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Annomayun. PacueTHBIME M 9KCIIEPUMEHTAIBHBIMA METOJIAMH HCCIIEIOBAHBI OCOOCHHOCTH TIPO-
1ecca KOaKCHaJIbHOTO (DPE30TOUCHMSI KOHTYPHBIX MOBEPXHOCTEH TeJ BPAICHMS W3JCIUNA U3 aliOMU-
HHUEBBIX CIUIABOB. Y CTAHOBJIICHO BIIMSTHHUE PEXMMOB PE3aHMs Ha BBICOTHBIE MTAPAMETPHI MIEPOXOBATOCTH
00paboTaHHOIl MOBEPXHOCTH Ry, Ry, Ripax (8,5, V) = Cp - t*t - S5 - VKV a taoke Ha Qopmy n pasmepsl
cpe3aeMoro ciost Matepuana. Pa3paboTaHa KMHEMAaTHKO-TEOMETpPHYECKass MOJENb Mpolecca KOAKCH-
aIBHOTO (PPE30TOUCHHMS, OMMUCHIBAIOIIAS OCOOCHHOCTH (PopMO0Opa3oBaHmss 00padaTEIBAEMOI TTOBEPXHO-
CTH, ¥ NPEJIOKEHA METOJIMKA pacdyeTa BBICOThI OCTATOYHOW MHKPOHEPOBHOCTH. IIpe/iioskeHbl HOBbBIE
KOHCTPYKIIMU KOHILIEBBIX TBEPAOCIUIABHBIX ()pe3 C MOBBIIICHHONW MHTCHCHUBHOCTBIO LHKJIOB Cpe3aHUs
cllosl Marepuasa 3arotoBku. [lokasaHno, 4to B mporecce KoakCHalbHOro (hpe30TOUCHNUS IPOUCXO/IUT He-
NpepbIBHOE OOHOBJICHHE YYaCTKOB PEXYILEH KpPOMKH 3yObeB (hpe3bl B 30HE pe3aHusi, YTO CIOCOOCTBYeET
YIYYIICHHUIO TEIUIOOTBOJIA B CHCTEME «MHCTPYMEHT — 3arOTOBKa» M, KaK CJIEACTBHE, IOBBIIICHHIO CTOM-
KOCTH pEXyllero MHCTpyMmeHTa. [Ipu 3TOM pesynabTupymomias CKOPOCTh pe3aHHs oOeclieunBaeTcs 3a
CUET COYETaHUS BPAIIATEIBHBIX JIBIKCHUH HHCTPYMEHTA U 3aTOTOBKH.

[To pe3ynbTaTaM aHATUTHYECKUX M 9KCIIEPUMEHTAIBHBIX UCCICOBAaHUN YCTAHOBJICHBI PALMOHAIb-
HBIC PEXKHUMBI PE3AHUSI IPH KOAKCHAIBHOM (PPE30TOUCHHUN CIIOKHOTPO(DMILHBIX KOHTYPHBIX MOBEPXHO-
cTel, obecrieynBaronyie 00paboTKy ¢ Tpebyemoii mepoxoBaTocThio moBepxHoctr (Ra 0,45-0,8 Mxwm).
[MoydeHsl SMNUPUYECKUE 3aBUCHMOCTH, TO3BOJISIIONINE IPOTHO3MPOBATh 3HAYCHUS MAPaMETPOB BbI-
COTHBIX mepoxoBarocteil Ra, Rz 1 Rmax npu Ha3HaYeHNH TEXHOJIOTHYECKUX PEXUMOB 00padoTku. st
HOBBIIICHHUS TOYHOCTH M3TOTOBJICHUS POQMILHBIX MOBEPXHOCTEH pa3paboTaHa OpUIMHAIIbHAS KOHCT-
PyKIHsT KOHIIEBO# (pe3bl n3 TBepaociuiaaoro kommozuta WC—Co—Al,Os. [IpoBeneHHbIe HCcien0Ba-
HHS TTOATBEPAMIN d(PPEKTUBHOCTh U MEPCHEKTUBHOCTD MPEUIOKEHHOTO Croco0a KoakcHaibHOro (pe-
30TOUEHHMSI, 00ECIIEUNBAIONIETO MOBBIIICHHE KauyecTBa 00pa0OTKH, YBEJIIMUEHHE CTOWKOCTH HHCTPYMEHTA
U BO3MOJKHOCTh PAIlMOHATIBHOTO BBHIOOpPA PEKUMOB pe3aHHs MpU 00paboTKe CIOKHOMPO(PMIBHBIX KOH-
TYPHBIX ITOBEPXHOCTEH N3ETNH U3 ATIOMHUHUEBBIX CIIABOB.

Knrwouegvie cnosa: xoakcuanpbHOe (pe30TOUEHHE, TBEPIOCIUIaBHAsI KOHIEBas (pe3a, CI0KHOIPO-
(HUIbHBIE TOBEPXHOCTH, AJIIOMHHHUEBBIE CIUIABHI, KAYECTBO 0OPaOOTKH, BHICOTHBIC MTapaMeTphl LIEPOXO0-
BaTOCTHU IIOBEPXHOCTH
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Abstract. The characteristics of the coaxial milling-turning process for contour surfaces of alumi-
num alloy bodies of revolution were investigated using computational and experimental methods. The
nature of the influence of cutting parameters on the surface roughness of the machined part was deter-
mined Ry, R, Rynax(t, S, V) = C; - t*e - S¥s - V¥ as well as on the shape and dimensions of the material
layer being removed. A kinematic-geometric model of the coaxial mill-turning process has been devel-
oped, describing the specifics of workpiece surface formation, and a method for calculating the height of
residual surface roughness has been proposed. New designs for carbide end mills featuring an increased
frequency of material removal cycles have also been proposed. It was shown that during coaxial turning
milling, sections of the cutting edge of the cutter teeth in the cutting zone are continuously renewed,
which helps reduce the temperature in the “tool-workpiece” system and, consequently, increases the tool
life. The required cutting speed is ensured through a rational combination of rotational movements of
the tool and workpiece.

Based on the results of analytical and experimental studies, optimal cutting parameters have been
established for the coaxial mill-turning of complex-profile contour surfaces, ensuring machining with
the required surface roughness (Ra 0.45-0.8 um). Empirical relationships have been established to pre-
dict the roughness parameters Ra, Rz, and Rmax when selecting cutting conditions. To improve the
manufacturing accuracy of profiled surfaces, an innovative end mill design made of a cemented carbide
composite has been developed a WC-Co-Al,O; carbide composite. Studies have confirmed the effec-
tiveness and potential of the proposed coaxial milling-turning method, which ensures improved machin-
ing quality, extended tool life, and the ability to select optimal cutting parameters when machining com-
plex contoured surfaces on aluminum alloy components.

Keywords: coaxial turning milling, carbide end mill, complex-profile surfaces, aluminum alloys,
processing quality, surface roughness height parameters

For citation: Filippov S.V., Binchurov A.S., Gordeev Yu.l. Investigation of the influence of
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Beenenune

B coBpemMeHHOM MAaIIMHOCTPOECHUHM OJHUM M3 KIIIOYEBHIX (DAaKTOPOB MOBBIMICHHUS KOHKYPEHTOCIIO-
COOHOCTH TPOAYKIIMH SIBIIETCS COBEPIIEHCTBOBAHNWE TEXHOJOTHYECKHUX IPOIIECCOB MEXaHMUECKO 00-
pabotku neraneii. [loBplieHre TpeOOBaHUH K TOYHOCTH Pa3MepOB, KAYECTBY MOBEPXHOCTHOTO CIIOSI U
MPOM3BOJUTEIBHOCTH 00pabOTKU TpeOyeT BHEAPEHHS HOBBIX TEXHOJOTMYECKHX PELIEHUH W METOJO0B
00paboTku pe3anuem [1-5].

OnHuM U3 HanboJee MepCIeKTHBHBIX HATPABICHUH Pa3BUTHSI COBPEMEHHBIX TEXHOJIOTHH SBIISETCS
MPUMEHEHUE BBICOKOCKOPOCTHON 00paboTku. Mcnonap30BaHNe BBICOKMX CKOPOCTEH pe3aHus MO3BOJISET
CYIIECTBEHHO YBEJIMYUTHh NPOU3BOAUTEILHOCTE 00PaOOTKY, CHU3UTH TEMIIEPAaTypPHO-CHIIOBBIE XapaKTe-
PHCTHKH TIPOIIECCA PE3aHUs U YIIYUIINTh KaueCTBO 00paboTaHHOM moBepxHOCTH [6—12].

Ocoboe 3HaueHHe BHICOKOCKOPOCTHas 00paboTka mpuoOpeTaeT Npu 00pabOTKe aTFOMHHHUEBBIX
CIUIaBOB, KOTOPBIE IMIMPOKO MPUMEHSAIOTCA B Pa3IMYHBIX OTPACISAX MPOMBIIUIEHHOCTH, BKIIIOYas aBUa-
[IHOHHYI0, aBTOMOOWILHYIO, MPUOOPOCTPOUTEINHLHYI0 M a’POKOCMUYECKYI0 oTpaciu. [lomymspHOCTH
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QIIOMHHHUEBBIX CIIABOB OOYCJIOBJIEHA MX HHU3KOW IIOTHOCTHIO, BBICOKOW YIEIBHOM NMPOYHOCTHIO, XO-
polieil KOppPO3MOHHOW CTOMKOCTBIO M BBICOKOH TEXHOJOTHYHOCTBIO. biaromapsi codeTaHwio 3THX
CBOWCTB aTIOMHUHHUEBHIEC CIIABbl ITMPOKO MCIONB3YIOTCS MPU W3TOTOBJICHUH AETallel CIO0KHOW reoMeT-
PHH ¥ OTBETCTBEHHBIX KOHCTPYKLIMOHHBIX JIEMEHTOB.

OmHako, HECMOTPS Ha XOPOIIHE TEXHOJIOTHYECKUE CBOMCTBA, 00pabOTKa alFOMHHHEBBIX CILIABOB
uMeeT psaa ocobeHHocTel. K Takum 0OCOOEHHOCTSIM OTHOCSTCSI BBICOKAsl MJIACTHYHOCTH MaTepHaa,
CKJIOHHOCTh K HaJHMIIAHUIO MaTepuana Ha PEeXYILyl0 KPOMKY WHCTPYMEHTa, 00pa3oBaHHE IJIMHHON
CJIMBHOW CTPY)KKH ¥ BO3HHMKHOBEHHME HAPOCTOB HAa MHCTPYMEHTE. OTHU SIBICHUS MOTYT yXyZIIIaTh Kade-
CTBO 00pabOTaHHON MOBEPXHOCTH, YBEIUYMBATh M3HOC MHCTpyMeHTa W Ap. s mosbimeHus 3¢dex-
TUBHOCTH 0Opa0OTKM alIOMHHHUEBBIX CIUIABOB MPUMEHSIIOTCS Pa3IMyHbIE METOJbI, BKIIIOYAs MCIIOJIB30-
BaHME CIICIMAIBHBIX PEXYILIUX HHCTPYMEHTOB, IPUMEHEHNE ONTUMAJIbHBIX PEXUMOB PE3aHHsI, UCTIONb-
30BaHHME CMA30YHO-OXJIKIAIONINX KUIKOCTEH U BHEAPCHUE HOBBIX TEXHOJOIHMYECKUX CXEM 00paboTKu
[13-17].

OnHuUM U3 TakuxX MEPCIEKTUBHBIX HAIPABICHUH SBISIETCS NPUMEHEHHE MeTona (hpe30TodeHus.
[IpuMeHeHnEe BBICOKOCKOPOCTHOTO (PPE30TOUCHMS CIIOKHONPO(DMIBHBIM HHCTPYMEHTOM OTKPBIBACT
HIMPOKKE BO3MOKHOCTH /151 OBBIEHHS 3P (HEKTUBHOCTH 00paOOTKU aIFOMUHHUEBBIX CIUIaBOB. OHAKO
JUTSL YCTICHTHOTO BHEJPEHHSI JAHHOW TEXHOJOTHH HEOOXOIMUMO MPOBEIeHHE KOMIUIEKCHBIX HCCIIeI0Ba-
HU, HallPaBJICHHBIX Ha W3yYeHHE OCOOCHHOCTEH mpolecca pe3aHusl, BIUSHUS PEXUMOB 00pabOTKU Ha
Ka4eCTBO KOHTYPHBIX MOBEPXHOCTEH TeJl BpallleHHS B TEXHOJOTMYECKUX MPOIECCax MPOU3BOJICTBA Jie-
TaJIel MallluH.

Henbio padoThI SBISETCS TEXHOJIOTHYECKOE OOeCcTieueHre KadecTBa 00pabOTKH CIOKHOMPO(HITE-
HBIX KOHTYPHBIX IIOBEPXHOCTEH JeTaneil Tes BpallleHHUs M3 alIOMUHHUEBBIX CIUIAaBOB B mpouecce ¢pe3o-
TOYCHUA.

Oco0eHHOCTH POoLECCA KOAKCHATIBHOTO (pe30ToYeHrsI KOHTYPHBIX IIOBEPXHOCTEM

[Ipy HapyXHOM KOAaKCHAIBHOM (PE30TOYEHUH MHCTPYMEHTY COOOIIAIOTCS JBa B3aHMMOCBSI3aHHBIX
JIBIDKCHUSI: BpaIaTeIbHOE BOKPYT COOCTBEHHO# ocH co cKkopocThio (V) M MpomoibHOE MepeMelieHue
(momaya) B10Jb OcH 00pabaThiBaeMoii 3aroToBKH (SHp).

OnHOBPEMEHHO 3ar0TOBKA COBEPILAET BPAlaTElIbHOE IBIKEHHE BOKPYT COOCTBEHHOH OCH C Kpy-
roBo# mogaueii (Skp). [Ipu KoakcHaabHOM cxeMe 00pabOTKH OCh BpallleHHs HHCTPYMEHTA pacroiaraer-
csl MapajuIeJIbHO OCH BpallleHHs 3aroToBKH. KnHemaTnueckas cxema Ipolecca KOaKCHaILHOTO (pe3o-
TOYCHHMS IpeACTaBIeHa Ha puc. 1.

Puc. 1. Cxema 06paboTku CrnoxHONpotuIibHbIX KOHTYPHbIX MOBEPXHOCTEN NPU KoakcnanbHOM hpe3oToHeHUU
Fig. 1. Schematic of the machining of complex-profile contour surfaces in coaxial mill-turing

Coueranue riaaBaoro (V), BCroMoraTeabHoro (SKp) U AOMOJHUTEIBHOTO (SIp) ABHKEHHH, peau-
3yeMbIX MPU KOAKCHAIILHON cxeMe 00paboTku ¢pe3oToueHreM (cM. puc. 1), pacimpsier TeXHOJIOTHYe-
CKHE BO3MOXKHOCTH TIpollecca 00pa0OTKU CIOXHONPO(UIBHBIX KOHTYPHBIX MOBEPXHOCTEH, BKIIFOUYAs
PaBHOOCHBIE KOHTYPHI C PErYJISIPHOM reoMeTpHeH, a TaK)Ke IIUKJIOW/IAIbHbIC U BUHTOBBIC IOBEPXHOCTH.

Pa3zpaborana MaTemarnyeckas MOIeNb, OIUCHIBAIOIIAs] BOBMOXKHOCTH IIPUMEHEHHS Iporiecca (pe-
30TOUeHHUS MpU POPMOOOPA30BAHHH CIOKHOPODUITLHBIX TOBEPXHOCTEH (pHC. 2).

B pazpaborannoii Mmojenu nporecca Gpe3oTOUCHUS YIIIOBbIE CKOPOCTH WHCTPYMEHTA U 3arOTOBKH
3a/1aBajiCh B KAYECTBE MUCXOIHBIX ITApAaMETPOB, HA OCHOBE KOTOPBIX ONpenessuics mpoduis hopmMupye-
Moit moBepxHocTH. [Ipu cuHTE3e TpeOyeMoil TpaeKTOprK 00padOTKH YKa3aHHBIE MapaMeTpbl U UX COOT-
HOTICHHSI BAPBUPOBAIKCH B 3aJaHHBIX auama3onax ot —500 mo +500 mm.
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Puc. 2. Pe3ynbTaThl MOAENMpPOBaHUA CNOXHONPOMUIbLHbLIX MOBEPXHOCTEN AeTanen (a—c),
chopmupytoLmecs npu KoakcuanbHom chpe3oToyeHnmn

Fig. 2. Results of modeling complex-profile part surfaces of parts (a—c) formed during coaxial mill-turning

KrHemaTuka OTHOCHUTEIHHOTO JIBMKEHUS] HMHCTPYMEHTA M 3arOTOBKHM OIMCHIBAETCSl CUCTEMON ypaB-
Henwuii (1), a BpalieHre 3aroTOBKH MPEACTABICHO B BHE COOTBETCTBYIOIIEH MaTpHIlBI MOBOpoTa (2). B
JanbHEHIIEM pacCMOTPEH YaCTHBIN Cily4yail, COOTBETCTBYIOLIUI OTHOLIEHUIO YIJIOBBIX CKOPOCTEH MHCT-
PYMEHTa U 3aroTOBKH, paBHOMY 1/3: @) = 27/3, op = —27, TJe ®| — YIJIOBas CKOPOCTh BpaIllCHUS WHCT-
pPYMEHTa, paji/c; ®p — YIII0Basi CKOPOCTh BpPAIleHHs 3aTOTOBKH, paji/c.

710 €OS(&,t +0@) + &
11 (t,6p) = 0 , (1)
T10 €0s(&;t + Op)
cos(wpt) —sin(wpt) 0
M ,(t)=| sin(wpt) cos(wpt) 0], (2)
0 0 1

rae I — KOOpAWHATHI TOYEK TEepEeMEIICHUS] HHCTPYMEHTa, MM; 0Q — PacCTOSHHE MEKAY PEXKYIIUMH
KPOMKaMH, MM; € — PAaCCTOSIHII MEXITy OCBIO HHCTPYMEHTA M 3arOTOBKH (I€TaJH), MM.

JIMCKpeTHOCTh pacyeToB 3a/1aBajach aroM mapamerpa t. B 3aBucuMocTy OT KOJIMYECTBA PEXKYIIHX
3yObeB (pe3bl (Z) u mara Mexay 3yobsmu (K) u3mensieTcs yroi moBopota (@) — popmyna (4) ¥ KOHTYp
oOpabaTsiBaeMoii moBepxHOCTH (3)

r(t,6¢) = Mz(t) - 1;(t, 5¢), ©)
8(1)1( = M . (4)

Pe3ynbTaThl MaTEMAaTHYECKOTO MOJCITUPOBAHUS TMOKA3bIBAIOT, YTO MPOIECC KOHTYPHOrO KOAKCH-
albHOrO (pe3oToucHust obecreunBaeT (OPMHUPOBAHKME Pa3TUUYHBIX Npoduiei oOpadaThiBaeMOl I10-
BepxHocTH (cM. puc. 2). IIpuMepsl npoduie u mepoXxoBaToCTH MOBEPXHOCTH, MOIYUCHHBIX (Ppe3epo-
BaHMEM IPH Pa3INYHbIX 3HAYCHHSIX YKCIIa 3yObeB (Z) — puc. 2, 3.

Hanpumep, st paBHoocHoro koHTypa (PK) B (hopme TpeyroiapHHKa KOOPIMHATH TOYEK (M3MEHe-
HHe yriia GUrypsl PaBHOIIMPOKO#) MOTYT OBITH Onpeiesenst mo dpopmynam p () = 9 — cos (3t).

Onvcanue paBHOIINPOKOW KPUBOM B COOTBETCTBUHU C MOJICIIBIO TIPOU3BOUTCS IyTEM OIPE/ICIICHHS
KOOpJAWHAT TOYEK X, Y TI0 popMynam

x(t)= (( p(t)cos(t) + % p(®) sin(z‘)jO, 07, (5)

y(t) = (( p(t)sin(t) + % p@) cos(t)jO, 07. (6)

TexHomorn4yeckoe oOecreueHre BHICOKOH TOYHOCTH W MPOHM3BOJUTEILHOCTH O0pa0OTKH AeTanei
CIOCO0OM KOaKCHAJIBHOTO (pe30ToUueHUsT TpeOyeT HazHAYCHHUS PalMOHAIBHBIX PEKHMOB pE3aHus U
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HPUMCHEHHUS] COBPEMEHHBIX KOHCTPYKIIMA MHOTOJIE3BUIHHBIX TBEpAOCIUIABHBIX (Gpe3 [18]. Bonee cmox-
Hasl KHHEMAaTHKa MPOoIecca KOaKCHaIbHOTO ()pe30TOUYEHHs, 00YCIIOBICHHAs OJHOBPEMEHHBIM BpPAIIICHHU-
€M MHCTPYMEHTa M 3arOTOBKH, OKa3bIBAET HEMOCPEICTBEHHOE BIMSHHUE HA BEJIMYMHY pAacCyeTHOM OCTa-
TOYHOU MUKpOHepoBHOCTH (Ah) (puc. 3).

@d gpess

Ah

Puc. 3. Cxema onpegeneHus pacyeTHOM OCTaTOYHOW MUKPOHEepPOBHOCTHU (Ah)
Fig. 3. Diagram for determining the calculates residual microroughness (Ah)

PeanbHbple MUKPOHEPOBHOCTHU 1O (pOpME U BBICOTE OTIMYAIOTCS OT IOJIYYCHHBIX 3KCIIEPUMEHTANb-
HO. [lo cpaBHEHHIO ¢ pacYETHBIM peabHBIA MUKPOIIPO(MUIH TEPSIET CBOIO PETYISPHOCTh U R, <K Ah

()

Omnpenenenue MepoOXoBaTOCTH OOPaOOTKH MOBEPXHOCTEH aHATMTUYECKUMH METOJaMH HEepaluo-
HAJILHO, TaK KaK pacyeTHas OCTaTOYHAss MUKPOHEPOBHOCTh HE YUUTHIBACT (PU3UKO-MEXaHUUECKUE CBOM-
cTBa 00padaThIBAEMOT0 U MHCTPYMEHTAIEHOTO MaTepHaa.

MeTonuka U anmnapatypa npoBeeHusl MccJIe0BaHMIT

DKcIepuMeHTANIBHBIE UCCIIEIOBAHUS CIIOC00a COOCHOTO (KOaKCHAILHOTO) ()Pe30TOUCHUSI TIPOBO/IU-
JUCHh HAa CTaHKE C YUCIOBBIM mporpaMMHbIM yripaBieHueM DMG MORI CTX 310, ¢ dyrakmuei dpese-
poBaHus (puc. 4a). B xauectBe 00pa3loB HCHONIB30BATH Kpyr auamerpoM 40 MM M3 aJIFOMUHHEBOTO
crutaBa AMr6, coorsercTBytomuii TpedoBanusm ['OCT 4784-2019.

C uenblo ncciieoBaHus 00padaTbIBAEMOCTH aIFOMUHUEBBIX CILIABOB MPU (hpe30ToUeHUH ObLTH 10-
MOJIHUTENIFHO pa3padoTaHbl KOHCTPYKIMHM MHOTOJIE3BUIHBIX KOHLEBBIX (Qpe3, TPEXMEpHbIE MOAETH KO-
TOPBIX MpeACTaBIeHbl Ha puc. 4b. OmpeneneHsl panoHaIbHBIC MApaMETPbl PEXKYIICH YacTH YCOBEp-
HICHCTBOBAHHBIX KOHCTPYKIIUI MHOTOJIE3BUIHBIX (pe3 sl 00pabOTKH KOHCTPYKIIMOHHBIX MaTepHaIoB
U pa3paboTaHbl YHPABIAIOLINE MPOTPaMMBI ISl M3TOTOBJIEHHS ONBITHBIX OOpa3loB MHCTPYMEHTa Ha
nutrdoBanbubix ctankax ANCA (cM. puc. 4b).

B kauecTBe 3aroTOBOK HCIOJIB30BAIM IMPYTKH M3 HAHOCTPYKTYPHUPOBAHHOTO TBEPAOCIUIABHOTO
kommo3uta WC—Co—-Al,O3. Bricokue mokasarenn mpoYyHOCTH, TPEIIUHOCTORKOCTH M TEPMHYECKOM yc-
TOWYMBOCTH HCIIOIB3YyEMOT0 KOMIIO3UTA 00ECHEeUMBAIOT HAASKHYI0 paOOTy MHOTOJIE3BUMHBIX (pe3 B
YCIIOBUSX BEICOKOCKOPOCTHOW 00pabOTKH MPH BO3JICHCTBUH MTEPEMEHHBIX IIMKIMUECKIX HArpy30K.

B kadecTBe HE3aBUCHMBIX MIEPEMEHHBIX OBUTH MPUHATHI CIEAYIOIIUE [TaPAMETPhl PEXKUMOB PE3aHUSL:
t — rmyouna pesanns 0,1...0,5 mM. Sz — momawa mHCTpyMeHTa Ha 3y0 ¢pessr 0,005...0,025 Mm/3y0;
S — mojgava MHCTPYMEHTa Ha OJUH 000poT (pe3bl MM/00; V — CKOpOCTh pe3aHus HHCTPYMEHTa
37,68....94,2 m/MuH; Ny — uncno o6opotos ¢pessl, 1200...3000 06/MuH.

Bnusinue pexxnMoB pe3aHusi Ha KauyecTBO MOBEPXHOCTH OLEHHWBAIOCH HA 00paslax C MCIOJb30Ba-
HHeM npoduiorpada — npodunomerpa Insize (puc. 5).

BrnusiHue pexxrMOB pe3aHus Ha apaMeTphbl MIepoOXoBaTocTu R, — cpenHee apudMeTHuecKkoe OTKII0-
HeHue npoduist; R, — BbICOTa HEPOBHOCTEH MPpOduIIst Mo AECATH ToukaM; Rmax — HanOosbpast BEICOTA
npoduist B coorBercTBUM ¢ [[OCT 2789-73. [lns aHanmu3a BIMSHUA 3aBUCUMOCTH PEXHMOB pe3aHusl Ha
napameTpbl IMepOoXOBATOCTH UCIIOJIL30BAUCH MONMy4YeHHbIE 3HaYeHUS Ry, R;, Rmax B cooTBeTCTBYIOIINE
UM PEXUMBI pe3anus B sorapudmuueckoii mkane (X = 1g(x); Y = Ig(y)). Ha ocHoBe 00paboTku sKcIie-
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PUMEHTAJIBHBIX JaHHBIX MOIYYEHBl SMIIMPUYECKHE 3aBHCUMOCTH MTapaMeTpPOB IIEPOXOBATOCTH 00pabo-

TaHHOW TOBEPXHOCTH OT PEKMMOB PE3aHUS U OINpPEIENICHBl 3aBUCUMOCTH OT BCEX PEKUMOB PE3aHMSL:
— ke . cks . 7k

Ray Ry Rmax(t, S, V) = Cp - t%e - S¥%s - V¥V,

(WC, Co, AI203)

b)

Puc. 4. SkcnepumeHTanbHoe o6opyAoBaHMe U PEXYLUMIA UHCTPYMEHT:
a — TokapHo-dpe3sepHbIn ctaHok ¢ UMY DMG MORI CTX 310; b — reomeTpus pexyluen yactm
LenbHOW TBepAoCnnaBHOW KOHLUEeBOW (hpesbl Ans o6paboTku antoMUHUEBLIX CNNaBoB

Fig. 4. Experimental equipment and cutting tool:
a— DMG MORI CTX 310 CNC turning-milling machine; b — geometry of the cutting part of a solid carbide
end mill for machining aluminum alloys

7 R.=0,724 mkm,
‘ R, = 3,286 MKkM,
Rmax = 3,433 MkM

Puc. 5. KoHTponb napaMeTpoB LepoXoBaToCTH
Fig. 5. Monitoring of roughness parameters

JIOCTOBEPHOCTH IMOJYYEHHBIX PE3YJIbTATOB OIEHUBAJIACHh C TOMOIIBI0 METOJ0B MAaTeMaTHYECKOM
craructukw [19, 20].
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OnpenesieHue BIUSIHUS PeXKUMOB pe3aHHMs HAa mapaMeTpbl HIEPOXOBATOCTH NMPH KOAKCHATIb-
HOIi 00padoTKe AJIOMUHUEBOI0 CIJIABA

Jlis BeIsSBICHUS (DYHKIIMOHATBHOW B3aMMOCBSI3U MEXIY PESKUMaMH PE3aHUsl U BBICOTHBIMH Iapa-
METpaMH [IEPOXOBATOCTH ITOBEPXHOCTH MpH 00paboTKe 00pas3IoB U3 aTIOMUHHUEBOTO CIIaBa CTICIHATb-
HO CIIPOEKTHPOBAHHOMN KOHIIEBOW TBEPAOCIIABHON (pe3oii ¢ pexxyIIen ISHTOYKONW IMepeMeHHOM 1o Ha-
MIPaBJICHUIO (BOJIHOBO ) MTPOBOMIMCH CEPUU OTHO(PAKTOPHBIX IKCIIEPUMEHTOB (Tadi. 1, 2).

B pesynbrate mpoBelieHUs CEpUM HE3aBHCHUMBIX SKCIEPUMEHTOB MOIYUYEHBI SMIUPUUECKUE 3aBU-
CHUMOCTH, XapaKTepU3yIOIIre BIMSHAE PEKMMOB pPe3aHus Ha BBICOTHBIE ITapaMeTPHI IIepoXoBaTocTH Ra,
Rz, Rmax (puc. 6).

6
Rmax = 5,544-10.218
5 m 519 Rz = 4,943-10282
@462 e LR .
................... = 4.55 035 k(t)
AT e ® 308 W.Dnne " ||
T R (A [ -/ m 3,45 0,25 .
E 3 [ ] 3,.1-.7’ ...... i"2,97 3,51 2 |l 0,295
A M. 015 | po1s .
> 2,1 01 0,282
2 0,0
0,64 0,65 " R Rz Ra
1 045 *0'57 ..... Woeeereeemees peeeeeneeees ® 075
o FEEETH Ra = 0,898-10.2%
0 0,1 0,2 0,3 0,4 0,5 0,6 t, MM
a)
5 Rmax = 4,638-50.078
45 4,15 4,36
B e s sy = B e s rm s ¥ wesesqoes -0 — .Q0,165
4 B Rz=4,316-S
L pl——— " k(S
35 o 5 gy . koW
3 et 3,65 & 0
E 2,5 2,74 = 0,165
> 2 e
15 0,05 Olm?_‘ 00718‘
0,66
1 0,58 0,62 0,64 0,63 e 1
05 Aovoreoremeences Awreovsesomenes, koo woorsessemss Aooeemeeeenres -A
0 Ra = 0,7032-500718
0,05 0,15 0,25 0,35 0,45 S, MM/0G
b)

Puc. 6. Bnusinne peXxumoB pe3aHus Ha napameTpbl WepoxoBaTocTu (y = A Ra, mRz, eRmax) noBepxHocTH o6pas3LoB
AMr6: a — rmybuHa pe3sanums t; b — nogaya S; ¢ — ckopocTb pe3anus V; d — rpadmk yHKkUMM napameTpa Ra oT rmy6uHbI
pe3aHus (t) u ckopocTtu (V)

Fig. 6. Effect of cutting parameters on surface roughness values (y = A Ra, mRz, eRmax) for AMg6 alloy specimens:
a—depth of cut t; b — feed rate S; ¢ — cutting speed V; d — plot of Ra versus depth of cut (t) and cutting speed (V)

78 Bulletin of the South Ural State University. Ser. Mechanical Engineering Industry.
2026, vol. 26, no. 3, pp. 72-83



@ununnoe C.B., BuH4yypoe A.C., UccnedosaHue enusiHUSI MeXHOJ/102UYECKUX NapaMempos
opdees 10.U. npouecca KoaKkcuasibHO20 (hpe30MOYeHuUsl...

Rmax = 6,224-\/-0.09

> 4,5
45 (@ g Rz = 6.651 V=07
4 4’33 L 4:1.5"".."42:6.7."". 4,21 )25 k (V)
35 B, ' 0.2
il 'u. ............ . ......
3 3’51 3 27 ~~~~~ | I ——— u 115 —E. )
2 25 ) 3,28 314 2,92 " 017 ‘ 02 I
i 2 205 | 0078 I l
1,5 |
1 0,65 0,63 0 6 0’59 Rmax Rz Ra
0'5 Accecoecenene Receoeocecaney hoocceeececcns A LETERY X PTRTRY ¢ 0153 Ra: 1,368‘V‘012
0
35 55 75 95 115 v, w/vun
c)
Mpadhuk yHKLM
Rat,u) = 2,09 1928902
16
<16
<14
<12
<1
=03
<06
<04
Puc. 6. OkoH4YaHue
Fig. 6. End
Tabnuua 1
MapameTphbl LWepPOXOBaTOCTU OT IMNUPMYECKMX KOIDULIMEHTOB U CTENEHEN
Table 1
Roughness parameters based on empirical coefficients and degrees
ITomaua Ha oguH CxopocTts pe3anus V,
[Tapamerp I'my6una pesanus t, Mm
00opoT ppe3ssr S, MM/00 M/MUH
IEepPOXOBATOCTH
Ce kt Cs ks Cy kV
Ra, Mxm 0,898 0,295 0,732 0,072 1,368 -0,2
Rz, Mmxm 4,943 0,282 4,316 0,165 6,651 -0,17
Rmax, mxm 5,544 0,218 4,638 0,078 6,224 -0,09

B smmmpudeckoit hopmyiie I onpeesieHus MepOX0BaTOCTH MOBEPXHOCTH YYHTHIBAIOTCS 3HAUM-
MbIe (haKTOPBI MIPOLECCa PE3AHHUS:

Ra = 2’427 . t0'296 . 50,072 . V_0'1998, (7)
Rz = 13,831 . t0'283 . SO,166 . V_0’175, (8)
Rmax = 9,673 - t0218 . 50079 . y=0092 9)
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Tabnuua 2
3HaueHue koadhpdpuumeHta CTblogeHTa
Table 2
Value of the Student's t-distribution coefficient
Mapaverp Koabdunuent IE:[TBIOI[GHTB., thm(60,05; 3)C= 3,182 .
LIIEPOXOBATOCTH oJaya Ha OJIiH 000- KOPOCTh pe3aHusd V,
[nybuna pesarms £, mu poT ¢pe3sl S, MM/00 M/MHUH
Ra, Mmxm 10,0424 5,2169 4,2273
Rz, mxm 3,6982 5,1658 4,8092
Rmax, Mmxkm 1,956* 2,6878* 2,8113*
* He obecnieqnBaeTcst 10OCTOBEPHOCTH 95 %

[o pe3ynbraTam aHanu3a SMOHPHUYECKUX KO3 UIIMEHTOB HauOObIIEe BIUSIHUE HA BHICOTHBIC MMa-
paMeTpBl MIepOXOBAaTOCTH OKa3bIBaeT ITyOnHa peszanus. [Ipu koakcnanbHOM (pe30TOYeHHH 00ecTedn-
BaeTCs BBICOKHI YPOBEHb KayecTBa IMOBEPXHOCTH IO MapaMeTpaM HIEPOXOBATOCTH, YTO MO3BOJISIET HC-
KIIIOYUTH HEOOXOIUMOCTD B JIOTIOTHUTEIHHBIX YACTOBBIX OTIEPAIIUsX.

JlONOJIHUTENBHBIM MOATBEPKACHHEM 3(h(PeKTHBHOCTH mpolecca BHICOKOCKOPOCTHOTO KOAKCHANb-
HOTro (pe30TOUEHHS MOCTYKUIN PE3YJIbTaThl 3JIEKTPOHHO-MUKPOCKOIUYIECKOr0 UCClIea0BaHus Mopdo-
norun obpasyromieics cTpykku. CTpyKTypa CTpyKkH, GopMupyeMoil mpu oOpadoTKe amtOMUHHEBOTO
CIJIaBa MHOTOJIC3BUITHOW KOHIIEBOW TBEpPAOCIUIaBHOM (hpe3oi, mpeacTapiaeHa Ha puc. 7 [21]. YcraHos-
JICHO, YTO pa3Mephl CTPYKKH HaXoaATcs B quanasoHe oT 2 1o 50 MkM. bosee neranbHBINA aHAIH3 MTOKaA-
3aJ1, 4TO YaCTHIBl HAUOOJBIINX Pa3MEPOB MPEACTABISIOT COOOH araoMepaTsl, CPOPMUPOBAHHBIE U3 OT-
nenbHbIX hparmMeHToB pazmepom 480-880 uwm (puc. 7b).

TM-1000_

x400 200 um

a) b)

Puc. 7. Mopdonorus anemeHTHON antoMMHUEBOW CTPYXKMW, MONy4YEeHHOW NPU KoaKkcUanbHOM hpe3oToueHUmn
Fig. 7. Morphology of an elemental aluminum chip obtained by coaxial turn-milling

PesynpTaThl SKCHEPUMEHTAJIBHBIX HCCIEIOBAHUH TOATBEPkKAAOT 3(H(HEKTUBHOCTD NMPUMEHEHHUS
pa3pabOTaHHBIX MHOT'OJIC3BUHHBIX TBEPAOCIUIABHBIX (Ppe3 MPU BHICOKOCKOPOCTHOW 00pabOTKe neTaseit
W3 aIFOMUHUEBBIX CIUTaBOB. Mcnonbp3oBaHue pa3pabOTaHHOTO WHCTPYMEHTa 00eCIeunBaeT BEICOKOE Ka-
4ecTBO 00pab0TaHHOM MOBEPXHOCTH, COITOCTABIMOE C IMOKA3aTEISIMH, TOCTUTAEMBIMU TTPU TPUMEHEHUH
COBPEMEHHBIX OTCUECTBECHHBIX 1 3aPYOEIKHBIX aHAJIOIOB.

3akioueHmne

[Ipu mMareMaTH4eCKOM MOJISITMPOBAHUN IMPOIECCa KOAKCHAIBHOTO (DPE30TOUYCHUS U IMPOBEICHUH
9KCIIEPUMEHTAIBHBIX HMCCIICIOBAHUI HCII0JIb30Baach pa3pab0oTaHHAs KOHCTPYKIUS MHOTOJIC3BUHHOM
(hpessl, obecrieunBaroIas 0ojee BRICOKYF0 HHTEHCUBHOCTD M YACTOTY IMKJIMYECKOTO CPE3aHUs TOBEPX-
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HOCTHOT'O CIIOSI, YTO CIIOCOOCTBYET MOBBINIEHHIO TPOU3BOIUTEIBHOCTH MPOIIECCa U YITYUIICHUIO Ka4eCT-
Ba 00pabOTaHHOH MTOBEPXHOCTH.

Pa3paboTanHble aHATUTHYECKHE 3aBUCUMOCTH, pPeali30BaHHbIE C MCIIOIB30BAHUEM MPOTrPaMMHOTO
komruiekca MathCAD, mo3BoNmiiM MCCIeIoBaTh BIUSHHE PEKHMOB PE3aHMs, TEOMETPHUECKUX Iapa-
METPOB PEXYIIel 4acTH WHCTPYMEHTa (BKJIIOYAs MPOMIb U YUCIO PEXYIINX 3yObeB), a TaKKe KUHe-
MaTHKH OTHOCHUTEIFHOTO JABHKECHHUS B CHCTEME «MHCTPYMEHT — 3ar0TOBKa» Ha (hopMUpOBaHUE MPOGUIIS
00paboTaHHOW TIOBEPXHOCTU M €€ MapaMeTPOB MIEPOXOBATOCTU. DKCIIEPUMEHTAIBHBIMH METOAMH yC-
TAHOBJICHBI (DYHKIIMOHAJIBHBIC B3aUMOCBS3H MEXKY TEXHOJOTHYCCKUMHU MapaMeTpaMy Iporiecca Koak-
CHaJIbHOTO (PPE30TOUYCHHUS B HIEPOXOBATOCTHI0 00PAOOTAHHBIX CIOKHOMPOQUILHBIX MOBEPXHOCTEH.

[IpeanoxeHbl HOBBIE AMITMPUYECKUE pacdeTHbIE (POPMYJIBI, yCTaHABIMBAIOIIUE B3aUMOCBSI3U BbI-
COTHBIX W IIArOBBIX MapaMeTPOB MIEPOXOBATOCTH B 3aBUCHMOCTH OT PEKHMOB pe3aHHsl Ipu 00paboTKe
NPOGUILHBIX MOBEPXHOCTEH JeTaleil 13 allOMUHHEBBIX CIUIABOB MHOTOJIEC3BHMHBIMU KOHCTPYKIHSIMUA

¢bpes.
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