHAS WHTEHCHBHOCTH LUKIMYECKHX
ne(GopMaIOHHBIX POLIECCOB, YaCTOTa 00pa30BaHuUs IIOBEPXHOCTEH, 3JIEMEHTOB CABHra, (popMupoBa-
HHUE B CEYCHUU CTPYXKKH CyOMUKpOHHBIX j1amenteil [1]. TeopeTnueckoe, aHaNUTHUECKOE ONUCAHUE Me-
XaHU3MOB MX 00pa30BaHMA, MOJEIUPOBAHUE M PacdyeT KMHEMAaTHUECKHX MapaMeTpOB, IPU KOTOPBIX
peanu3yoTCsl pasjinuyHble MeXaHW3Mbl (OpMOOOpPa30BaHUs, SBISIOTCS HEOOXOOUMBIMH YCIOBHSIMHU
JUTSL OTIPEICTICHUS PallHOHAIBHBIX PEXXKUMOB pe3aHMs U obecrieueHus TpeOyeMoro kadecTBa 00padboT-
Kd. B wactHOCTH, TeOpeTHYECKH M SKCIEPUMEHTAILHO 0OOCHOBAHHBIE CIIOCOOBI BEICOKOCKOPOCTHOI'O
POTAlIMOHHOrO TOYeHMsI, (ppe3epoBanHust U (HPE30TOUEHUS MO3BOJIAIOT IOBBICUTh MHTEHCUBHOCTD JIE-
(hopMarMoOHHBIX TIPOIECCOB, oOecmeunBaroT 3(PQPEKTUBHOE IPOOJICHHUE CTPYXKKHA 0 MHKPOHHBIX
U CyOMUKPOHHBIX pa3MepoB. IIpu 3ToM ynaercs OZHOBPEMEHHO YJIYYIINTh KadecTBO OOpPabOTKU
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MOBEPXHOCTH MO TlapameTpaM mepoxoBatoctd [11; 14; 15]. B paborax [16-20] npeacraBineH aHam3
po0JieM M pe3yNbTaThl UCCIEOBAHNN, KOTOPHIE MO3BOJISIIOT PA3IMYHBIMA METOJIaMH TTOBBICHTH (-
(heKTUBHOCTHh BBICOKOCKOPOCTHOW OOpaOOTKH aTIOMHHHMEBBIX CIIJIABOB: 3a CUYET BHIOOpA MPaBIIIBHOMN
cTpareruu ¢pesepoBanus [16], Ha3HAUCHUS PAITMOHAIBHBIX PEXUMOB pe3anus [17], coueTaHus MHUK-
podpe3epoBaHUs U IEKTPOPUINISCKAX METOAOB [18], HaHECEHNUS 3aIUTHOTO TOKPHITHS Ha MTOBEPX-
HOCTh PEXYIIEro HHCTpYMEHTa [19], onTuMHU3anuu reoMeTpuIecKux mapaMmerpos pes [20].

B pabotax [21-26] mpoaHaIM3upoOBaHEI OCHOBHBIC MPOOJIEMBI, BO3HUKAIOIINE TIpH 00paboTKe pas-
JUYHBIX KOMITO3UTOB (JIeTaMHUHAINS, BRITATHBAHNE BOJIOKOH KOMITO3WTA, CKOJIBI M HETPOPE3aHHs BO-
JIOKOH KOMTIO3HTA), TaHBl PEKOMEHIAINH 110 TEOMETPUH PEXYIIEeH YaCTH ¥ KOHCTPYKIINN WHCTPYMEH-
TOB [21-24], BEIOOPY CTIOCOO0OB M TEXHOJIOTHIECKUX PEKUMOB 00pabOTKH KOMITO3UTOB [25; 26]. IIpe-
MMYIIECTBEHHbIE OTIWYHS BBICOKOCKOPOCTHOTO (ppe3epoBaHUs MO MPOU3BOJUTEIHFHOCTH HE BCeTIa
SIBJITFOTCSI TapaHTHEH oOecredeHus TpeOyeMoro KadecTBa MOBEPXHOCTEH, OCOOCHHO mpu 00paboTke
U3JICTN Ha OCHOBE TPYIHOAC(HOPMHUPYEMBIX MATEPUAIIOB (2TFOMUHUEBBIX U TUTAHOBBIX CIUIABOB, BO-
JIOKHUCTBIX KOMITO3UTOB). MIMeIOTCSI OOBEKTHBHBIC OrPaHUYCHUS 110 PEKUMaM PE3aHusl U KOHCTPYK-
TUBHOMY HCIIOJHEHUIO MHCTPYMEHTa NpU 00pabOTKe CIIOKHONPOPHIBHBIX MmoBepxHocTer. CylecT-
BYIOIIIUE MPOOJIEMBI MOTYT OBITh B 3HAYUTEIBLHOW CTEIIEHH PEIICHBI 3a CUET PACIIMPEHHOTO MPpUMEHe-
HUSI METOJIOB (DPE30TOUCHHSI U HOBBIX OPUTHHAIBHBIX KOHCTPYKLHUI MHOTOJIE3BUIHBIX (hpe3 Il ux
peanm3anuu Ha crankax ¢ UIIY [27-29]. ®@pe3epoBaHue C BBICOKOH T€OMETPUUYECKON CIIOKHOCTHIO
MHCTPYMEHTA TO3BOJISIET YMEHBIIUTh 00BEM CPe3aeMoro ciios (pasMepsl CTPYKKH) M CHIIBI Pe3aHus,
a TakKe MPOU3BOJUTH TPEXMEPHbIE MUKPOKOMIIOHEHTHI M3 MIMPOKOTO CIIEKTPa METAIIMYECKIX U He-
METaJNTHYECKUX MAaTepHajoB, B TOM YHUCIE KOMIO3HIMOHHBIX. KpoMe TOoro, mpomoibHy0 TOKapHYIO
00paboTKy ¢ MCIOJIb30BAaHMUEM BEPIIMHHOIO PEXYIIEro HHCTPYMEHTa MOXKHO 3aMEHHUTh Ha (Hpe3oTo-
YeHHe, KOTOpoe O0ecIieurBacT MOBBINICHHE MPOU3BOAUTENLHOCTH OOPa0OTKH 3a CUET COBMELICHUS
BpalLIaTeNbHBIX IBWKCHUH 3ar0OTOBKH U MHCTPYMEHTA IPH OJHOBPEMEHHOM IOBBIIICHUH MTOKa3aTenei
KayecTBa moBepxHocTeil. [Ipu BBICOKOCKOPOCTHOM (hpE30TOUEHHH, KpPOME YMEHBLICHUS o0bema
CTPY’KKH (TOJILIMHA CPE3aeMOro CJI0Sl MOXKET OBITh COIOCTaBHMA C PallyCOM KPOMKH MHCTPYMEHTA),
M3MEHSIOTCS 1 MEXaHU3MBbI pa3pylIeHHsI MaTepHajia 3ar0TOBKH — pa3pyILIeHHE MPOUCXOIUT MPEeuMy-
IIECTBEHHO B YIPYTO# 30HE 0€3 CYIIeCTBEHHOW ITacTU4YecKoi aedopmarmu. M3BecTHB METOIBI Ma-
TEMaTHYECKOTO MOJICTHPOBAHUS W M3YUEHUS BIHMSHUS KUHEMATHKH OTHOCHTEIBHOTO TEepeMELICHUS
B CHCTEME «MHCTPYMEHT — 3arOTOBKa» Ha (OpMY MOJIydyaeMbIX MpH 00paboTKe CI0KHOMPOMUIBHBIX
MOBEPXHOCTEN (PaBHOOCHBIX KOHTYpOB) Ten BpaieHus [30].

Bonee Toro, 3amaBasich reoMerpuell MHCTPYMEHTa, PEXKUMaMHU pE3aHUS U TPACKTOPHEH OTHOCH-
TENBHOTO JBM)KEHUS TOYEK MHCTPYMEHTA M 3arOTOBKH MOXXHO YIPaBIATH (POPMOM MOITydaeMoil mo-
BepxHocTH netanu [31]. Ho 3amaum pa3paboTku HOBBIX KOHCTPYKIHA ()pe3 W METOAOB UHCICHHOM
OIIEHKH Ae(QOpPMAaIMOHHBIX MPOIIECCOB B CPE3aeMOM CIIO€ Ha OCHOBE METO/Ia KOHEUHBIX AJIEMEHTOB
(MKD), npumeHHUTETHHO K ()PE30TOUCHUIO U BHICOKOCKOPOCTHBIM MPEIM3HOHHBIM MeTo/iaM (pe3epo-
BaHUs, TPeOYIOT CBOEro peIIeHHs Tak ke, Kak U MpoOJIeMbl CO3/IaHUs YIPABISIONINX MPOTPaAMM JJIst
crankoB ¢ UITY. 3agaun MaTeMaTHUECKOTO ONMMCAHM KHHEMATHKH TIPOIleccoB (ppe30TOUeHNs, Ha3Ha-
YEHHSI ¥ ONITHMHU3AINU PEKUMOB Pe3aHMs OCTAIOTCS HEJOCTATOYHO M3yUYEeHHBIMU KaK TEOPETHUYECKH,
TaK ¥ 3KCIIEPUMEHTAIIHHO.

Lenp paboTHI — TEOPETUYECKOE U IKCIIEPUMEHTATIFHOE 000CHOBaHNE KHHEMATHIECKUX ITapaMeTPOB
M PEXHMMOB BBICOKOCKOPOCTHOTO (hpe3epOBaHMs I MOBBIIICHUS TPOW3BOIUTENIFHOCTH M KadecTBa
00pabOTKH CIIOKHOMIPO(IITIEHEIX TTOBEPXHOCTEH IeTaneii.

MeTtoauka u anmapartypa npoBeieHHsl UccJieJ0BaHUil

DKCIepUMEHTATBHBIE WCCISIOBAaHUS 110 (PE30TOUEHUIO TPOBOAMINCE Ha TOKapHO-(Qpe3epHOM
cranke ¢ UITY (momens DMG MORI CTX 310) ¢ mpuBogasiM HHCTpyMeHTOM (pHc. 1, a). B xauecte
3aroTOBOK TIPW MPOBEACHUHN HCTBITAHUN HCTIOIB30BAJICS KPYTIIBIH MPOKAT U3 ATIOMHHHEBOTO CIIaBa
J16 TOCT 4784-97 n craimm 45 'OCT 1050-2013. M3ydeHne BBHICOKOCKOPOCTHOTO (ppe3epoBaHuUs
KOMIIO3UIIMOHHBIX MaTepHaIOB Ha OCHOBE yriiepojHoil TkaHu YT — 900 — 3 u 3MOKCUAHOM CMOJIBI
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Otan — 200M npoBoaunu Ha poborte-manunysitope Kuka KR 90 R3100 extra HA 9 ¢ ycranoieH-
HbIM Ha Hem mmuHAeneM H6161H0902 (puc. 1, 6).

B kauecTBe MHCTPYMEHTOB HCIOJIB30BAIUCH COOCTBEHHBIE OPWUTHHAIBHBIE KOHCTPYKIIMA MHOTO-
Ne3BUHHBIX (pe3-poyTepoB [31] (puc. 1, 6, &), NCTIOTB30BaHHBIX MPH UCTIBITAHNAX B CPABHEHUH C aHa-
nmoramu ¢pupMm ISCAR (M3pamns) m SANDVIK (IIBenus). dpesa-ananor 2P350 — 1000 — OA O12M
(dbupma Sandvik).

Jia m3ydenust o6pabaThIBaeMOCTH aTFOMHUHHUEBBIX CIUIABOB OBLTH JTOTIOTHATENBHO CIPOEKTHPOBA-
HBI MHOTOJIE3BHIHBIE KOHIIEBBIE (pe3sl, 3D-Moenu KOTopeIX MpuBeaeHBI Ha puc. 1, 0, e.

Puc. 1. OGopyaoBaHHE U OCHACTKA JUISl IPOBEICHUS SKCIIEPUMEHTOB:
a — TokapHo-¢pe3epslii ctanok ¢ YITY DMG MORI CTX 310; 6 — po6ot Kuka KR 90 R3100 extra HA (SInonus)
u wnrHaens H6161H0902; 6, 2 — 3D-Moaenb HOBOM KOHCTPYKIIMK MHOTOJIE3BUITHOH (pesbi-poyrepa EMC-D10-90-1
u ipouiib 3yObeB; 0, € — FTeOMETPHS PEXYIIeH YacTH KOHLEBBIX (ppe3 s 00pabOTKH aJFOMHUHUEBBIX CILIABOB

Fig. 1. Equipment and tool set for experiments:
a — CNC turning and milling machine DMG MORI CTX 310; b — robot Kuka KR 90 R3100 extra HA (Japan)
and spindle H6161H0902; ¢, d — 3D model of a new design of the EMC-D10-90-1 multi-blade cutter-router
and tooth profile; e, f— geometry of the cutting part of end mills for processing aluminum alloys

B kadecTBe HE3aBHCHMBIX MEPEMEHHBIX OBLUTH MPHHATHI CIEAYIONINE MapaMeTphl PeXUMOB pe3a-
HUs: SO — MPOJIOJIbHAS IMoAada HHCTPYMEHTa Ha 000poT oOpabaTeiBaeMoro Baina, 0,15—1,2 MM/00; n, —
qucio 000poToB 3arotoBku, 50-1000 06/muH; v, — ckopocTh pe3anusd, 310-933 m/MuH; ng — 4uciIO
obopotoB ¢pe3br, 6000—-18000 06/Mun; ¢ — riydouna pesanus, 0,1-1,5 mm. KauectBo 00paboTaHHOM
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MTOBEPXHOCTH OOPAa3IOB OIICHUBAJIOCH IO JBYM BEHI-
COTHBIM TIapaMeTpaM IIepoxoBaTocTu Ra, Rz Ha mpo-
dumometpe monemu Tr 220 (KHP), muanazon n3mepe-
Huii 160 Mmxm (ot —80 mo0 +80 MKM). AHAIIU3 MHKPO-
CTPYKTYPBI 00pa3ioB ¥ MOP(HOIIOTUH CTPYKKH TIPOBO-
JIJICSI HAa PACTPOBBIX 3JCKTPOHHBIX MHUKPOCKOIAX
HITACHI TM 1000 u JEOL JSM-7001F.
H3roToBieHue IeIbHBIX TBEPAOCILIABHBIX (pe3
npow3BoAIIA Ha nutndoBamsHOM ctanke ANCA RX7
IO CIEIMATbHO pa3pabOTaHHBIM YHPABISIONIMM IPO-
rpaMMaM, C y4eTOM BCEX KOHCTPYKTHBHBIX Tapamer-

Puc. 2. O6pa31pl HOBBIX KOHCTPYKLUIT TBEPIO-
POB CIIPOEKTUPOBAHHBIX (pe3 (puc. 2). B kadectBe CILTABHBIX (PE3 JUTs IPOBEICHUS HCIIBITAHMI
Marepuaia 3aroToBKU JUIsI U3rOTOBJIECHUS UHCTPYMEH-

Fig. 2. Samples of new designs of carbide

Ta UCTIOJb30BAJIUCH NMPYTKU U3 HAHOCTPYKTYPUPOBAH- 1 .
a HCHONB30BATHCE Py 3 HAaHOCTPYKTYpHpOBA milling cutters for testing

HOTO TBEPJOCIUIABHOTO KOMITIO3HUTA (ITOJIy4E€HHBIE IKC-

Tpy3uei OuMonanbHbIX MOpomKoBbiX cMeceir WC-Co-AlO3) ¢ MOBBIIICHHBIMH TTOKA3aTeISIMH 110

MIPOYHOCTH, TPEIIMHOCTONKOCTH U TepMOocTOHKOCTH [32; 33]. COBOKYIMHOCTh 3TUX CBOMCTB SBISETCS

HEOOXOUMOM MPeanochUIKON A1t S (PEKTHBHON paboThl pa3paOboTaHHONW KOHCTPYKIMH MHOTOJIE3-

BUITHOH (hpe3bl Ha BBICOKMX CKOPOCTSAX PE3aHUS U B YCIOBUSIX EPEMEHHBIX TUKINYECKAX HATPY30K.
Pa3paboraHHble HOBBIE KOHCTPYKIIMHU (pe3 M3 TBEPIOCIUIABHOTO KOMITO3UTA UMEIOT PACIINPEHHYIO

00J1acTh IPUMEHEHHS M COOTBETCTBYIOT rpynmaMm P, N, M, S no cranmapty 1SO 513:2012.

MopaeaupoBaHue npoueccoB (ppe3oToOUeHHs

B mpouecce 06paboTKy eTanu no Metoay (ppe30TOYCHHs HHCTPYMEHT COBEpIIACT JIBA JBIKCHUS:
HOCTYNaTeIbHOE BIOIb OCH JETalH (S,) M BpallaTelbHOE JBM)KCHHE BOKPYT COOCTBEHHOH OCH (714),
a oOpaOaTbiBaeMasi 3aroTOBKa MPU ITOM BpallaeTcs BOKPYr cOOCTBEHHOW ocu (n,). Bo3MokHO Kak
NEepPIeHANKYJSIpHOE (pUC. 3, @) TIOJIOKEHUE OCH BpallleHHs ()pe3bl OTHOCHTEIILHO OCH BPALICHHS 3aro-
TOBKH, TaK M coocHoe (puc. 3, 6). B mepBomM ciyuae peanusyercst TopleBas cxema o0paboTKH, a BO
BTOPOM — KOHTYpHasl.

"]

N

n;

Puc. 3. Cxembl 00pabOTKH TIOBEPXHOCTEH MpH (Ppe30TOUCHUN

Fig. 3. Schemes of surface treatment during milling

HGO6XOJJ[I/IMBIM YCJI0BUEM JId JOCTUIKCHUA BBICOKOIM TOYHOCTH U MMPOU3BOJUTCIIBHOCTH IIPHU 06pa-
0OTKE J:[eTaneﬁ q)peSOTO‘IGHI/IeM ABJIACTCA HA3HAYCHUC ONITUMAJIBHBIX PEKUMOB PE3aHU.

bonee cinoxxnas kuHeMaTHKa COBMECTHOT'O BpalaTeIbHOIO ABUKCHUS NHCTPYMCHTA IIPU (bp€3OTO-
YCHHU, CCTCCTBCHHO, BJIMACT U HA MCTOAUKY pacCUCTa PCIKUMOB PE3aHUS. I[J'[}I OOoJIy4CHUA NJOCTOBEP-
HBIX PaCUCTHBIX (I)OpMYJ'I MpeaABAPUTCIIBHO ObLIH MMPOBCACHBI YHCJIICHHBIC 3KCIICPUMCHTBI, B TOM HYUCJIC
CUMYJsius  [Ipo1ecca O6pa6OTKI/I C HCIIOJIb30BAHHEM HHTGI’pHpOBaHHOﬁ Cp€abl pa3pa60TI<H
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VisualStudio, B koTopoii moanepxxuBaercs Texnonorus WindowsForms. Bo3aMoxxHOCTE 0TOOpaskeHUs
rpadudecknx 3D-00beKTOB ObLTA pearn30BaHa 3a CUeT JOMOIHUTEIHFHOTO MPOTPAMMHOTO TIPOTyKTa B

Buze reomerpuieckoro sapa Open CASCADE (puc. 4).

Puc. 4. Kunemaruueckasi cxema ¥ poQ b IOBEPXHOCTH MPH TOPLIEBOM (Ppe30ToueHUH

Fig. 4. Kinematic scheme and surface profile during face milling

Ilo pe3yjibTaTaM YHUCJIICHHBIX OLICHOK IT10 HCpBOfI CXEME€ TOPLUEBOTO (bpeBOTO‘ICHI/ISI ObLIH pa3pa6o—
TaHbl KOMIUICKCHasA METOAWKA U paCUC€THBIC (I)OpMy.TIBI JJIA ONIPEACIICHUA OCHOBHBIX PEXMMOB PE3aHUA

(1-6) mpuBeIeHHBIE HUXKE.
Juamerp oOpabaTbiBaeMOi 3aTOTOBKH OMPEIEITUTCS 110 popMyJIe:

szDw—z T ap,

1€ a, — NTyOrHa pe3aHus. Yol CMEIEHH s 110 Mary:

X
0 =arctg| ——— |,

3,14-D,,
r€ X — IIar BUHTOBOM JIMHUH.
UacroTa BpalieHus 3aroTOBKH, MM/00:
_ Z - ﬂ . nt ,
n,, =——=—=
x

IJIe Z — YUCII0 3yObeB (pe3sl, f, — mojaya Ha 3y0, 1, — 4acTOTa BPAIICHUs UHCTPYMEHTA.
ITonaya Ha 3y0 W M0Jjaua B OCEBOM HAIPaBJICHUH onpeesaTcs 1o popmyiam (4), (5):

=504,
; _3,14-D, -n,
* z-cos(0)-nm

U, HakoHel, CKOpOCTh (pe3bl O CIUPATBLHON TPAEKTOPUH:

n-D_-n
V — m w
/! cos(0)

(D)

2)

3)

4

)

(6)

Pacuetst o dpopmynam (1)—(6) moka3pIBaOT CYIMECTBEHHBIH (10 2 pa3) MPUPOCT CKOPOCTH pe3a-

HUA U TPOU3BOAUTECIIBHOCTHU 11O O6’beMy Ccpe3acMoro Mmarepuajia 10 CpaBHCHHUIO C TOYCHUCM.

JononHutenbHOe JBUKEHHE Nojgaud ¢pessl () NpH KOHTYpHOH (COCHOM) cxeme 00paboOTKh
(puc. 3, 6) obecrieunBaeT TaKke BO3MOXKHOCTb O0pabOTKH CI0KHOMPO(DMIBHBIX TOBEPXHOCTEH, TAKHX

KaK PaBHOOCHBIC KOHTYPHBI C pETYJIAPHBIM HpO(bI/IJ'IeM, ITUKIIOUJAaJIbHBIC, BUHTOBBIC U T. 1.

[Ipu MozmenupoBaHUK MPOLIECCOB COOCHOTO ()PE30TOUEHHSI M B IKCIIEPUMEHTAIBHON YacTh padOThI
HCIONB30BAJIACh OPUTHMHAIbHAS KOHCTPYKLHMS MHOTOJIE3BUMHOTO HMHCTPYMEHTA, KOTOpas COYeTaeT
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Pazden 3. TexHono2uuecKuUe NPOUECCHL U MAMEPUATbL

B ce0e 2JIEMEHTHI «OOBIYHOTO0Y» CpEe3aHus CJIosl MaTepuana u poyTtepa. [loBeIlIeHHas MHTEHCHBHOCTD U
4acToTa IUKJIOB CPE3aHUs MOBEPXHOCTHOTO CJIOS MPEAIONIATa0T MOBBIINICHHUE MPOU3BOIUTEILHOCTH
1 KadecTBa 00paOOTKHU MOBEPXHOCTH AeTaau. IMEeHHO 3TUM 00BsCHSAETCS 3P(HEKTHBHOCTD UCIIOIB30-
BaHHS BBICOKOCKOPOCTHOTO TPEIU3UOHHOTO (PEe30TOUSHHS TI0 CXeMe, MPEACTaBICHHON Ha puc. 3, 0.
YHucneHHbIe YKCIIEPUMEHTHI ¢ HCIIOIB30BaHUEM MTPOrpaMMHEBIX MpoaykToB MathCAD, ocHOoBaHHBIC Ha
AHAIMTUYECKHX TIOJNIOKEHUAX, MTPEIJIOKEHHBIX B PadoTe, TIO3BOIMIN OIEHUTH BIUSHHUE PEKUMOB pe-
3aHUS, TEOMETPUYCCKIX IMapaMeTPOB PEKYIIeH JaCTH HHCTPYMEHTa (TpoduiIa i KOJIH4decTBa 3yObeB),
KHHEMATHKH OTHOCHUTENBHOTO TEePEMEIIEHHS B CHCTEME «HHCTPYMEHT — JIEeTallb» Ha (opMy MOBEpX-
HOCTEH M ImapaMeTphl KOHTYpa (IIepoX0BaTOCTH, IOTydaeMble TIpH (PPE30TOUCHUN).

Teopernueckoe n3ydeHHE BOZMOKHOCTEH MCTIOIB30BAHUS MPOIECCOB (PE30TOUEHUS IS TTOTyde-
HUs OoJiee CIIOKHBIX TOBEPXHOCTEH THITA PAaBHOOCHBIX KOHTYPOB (pHC. 5) moTpeboBaio pa3paboTKu
0oJ1ee CII0KHBIX MaTEMATUYECKUX MOJIeNel ¢ MpUMEeHEeHnEeM criennann3upoBaHHbix CAD-cuctem.

a 9] 6

Puc. 5. Pe3ynbprarsl MogenupoBaHus npouiieii moBepXHOCTEH aeTanei:
a — npoub TpeyroibHUKa Perno; 6 — nuKionna; 6 — MHOrorpaHHUK

Fig. 5. The results of modeling the profiles of the surfaces of parts:
a — profile of the Reuleaux triangle; b — cycloid; ¢ — polyhedron

YTII0BBIE CKOPOCTH WHCTPYMEHTA U JAETAIH ObUIM 33/1aHBI B KQ9E€CTBE BXOJHBIX JAHHBIX B MOAEIH
mporecca (hpe3epoBaHuUs I onpeneneHus mpoduiss o0paboTaHHON TTOBEPXHOCTH, a MIPHU OTpeeIie-
HUM TpeOyeMol TPaeKTOPUH 3TH apaMeTpPbl U UX COOTHOIIEHHS BapbUpOBaIHNCh. IHCTpyMeHTaNbHbIE
peXyIre MOBEPXHOCTH 00pa3yIoTCs B pe3yJsbTaTe MepecedeHrsl TNIOCKOCTH NepeqHel MOBEPXHOCTH
C MPOM3BOASIIEH TOBEPXHOCTHIO (hpe3sl. Onucanne IBMKEHUH HHCTPYMEHTA U JIETAlIN MPEICTABICHO
B BHJIE CUCTE€MbI ypaBHeHHH (7) U MaTpuLbl BpaueHus aetany (8). Hanpumep, npu COOTHOIIEHUH YT-
JIOBBIX ckopoctelt 1/3: o; = 213, wp = —27, T1ie ®; — YIJIOBbIE CKOPOCTH UHCTPYMEHTA, (Op — YIJIOBBIC
CKOPOCTH JIETaH.

T30 €os(g;t +3¢) +¢
1 (2,60) = 0 , (7)
70 cos(g;t + dp)

cos(wpt) —sin(wpt) 0
M, (t)=| sin(wpt) cos(wpt) O, (8)
0 0 1

rze 7; — KOOpJAMHATHl TOYEK MEepeMEIeHNs] NHCTPYMEHTa; 0 — pacCTOSIHUE MEXIY PEKYIIUMU KPOM-
KaMH; € — OTHOLIECHHE PaJIyCcOB (pe3bl U 3arOTOBKH.

JIMCKpeTHOCTh pacyeToB 3a/JaBaiach IIaroM Hapamerpa ¢f. B 3aBHCHMOCTH OT KOJMYECTBA PEXY-
mUX KPOMOK (pe3bl N U mara Mexay 3yOobsMu K n3MeHsieTcsi yron nosopora 0¢ — gopmyna (10) u
KOHTYp oOpabaTsiBaeMoii moBepxHocTH (9):
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r(t, 0p) = My(t) ri(1, o9), 9
_360-deg
0Py ~— N K (10)

PesynbraTel MOIENMpOBaHMS TOKA3bIBAIOT, YTO ()PE30TOUYCHHUE IO3BOJISIET MONydYaTh pPa3iIHIHbIC
npoduum Ha petanu (puc. 5). [IpuMepsl npoduiel U MIEpPOXOBATOCTH IOBEPXHOCTH, IOTyYeHHBIE (pe-
3epOBaHUEM IIPU PA3TMYHBIX 3HAUCHUSX YHCNA 3yObeB N, YITIOBBIX CKOPOCTEH WHCTPYMEHTa (; U 3aro-
TOBKU (p, PACCTOSIHUI MEKAY OChIO0 HHCTPYMEHTa U JIETaNbIO €, IPEACTaBIeHbl Ha puc. 5. Hanpumep,
1uist paBHOOCHOTO KOHTYpa RC B hopme Tpeyronbauka Peno (puc. 5, a) KoopauHATHI TOUEK (M3MEHEHHE
yrna (urypsl paBHOIIMPOKOI) MOTYT OBITH OnpeniesieHbl o Gopmynam p (f) =9 — cos (31).

OnwucaHye paBHOIIMPOKOH KPUBOW B COOTBETCTBUU C MOJEIBIO IPOU3ZBOAUTCS ITyTEM ONpEACICHUS
KOOpJMHAT TOYeK X, y o ¢opmynam (11) u (12).

x(t)z(p(t)cos(t)vL% p(z)sm(z)]o,m, (an

y(t)z(p(t)sin(t)+% p(t)cos(t))0,07, (12)

Ha ocHOBaHMM NpUBeAEHHBIX BhIIIE POPMYJI, ONUCHIBAIOLINX TpoLecc GOpMUPOBaHUS PABHOOCHO-
ro KOHTypa, ObUI pa3paboTaH aJropuTM M CO3AaHa MporpamMma pacdera, MO3BOJIIONIas aBTOMATH3H-
poBaTh IpoLeAypy olpeaeNeHns koopauHat Touek. [loctpoenne npoduis Koneca EBOYHOM mepea-
YH OCYILECTBIISIETCS IIOCJIE PacueTa OCHOBHBIX MCXOIHBIX apameTpoB. Hampumep, 11t netanu penyk-
TOpa C MEPeAaTOYHBIM OTHOIICHHE 8§ M HOMHHAIBHBIM JHaMeTpoM 000¥Mbl 50 MM auamerp Kojeca
Oynet paBeH 44,444 MM u nrameTp 1eBok 8,73 mm. [locite BcrmoMoraTennbHBIX TIOCTPOSHUH ¢ HalIOKEHHEM
KOHTYPOB 3arOTOBKH M HHCTPYMEHTA IOJIy4aeM MacCUB IIPOMEKYTOUHBIX OKPY)KHOCTEH (puc. 6, @) 1 KOH-
Typ LIEeBOYHOTO Kouseca (puc. 6, 6).

Puc. 6. [ToctpoeHre KOHTYpa IEBOYHOr'O KoJieca:

a — MacCHB MIPOMEKYTOUHBIX OKPYXKHOCTEH; 6 — NpodUIIb JeTalu

Fig. 6. Constructing the outline of the lantern wheel:
a — array of intermediate circles; b — part profile

Jia monmy4yeHusl TPaeKTOpUU ABIDKEHHUS (Ppe3bl HeoOXOIMMO BBIIOIHUTH OMEPAIUI0 «CMEIIeHUE
0o0BeKTOB». Benmnunnaa cMmemeHus: HokHa OBITh paBHA paguycy (Qpesbl, a TPAeKTOpPHUS MPEACTABISET
c000¥ 3aMKHYTBIH KOHTYP W3 IyT JABYX Pa3IUYHBIX pamnycoB (puc. 7, a). B ciyuae, ecnmm nuamerp
(hpe3bl OyaeT paBeH qUaMETpPy IIEBKH, TPACKTOPHS OyIeT COCTOSATh U3 IyT OJHOTO paauyca (puc. 7, 6).

Hmxe npuBoauTcss anroput™ u GparMeHTHl peaan3aliyl yIPaBIIOmeH TPOrpaMMBbI ISl H3TOTOB-
JICHUs JieTajell MpuBoJa IUKJIOUIHON Mepe/laud MEXaHU3MOB YNPAaBJICHUS! CIIyTHUKOBOUM cBsi3u. [[mst
MTOJTyYeHUs] KOOPAMHAT TPAEKTOPHUH MOKHO BOCIIONIB30BaTHCS BCTPOeHHBIMU cpeacTBamu CAD-cpenbt
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Pazden 3. TexHono2uuecKuUe NPOUECCHL U MAMEPUATbL

API nmnst TpaHchOpMAaIMK KPUBBIX B HA0OP TOUYEK C MOCICAYIOIIUM TONTyYCHHEM 3aBUCHMOCTHU yTiia
MOBOPOTA JIETanu OT TOUYKH TpackTopuu. CAD-cpea mpenocTaBiseT BO3MOXKHOCTD MOJMYyUYCHHUs Mapa-
METPOB KPUBBIX Uepe3 HHTepdeiic ¢ mocieayromnieil 00padoTKoN B CTOPOHHUX MPOTPAMMHBIX MPOJYK-
Tax (puc. 8).

a 9]

Puc. 7. Tpaexkropus anst Gppes3sl AuaMeTpoM, paBHBIM AUAMETPY LIEBOK:
a — 3aMKHYTBIA KOHTYP U3 AYT IBYX PA3IHYHBIX PAIHyCOB; O — TPAEKTOPHUS M3 AYT OAHOTO pajmyca

Fig. 7. Trajectory for a cutter with a diameter equal to the diameter of the pins:
a — closed contour of arcs of two different radii; b — trajectory of arcs of the same radius

MNapameTpsl £ @ Monowxerne dpessl Npn GPEsOTOHEHM - O *
(=, | -2020164185 | 2
%1 17,94 %2 -19,95
(=, [o00 |
ﬁ | -23.00258537 | C R1 3,367832 RZ 0,875998
G | 727798752 | ] Anl 118,455069 an2 319,632573
¥ Y
Akl 241,544531 Ak2 61,541204
(> | -23.00258587 |a
x v
(_—‘, | 7.27798752 | . KoopauHaTel Touek
T hd X ¥ ¥ron NoBOpPOTa SaroTOBKM
K | 7.70835815 | N -19,50 ~ 4,48 ~ 4,43 ~
w -19,51 4,48 4,43
-19,51 4,48 4,48
[ | 137.90141509° |2 -19,51 4,48 4,48
w -19,52 4,49 4,49
19,52 4,49 4,49
19,52 4,49 4,49
-19,53 4,459 4,49
-18,53 4,43 4,459
-19,54 4,50 4,50
-19,54 4,50 4,50
-19,54 4,50 4,50
W v W
Pacc4MTaTh TOYKH 1 Yribl
a 6

Puc. 8. Ilonyyenue xapakrepuctuk ayru B SolidWorks (a) u untepdeiic npunoxenus (6)

Fig. 8. Obtaining arc characteristics in SolidWorks (@) and Application interface (b)

[Tockonbky TpH Gpe3oToueHnn (pe3a nepeMeraeTcsi TOIbKO Mo OJHON KOOpAMHaTe, TO i (op-
MHUPOBaHHSI TPACKTOPHU BBIOMPAIOTCS HAOOPHI TOUEK KOOPAMHATH X M yIJIa MOBOPOTA 3arOTOBKH
(tabm. 1).

[puuem [yt moay4eHus Npopuisi METOAaMH (Pe30TOUCHHS HEOOXOAMMO MTPOU3BECTH COOTBETCT-
BYIOIIYI0 KOPPEKTHPOBKY Ha BpALICHUE 3arOTOBKH. DTy MPOLEIYPY MOXHO MPOHM3BECTH HAa OCHOBA-
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Cubupckuil aspokocmuueckuil scypHan. Tom 24, N2 3

Huu 3D-Monenu u3aenuil Npu CO3AaHUN YNPaBIAIOMUX porpamm Uit craHkoB ¢ UITY ¢ momomisro

nporpaMmHoro npoaykra MasterCAM.

Tabauya 1
COOTHOHIeHPle MMOJIOKCHUA q)pe3]>l oT yrﬂa l'lOBOpOTa 3aroTOBKH
Ne /1 1 2 3 4 5 6 7 8 9 10 11

ITonoxeuue
pesstotHocn- | 1o oo\ 1950 | 196 | 19,62 | -19.63 | -19.65 | -19.66 | -19.68 | 19,69 | -19.71 | ~19.72
TCJIIBHO 3aroTOB-
KM, MM
Yronnosopota |, g4 | 9o | 993 | 202 | 201 | 29 | 289 | 2.89 | 288 | 287 | 2.86
3aroTOBKH, rpa}l.

3KCﬂepHMeHTaﬂbele HCCJICA0BAHUSA ﬂpOHCCCOB BBICOKOCKOPOCTHOFO Q)pe3epOBaHml.

Pe3yabTaThl 1 00CyxKIeHUSA
Haznavenue pexxuMoB pe3anust ipu Hpe30TOUYCHUH IS TTOTYUYEHHS CIIOKHOKOHTYPHBIX PABHOOCHBIX

MOBEPXHOCTEN M3JIETNI a3pOKOCMUYECKON OTpaciv MPOU3BOAWIOCH C MOMOILBIO YIPABJISAIOMIKUX TPO-

rpamm st ctankoB ¢ UITY. B kauecTBe OCHOBHBIX MapaMeTpoB Jisl BepuUKAIIMU PE3yIbTaTOB MOJIC-

JIMPpOBAaHUA MIPHU NPOBECACHNUN SKCIICPUMEHTAJILHBIX I/ICCJ'IC)IOBaHI/Iﬁ HCIIOJBb30BAJIMCh 3HAYCHHUA TOYHOCTHU
pa3mepoB U (HOPMBI pABHOOCHBIX KOHTYPOB, IIEPOXOBATOCTH OBEPXHOCTH, 0OpaboTaHHOU (pe3oToue-
HUEM IIpU U3TOTOBJICHUU PCAJIbHBIX )IeTaJIeﬁ B IMMPOU3BOACTBCHHBIX YCJIOBUAX. B pe3ysbTaTe yaajl1oCh
C BBICOKOI TOYHOCTBIO pa3MepoB, (GOPMbI i TPEOYEMbIM KauyeCTBOM MMOBEPXHOCTHOTO CJIOSI H3TOTOBUTH
neranu B popme PK-npodumns (tpeyronbrauka Peno) (puc. 9, a). [pouecc nocranuiiHoii 00pabOTKH pu
MOJIy49eHUH KOHTYypa AeTajlu AJsl IpUBoAa (IeBOYHOH Iepeiauu) NpeacTaBiIeH Ha puc. 9, 6—2.

Puc. 9. Cno)XHOKOHTYpHBIE TIOBEPXHOCTH JIeTalIeH, TOyYeHHbIe (Pe30TOUCHHEM:

6

a — TpeyroinbHuK Peno; 6 — cxema Hanaaxy npu Gpe3oTOYeHUH; 6 — IPO(UIIb LUKIOUIbI

PIRIE: | HeBO‘IHOfI nepeaadu; ¢ — roroBas ACTajlb

Fig.9. Complex contour surfaces of parts obtained by milling:
a — Reuleaux triangle; b — setup diagram for milling;
¢ — cycloid profile for lantern drive; d — finished part
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Bricokas MHTEHCHUBHOCTH TPOIECCOB (hPE30TOUEHUST TOIATBEPKAAETCS pPe3ybTaTaMU H3ydeHUs
MHKPOCTPYKTYPBI TIOBEPXHOCTHOTO ciiosi. OOHApy»K€HO TOBBIIMIEHHE MHUKPOTBEPIOCTH JIeTajeil u3
cTany Ha rryouHy 10 80 MKM B 2,5 pas3a 1o CpaBHEHHUIO C OCHOBOH, T. €. 3TOT crocod o0paboTku pe-
3aHUEM MOXKET OBITh MCIIOJIL30BaH BMECTO TepMooOpaboTku. [Ipu 3TOM oOecneunBaeTcs BHICOKOE Ka-
YCCTBO IMOBCPXHOCTHU IO HICPOXOBATOCTU, YTO HMCKIIFOUACT HeO6XOIII/IMOCTI) JOITOJIHUTCIBHBIX YHUCTO-
BbIX ((puHUIIHBIX) omepaluii. KOCBEeHHBIM MOATBEPKICHUEM MPEUMYIIECTB BHICOKOCKOPOCTHBIX BH-
JIOB (ppe30TOUYCHHUS SBISIOTCS PE3YNbTAThI AIEKTPOHHO-MUKPOCKOITMYECKUX UCCIEAOBaHUN (OPMBI U
pasMepoB cTpyKKkH. /s 3KCTIepUMeHTaIbHON MPOBEPKU YUCICHHBIX PE3yJIbTATOB MCCIIEIOBAHHA Me-
tomoM MKD wucmonp30Banich 3HaUE€HUS MIEPOXOBATOCTH MOBEPXHOCTA. MOP(OIOTHIO CTPYKKH, TIO-
Ty4eHHOH (Ppe30TOUeHrEM aTIOMHHHEBOTO CIIaBa MHOTOJIE3BHIHON KOHTYPHOH (pe3oi, MILTIOCTpH-
pyet puc. 10. Pazmepsl cTpy>KKr U3MEHSIOTCS B nuamna3one oT 2 1o 50 MxwM, mpudem mpu Ooiee ne-
TAJILHOM W3yYeHHU 0OHApYKUBAETCS, YTO KPYIHBIE MO0 pa3Mepy THUIBI CTPYIKEK MPEACTABISIOT COOOH
arnomepatsl u3 pparmenToB ¢ pazmepamu 480— 880 uwm (puc. 10, 6).

TM-1000_

Puc. 10. Mopdosorus antoMUHHEBOH CTPYIKKH, TOTYYSHHOU NIPH PPE30TOUCHHN:
a — pacupezeneHne o pasmepam, x 400; 6 — HAHOCTPYKTYPHPOBAHHBIH (PPArMEHT CTPYKKH

Fig. 10. Morphology of aluminum chips obtained by milling:
a — size distribution, x 400; b — nanostructured chip fragment

B nponecce sxcriepuMeHTalIbHBIX UCCIEOBAHNHN MOATBEPKIEHA TAKKE BOZMOKHOCTD MOBBIILIEHHS
Ka4yecTBa IMOBEPXHOCTEH BOJOKHUCTHIX KOMIIO3UTOB MPU BBICOKOCKOPOCTHOM 00pabOTKe ¢ MCIOJB30-
BAaHMEM HOBBIX OPUTMHAJIBHBIX KOHCTPYKLHUI MHOTOJIE3BUMHBIX (pe3-poyTepoB (cM. pHc. 1, 6, 2 u 2).
IIpn mpoBeAeHMN SKCIEPUMEHTANBHBIX HMCCIENIOBAaHUM BIHAHUS PEKHMOB pE3aHHUs Ha MapaMeTphbl
LIEPOXOBAaTOCTH HCIOJIb30BAJIACh O0pa3LbI-CBUAETENN W3 yriemnacTuka (puc. 11, a), momydeHHbIe
napajieabHo U3 TOro XKe MaTepuana, KOTOPBIA MPUMEHSUICS U M3rOTOBJIeHUs u3nenuit (puc. 11, 6).

i
4

Puc. 11. O6pas3ip! 11 H3yYeHUs! BRICOKOCKOPOCTHOTO (hpe3epOBaHMS KOMIIO3UTOB Ha OCHOBE YTJIETIIACTHKOB:
a — o0pasibl U UCTIBITAHUI; 6 — U3leNus

Fig. 11. Samples for studying high-speed milling of composites based on carbon fiber:
a — samples for testing; b — products
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Uzobpaxkennss o0pabOTaHHBIX MOBEPXHOCTEH MOKAa3bIBAIOT, YTO obOecneunBaercs: 3¢GQGEeKTHUBHBIA
MOTIEPEYHBINH cpe3 BONOKOH (puc. 12, a, 6). 3T0 MOXHO OOBACHUTH YBEIMYEHHOW YaCTOTOW LIUKIOB
cpesanns (10 4000-6000 ¢ ). KocBeHHBIM TOATBEpsKACHHEM S(BMEKTHBHOCTH pabOThl HHCTPYMEHTA
SIBIISIETCS MOP(OJIOTHS CTPYKKH — €€ pa3Mephl BAPHUPYIOTCS B IMama3oHe oT 3 1o 8 MkM (puc. 12, 8, 2),
T. €. KOPPETUPYIOT C MIEPOXOBATOCTHIO 00paboTaHHON ToBepXHOCTH (pHc. 12, a).

TM-1000_

Puc. 12. Pe3ynbTaThl 31€KTPOHHO-MHUKPOCKOMUYECKOTO UCCIICIOBAHUSI:
a — obpaboTaHHas MOBEPXHOCTh CTEKJIOMJIACTHKA; 6 — 00paboTaHHAas! TOBEPXHOCTh YIJICTIIIACTHKA,;
6 — MOP(OJIOTUsI CTPYIKKH CTEKIIOILIACTHKA; & — MOP(OIIOTHSI CTPYIKKH YIIICIUIACTHKA

Fig. 12. Results of electron microscopic examination:
a — treated surface of fiberglass; b — treated surface of carbon fiber;
¢ —morphology of fiberglass chips; d — morphology of CFRP chip

Koadduuuent npobienus cTpykku mnpu rinyouHe ¢pesepoBanus 0,5 MM U CKOPOCTU BpalllCHHS
4000 o0/muH paBeH k = 250. DTOT (aKT KOCBEHHO MOATBEPKAAET HOBBILICHUE TPOU3BOIUTEIBHOCTH
nporecca 00pabOTKK M yMEHBIIEHHE yIEIbHON CHUIIBI PE3aHMS.

[IpumeHeHne BBICOKOCKOPOCTHOM 00pabOTKU aAeTaneil W3 KOMIO3WLIMOHHBIX MaTepHajoB IOA-
TBEpXkaaeT 3()(HEKTUBHOCTh MCIOIb30BAHUS HOBBIX KOHCTPYKLMH MHOTOJIE3BHUHBIX (pe3 (KauecTBO
00pabOTKH COOTBETCTBYET XapaKTepUCTUKAM JIy4lIMX MUPOBBIX aHaJoroB). B xauecTBe moarBepxae-
HUS PE3YyJIbTAaThl HKCIIEPUMEHTAIBHBIX HCCIENOBAaHUN MIPpeoOpa3oBaHbl (IPEACTaBICHbl) B BUIE CPaB-
HUTEJBHBIX IUarpaMM U3MEPEHUs ILEePOXOBATOCTH IOBEPXHOCTH YIVIECIUIACTUKOB II0 mapaMeTpaM Ra u
Rz pazmuunsivu turtamu dpes (puc. 13, 14).

IIpuMeHeHne BBICOKOCKOPOCTHOW 0O0pabOTKM meTanedl M3 KOMITO3WIMOHHBIX MaTephajioB IIOM-
TBepkaaeT 3(PpPEeKTHBHOCTh UCTIOIB30BAHUA HOBBIX KOHCTPYKIIMIT MHOTOJE3BUHHBIX (pe3 (KauecTBO
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O6pa6OTKI/I IMOBEPXHOCTH IIO IIEPOXOBATOCTH COOTBETCTBYCT XapaKTEPUCTHUKaM, IOJYUYCHHBIM IIpH
HCIOJIb30BAHUHU JTYUIIUX MHUPOBBIX I/IHCTp}/'MCHTOB—aHaJ'IOI‘OB).

0,8036 0.768
0.8 0,6336 : 0,659
= ' 0,5784 0,5634
= 0,6 [ | -
: m
E 04 |
0,2
0 i L
Dpeza poyTep MHorone3aeuiiHan ®pesa Sandvik 2P350-
HOHUEBaA Pppe3a 1000-0A O12M

m Mopaaua fz - 0,004 MM,’ayﬁ; CropocTe pesadma V' - 251,2 M/ MEHH

® Mogaua fz - 0,001 mm/2y6; CHOPOCTb pezaHKA V - 376,8 m/MuH

Puc. 13. lllepoxoBatocTh 00pabOTaHHOW TOBEPXHOCTH Ra mocie cpaBHUTENbHBIX UCITBITAHUI
Pa3THYHBIMU KOHCTPYKIUAMHE (ppe3
Fig. 13. Roughness of the machined surface Ra after comparative tests with different cutter designs

5 4,603
4,1344

Rz, mKm
o] w

. 3,8342 3 719
3,2162 3,2838 ,_ -
||
. il ot
©pa3a poyTep MHorone3emiiHan ®peza Sandvik 2P350-1000-
KoHUeEaA dpesa OA 012M
® Mogaua fz - 0,004 MM,’ayﬁ; CHOpOCTb pezadmnA V - 251,2 M MMH

@ Mogava fz - 0,001 mm/zyB; CropocTe pesadma V - 376,8 m/muH

Puc. 14. Pe3ynpraTsl 3aMepoB napameTrpa Rz mocne cpaBHUTENBHBIX UCIIBITAHUI

Fig. 14. Results of measurements of parameter Rz after comparative tests

3akJiiouenue

[lo pe3ymbraTamM KOMIUIEKCA PacUETHBIX M AKCIIEPHUMEHTAIBHBIX UCCIEAOBAHUN MOXHO CHeNaTh
CJIEIyFOIIIE OCHOBHEIE BHIBOJIBI:

1. IlpennoxeHHBIE HA OCHOBAaHWH UCCIIEAOBAHUH MOTYIMIIMPUIECKHE pacueTHbIe (POPMYITBI JOCTa-
TOYHO aJIeKBATHO OTPAXKAIOT PE3yJbTaThl HATYPHBIX AKCIIEPUMEHTOB W TO3BOJISIOT OMPENENATh pa-
[IMOHATIbHBIE PEKUMBI PE3aHHSI ISl TIOYYESHUS CIOXHOMPO(QUIBHBIX IMOBEPXHOCTEH THUIA PaBHOOC-
HOTO KOHTYpa.

2. HatypHbIMH JKCHEpUMEHTaMH TOJATBEPXKIACHA MPAKTHUYECKas 3HAYMMOCTh W TEXHHUKO-
SKOHOMHUYecKast 3(G(EeKTUBHOCTD TNPEIIOKEHHBIX KOHCTPYKTOPCKO-TEXHOJIOTHYECKUX PpEIICHUH —
(hpe3oToueHnEM U3TOTOBIIEHBI CIIOKHONPO(HUIBHBIE JETAN IPUBOAOB, IIPHUYEM BpeMs 00paboTKH C 6
Y Ha 3JIEKTPO3PO3UOHHOM cTaHke G-64S (B 6a30BOM BapHaHTE TEXHOJIOTHYECKOTO MPOIIEcca) COKpa-
THJIOCH 10 18 mMuH.

3. MHorosne3BuitHas KOHCTPYKITUS HOBOW (pe3bl — poyTepa ¢ TpamerenJanbHoi hopMoil pexy-
el KpOMKH 3y0a oOecriednBaeT MOBHIIeHNE KadecTBa 00pabOTKH KOMIO3UIIMOHHBIX MaTepHAJIOB, a
MMEHHO, CHIDKEHHE MIePOXOBATOCTH U AePEKTHOCTH IMOBEPXHOCTHOTO CIIOS (Ha yPOBHE JYUIIUX MH-
POBBIX aHAJIOTOB).
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4. DKcniepUMEHTAFHBIE UCCIIEA0BAaHUS TIO3BOJIIIIN OIEHUTh BIUSHUE PEXKUMOB pe3aHUs, TEOMeT-
pUYECKHX MMapaMeTpOB PEXKyIeH 4acTH WHCTpyMeHTa (Mpoduis U KoIndecTBa 3yObeB), KHHEMaTHKU
OTHOCHTEIHHOTO TIEPEMEIICHUS B CHCTEME «HHCTPYMEHT — 3ar0TOBKa» Ha GOPMY M pa3Mephl CIOKHO-
KOHTYPHOU TTOBEPXHOCTH, MOJIYICHHON (PPE30TOUCHUEM.
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