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Annomayus. TIpon3BoIUTENEHOCTh MEXaHUYECKOW 00paOOTKM IPU M3TOTOBIICHUH JIeTajell Mallu-
HOCTPOUTEIBHBIX M3IEIHH OMpENeNsieTcs] BpeMEHEM, 3aTpadnBacMbIM Ha (POpMOOOpa30BaHUE ITOBEPXHO-
CTelf B COOTBETCTBUM C YEPTEKOM M KOJMYECTBOM CTaIui 00paOOTKH, HEOOXOIMMBIX JUIS JOCTHKEHHUS
3a[JaHHOM TOYHOCTH JAETAalld W3 3arOTOBOK TOW HJIM MHOW TOYHOCTH. B CBSI3M ¢ M3BECTHBIM CBONCTBOM
TEXHOJIOTUYECKOM CHCTEMBI, CBS3aHHBIM C TEXHOJOIMYECKON HACIIEACTBEHHOCTBIO MOTPEIIHOCTEN AETaH
OT TOTPELIHOCTEH 3arOTOBKH, YTOYHEHHE Pa3MEpOB 3aroTOBKU IPOBOJUTCSA B HECKOJIBKO cranuil. HeoO-
XOIMMOE KOJMYECTBO CcTaanii 00paboTkn (YTOYHEHHMs) 3aTOTOBKH 3aBHCUT KaK OT CBOMCTB CaMOM TEXHO-
JIOTHYECKOW CHCTEMBI, TaK U OT CTENEHU pa3dpoca BXOJHBIX MapaMeTPOB 3arOTOBKU U PEKHUMOB ee 00pa-
6otku. Kpome Toro, B CBsI3H C TEM, YTO MPOLECC YMEHBUICHUS IIOTPELIHOCTH 3arOTOBKU 3aBUCUT OT TOJIS
paccerBaHus ee pa3MepoB, TpedyeMoe KOJIMYECTBO CTauii 00paOOTKHU /sl JOCTHKEHUsS 3aJaHHON TOYHO-
CTU B OCHOBHOM OIIPEJEJISIETCS. U3MEHEHUEM pa3Mepa JTMHAMUYECKONW HaCTPOMKM Ha Kaxaou u3 Hux. IIpu
9TOM caMa BeJIMYMHA pa3Mepa 00bIYHO KOPPEKTUPYETCS N3MEHEHHEM CTaTHYeCKONH HACTPOMKH.

Pasmep nuHaMu4ecKkol HaCTPOMKM BO3HUKAET B PE3yjbTaTe YIPYIUX IEPEMEIICHUN 2JIEMEHTOB TE€X-
HOJIOTUYECKOH CHCTEMBI MMOJ JACHCTBHEM cuil pe3aHus. UeM Oosble pasMep TMHAMHYECKOW HACTPOMKH
OTJIIMYaeTCs OT HAaCTPOCYHOTO pa3Mepa (pa3Mepa CTaTUYECKOH HACTPOMKH), TeM OOJIbIIe IOTPEIIHOCTD
BBINIOJTHAEMOTO pa3Mepa. [lorpemHocTy, BeI3bIBaeMble KOJICOAaHUSAMH Pa3MEpOB AMHAMUYECKONW HACTPOMH-
KH, TPyZHO KOMIEHCUPYIOTCS, TaK KaK OHH 3aBHCST OT MHOTUX MapaMETPOB: OT MPOYHOCTHBIX CBOMCTB
00pabaTsIBaEMOro MaTepHaia, PeXXMMOB PE3aHMs, MMapaMeTPOB PEXYIIET0 MHCTPYMEHTa M €ro M3HOca,
KECTKOCTH TEXHOJIOTMYECKOM CHCTEMBI U Ap. B cTaThe M310%KeEH MOAXOM HAXOXKACHUS TAKUX COYETaHHI
IapaMeTpOB TEXHOJIOTHYECKOTO IIpoIlecca, KOTOpPhIe 00ECIeYNBa0T HAaNMEHBIIEE BPEeMs H3TOTOBIICHHS
JeTaned M 3aJaHHYyI0 TOYHOCTh. /|11 mapamMeTpHyecKol ONTUMH3AIMN PACCMOTPEHB! BBISBICHHBIE 3aKO-
HOMEPHOCTH BIIMSIHUSI OCHOBHBIX IapaMeTPOB TEXHOJIOTHYECKOTO Tpolecca Ha KOA((PUIUESHT yTOYHEHHS
pa3MepoB 3arOTOBKHM HA KaXKJ0U cTaanu 00paboTKH.
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Abstract. The productivity of mechanical processing in the manufacture of parts of machine-building
products is determined by the time spent on forming surfaces in accordance with the drawing and the
number of processing stages necessary to achieve a given accuracy of the part from blanks of a particular
accuracy. Due to the well-known property of the technological system associated with the technological
inheritance of part errors from workpiece errors, the refinement of the workpiece dimensions is carried out
in several stages.

The required number of stages of processing (refinement) of the workpiece depends both on the
properties of the technological system itself, and on the degree of variation of the input parameters of the
workpiece and its processing modes. In addition, since the process of reducing the workpiece error de-
pends on the scattering field of its dimensions, the required number of processing steps to achieve a given
accuracy is mainly determined by changing the size of the dynamic setting at each of them. However, the
size value itself is usually adjusted by changing the static/setting.

The size of the dynamic adjustment occurs as a result of elastic movements of the elements of the
technological system under the action of cutting forces. The larger the size of the dynamic setting differs
from the setting size (the size of the static setting), the greater the error in the size performed. Errors
caused by fluctuations in the size of the dynamic adjustment are difficult to compensate for, since they de-
pend on many parameters: on the strength properties of the material being processed, on cutting modes, on
the parameters of the cutting tool and its wear, on the rigidity of the technological system, etc. The article
describes an approach to finding such combinations of process parameters that provide the shortest time
for manufacturing parts and a given accuracy of measurement.

For parametric optimization, the revealed regularities of the influence of the main parameters of the
technological process on the coefficient of refinement of the workpiece dimensions at each stage of pro-
cessing are considered.
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Beenenne

C y4eToM TEXHOJIOTHYECKOTO HacJIeJOBaHUs MOTPEITHOCTEH 3aTOTOBKHU MIPHUHATO €€ 00pabaThiBaTh
B HECKOJIBbKO cTaauil (3ranos) [1]. [Ipu BeIMOTHEHUM KaXKI0M CTaJIUH pa3Mep 3arOTOBKH yTOYHSAETCS Ha
HEKOTOPYIO BeNUUnHY — K03 duimeHT yrounenus. Hanpumep, npu TokapHoil 00paboTKe NPUHATHI Yye-
THIpE CTaJUH — YEPHOBAsL, MOJYyYHCTOBAsA, YHUCTOBAsA U oTAeno4Has [2]. HeoOxonumoe konmvecTBo cra-
ZIPII71 O6pa6OTKI/I 3aBUCUT OT CTCIICHHU TOYHOCTHU pasMEPOB 3aroTOBKU U JCTAIN, KECTKOCTH TEXHOJIOT'U-
YECKOM CHCTEMBbI, YPOBHS PEKUMOB pe3anus u ap. Kaxas ctaaus o0pabOTKH MOKET BBITIOIHATHCS 32
OJMH WJIM HECKONbKO paboumx xozioB. KomuuecTBo craguii o6paboTku cymMMapHO omnpeaessieT olriee
BpEMsI BBIMTOJIHEHHST TEXHOJIOTMYECKOTO MepPexo/ia U TEXHOJIOTMIECKOH orepalny B 1e7IoM. DTo Tpedyer
IIOMCKa OIITUMAJIBHOI'O KOJIMYECTBA CTa}II/Iﬁ O6pa6OTKI/I IIprU NPOCKTUPOBAHUN TCXHOJIOTHYCCKOI'O IIPO-
necca [3-11].

s peenus 3Toi 3anaun TpedyeTcs NpoaHaNM3UPOBaTh BIUSHHUE OTIAEIbHBIX TApaMETPOB TEXHO-
JIOTHYECKOTO TIporiecca Ha Ko OUIMEHT yTOYHEHHS 3aTOTOBKY Ha KKIOH CTaInu.
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KoaddummenT yrouneHus 3aroTOBKH Ha KaXXA0W cTaauu 00paOOTKH BO MHOTOM 3aBHUCHUT OT CHJIO-
BOI HAarpyXEHHOCTH TEXHOJOTHMYECKOH cucTembl. OHa OINpenesieT BEJIMYUHY TOTPEIIHOCTH pa3Mmepa
JIMHAMHYECKOUN HacTpoiku. Uem 0oJbllle BETMYMHA CUJIbI PE3aHUS U MEHBIIE XKECTKOCTh TEXHOIOTHYe-
CKOH CHCTEMBI, TEM MeHbIIIe KOX(PUIMEHT YTOYHEHUSI pa3MepoB Ha JaHHOW craimu oOpaboTku. B
CBOIO OYE€pPEe[b, BEIIMYMHBI COCTABISIONINX CHJIBI PE3aHHsI BO MHOTOM ONPEIENAIOTCS PEKUMaMH pe3a-
HUS, © MHOTHC YYCHBIC NPEIararoT HaXOJWUTh ONTHUMAJbHBIC 3HAUCHUS IOJAaYd U CKOPOCTH PE3aHHUs
[12-21]. BmecTe ¢ TeM pellieHHe 0 Ha3HAUYCHWH KOJMYECTBA CTaaui M Kod(h(HUIMeHTa YTOUHEHUS pas-
MEpPOB Ha KaKJOW W3 HUX MPUHUMAETCS] TEXHOIOTOM, KOTOPBIA PYKOBOJICTBYETCSI CBOMM OITBITOM.

3amaya onpeneIcHHs ONTUMAITLHBIX 3HAUCHHH KO3(D(PHUIIMEHTOB YTOUHEHMSI Ha KaXKIO0W CTaJuH 00-
pabOTKH CBOJUTCS K TIOUCKY YCIIOBHI 00ECIIEUCHUsT HAMMEHBIIIETO BPEMECHU BBIMTOJIHEHUS BCEX CTaMiA
00paboTKy pn 0OeCTIeYeHUH 3aJaHHOW TOYHOCTH Pa3MEPOB.

Jia onTrMu3anvy BeNHYUHBI KO3 QHUIMEeHTa YTOUHEHHS U OTIpeeTIeHIs] HeOOX0MMOT0 Kohde-
CTBa CTaauil 00pabOTKU CJEIyeT ONPEACIUTh CTCIICHb BIMSHUS Ha HUX OCHOBHBIX IAPaMETPOB TEXHO-
JIOTUYECKON CUCTEMBIL.

Bausinue 3HavyeHus moaayu Ha KO3IQPUUMEHT yTOUHEHU NPU TOKAPHOii 00padoTKe

K TeXHOIIOTMYECKMM OTrpaHWYCHHSM, KOTOPHIC JOJDKHBI OBITh YYTCHBI NMPU TOKApHOUW 00paboTkKe,
OTHOCSITCSI OTPaHUYCHUS 110 MOIIIHOCTH TJIABHOT'O MIPHUBO/IA CTaHKA, IPOYHOCTH MEXaHHM3Ma MPUBOJIA T10-
Jlad CTaHKa, HanOOJIbIIEMY KPYTAIIEeMY MOMEHTY, IIPOYHOCTH JEPIKaBKH pe3la U PEeXKyIIel IUIaCTHHEL.
K TeXHOJIOTHYECKUM OTpaHUYCHHUSM OTHOCSITCS OTPAHUYCHUS 10 TPpeOyeMol TOYHOCTH U IIEPOXOBATO-
CTH 00paboTaHHOMN MOBEPXHOCTU. Kpome TOro, UMEIOTCSl OrpaHUYCHUs, CBI3aHHBIC C KOHCTPYKTHUBHBI-
MU 0COOEHHOCTSIMU CTaHKOB, — AMAINIa30HbI 3HAYCHUH TI0JJa9X ¥ YACTOTHI BPAIIEHUS IIITTHHICIS.

[Towck onTHMaIRHOTO BapHaHTa MOYKHO TPOMILTIOCTPHPOBATH IPUMEPOM 00pabOTKH IMIHH/IpHYe-
CKOH moBepxHOCTH auameTpoM @ 60h10, mmuoit L = 40 MM, ¢ TpeOyeMoii 1epoxoBaTtocTbio Ra = 2.5
MKM netanu «Brynka» u3 cramum 45 (o1 = 1380 MIla) Ha cranke 16K20T1 pesnom ¢ mracturkoit T15K6
2101-0637 'OCT 18883-73.

TpeOyemsrii 10-i KBaUTET AeTalu U3 16-ro KBaJUTETa 3arOTOBKH JUAaMETPOM 60 MM MOXKET ObITh
noiy4yeH 3a 4 cragum oOpabOTKH, eciy TPUHATH KO3(Q(UIMEHT YTOUHEHHs] Ha KaKJOW CTaauu
3a | kBamuTeT. MapmpyT yTOUHEHHSI 3aTOTOBKHU JIJISl ATOTO CITydasi MOXHO TPEACTAaBUTh B BUE TOCTe-
JIOBATEILHOCTH KBAIUTETOB 16— 14—13—12—10. 3agaua BeIOOpa ONTHUMAIBHOTO KOJUYECTBA CTAIMIMA
00pabOTKU U COOTBETCTBYIOIIMX UM PEKUMOB PE3aHUS CBOJUTCA K AMCKPETHOW 3aj1adye OINpEIeICHUs
KpaTJafIIero 1mo BpeMeHH MTyTH YTOYHEHUH MEX Iy 33JaHHON TOYHOCTHIO JIETATN U 3aTOTOBKH.

Bpemsi BhITTOTHEHUS KaXKIOW cTaguu odpa-

Ta6bnuua 1
OCHOBHOe BpeMsi Ha BbINONHEHWe CTaaui 06paboTku OOTKHM 3aBMCHT OT 3HAYEHMS MOJAYM M JUIMHBI
Table 1 pabouero xoma. [[ns 3HaUYeHW TOMAYH, BBI-

Main time spent on processing stages OpaHHOW C y4eTOM BCEX OTPAHHYEHH, OCHOB-

e Craauu o6pa60TK1/1, OcHOBHOE BpeMS, HOE€ BpeMs NIl COOTBETCTBYIOLIMX CTaJUN MpPH-
3 KBaJIUTET MMH BeJEeHO B TaoiI. 1.
1 16— 14 0,073 W3 Tabn. 2 BUOHO, YTO HE BCETa BBIFOJHO
2 16— 13 0,2 paboTaTh C MAKCHUMAIILHO JOMYCTUMOM ToadueH,
3 16— 12 0,44 TaK KaKk B 3TOM Cllydae YBEJIMYUBAIOTCSA TPeOO-
4 16— 10 13 BaHMS K TOYHOCTH 3arOTOBKHU Ha Ka)XKJI0M CTaauu
5 14 513 0,093 00pabOTKH, pacTeT KOJIMYECTBO CaMUX CTaJHil.
6 14 512 011 Hampumep, eciiv BBINOJHATH BCE CTaJUU C MaK-
7 14 510 08 CUMAJIbHOM MOJa4el, NOIYyCTUMOM OrpaHu4e-
3 13 512 0105 HUSIMU, TTOTPEOYETCs YeThIpe CTaAuu 00PaOOTKH
9 3510 '05 (MapupyT yrounenus 16—14—13—12—10) u
10 10 510 0,’27 BpeMsl NHKiIa aBToMaTHdeckod pabdorer (Tma)

yBennuutes 10 0,708 mun (cM. Tabn. 2).OnHako

U MPUHATAE MUHUMAJIBHO BO3MOYHBIX 3HAYEHHUH MOaYM XOTS M YMEHBIIAET KOJTUYECTBO CTaIUN yTOU-
HEHU, HO YBEITMYHNBAET BPEM:sI KaXKI0TO TEXHOJIOTHYECKOT0 niepexoa. Hampumep, BapuaHT mocienoBa-
TenbHOCTH yTouHeHuil 16—14—10 maer Tua = 0,953 MuH, XOTS KOJIUYECTBO CTaAuil TOJNbKO ABe. B
JAaHHOM IpuMepe HanuMeHbIlee BpeMs IHKiIa aBroMaTryeckor padotsl (Tua = 0,573 MuH) nomydaeTcs
JUTSL BApHAHTa yTOYHEHUH 3a TpH ctagnu — 16—14—12—10.
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Ta6bnuua 2
BapumaHTbl (hopMupoBaHuA ctaguii o6paboTku
Table 2
Options for forming processing stages
Ne | MapmipyT yrouHeHusi, KBauTeT | Bpems nukna, MuH
1 16— 14— 13— 12—10 0,708
2 16 —»13 —»12 —10 0,695
3 16 —»14 —»12 —10 0,573
4 16 —»12 —10 0,79
5 16 —»14 —13 —10 0,786
6 16 —»13 —10 0,78
7 16 —»14 —10 0,953
8 16— 10 1,3

BapuanTtsl ¢ nmpoMexyTouHbIM 11-M KBajqMTETOM TOYHOCTH OTHAJ B CBS3M C T€M, YTO CTaaus
11—10 Tpedyet momaqu 0,19 Mm/006, KoTOpas OOIBIIIE JOITYCTUMOM IO MEPOXOBATOCTH.

Takum 00pa3oM, HaXOXKJEHHE ONTHUMAJILHBIX 3HAYCHUN KOJIMYECTBA CTaJMii 0OpPabOTKH JOJDKHO
COTIPOBOXK/IATHCS ONTUMU3AIMEN PEKUMOB pe3aHus (II0Ja4H U CKOPOCTH PE3aHHUs).

BiausiHue M3HOCA pexKylIero HHCTPYMeEHTAa HAa KO3 (pGUIUEeHT YTOUYHEeHHs 3aT0TOBKH

N3HoC pexyiiero HHCTpyMEHTa MPUBOJIUT K YBEIHMUEHHUIO CUJIBI PE3aHUs U, COOTBETCTBEHHO, K U3-
MEeHEHHIO (YBEIMUYEHHUIO) pa3Mepa IMHAMHUYECKON HacTpOWMKM 3alaHHOTO pa3Mepa JeTanu. M3meHenue
pasmepa ITMHAMUYECKOM HACTPOHKH BBI3BIBAET [OMOJHHUTEIBHOE IOJIE PACCEHMBAHUS BBINOJIHIEMOTO
pasMepa 1 yXyIIIeHne TOYHOCTH 00paboTKy.

st BBISICHEHMS CTETEHU BIMSHUA M3HOCA MHCTPYMEHTA MO 3aJHEel MOBEPXHOCTH Ha KOJHMYECTBO
TpeOyeMBbIX CTaauii 00padOTKU oOpaTUMCsl K HpeAblIylieMy mpumepy oOpaboTku neTtanu «Brynkay,
nmeromeil mosepxHocts ¥ 60h10. OnpenenuM BpeMs IMKJIa aBTOMAaTHYECKON pabOThI CTaHKa IO Mpo-
rpamme Toa uist pa3HBIX BapHAHTOB IOCIIEIOBATENBHOCTEH YTOUHEHH, MPUHSIB BEJIIMYUHY H3HOCA I3,
paBHyo 0,8 MM, 3HaU€HHE KOTOPOTO ABJSAETCS KPUTEPHEM HOPMATUBHOM CTOMKOCTH.

Cxema BapraHTOB 00pabOTKH C yKa3aHWEM BPEMEHH JAJISl BHINOJIHEHMS KaKIOH CTaauM NpUBeIEHa
B Ta0n. 1 u 2. PacueTsl MeTogOM IpsiMOro nepedopa IMOKa3bIBalOT, YTO B 3TOM CIIy4ae ONTHMAIbHBIM
BapHaHTOM SBIIsIeTCS o00paboTka 3a 4YeTblpe CTaAMd yTOYHEHUs (MapIIpyT YTOYHEHHS —
16—14—13—12—10). OtoT BapuanT gaet Bpems Tua = 0,708 MuH.

Ecnu B pacuerax NpHHATh MUHUMAJIbHYIO BEIHUMHY M3HOCA paBHOH 0,05 MM, Bpems yBEIUUUTCS
Ha 24 %.

Biansinue riaBHOro yriia B njiaHe Ha ONTUMAJIbHOE KOJIUYeCTBO cTauii 00padoTKu

VYTIiBl B IUIaHE ONPEAEIAIOT HapaBiieHUs JeHCTBHUS COCTABIAIONINX CHIIBI pe3aHus. B ¢Bs3u ¢ 3TUM
W3MEHEHHUE YTJIOB B IUIaHE U3MEHSET Harpy3Ky Ha MEXaHH3M IPHBOJA IMOJAYM U Ha TPYIITy CYNIOPT-
JeTanb. DTO MOXKET MPUBOANTE K JOTOIHUTEIBHBIM YIIPYTUM JeQOpMaIisiM 3JIEMEHTOB CTaHKa U OKa-
3bIBaTh BIMSHUE HA KOOQPHULINEHT YyTOUHEHHUS 3arOTOBKHM HA Pa3HBIX CTaIUsIX 00pabOTKH.

Ha puc. 1 npeacrasiens! rpagukyu H3MEHEHUS OCHOBHOTO BPEMEHHU, HEOOXOANMOTO ISl BBIIIOJIHE-
HUS OJTHOH cTajuu 0OpabOTKM yCIOBHOW MMOBEPXHOCTH B 3aBUCHMOCTH OT yria ¢. 13 rpadukoB BumHO,
4YTO W3MeHeHue yria B miaaHe ot 30° 1o 90° npuBOAUT K YBEIMYEHUIO OCHOBHOIO BpeMeHHu B 1,3...1,6
pasza. OTO NOATBEPKAAET NPUHATHIEC B MPAKTUKE PEKOMEHIALMHN 110 IPUMEHEHHIO PE3LOB C MaJIbIMU yT-
JIaMH B TIJIaHe JUI1 YepHOBOM 0OPaOOTKH.

Ha puc. 2 noka3aHa 3aBUCHMOCTh HEOOXOAMMOTO KOJIHYECTBA CTaJAMNA 00pabOTKH OT M3MEHEHHS
yria B iaHe. ['paduk nmoaTBepkaaeT 1eaecoo0pa3HOCTh NPUMEHEHHS Ha YEPHOBBIX CTaIUSAX PE3LOB C
yriom B miane 30°...45°, a Ha YUCTOBBIX CTAAUSAX — C yriamu, Oau3KuMH K 90°.

Ilo Mepe yMeHBIIIEHHUS )KECTKOCTH TEXHOJOTHUECKONW CHCTEMBI XapaKTep BIUSHHA yIiia B IUIaHE Ha
LeNeByo (YHKUIHUIO U3MEHSETCS. JTO CBA3aHO C TEM, YTO MPU MaJIOH JKECTKOCTH TEXHOJIOTHYECKOH CHC-
TEMBbl aKTUBHBIM OIPaHMYEHHEM Ha BEIMYMHY [10/1a4H CTAHOBUTCS OTPaHUYEHHE, CBSI3aHHOE C TOUHOCTBIO
pasMepa TuHaAMHYecKoi HacTporiku. Ha puc. 3 mpuBeneHa 3aBHCHMOCTh OCHOBHOTO BPEMEHHU OT yTIjia B
TuiaHe npu obpaboTke aeranu ¢ cootHomienueM L/D = 10, a Ha puc. 4 — COOTBETCTBYIOIIAs € 3aBUCH-
MOCTbH KOJIMUECTBA CTa il 00pabOTKK OT 3TOr0 yria. M3 sTux rpadMKoB BUIHO, YTO B CIIyyae HEKECTKOU
TEXHOJIOTHUECKON CUCTEMBI PaboTa Pe3IOM C YIJIOM B IUIaHe, Ou3koM K 90°, naeT MeHbliee BpeMs o0pa-
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0otk W Tpebyemasi TOUHOCTb JOCTHTASTCS 32 MEHBINEe KOJMMYECTBO CTATUN YTOYHEHHS. DTH BBIBOIBI
TIOJITBEPIKIAIOT CYIIIECTBYIONIUIA OIBIT 00pabOTKH AeTale, YTO JaeT KOCBEHHOE MOJTBEPXKICHHUE Ipa-
BWJIBHOCTH ITPE]IaraeéMoii METOIMKHU ONPeICICHUST HEOOX0AMMOTO KOJIUYECTBA CTAIIHiH 00paOOTKH.
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Puc. 1. 3aBMCUMOCTbL OCHOBHOFO BpeMEHM BbINOJSTHEHUs Puc. 2. Bnusinve yrna B nnaHe Ha MapLupyT
YyepHOBOM cTagumn o6paboTKM OT yrna B nnaHe YTOYHEHUA 3aroToBKu npwm ycnosum L/D < 10
UHCTpyMeHTa Fig. 2. Influence of the angle in the plan
Fig. 1. Dependence of the main time of execution on the route of refinement of the workpiece
of the rough stage of processing on the angle under the condition L/D <1
in the tool plan
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Puc. 3. BnusiHue yrna B nnaHe Ha BpeMs Lukna o6paboTku Puc. 4. Bnusinne yrna B nyiaHe Ha MapLipyTt
npu L/D =10 YTOYHEHUA 3aroToBku npu ycnosum L/D = 10
Fig. 3. Effect of plan angle on processing cycle time Fig. 4. Influence of the angle in the plan on the route of
atL/D =10 refinement of the workpiece under the condition L/D = 10

Bansine NpoYHOCTHBIX CBOICTB 00padaTbIBAEMOro MaTepuaia Ha Ko3(pQuIueHT yTOYHeHUs
Ha BCeX cTaausAX o0padoTku

VHTEHCHBHOCTD HANpsDKEHUH B 30HE pe3aHHs o1 HanboJiee MOJHO XapaKTepu3yeT CIIOCOOHOCTh
MaTepuala OKa3bIBaTh CONPOTUBIIEHHE IPOLECCY pe3aHus. DTa BeJIMYHHA BXOAUT B (hopMyIty 1S ompe-
JIENIeHNs] CHJIBI pe3aHMs W, CJelI0BaTelbHO, OKAa3bIBa€T HEMOCPEIACTBEHHOE BIUSHHE HAa IOTPENTHOCTH
pasMepa JTMHAMHYECKONH HACTPOUKH.

Ha puc. 5 npuseneHsl rpauku 3aBUCHMOCTA OCHOBHOT'O BPEMEHH, HEOOXOIMMOTO JIJISl BBITIOJIHE-
HUSI OJTHOM cTaJiui 00pabdOTKH, OT BEJIMYMHBI MHTEHCHBHOCTH HANpPSDKEHUH B 30He pe3aHus (oi), moiy-
YEeHHBIE PacUeTHBIM IyTeM. M3 rpaukoB BHIHO, YTO XapakTep BIUSHHUA Gi Ha MPOU3BOIUTEIHHOCTD
00pabOTKM pa3IMYHBIN HA Pa3HBIX CTaIUsIX YTOUHEHHUS. DTO CBA3AHO C TEM, UTO MPH ONpEAETICHNUH 3Ha-
YeHHs TI0Z]a4y Ha Pa3WYHBIX CTAIUSIX aKTUBHBIMH MOTYT OBITh Pa3HbIE OTpaHWYeHHs. Tak, eclnu Ha OT-
JENIOYHBIX CcTaausAx o0paboTku mopavya OyIneT orpaHuueHa TpeOOBaHMSMH MO LIEPOXOBATOCTH, TO
OoJplIMe 3HAUYEHUs! Gi MO3BOJIAIOT BHIOpATh OOJBbIINE 3HAYECHUS IOAAYH, U, CIEIOBATEILHO, OCHOBHOE
BpeMsI rmepexojia Oy/IeT YMEHBIIAThCA. DTO CBA3aHO C TEM, YTO MPU OOJNBIINX 3HAYEHHSX Gi, BETMYMHA
HIEPOXOBATOCTH YMEHbIaeTcs (py CKOpOCcTH pe3anust oonbiie 100 M/MuH).
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Ha puc. 6 npuBeneHa WUIIOCTPANVS BIMSHUS WHTCHCUBHOCTH HANPSDKCHWH HA MapIIPyT yTOYHE-
HMS 3aTOTOBKH.

PacueThl MOKa3pIBAIOT, YTO IO MEPE YBEIMUYCHUS HKECTKOCTH TEXHOJIOTHUYSCKOW CUCTEMEI (j) KO-
(bUIMEeHT yTOYHEHNS ISl BCeX CTaInuii 00padOTKH yBETMIMBAETCS, & KOJIMYECTBO CTaINH YMEHBIIIAeTCsl.
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Puc. 5. Bnusinue cBoicTB o6pabaTtbiBaeMoro marepmana Puc. 6. MapLipyT yTOYHEeHUs1 3aroToBKM B 3aBUCUMO-
Ha OCHOBHOe BpeMA CTU OT CBOUCTB o6pabaTbiBaeMoro marepmuana
Fig. 5. Influence of the properties of the processed material Fig. 6. The route of refinement of the blank depending
on the main time on the properties of the object being processed

of the material

B cBs3u ¢ TeM, YTO 3HAUYEHHUE Gl M )KECTKOCTh TEXHOJIOTHYECKOH CHCTEMBI SIBJISIIOTCS TapaMeTpaMu
Yale BCero HeyNnpaBIsIeMbIMH, JaHHbIE 3aBUCHMOCTH MOTYT HCIOJIb30BaThCS I HAXOXKICHUS TPaHuY-
HBIX 3HAYCHUH Gl U j JJI1 KOHKPETHBIX YCIOBUH.

IIpombInieHHAs TPOBepKa METOAMKH ONpeneeHUs] ONTHMAJIBHOIO KOJHWYeCTBA CTAAMM
o0pabdoTkn

ITpoBepka METOAMKH MPOBOAWIACH HA IIECTHAALATH Npeanpusitusx. Ilposepka 3akirouanach B Ha-
3HAUYEHUH B YIPABIIOUICH MpOrpaMMe pacueTHBIX 3HAYCHUH cTaauii 0OpaOOTKH U COOTBETCTBYIOIIUX
UM PEXHUMOB PE3aHMs C MOCIEqyomel 00padoTKOM mapTun AeTanel (¢ STUMH apaMeTpaMu) 1Mo dTOH
nporpamMe. Ilocne BbINONMHEHUS KaXIOH cTaauu 00pabOTKU MPOU3BOIMIOCH H3MEPEHUE MOTYIaeMOro
pa3mepa. Ilo pesyapTaraM M3MEpeHUIN CTPOUIINCH KPUBBIE paclpeneieHus pa3MepoB M JeNanoch 3a-
KJIFOUEHHE O TOYHOCTH BBIMOIHIEMOM cTauu 00padboTku. CiyualiHOCTh BRIOOPKH J€TAJICH MPOBEPsIIach
o kpureputo ITupcona.

PaccmoTpum naHHBIE anpoOaiyu METOAMKH Ha KOHKPETHBIX JAeTaisiX. Tak, B TaOs. 3 mpuBeICHEI
napaMeTpbl 00paboTku netain «BTyskay»: marepuan 3arotoBku — craib 20, craHok moja. ATIIp-
2M12CH, pezen T15K6 2102-0307 I'OCT 6743-61.

W3 tabin. 3 BUAHO, 4TO BapruaHT 00pabOTKU IETAM C ONTUMAIBHBIM MapIIPYTOM YTOUHEHHS 3arOTOBKU
YMEHBIIACT TPYJIOEMKOCTb BBITOJIHEHHUS TEXHOJIOTHYECKOTo Tiepexoza Ha 24 %.

s mpoBepKU BBIITOJTHEHUS 33/1aHHOTO KBAIMTETa HA KKIOW M3 IMPOMEXKYTOUHBIX CTaauid oOpa-
OOTKH MTPOBOJIWICS CTATUCTHYECKHH KOHTPOJIb IPOMEXKYTOUHBIX pasmMepoB O 55 o741 @ 52,4 .

Ha puc. 7 u 8 moka3zassl rpadviky SMIMPUUECKON 1 TEOPETHUYECKON KPUBBIX PACTIPEICIICHHUS Pa3MepPOB
JIETAIIU T0CJI€ YEPHOBOM U MOJIyYHCTOBOM CTaIUil COOTBETCTBEHHO.

AHanm3 3THX CTaTHCTHYECKHUX JaHHBIX MTOKa3bIBACT, YTO I YSPHOBOM cTaguu oOpabOTKU cpeaHee
KBaJIpaTHUYECKOE OTKJIOHEHHE pa3mepoB (c) cocrasiser 0,103, koadpdunuent TouHoctu oneparuu p0
coctaisieT: L0 = 60 /T = 0,835, 4TO TOBOPUT O AOCTATOYHON TOYHOCTH Tpoliecca, KodpHImeHT Tou-
HocTH HacTpouku | paseH 0,027 mpu JOIMyCTUMOM BeTMYMHE 3TOTO KO3 HImeHTa st TaHHBIX YCIIO-
Buti (1mom), paBuoit 0,0825.

st monyuncroBoi craauu (noaydenue pasmepa @ 52,4—0,3) craTUCTUYECKUIT KOHTPOJIb Pa3MepPOB
MOKa3aJj CIEAYIOININe JaHHBIE TI0 TOYHOCTHU: CpeIHEee KBaIpaTHIecKoe OTKIOHEHHE Pa3MEPOB COCTaBIIS-
et 0,0374, xoadduumeHT Tounocty onepaunu paseH 0,748, KO3PPUIUEHT TOYHOCTH HACTPONKH paBeH
0,019 mpu ero nomyctumoii BeamunHe 0,0378. DT gaHHBIE XapaKTepHU3YIOT YCIOBHA BBINIOJIHEHUS pa-
Ootbl Ge3 Opaka py < 1,1<1,,,. Bemmonnenne okonyarensbHoro pasmepa aeranu O 51,964-0,054 mo-
CJIe OTIENIOYHOM CTaany 00pabOTKM MCCIIEA0BAJIOCH MPEANPHUATHEM B XO/I€ BBIMOIHEHUS KOHTPOIHHON
OTepalyy, U JaHHbIE IOKA3aIH OJI0KUTEIILHBIE PE3YIbTATHI.

BecTtHuk KOYplY. Cepus «MawmnHocTpoeHue». 29
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Ta6bnuua 3
NapameTpbl 06paboTku getanu «Brynka»
Table 3
Processing parameters of the “Bushing” part
Mapmpyt yrodHe- ITomaga OcHOBHOE Bpewms Ha koM-
ITapameTpsi ppyTy s p
HUsA, KBAJIUTCThI MM/00 BpEwMsi, MUH IJICKC, MUH
16
5 0,246 0,24
Crapsle mapaMeTpsl | 078
00paboTkn 11 0,18 0,33 '
: 0,143 0,21
16
4 0,45 0,13
Hogele napamertpsl | 059
00paboTKu 19 0,34 0,174 '
! 0,10 0,29
8
TpyroeMKOCTb HOBOT'O
BapuaHTa B % K JIEHCT- 76,3 %
BYIOIIIEMY
« T=0,74 " 5 T=03 g
= | ~ "
AXCP - f‘é§5 R . | Xcp=52,269 !
cp = , | Rl = v
n e : P | o AP=5225 |
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Puc. 7. N'pachmkn nnoTHOCTU pacnpeaeneHus pasmepoB Puc. 8. Npacdmkn nnoTHOCTU pacnpeaeneHns pasmepoB
nocrne 4YepHoOBOW cTaaun o6paboTku pasmepa @ 55_¢ 74 nocrne Nony4McToBou cTagum o6paboTkmu pasmepa
1 - aMmnupuyeckas KpuBasi; 2 — TeopeTuyeckas Kpusas @ 52,443 1 — amnupunyeckas KpuBas; 2 — TeopeTuye-
Fig. 7. Graphs of the density of the size distribution after the CKasa KpuBas
roughing stage of processing size @ 55_4+4: 1 — empirical Fig. 8. Graphs of the density of the size distribution
curve; 2 —theoretical curve after the semi-final processing stage of size @ 52,43

1 - empirical curve; 2 —theoretical curve

Taxkum 00pa3zoM, MOXKHO ClieNIaTh BBIBOA O TOM, YTO HOBBIM MapHIpyT YTOUHEHH 3arOTOBKH U CO-
OTBETCTBYIOIIIUE EMY PEIKUMBI Pe3aHusi 00eCTIeYrBalOT TPeOYEMYIO0 TOUHOCTh OOPaOOTKH U yBEIHYNBA-
0T €€ IIPOU3BOAUTEIIHOCTD.

B Tabn. 4 npamel mapamerpbl oOpabGotkm geranmu «Onopa» u3 natyHu JIC-59 na cranke
moj. 16K20T1. PaccMoTpeHsl mepexo/ipl Hapy>KHOH TOKapHOH 00paboTku auamerpa @ 23,93-0,14 u3

3arOTOBKH IITAMIIOBKU (2)27J_rg’g U Iepexojipl pacTaunBaHus quamerpa @ 20+0,21 u3z O 17J_rg’g U Jua-

metpa @157 05 10 @ 18-0,18.
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Ta6nuua 4
MapameTpbl 06paboTkmn getanu «Onopa»
Table 4
Parameters for processing the “Support” part
Hapyxnoe Touenne @ 23,93 14
TapameTps! MapuipyT yroune- ITonaua, OcHoBHOE Bpewms Ha kom-
HUSI, KBAJIUTETHI MM/00 BpeMs, MUH IUIEKC, MUH

16
Crapble mapaMeTpsl 1l3 0,15 0,118 0298
00paboTkn | :

11 0,10 0,18
Hogsrie napamerpsr 16
00paboTkn 1l1 0,16 0.11 0.11
TpynoeMKOCTs HOBOT'O
BapuaHTa B % K JeicT- 37 %
BYIOLLIEMY

PacraunBanue O 18 g5

16
Crapsele napaMeTpbl | 010 010 010
00paboTKu 19 ' ' '

16
Hogsele napamertpsl | 012 0083 0083
00paboTKu 19 ' ' '

TpynoeMKOCTb HOBOT'O
BapHuaHTa B % K JeHcCT-
BYIOLLIEMY

83 %

Pe3ynbpTaThl CTATUCTUUECKOTO KOHTPOJISL pa3MepoOB NpuBeeHbI Ha puc. 9 u 10 B Buae comocTasie-
HUS 3MIIUPUYECKUX M TEOPETHUECKHUX KPUBBIX pacIpeleneHus pa3mepoB. g mepexoja HapyKHOTO

le T=0,14 -
- g T=0,21 y
) Qgp:22§88564 g : _ Acp=20,105 . :
n =t — ! n [ Xcp=20.104 !
wT 1 2 1 I i ::
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Puc. 9. Npadmkn nnoTHOoCTU pacnpeneneHus paamepos
nocne nNony4ncToBon ctagumn o6pabotkm @ 23,93 14
1 — amnupuyeckas KpuBas; 2 — TeopeTuyeckasi Kpusas

Fig. 9. Graphs of the density of the size distribution after
the semi-final processing stage @ 23,93;14: 1 — empirical
curve; 2 —theoretical curve

Puc. 10. M'pachmkn nnoTHOCTK pacnpeneneHus
pa3MepoB nocrne Nony4McToBoM cTagum obpaboTku
@ 20'%: 1 — amnupmnUeckas KpuUBas; 2 — TeopeTnyeckas

KpuBas

Fig. 10. Graphs of the density of the size distribution

after the semi-final processing stage @ 20'°2

1.

1 - empirical curve; 2 —theoretical curve

touenus O 23,93-0,14 cpeanee kBajpaTuieckoe oTkiIoHeHHe cocTaBuiio 0,0254; koahGUIMEHT TOYHO-
CTH TEXHOJIOTUYECKOTO Tepexoja paseH 1,0; koadduuent tounocT HacTpoiiku paseH 0,043 mpu no-
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myctuMoM 3HadeHnn 0,045. AHanm3 3TOTO Iepexoaa MoKa3bIBaeT, YTO Io/1ada B HOBOM BapHaHTE TEX-
HOJIOTUYECKOTO TPOIECCa MOXKET OBITh YMEHBIIICHA (TaK KaK TPYIOEMKOCTh MEPEX0/ia 0 HOBOMY BapH-
aHTy cocTaByseT 37 % OT TPYIOEMKOCTH CTapOro BapUaHTa), YTO AT BO3MOXKHOCTh YBEIUYHTH 3arac
HAJEKHOCTHU TIepexoa Mo TOYHOCTH pa3Mepa.

Jlnst mepexona pacraunsaumst @ 2070% cpenmee kBagpatHueckoe oTKIOHeHHe cocrapisier 0,039;
KO3 GUIMEHT TOYHOCTH Tiporiecca o= 0,97; ko3 unment tounoctu Hactpoiiku 1 = 0,005, mpu normyc-
TAMOM BennuuHe 1., = 0,015.

AHaOTHYHBIE PE3YNTATHI MOTyYSHBI €IlIe Ha TPUALATH IETANAX JIEBATH PA3TUIHBIX TPEIIPUSTHIA.

BriBog

[IpuMeHeHrne METOAMKH ONTHMAJILHOTO MPOSKTUPOBAHUS TO3BOJSACT YBEIUYUTH MPOU3BOIUTEIb-
HOCTb OTepaInnii, BEITIOTHIEMBIX B MACCOBOM MPOU3BOACTBE, Ha 15...18 % 1 B MenKocepuiiHOM U eu-
HUYIHOM Tpom3BoAcTBaxX — Ha 60...70 %.

Takum 00pa3oM, ONTUMH3AIMS KOJMIESCTBA CTAIUN 00pa0OTKH C yUETOM PAITMOHAIBHBIX PEKHUMOB
pe3anusi obecreynBaeT MOBBHIIICHNE MPOU3BOAUTEIFHOCTH O0paOOTKM M yMEHBIIaeT ce0ecTONMMOCTD
OTIepaIum.
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