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Beenenne. TeXHOIOTH 9aCTO CTAIKUBAIOTCS C TPYIHOCTSIMH IPH pa3paboTKe MPOoLeccoB (Gpe3epoBaHus TOH-
KOCTeHHBIX m3zieinid. [Ipu 06paboTke HEKECTKUX JAeTaseil MOx ACHCTBUEM CHII PE3aHMsI IPOUCXOMUT Aehopmariust
3aTOTOBKH, YTO MPHBOJUT K HEPABHOMEPHOMY CHSITHIO MaTepuaja U OTKIOHEHUIO TeOMETPHH MOTy4aeMOii MOBepX-
HOCTH OT pacueTHOil. CyIecTBYeT psii TEXHOJIOTHYECKUX MPHEMOB, MTO3BOJLIIONINX JOOUTHCS TpeOyeMbIX mapame-
TPOB Ka4eCTBa, HO OHM, KaK IPABHIIO, CBSI3aHBI C IPUMEHCHHEM JOMOTHUTEIBHOTO 000PYI0BaHNUsL, TIPUCIIOCOOICHHIT
WM MaTePHAIIOB, YTO HEU30EKHO BEJIET K YBEIMYCHHIO CTOMMOCTH 00paboTku. Ile1b paGoTsl 3akiogacTcs B pas-
BUTHH 1 0000IICHHI HOBOTO MOJX0/1a K 00pabOTKe TOHKOCTCHHBIX AeTalIeil IPUMEHUTEIBHO K (hpe3epoBaHHI0. DTOT
OJIXOJ1 HA3bIBACTCSI «MSTKHE» PEKUMbI 00PAOOTKH U COCTOMT OH B TOM, YTOOBI C TOMOIIBIO YHCICHHOTO MOJICIIH-
POBaHHUS TSl KOHKPETHBIX TEXHOJIIOTHYECKUX YCIOBHI MOZ00OPATh PAl[MOHAIBHBIC MapaMeTPhl POLecca Pe3aHus.
TMonoGpaHHbIe TakuM 00pa3OM PEKUMBI TODKHBI 00CCIICUNBATh TOCTIKCHNE 3aaHHBIX KA4eCTB M3JCIHS U MPH
9TOM OBITh IKOHOMHYECKH 000CHOBaHHBIME. UTOOBI yIpOCHTH mporuecce BbIOOpa, paHee ObLta pa3paboTaHa aBTO-
MAaTH3UPOBAHHAS CHCTEMA, MTO3BOJISIOIIASI TEXHOJIOTY Y4eCTh Ae(OpPMALHHU IPH TOYCHUH HOJIBIX [IMIHHIPHICCKUX
3arOTOBOK. DTa )K€ CHCTEMa MOKET ObITh HCIOIB30BaHA KaK HHCTPYMEHT HAa3HAYCHHS PEXKUMOB PE3AHUS TSl CITydast
(bpesepHOit 06pabOTKH, HO ISt ITOr0 HEOOXOAMMO pazpaboTarh MOAEIb Ae(GOPMALNN JCTaIN MO ACHCTBHEM CHIT
pesanusi. B pa6ore paccmarpuBaercs cirydail MOMyTHOTO (ppe3epoBaHusi TOHKOCTEHHOTO peOpa HITHHAPHYECKOIT
(dpesoii. MeToabl uceiegoBanus: B cucteme Abaqus pazpadorana yuncieHHas MKD-Mozens 00paboTKH 3aroOTOBKH
C y4eTOM ee MOAaTINBOCTU. Pe3yibrarsl u 06cyskaeHne. Pe3yaprarbl MOACIMPOBAHNMS IPEICTABICHBI B BUC H30-
OpasKeHNUsT TPEXMEPHBIX MOJEIIeH ¢ yKazaHHeM JeopMaliiii 3aroTOBKH, B BUAE rpaduKa CHIIBI PE3aHHs B 3aBHCH-
MOCTH OT BPEMEHH 00pabOTKH 1 B BU/IE [IBETOBOW AHArPaMMBbI PE3yJIBTHPYIOIICH TOMIMHEI CTCHKH JICTAIH. AHAIIN3
PEe3yJIBTaTOB MO3BOJISIET C/IETIATh BBIBOI O CYIIECTBEHHOM BKJIA/IC MOJATIIMBOCTH 3arOTOBKH B Ka4CCTBO MOBEPXHO-
CTH, a TaKXkKe 00 aKTyaJbHOCTH MPHMEHEHHUS YUCICHHBIX MOJEIICH MIsl MPeCKa3aHusi TOYHOCTH 00pabOTKH BBHIY
CJIOKHOCTH ¥ HCPAaBHOMEPHOCTH ITOJTy4aeMbIX HCKaKCHHUH.
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BBenenune

MamHOCTpOCHHE WIpaeT BaXHYK pOJb B
JIFO0OH BBICOKOTEXHOJIOTMYHOM HSKOHOMHKE. OTa
OoTpacib BO MHOTOM OIpeaesieT 00OPOHOCTO-
COOHOCTh CTpaHbl, MHBECTHUIIMOHHBIM KJIMMAT |
BHEIITHEOKOHOMHUUYECKUH TOTEHIIMA, a €€ pa3BHU-
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THE SIBIISIETCSI CTUMYJIOM ISl YKPEIUIEHHsI IPYyrHX
HAIPABJICHUN MPOMBIIUIEHHOCTU. B 1eisIX moBbI-
IICHUS KOHKYPEHTOCTIOCOOHOCTH OTEUECTBEHHOTO
MAIIMHOCTPOCHUSI OOJNIBIINE YCHUJIMSI HAIpPaBJICHBI
Ha OpraHU3alllI0 MPOU3BOJICTBA, OCBOCHHE HOBBIX
TEXHOJIOTHH 1 BHeIpeHue Mu(poBoil SKOHOMUKH.
@pe3epoBaHUE NOIYYWIO ILIMPOKOE PacCIpo-
CTpaHEHUE B MALIMHOCTPOEHUM Oyaroziapsi npume-
HUMOCTH JIJIs1 00paOOTKU CIIOKHBIX TTOBEPXHOCTEH
3aroTOBOK M3 PA3JIMYHBIX MAaTEPUAIOB U BO3MOXKHO-
CTH 00ECTIEYCHHUS] BBICOKOTO KaueCTBA MOBEPXHOCTH
[1]. dpesepHOii 00pabOTKE MOCBSIICHO OOJBINIOE
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KOJTMYECTBO (DyH/IaMEHTAJIbHBIX HCCIIEOBaHUM.
B oGmactu Teopuu U MpaKTHKWA MPUMEHEHUS ITOU
TEXHOJIOTMYECKOM Omepaluy HaKOIJIEH 3HAYUTEIb-
HbIII 00beM 3HaHWK [2, 3], KOTOpBIM MO3BOJISET
3aJIeliCTBOBATh (Ppe3epoBaHHE BO BCEX OTPACIAX
MalIMHOCTpOoeHUs. TeM He MeHee 3TOT MeTox 00-
pabOTKM MMEET OTpaHUYEHHUS U €0 UCIIOJIb30BaHUE
B YCJIOBHSIX HU3KOM KECTKOCTHU WU3/IEJIHsI BHI3BIBACT
TPyZHOCTH. Takue U3enusi YacTo HaXOAST IpHUMe-
HEHHE B aBUAIIMOHHOW, KOCMUYECKOM, SHEpreTuye-
CKOM ¥ aBTOMOOMITEHOM TIPOMBIIIIIEHHOCTH.

[IpobGnema dpeszepoBaHrss HEKECTKUX JeTalieh
3aKIJII0YaeTCsl B BOBHUKHOBEHUHU TEXHOJIOTMYECKOMN
nedopmaruu 3aroTOBKH, BBI3BAHHON BO3/IEHCTBH-
€M MHCTpyMeHTa Ha 3aroToBky [4]. Ha puc. 1 u3o-
OpakeHa cxema 00pabOTKH, WILTIOCTPUPYIOIIAS ITY
npobnemy. B ciydae KecTKo# 3aroTOBKH €€ OTKJIO-
HEHUE OT HCXOJHOTO COCTOSIHMSI HE BHOCHUT 3Ha-
YUTEJIbHOTO BKJIaJa B TOYHOCThH IOJy4aeMOil Mo-
BEpXHOCTH. JIJIsl MOAATIMBOM 3arOTOBKHM CUTYyalus
MIPOTUBOIOJIOKHASA: CYIIECTBEHHOE OTKJIOHEHUE
3aroTOBKH BBI3bIBAE€T HEPABHOMEPHOE Cpe3aHUe Ma-
Tepuasa, YTO IPUBOJUT K IMOTPEITHOCTH (POPMBI [ S—
7]. Takum oOpa3om, eclii KOHCTPYKTUBHBIE TPeOo-
BaHUS MOJATIMBOIO U3AENUS 3aJal0T Y3KUI 10Ty CK
Ha TMOTPEIIHOCTh (POPMBI TTOBEPXHOCTH, 00padaThI-
BaeMol (hpe3epoBaHHEM, TEXHOJOTY HEO0OXOIUMO
YUUTBHIBATh KECTKOCTh 3arOTOBKH WJIM NPUMEHSTh
aJbTepHATUBHBIE CTIOCOOBI (HOPMOOOpa30BaHUS, HA-
puUMep aIIMTUBHBIC TEXHOJIOTHH [8].

OBPABOTKA METAJIJIOB

YOANSAEMbIV
MATEPUAN

3ArOTOBKA

a

TEXHOJIOI'MA

B Hacrosiee Bpems pazpaboTka TeXHOJIOTHYE-
CKOTO TIporiecca (ppe3epHort 00pabOTKH TOHKOCTEH-
HBIX JleTaneil TpeOyeT MHAMBUAYAIBHOTO MOIX0Ja
B KaXX/IOM KOHKPETHOM CJIy4ae M 3aBHCHUT OT I'eO-
MEeTpHUUECKO KOH(UTypaluu u3aenus, Marepuaia
3aroTOBKHU, TEXHOJOTUYECKUX BO3MOXKHOCTEN IMpPO-
W3BOJCTBA, a TaKke TpeOOBaHUI K TOYHOCTH, Ka-
YECTBY MOBEPXHOCTU U DKOHOMUYECKUX OTpaHUye-
HHI.

OnuH U3 TMOIXO0/I0B K PEIICHHUIO MTPOOIEMBI TEX-
HOJIOTUYECKOTO J1€(OPMHUPOBAHUSI COCTOUT B BBI-
O6ope moAXoAsIIel cTpaTeruy yaaaeHus: MaTepuania
[9]. Hammpumep, comTacHO SMIUPUUYECKOMY TTPaBUITY
«8 K 1» ;s M3roTOBJICHUS TOHKOCTEHHBIX pebdep
pEKOMEeHAyeTCsl cpe3aTh MaTepua MocieA0BaTellb-
HO, Yepeayst 00pabdaTsiBaeMble CTOPOHBI 3aTOTOBKH,
MIPH KaKJIOM IPOXOJIe OceBas IIyOMHa pe3aHus He
JIOJDKHA TIPEBBIIIATh KOHEUHYIO TOJIIIMHY CTEHKHU
6omnee yem B Bocemb pa3 [10]. [Ipumenenue 3Toro
npaBujia 00ECIIEYNBAET MOAJICPKKY 00Jiee TOHKON
YacTH 3ar0TOBKHU O0JIee TOJCTOM.

Ha3naueHne MHCTpyMEHTa TakXKe WUIPaeT Bax-
HYI0 POJIb NP pa3pabOTKe TEXHOIOTUYECKOTO MPOo-
necca ¢pesepoBaHus MONATIMBBIX W3aenuii [11].
PanmionanbHbIN BBIOOP TNIABHOTO yIIa B IJIaHE TIO-
3BOJISIET 3a]1aBaTh HapaBJIeHUE CUIIbI pe3aHus, Ona-
rojiapsi 4eMy MOKHO JJOOUTHCS MPUIIOKEHUS OCHOB-
HOM COCTABIISIFOIIEH CHJIBI pE3aHUs BIOJIb Hanbosee
JKECTKOTO HampasiieHusi 3arotoBku. Kpome Toro,
IIpH pa3pabOTKe TEXHOJIOTUYECKHUX MPOLECCOB TEX-

Puc. 1. Cxema ¢ppe3epoBaHus:

a — XXCECTKas 3aroToBKa, 6— nogatiinBas 3aroToBKa

Fig. 1. Milling scheme:

a —rigid workpiece; 6 — nonrigid workpiece
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HOJIOTH YJIEJISIFOT OOJIbIIIOE€ BHUMAHKE YHCITY 3yObeB
¢dpe3bl, Tak KaK OT 3TOTO MapaMmeTpa 3aBUCAT ApY-
r'Ue XapaKTepUCTUKH Mpoliecca, B TOM YUCIIe U CUiia
pe3anud. Kak npaBuiio, npenoYTeHue OT/1alT UH-
CTPYMEHTY C OOJBIIMM YHUCJIOM 3yObEB, PYKOBOI-
CTBYSICh B TOM UHCJI€ U KECTKOCTHIO CaMOil Ppe3bl.

[IpumenstoTcs TaKkke crocoObl, Mpeaaramme
UCIIOJIb30BaTh CHEIHAIBbHYI0 TEXHOJOTHYECKYIO
OoCHacTKy u mpucrnocoOnenus. Ha puc. 2 nokasa-
Ha cXeMa MOJBMKHOTO KpeIUIeHUs JUIsi 00paboTKu
TOHKOCTEHHBIX JeTalied, IpeUIoKeHHasi aBTOpaMu
pabotsl [12]. JJonomHuTeIbHAS TOABUKHAS OMOpPA
IPENITCTBYET OTKJIOHEHHUIO 3arOTOBKH, a JeMI(u-
PYIOLIUI BJIEMEHT, BCTPOCHHBIA B IOJAJIEPKUBAO-
IIYIO TOJIOBKY, COKpAIIaeT poiib BUOpAIMH, 4TO Be-
JIeT K YJIy4IIEHUIO KaueCTBa MOBEPXHOCTH.

Eme onun crnoco0 ymenblieHus: aedopManuu
npu 00pabOTKE COCTOUT B TOM, YTOOBI BPEMEHHO
MOBBICUTH KECTKOCTh 3ar'OTOBKU C MOMOIIBIO TEX-
HOJIOTUYECKOTO 3aIlojIHUTEN. TakuM 3aroyHuTe-
JIEeM MOXKET CIY’KUTh JIETKOIUTABKUN MeTalll WU
TEPMOIUIACTUYECKUH cOocTaB. B ciydasx, korga 3To
MO3BOJISIET TeoMeTphueckass KOHQUrypauus wusje-
TS, MaTepralioM B KUAKOM WIH IJIACTUYHOM CO-
CTOSIHUU 3aIOJHSIOT MOJIOCTh 3arOTOBKHU M CO3At0T
YCIIOBUS JJIsl €r0 3aTBEpAECBaHMSI, MTOCIE YEero Mpo-
U3BOIAT 00paboTky. dpesepoBaHne 3amOJIHEHHON
JKECTKOW 3arOTOBKHU COIPOBOXK/IAETCS OTHOCHUTEIb-
HO HEOOJBIIMMHU JAepopMalMsIMU U HE B3bIBACT
norpemHocTel popmel. [locne 3aBepuienus odpa-
OOTKM 3aIOJIHUTENb Pa3MATryaloT U HM3BJIECKAIOT U3
JeTalu.

BUHTOBOW
CTEPXEHb

BTYJIKA

OEMM®EP

LUAPUK

NOAAEPXWUBAIOLLAA
rONoBKA

a

OBRABOTKA METALLOV %

PaccmotpenHsbie criocoObl ppe3epoBaHUsl TOH-
KOCTEHHBIX 3aTOTOBOK JI0 HACTOSIIETO BPEMEHH Ha-
XOIIAT TIPUMEHEHUE B PA3IMYHBIX CHUTYAIMsIX U HC-
MOJIB3YIOTCSl Ha TPOU3BOJACTBE. OHAKO KaXKIbIA U3
HUX UMEET CBOM OTPAaHUYCHHS M 00JIaCTh MPUMEHE-
Hus. HenaBHO ObLI MTpeiyioxKeH HOBBIN MEepCIEKTUB-
HBIN MOAX01 K 00pab0TKe TOHKOCTCHHBIX JIeTaJICH,
HA3BaHHBI METOJIOM MSTKHUX PEKHMOB pPE3aHUS
[13]. DTOT METO COCTOHUT B TOM, YTOOBI C HUCITOIb-
30BaHUEM LH(POBOrO MOAETUPOBAHUS Ipoliecca
pe3aHusi BeIOpaTh paloOHATIBHBIE PEXKUMBI U yC-
JOBUsI 00pabOTKH, KOTOPBIE, C OHOW CTOPOHBI, TI0-
3BOJISAT JOCTUYh TPeOyeMOW MPOU3BOAUTEIBHOCTH,
a ¢ Jpyrol — cozgaayT OMaronpusTHbBIE YCIOBHS
(dbpe3epoBaHus W TO3BOJIAT KOHTPOJIHPOBATH CHIIBI
pe3aHus TakuM 00pa3oM, 4ToOwl nedopmarus 3a-
TOTOBKU HE TIPEBBIIIANIA YCTAHOBIEHHBIX MTPEICIIOB.

JIns MpOMBINIZIEHHOTO TPUMEHEHHSI METOoja
MATKHX PEXKUMOB pe3anusi TpeOyercs: pa3padoTka
MIPOrpaMMHOTO 00€ecTeyeH s, KOTOpoe MpeaocTa-
BHUT TEXHOJIOTY WHTEp(EHC UIsl yIpaBJICHHS TeX-
HOJIOTUYECKAMU TTapaMeTpaMHi ¥ OTPaHHUYCHUSIMHU,
MOJICIMPOBAaHMsI Tpollecca M aHalu3a pe3yibra-
ToB. Omnrcanne pa3pabOTKH TaKOW CUCTEMBI MpPH-
BeZieHO B ctarhe [14]. B ocHOBE ee pabOTHI JIEKUT
yucinenHoe MKD-MonennpoBaHue B NPUKIATHOM
nmporpaMMHOM KoMmriuiekce Abaqus. B cratee [15]
MMOKa3aHoO, YTO CHCTEMa rOoTOBa K MPOMBIIIICHHO-
MY HCIIOJIb30BAHUIO JIUIS CIIy9aeB TOYEHUS IMIIMH-
JTPUYECKUX 3arOTOBOK, HO HE MMeeT (PyHKIIMOHaJa
JUTsl MoieTupoBanus (ppe3epHo 06padotku. OnHa-
KO Onaroziapsi OTKPBITOM MOJIYJIBHOW apXUTEKType

LWNUHAOENDb

BCNOMOIATENbHOE
YCTPOWUCTBO

®PE3A
3ArOTOBKA
CTAHUHA

o

Puc. 2. Cxema OJBUKHOTO KPETUICHUS JJ1s1 00paOOTKH TOHKOCTEHHBIX JICTAJICH:

a — MOAJIEP>KUBAIOIIAS TONOBKA; O — KOHCTPYKIHS KPEIUICHHS

Fig. 2. Moving fixture for thin-walled workpiece processing:

a — supporting head; 6 — mounting design
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TakoW (YHKIIMOHAT MOXXHO J00aBHTh B CHCTEMY
IIPU YCIIOBUHU HAJIUYUS YUCICHHON MOJIEIH.

B mnacrosmieit pabore mpPUBOIUTCA OMHCAHUE
napameTpuzoBanHoin MKD-monenu ¢pesepoBanus
TOHKOTO pedpa. Moziens UMeeT He TOIBKO UCCIIE0-
BaTeJIbCKYIO IIEHHOCTh, HO M MPUKIIAIHYI0, TaK KaK
€€ MOYKHO HCITOJIb30BaTh JUIsl pacliupeHus (PyHKIH-
OHaJla YIOMSIHYTOM CHUCTEMBI M IMPOMBIIIIEHHOIO
MIPUMEHEHHUS IIPU pacyeTe MATKUX PeKUMOB (pe3e-
POBaHUS.

OBPABOTKA METAJIJIOB

MeToauka uccie1oBaHum

Jis uccrnenoBanus mpouecca oOpabOTKU He-
JKECTKOM JieTany BbIOpaH TUIIMYHBIN cydai momyT-
HOTO (pe3epoBaHUsl TOHKOTO pedpa IHIUHIpHYE-
ckoii ¢pe3oif. C oqHON CTOPOHBI, 3aTOTOBKA UMEET
IPUMUTHBHYIO KOHQUIYypaluio, TakuM oO0pa3oM,
paccMOTPEHHE MPOUCXOASIINX SABICHUM HA IPUMeE-
pe TakoM 3arOoTOBKM YNPOILEHO, C APYTrOd — TOHKO-
CTEHHbIE pedpa 4acTo MPUMEHSIOTCS KaK 3JIE€MEHT
KOHCTPYKIMU OoJiee cIoKHBIX aetaneil. Hampumep,
0akM ycKopuTesiell KOCMUYECKHX PAKeT U3rOTaBIIH-
BAIOTCS B BUJE Ba(eslbHOM KOHCTPYKIHMH C OOJb-
IIMM YHUCJIOM IPOAOJIBHBIX M MONEPEYHbIX pedep
[16], moaTOMYy pelieHue 3a1a4n aHaJIn3a TOYHOCTU
¢dpe3epoBaHus B BBIOPAaHHON MOCTAHOBKE aKTYyallb-
HO B TOM YMCJIE U C TOUYKH 3PEHUS IPOMBILITIEHHOTO
IIPUMEHEHHUS.

D

?63

a

TEXHOJIOI'MA

Pa3zmepbl 3arotoBku M ¢pe3bl MOKa3aHbl Ha
puc. 3, a. VI3HayanpHasi TONIUHA CTEHKH COCTaB-
asieT 6 MM. IHCTpyMEHT HacTpOeH TakuM 00pas3oMm,
9TOOBI cpe3aTh 3,5 MM OT TOJIIMHBI CTEHKH, €CITU
OBl 3ar0TOBKA ObLIa a0COIIOTHO JKECTKOM, KaK IMOKa-
3aHO Ha puc. 3, 6. OceBas IyOMHA pe3aHusl paBHA
35 mm.

3aroToBKa HEMOJBIKHO 3aKpeIIeHa 10 HUKHEH
rpanu, a (pesa coBepuIaeT MOCTynareabHOE JIBU-
xeHue Bronb ocu OZ U BpaliarelbHOEe — OTHOCH-
TEJIBbHO CBOEU OCH. TeXHOJIOrMYecKue mapameTpsl
nporecca pe3aHust puBeeHbI B Ta0M. 1.

[Ipu pa3paborke Mozenu ObUI MPUHAT PSA J10-
MyIEHUH, HEKOTOPbIE U3 HUX TIAHUPYETCS yUeCTh
Npu AanbHelme nopabotke. Bo-nepBoix, B Moze-
JIM HE YUYTEeHBI TeIJIoBbIe npouecchl. CoBpeMeHHbIE
HpUKIaaHble Komiuiekebl MKDO-aHanu3a mo3Bosisi-
10T YUYUTBIBAaTh SIBJICHUE BBIACICHUS TeIjia pU pe-
3aHUU MarepuainoB. st aTOro mpumeHsercs crie-
[UaJIbHAS Pa3HOBUIHOCTh KOHEYHBIX JIJIEMEHTOB,
YUUTBIBAIOIIUX TEMIIEPaTypHOE paclpeieeHue.
B 6ubnuoreke cuctembl Abaqus Takue 3J1€MEHTHI
umeroT cumBoi T B KOHIIe Ha3BaHuUs. B onuckiBae-
MO MOJIENIM MIPUHATO YIPOILIECHHE U TPUMEHSIOTCS
CTaHJApTHBIE 2JIEMEHTHI 0€3 yueTa TeMIepaTyphl.

Bropoe ymporienue 3akio4aeTcss B TOM, 4YTO
KECTKOCTb CTaHKa, IMPHUCIOCOOJICHUS W HHCTPY-
MEHTa He yuuThIBaloTCs. Ppesa paccMarpuBaeTcs
Kak a0COJIIOTHO *kecTkoe Teio. [Ipobiaema xecTko-

o

Puc. 3. TeomeTpuueckue napamMmeTpbl MOACIIHU:

a — pa3MepsI 3aTOTOBKH U (hpe3bl; O — HACTPOWKa HHCTPYMEHTA

Fig. 3. Geometrical parameters:

a — dimensions of the workpiece and milling tools; 6 — tools setting
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Taomnuma 1
Table 1

TexHosIOrMYecKHe MapaMeTpsl NMpoiecca

Technological process parameters

OBRABOTKA METALLOV %

temneparypsl. Kak ObUIO OTMEUEHO BBHIIIIE,
OJTHO M3 MPUHATHIX YNPOIIEHUHN 3aKITI0YAETCs
B TOM, 4TO TeMIIepaTypHbIE MPOLECChl Ha JAaH-
HOM JTare npopaboTKu MOJENIN HE pacCMaTpH-

BaroTCs, IIO3TOMY 0=0 .

ObopoTHad noa4a, Sy 3,2 um/ob IIponece paspylIeHus TAKKe ONMCHIBACTCS
-1

Yucno 060poToB pe3sl, 1 290 muH Mozenpro J[xoHcona—Kyka, koTopas HpuHU-
—pl
HomuHanbHas panuanbHas m1yOuHa pe3anus, ¢ | 3,5 MM MaeT, 4To JeopManus Npu paspyleHUH s}e
3aBUCUT OT A(PPEKTUBHONW CKOPOCTH TIACTH-

OceBas miyOuHa pesanus, ¢, 35 mm N b i p
yeckoil aedopmanmu  gP! /&> OTHOLICHHS
‘ucio 3ybues ppessr, z 8 CPEIHEr0 HOPMAJbHOTO HAIMPSIKECHUS K IKBH-

CTH TEXHOJOTUYECKON CHUCTEMBbI HOCUT OOIIMI Xa-
pakTep, T. €. MPOSIBIAETCA B TOM 4YUCJE U MpU 00-
paboTKe JKeCTKUX AeTaliell, U TpedyeT OTIeIbHOro
uccienoanud. Kak mpasuiio, npu o0paboTke TOH-
KOCTEHHBIX JeTalled MOJAaTIMBOCTBIO OCTaJbHBIX
AJIEMEHTOB TEXHOJIOTUYECKON CHCTEMbI MOXKHO TIpe-
HeOpeub, TaK KaK OHa CYIIECTBEHHO MEHbIIIE MO/AAT-
JMBOCTH 3arOTOBKH.

B as’poxocMmuueckoil MpPOMBIIUIEHHOCTH, IS
KOTOPOM XapakTepHO NPUMEHEHHE TOHKOCTEH-
HBIX JeTaliel, CHIDKEHHUE MacChl U3ACNUN UMEeT
MEPBOCTEIIEHHOE 3HAYeHHUE, IO0ATOMY Haubomee
4acTO MPUMEHSIOTCS JIETKHE CIUIaBbl, B YACTHOCTH
CIUIaBbl Ha OCHOBE amoMHHHUA. Mcxons u3 3Toro,
a TaKXKe U3 JOCTYMHOCTH SMIIUPUYECKUX TAHHBIX,
OTHCHIBAIOUINX XapaKTEPUCTHKU MaTepUasoB IMPHU
pa3pylIeHnH, B KaueCTBE MaTepuaia 3aroTOBKHU BbI-
Opan cmiaB Al 6061-T6.

Jlisg yyeta M30TPOMHOTO YINPOYHEHUS HpUMeE-
HeHa smnupuueckas mozaeib [xxoncona—Kyka [17],
COIIaCHO KOTOPOM Mpeien TeKy4eCcTH Ompeaenser-
cs o hopmyne

c:[A+B(§Pl)”](1—ém)’

rie €7 — SKBUBANEHTHAS MIACTUYECKAs nedopma-

uusi; A, B, n, m — napameTpbl MOJIENH, a 6 — Oe3pas-

MepHasi TeMIIePaTypa, yUUThIBAIOIIAs TEPMUIECKOES
pasynpouHEHHE U OTpeieiisieMast BRIpaKEHUEM

0, g 6<6,,,

60—

0

0= Oy , st 0, <0<0,,

tr
1, nna ©6>0,,

m=

rae 0 — Tekymas Temmeparypa; 0 — Temmeparypa
IiaBnenus; 0, — mepexoaHas TeMIeparypa, HUKe
KOTOPOM HET 3aBHCUMOCTH Ipeena TeKy4yecTHu OT

BAJICHTHOMY p/q W Oe3pa3MepHOl Temmepary-

phl, onpeneneHHoW Beime [18]. Ora 3aBUCHMOCTB
BbIpa)kaeTcst popMyoi
/ p e/ ~
0

e d,...d; — mapaMeTpbl MOJIETIH.

duznueckue XapakTepUCTHUKU MaTepualia
3aroTOBKH, a TaK)Ke 3HAUCHUS MTapaMeTPOB MOJIEIN
YIOPOYHEHUsT M pa3pylieHusi, B3sATbie u3 [19],

IIpUBEJIEHBI B TA0I. 2.

Pa3Ouenue Ten KOHEUHO-3JIEMEHTHOM CEeTKOMN
noka3aHo Ha puc. 4. JlJis ClIOXKHON reoMeTpun gpe-
3bl IPUMEHEHBI TeTpadipasibHble 3neMeHThl C3D4.
[Tpumenenne TeTpa’ aibHBIX 3JIEMEHTOB B JTAHHOM

Taonuna 2
Table 2

XapaRTepHCTI/IKH Marepualjia 3aroToBKu
(Al 6061-T6)

Workpiece material properties (Al 6061-T6)

CBoiicTBO MaTepuana 3HaueHue
[TnoTHOCTH 2700 kr/™m’
Mopyns IpoI0JIBHON YIIPYTOCTH 70 I'Tla
Kosdpdunumenr [Tyaccona 0,33
A 324 Mlla
B 114 MIIa
n 0,42
d, 0,77
d, 1,45
d, -0,47
d, 0
d 1,6
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Puc. 4. MKD cetka Mmoaenn
Fig. 4. FEA mesh

cly4yae OINpaBJaHHO, TaK KaK MKECTKOCTh (pe3bl
IIpU MOJEJIMPOBAHUU HE YUYUTHIBACTCS U OHA HC-
KJItoYeHa u3 aHanuza. J{ng pa3OueHus 3aroToBKU
HCIIOJIB3YeTCSl BOCBMHY3JI0OBOM OOBEMHBIN 3Jie-
MeHT C3D8R. Pa3buenue 3aroroBKM MUMEET OCO-
OCHHOCTD, TIOKA3aHHYIO Ha BBIHOCKE, puc. 4. s
TOTO 4TOOBI 00€CTIEYUTh OONBITYI0 TOYHOCTH MO-
JIeTMPOBaHMsI, 30Ha pe3aHus pa3duta Ha Oojee
MEJIKUE DI€MEHTHI.

['pannyHbBIe yCIOBUS AJI Tell 3aJaHbl COIIACHO
KMHEMaTHKe Ipoliecca: y3ibl 3aTOTOBKH Ha HUYKHEHN
TPaHU JIMIIEHBI BCEX CTenenel cBobonusl (U, = U, =
=U,=U,=U,=U,=0), a na Bce y3Ibl HHCTPY-
MEHTa HAaJIOKEHO OTPaHUYEHHE >MKECTKOro Tea.
B Abaqus orpaHnueHHEe KECTKOTO Teia, HaJIOKEH-
HOE Ha MHOYKECTBO Y3JIOB, MTOJIpa3yMeBaeT, YTO 3TU
Y376l HE M3MEHSIOT CBOET0 OTHOCHUTEIBHOIO TO-
JIOKEHHSI Ha MPOTSHKEHUH BCETO MOJCIIMPOBAHUS U
JBUJKYTCS COBMECTHO C TOYKOM, HA3bIBAEMOM KOH-
TPOJIbHOM. 3a/iaHHass KOHTPOJIbHAS TOYKa IS (pe-
3bl oOTMeueHa Ha puc. 4 kak Tool RP, ona nexwur Ha
ocH (pe3bl B IIIOCKOCTU €€ BepxHero Topua. s
toukn Tool RP 3amanwl nuHeitHash CKOpOCTh, Ha-
npaBjieHHast BAOJb ocu (OZ, W yIIOBask CKOPOCTH
BpAILIEHUSI OTHOCUTENIBHO ocu (Y JOKaJIbHOU CH-
CTEMBbl KOOPJIMHAT COIVIACHO 3HAYEHUSM TEXHOJO-
rMYECKHUX apaMeTpoB u3 Tadi. 1.

B3anMoneiictBue ¢Gpesbl U 3arOTOBKH OIpeJie-
JICHO Yepe3 KOHTAKT BCEX AJIEMEHTOB (hpe3bl ¢ Aiie-
MEHTaMHU 3aroTOBKH, KOTOpbIE IOMNaJal0T B 30HY
pesanus. Kak Obl10 OTMEUEHO paHee, ITH dJIEMEH-
Thl UMEIOT MEHbINME pa3mepbl. CBOMCTBA B3aMMO-
JEHUCTBUSL ONpPENENICHbl B IOCTAHOBKE <(GKECTKO-
ro KOHTakTa» (OECKOHEUHBIH POCT JABJICHUS TMPHU
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B3aMMOIIPOHUKHOBEHUHU MOBEPXHOCTENH) U MeToAa
mrpadpubix Gyaknuii. KoaddumuenT tpenns 3anan
paBHbiM 0,308.

AHaJu3 pe3yJibTaToB

MopnenupoBanue mpouecca (hpesepoBaHUs I0-
Ka3aJlo, 4TO OJATIIMBOCTb 3arOTOBKH, KaK M OXKH/1a-
J0Ch, CYIIIECTBEHHO BIIMSET HAa KAYECTBO 00PaOOTKH.
Ha puc. 5 noka3aHbl 10/ y3JIOBBIX II€pEMELICHUN
3arOTOBKM, HAa KOTOPBIX BEIMYMHA INEPEMELICHUS
COOTBETCTBYET L[BETY. YKa3aHHBIE qUarpammsl I10-
CTPOEHBI TOJIBKO JJIsl OJHOW KOMIIOHEHTBI BEKTOpa
nepemelienuit — U, KoTopas ABJISIETCA NPOEKIUEH
Ha ocbk OX. JIns mpoCTOTHI BOCIPUATHS LIBETOBAsI
IIKaJla COOTBETCTBYET a0COTIOTHBIM 3HAYEHHSIM 0€3
ydera HanpasieHus. B HanpaBnenun OX 3arotoBka
MEET HAUMEHBIIYIO JKECTKOCTh, I0O3TOMY UMEHHO
y3JI0BbI€ IiepemMeniennst U, BHOCAT OCHOBHOM BKJIAJl
B MIOTPEIIHOCTH (POPMBI.

Ha puc. 5, a n3o0pakeHbl MaKCUMaJIbHBIE TIEpe-
MEIIIEHUs] KOHEYHBIX JIEMEHTOB pedpa B HeoOpaba-
THIBAEMOM 30HE 3a Bce Bpems MozenupoBanus. [lo
9TOM IMarpaMMe MOXKHO CJIENATh MPEATION0KEHUE O
HEOJHOPOJHOM XapakKTepe MOrpelIHOCTeN U UX 3a-
BUCHMOCTH OT IOJIOKEHUS paccMaTprUBaeMoOil TO4-
KM Kak 1o ocu OY, tak u Baons ocu nogauu OZ.

Ha puc. 5, 6 npommtocTpupoBaHbl epeMerie-
HUS BCEX DJIEMEHTOB 3arOTOBKH, COOTBETCTBYIOLNE
MOMEHTY BPEMEHHU 2,73 ¢ OT Hauajga MOAEINPOBa-
Hus. Kak BUIHO M3 3TOM nuarpamMmsbl, HanOoblIee
OTKJIOHEHHE BO3HHMKAET B y3J1aX Ha Kparo pedpa, Ko-
TOpPO€ HaXOAHUTCs OJIMKe BCEro K MHCTPyMEHTY. B
LIEJIOM AMarpaMMbl IEPEMELIEHHH, ITOJTyYE€HHBIE 110
pe3yabTaTaM MOJAEIUPOBAHUS, OATBEPKIAIOT BO3-
HUKHOBEHHUE MPOOIEMbI TEXHOIOTUYECKUX Jiedop-
Malyii, Ha CyIIECTBOBAaHHE KOTOPOM ObLIO YKa3aHO
BO BBEJEHUM UCXOAS U3 IPOU3BOJACTBEHHON IpaK-
TUKH.

JUid nanpHEHMIIEro pa3BUTHUS M IPUMEHEHUs
pa3paboTaHHON MOJENM B aBTOMAaTU3UPOBAHHOM
CUCTEME HAa3HAUEHUs PpaLUOHAIBHBIX PEXUMOB
pe3aHust HeOOXOJMMO HUMETh BO3MOXKHOCTBH IOJY-
YEeHHUs1 BEJIMYMHBI CUIIBI pe3aHus (puc. 6). Muorue
COBPEMEHHBIE aHAJINTUYECKUE METOJUKHU, I103BO-
JSIOIINME YUUTHIBATH MOJATIMBOCTh 3arOTOBKH (Ha-
MpUMep MOIXOM, MpUBeAeHHBIN B [1]), ucxomsT u3
U3BECTHOM CHWJIBI PE3aHUs WIN MpeIJlararoT OIpe-
JIeTUTh €€ C TMOMOILIBI0 (OPMYJ, BBIPAKEHHBIX C
UCIOJBb30BaHUEM AMIUPHUYECKUX KOI(D(HUIIMEHTOB
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Ul max

+7.000e-04
+6.417e-04
+5.833e-04
+5.250e-04
+4.667e-04
+4.083e-04
+3.500e-04
+2.917e-04

+0.000e+00

a
Puc. 5. Tlone y3moBbIX TiepeMerenuit 3arorosku (mpoekims Ha OX):

UL
+7.000e-04
+6.4176-04

+4.667e-04
+4.083e-04
+3.500e-04
+2.917e-04

OBRABOTKAMETALLOV ~ CM

a — MaKCUMaJIbHbIC Y3JIOBBIC IEPEMEIICHUA (]1 Ha MPOTSAKCHUN MOJACIIUPOBAHUA, 6 — Y3JIOBBIC MIEPEMCIICHUSA
Ha 2,73 ¢ OT Hayaja MOJIETUPOBAHNUS

Fig. 5. Nodal displacement field (X component):

a —maximum nodal displacements U, throughout the simulation; 6 — nodal displacements of 2.73 s from the
start of the simulation

1750

MoznenupoBanud. Ha rpaduke MoxxHO

BBIICIUTL TPpHU 30HBI UBMCHCHHA CUJIBIL:
30Ha BO3pacCTaHus Ha IIPOTAKCHUU BPC-

1500

3aHUuA (bpe3r>1 B 3aroToBKYy,; 30Ha yCTa-

=
N
%
=3

=
1=)
S
S

HOBHUBILICTOCA PC3aHUA M 30HA BbIXOJ4
HHCTPYMCHTA, XapaKTCpU3yromaacsa

YMCHBIICHUCM CHJIbI PC3aHUS. H3me-
HCHUC MOAYJISI CUJIbl PC3aHUSA B 30HC

~
a
o

v
=3
S

YCTAaHOBUBIICTOCA PEC3aHUA CBA3AHO C

Moaynb cuibl pesaHus, H

BO3HHKHOBCHHUECM BPI6paI.IPII>i " 1mmorepe-
MCHHBIM BpPC3aHUCM U BBIXOIOM 3Y6LCB

250

(1)p631:,1 N3 MAarcpraJiOB 3aroTOBKH. bo-

jee MoApoOHBI aHanu3 OyaeT mpoBe-

0.0 0.5 10 15 2.0 2.5 3.0

Bpems, ¢

35 4.0

4.5

Puc. 6. 3aBUCUMOCTb CHJIBI PE3aHMsI OT BpEMEHH

Fig. 6. The dependence of cutting force on time

[20]. Pa3zpaboTanHasi 4yuciaeHHass MOAENb IMpOLec-
ca (pe3epoBaHU MOXKET MOCITYKUTb UCTOUHHKOM
JaHHBIX O BEJIMYMHE CUJIbI PE3aHUS.

Cuctema Abaqus mo3BoJIsIeT B paMKaxX aHalu3a
pE3ybTaTOB AJIs KaXKI0M NTEPALUK pacdyeTa Moy-
YUTh 3HAUEHUS KOMIIOHEHTOB CHJI PEAKIMH B KOH-
TPOJILHON TOUKE, ONPEIECIIEHHON IIPU 3aJaHUH Orpa-
HUYEHHUS KECTKOTO TEA.

Ha puc. 7 noka3aHa 3aBUCUMOCTb MOAYJISI CHJIBI
peakiu B KOHTposibHOM Touke Tool RP oT Bpemenu

5.0 5.5

JICH TIpU JAJbHEUIIEM Pa3BUTUU TEMBI.
Lenp nanHO#M pabOTHI — OMUCATH OCHOB-
HBIE PE3ybTaThl, KOTOPbIE MOTYT OBITH
MOJTyY€HBI C MCIIOJIb30BaHUEM pa3pado-
TAaHHOM MOJIEIIH.

HaubGonpmuii mpakTUYecKuil HMHTEpec TMpen-
CTaBJISIET MPOTHO3 MOTPEUTHOCTEH (HOPMBI, BO3HU-
KAl B pe3yabrate oOpaOOTKH TOHKOCTEHHOMN
3aroToBKM. biarogaps MOAEIMPOBAHUIO TIPOLIECCOB
CHATHUS Marepualia TaKoW MPOrHO3 MOXKHO CJIEJIaTh
Ha OCHOBE JaHHBIX, SBILIIOLIUXCSA PE3YJIbTaTOM
MonenupoBanusi. Ha puc. 7 nuzobpaxena 1nperoBas
JarpaMMa pe3yJIbTUPYIOLIEH TOJIIMUHBI CTEHKH.
[[BeT ToukM Ha qUarpaMMe COOTBETCTBYET BEJIUYM-
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Y, MM

20 25 30
Z, MM
HanpasneHue nogayu -

Puc. 7. lnarpaMmma pe3yJIbTHPYIOLIEH TOMIIUHBI CTEHKH

Fig. 7. Result wall thickness diagram

HE TOJIIMHBI B MWJUIMMETPAX: XOJOJHBIE OTTECHKHU
n300pakatoT MEHbIIYIO TOJIIMHY CTEHKH, a TEIUIbIe
OonbIIyIO.

TonmuHa CTEHKM CYyIIECTBEHHO 3aBUCUT Kak
OT TOPU30HTAJIBHOTO MOJIOKEHUS, TaK U OT BEPTU-
KaJIbHOTO. B 11€710M HaXOQUT CBOE MOATBEPKIEHUE
IPEANoIOKeHHEe 00 OTKJIOHEHHWH BEpPXHEH 4acTH
peOpa, YTO BBI3BIBAET yBeIUYEHHUE TOMIIUHBL. On-
HAKO JJIs 30Hbl BPE3aHUS XapaKTepHO HE YBEIU-
YeHHe, a yMeHblIeHue ToiaumuHel. [Ipu Bpesanun
¢dpe3pl B Marepuan 3aroTOBKM BO3HHUKAET ynap-
Has Harpyska, KoTtopas Bo30yxaaeT KojieOaHus c
nepeMeHHoil ammiautynoil. HaunGomnbiias ammiu-
TyAa COOTBETCTBYET TaKOMy IIOJIOXKEHHIO (pe-
3bl, B KOTOPOM €€ OCbh JIE)KUT B IUIOCKOCTH TOpLA
3arotoBku (Z = 0, cMm. puc. 6). Biusnue koneba-
HUI yCWIMBAETCS IPU yJAJEHUU OT TOUKH 3aKpe-
IUIEHUS, TI0O3TOMY HaMMEHbIIAs TONIIMHA CTEHKHU
COOTBETCTBYET TOUKE C KoopauHaroil ¥ = 40 mm.
IIpyn nanpHEHIIEM JBUIKEHUN WHCTPYMEHTa BO3-
Oy’KJIeHHbIE yJapHON Harpy3koil kosneOaHus 3a-
TYyXalOT M HaYMHAIOT MPOABIATHCS 3((EKTsl,
CBA3aHHBIE C OTKJIOHEHHMEM 3aroTOBKHU IOA JEH-
CTBHEM MEJICHHO M3MEHSIOIIEHCs CUibl pesa-
Hus. [lposBnenue 3TuXx 3Q(PeKToB 3aKiI04aeTcs B
YTOJIIIEHUHN CTEHKH [10 MEPE POCTa PACCTOSHUSA OT
MecTa 3akperuieHus. Haubonblas tonmuHa pe-
3aHUA 3a(UKCHPOBAHA B TOYKE C KOOpIMHATAMHU
Z=39 MM u Y =40 mMm. [Ipu BeIXOae HHCTpyMEHTA
cuja pe3aHus MOCTENEHHO YMEHbIIAETCs, CIeN0-
BaTEJIbHO, YMEHBIIIAETCS U OTKIIOHEHHUE 3arOTOBKH.
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34 BoiBOaBI

- Jna cnyuass momyTHOTO (pesepo-
;1 BaHHA TOHKOro pebOpa paspaboraHa
MoJieNlb B cucteMe Abaqus, B KOTOpO
YUUTBHIBAETCSI TOAATIMBOCTh 3arOTOB-
ku. [Ipu pa3paboTke NMPUHATHI HEKO-
TOpBIE TOMYIICHUS, TaKhe KaK TMpea-
MOJIO)KEHNE 00 aOCOTIOTHO JKECTKOM
WHCTPYMEHTE WJIHM MpeHeOpeKeHne Te-
24 IUIOBBIMU 3(dextamu. B nanpneiimeit
23 paboTe Mo ATOMY HAIPaBJICHUIO CIIEAY-
22 €T y4ecTb yKa3aHHBIC YIPOIICHHUS.
21 MogenupoBaHue y4YHUTHIBACT SBJE-
HUS pa3pylIeHUs] MaTepuaa 3aroTOBKU
C UCTIOJB30BAHUEM SMITUPHUECKON arl-
npokcuManuu Jlxoncona—Kyka. B ne-
JIOM pe3yJbTaThl XOPOIIO COTIACyIOTCS
C UHTYUTUBHBIMU MPECTABICHUSIMH O
MEXaHHKe Ipoliecca, HO TPeOYIOT IKC-
MIEPUMEHTAILHOTO TOATBEPKACHUSA. AKTYaIbHOCTh
JATbHEHIINX HUCCIEIOBAaHUM O ATOW TeMe MOj-
TBEP)KJIAETCSl AMArpaMMON Pe3ylbTUPYIOUIEH TOol-
IIMHBI CTEHKH, COTTIACHO KOTOPOM €€ TOJIIMHA MO-
JKET TOCTUTaTh 3,4 MM BMECTO OKHUIacMOH 2,5 MM.
C nomotplo pa3pabOTaHHOW MOJENU MOXKHO
CTPOUTH MPOTHO3BI OTHOCUTENBHO TOYHOCTH (hpe-
3epoBanus. Kpome Toro, cucrema Abaqus mo3Boiisi-
€T TMOJYYUTh Ba)KHBIE XapaKTEPUCTHKH TMpoIlecca,
BKJIIOYAsl CUIIy pe3aHusi. DT JaHHbIE MOTYT OBITh
MIPUMEHEHBI JIsl pean3alii aBTOMaTUu3upOBaHHO-
ro moadopa palMoOHANBHBIX PEXUMOB pe3aHUs, B
OCHOBE KOTOPOTO JIe)KaT COBPEMEHHbIE aHATUTHYE-
CKH€ METOJIMKH, OMTUPAIOIINECS Ha U3BECTHYIO CHITY
pe3aHusl.
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ARTICLE INFO ABSTRACT
Article history: Introduction. Technologists often face the problem of thin-walled workpiece milling. Due to cutting forces the
Received: 14 June 2019 non-rigid workpiece deforms which leads to uneven material removal and surface deflection with respect to specified
Revised: 15 July 2019 form. There are several technological tricks that allow to provide given quality parameters but commonly it imply
Accepted: 15 August 2019 additional material usage or require dedicated facility, so the existing means dramatically affect the total cost of the
Available online: 15 September 2019 product. The purpose of the paper is to extend a new approach to thin-walled workpiece processing applying to
milling process. The approach is called “soft” cutting modes and consists in using numerical modeling for specific
Keywords: technological conditions to select rational parameters of the cutting process. The modelling results are used to
Modeling pick rational cutting modes that provide the specified quality on the one hand and are economically reasonable on
Milling the other hand. Early the software system was developed to simplify such cutting modes calculation for turning.
Finite Element Analysis This system can also be used to calculate modes for milling, but a milling model that takes into consideration the
Technological deformation technological deformations is required. The paper considers the case of climb milling of thin rib with a cylindrical
Thin-walled workpiece mill. Research methods: in the Abaqus system, a numerical FEM model for processing the workpiece is developed
Cutting modes taking into account its compliance. Results and Discussion. The results are presented as 3D displacement fields,

cutting force chart and result wall thickness colorful heatmap. Modelling results analysis allows to conclude that the
workpiece flexibility immensely affects the wall final geometry. The obtained deflections are quite sophisticated and
irregular that confirms the relevance of numerical modelling approach to predict milling accuracy.

For citation: Eremeykin P.A., Zhargalova A.D., Gavriushin S.S. Problem of technological deformations of thin-walled workpieces during
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