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Dunancuposanue:

Pabora BbImONHEHa B paMKax IpaH-
Ta «ABTOMAaTH3alMs MOHHTOPHHTA
TEeXHHYECKUX CHCTEM M TEXHOJIOTH-
YECKHX MPOIECCOB B pPaMKaX KOH-
Lenuuu OU(POBOro IPOHU3BOICTBAY
Ne 2.7918.2017/8.9.

BBenenne. B aBuanmoHHON, KOCMHMYECKOM, SHEProMalIMHOCTPOUTENBHOM M JAPYTHX  OTpacisax
IPOMBIIIIEHHOCTH IIHPOKO MCIIONB3YIOTCS OTHOCHUTENBHO IIOAATIHBBIC H3[CIUs B IEpByIO ouepenb B (dopme
TOHKOCTEHHBIX 00010ueK. JI71s1 HOAOOHBIX AeTanel akTyanbHa 3aaua MUHUMU3A1H1 XapaKTePHBIX TEXHOTOTHIECKHX
nedopmalyii, CONpOBOKAAIOIIMX MPOIECC 00pabOTKM M CBSI3aHHBIX C MCKaxeHHeM (GopMbl 3aroToBKH. C 1EbI0
MHHHMH3AIUH T€XHOJIOTHYECKHX Ae(opManuii U PHCKOB HCIONb3YEeTCs CIeNHaIu3HPOBAaHHAs JOIMOIHUTEIbHAS
OCHACTKA, YTO CYLIECTBEHHO IIOBBIMNACT TPYLOEMKOCTh HM3TOTOBICHMS H3Aenuil. B pabore paccmarpuBaercs
aJIbTEPHATHBHBIA CHOCOO CHIDKEHUS TEXHOJIOTMYecKuX Jedopmaiuii mocpefcTBOM HCIONB30BAHHSA «MATKHAX)
PEeXKUMOB 00pabOTKH, HOAPAa3yMEBAIOIINN BHIOOP PallMOHANBHBIX MAPAMETPOB PE3aHHs U YCIOBUH 3aKperIeHUs
Ha OCHOBE PEe3y/IbTaTOB YHUCICHHOTO MOJCIUPOBaHus. [IpenoxKeH bl MeTO MOXKET ObITh BOCTPeOOBaH s dTana
IPOEKTHPOBAHUS TEXHOJIOTHIECKHX MPOIECCOB U OTBEYAET COBPEMEHHBIM TEHICHIUIM IU(PPOBOTO MPOU3BOICTBA
B pamkax HanuoHanbHOI TeXHOJIOTHUECKONH MHULIMATUBBL [l yCIENIHOTO BHEAPEHMs IMpe/UlaraeMoro mojaxoja
6bL1a pa3paboTana HHTErPUPOBAHHAS CHCTEMA MOICPIKKH IPUHATHS PEIICHUH 0 BEIOOPE PEKUMOB MEXaHHUECKOH
00pabOTKH TOHKOCTEHHBIX JeTajeil, KOTopas IIO3BOIAET TEXHOJIOTaM OIEePaTHBHO OLICHHBATh IPHUMEHHMOCTD
BBIOPAaHHBIX PEXHMOB PE3aHUs C YYeTOM IIOAATIMBOCTH 3aroToBku. lLleab paboThl: dKcHepuMeHTalIbHAas
IpoBepKa pabOTOCIOCOOHOCTH Pa3pabOTaHHOM CHCTEMBI M METOJA «MSTKUX» PEXHUMOB 00paboTku. B padore
paccMaTpuBaeTcesl Cilydald YepHOBOH TOKapHOW OOpabOTKM IMOJOH IMIMHAPUYECKOH 3aroTOBKH, 3aKpEIUICHHOW
B TPEXKYJauKOBOM HaTpoHe. MeToabl HceleJ0BAHMSI: SKCIIEPHMEHT TIPOBEJICH Ha CIENUAIbHO MOATOTOBICHHOM
CTeH]Ie, B COCTAaB KOTOPOTO BXOAAT: TOKAPHBIH CTAHOK, TPEXKy/IAYKOBBIH IATPOH, INTATUB M H3MEPHTEIbHAs TONOBKA.
H3mepenus oTKIOHEHHH IPOBOATCA B 3apaHee ONPEIeICHHBIX TOUKAaX HA IIOBEPXHOCTH 3arOTOBKH C IPHMEHEHHEM
U3MEpHUTEIbHOM ronoBKy. Pe3yibTarbl U 00cyskaenne. Pe3ynbraTsl SKCIiepuMeHTa MPeCTaBIeHb! B rpaduueckoM
Buje. Ha rpadukax oTkI0HeHH ! TOKa3aHbI TEOPETHIECKHE H OKCIIEPUMEHTATbHbIC KPUBBIE IS PA3IMIHBIX CEUCHUH
3aroToBku. CpaBHUTENBHBIN aHATN3 PE3yIbTaTOB HKCIEPHMEHTATbHBIX MCCIENOBAHUN C PACUCTHBIMH IaHHBIMU,
HOJTy9eHHBIMH C IOMOMIBIO YHCICHHOTO MOJEINPOBAHHS TEXHOIOTHUECKOTO IPOIIecca, IIO3BOMISET CIeTIaTh BBIBOJ O
1e7IeCO00Pa3HOCTH HCIOIb30BAHUS «MATKUX)» PEKUMOB IPH TOKApHOU 00pabOoTKe MOAATIUBLIX AETANCH.
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Beenenne

C pa3BuTHEM aBUALMOHHON W KOCMHYECKOH
MIPOMBINIICHHOCTH KOHCTPYKIIMOHHBIE TPEOOBaHUS
K TOHKOCTEHHBIM JIETAJIIM CTAHOBSTCS Bce Ooliee
JkecTkuMu [1], a IKOHOMHUYECKHE OrpaHUYCHMUS,
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MPOAUKTOBAHHBIE MOJUTHUKONH MMIOPTO3aMELICHUS
U mepexofa K TeHJEHIUSIM HUu(poBOro Mpou3BOI-
CTBa B paMkax HanuoHambHOW TEXHOJIOTMYECKOU
WHUIMATUBEI, CYIIECTBEHHO BIUSIOT Ha BHIOOP MPH-
MeHseMoro metoaa obpaborku. [loaTomy mexaHo-
00paboTKa TOHKOCTEHHBIX JETalled — pacipocTpa-
HEHHBIA 00BEKT PACCMOTPEHHUS Psifa COBPEMEHHBIX
HAy4HBIX U MPUKIATHBIX uccnaenoBanuii. K padore
10 MPOEKTUPOBAHUIO TEXHOJIOTUYECKUX TIPOLIECCOB
NPUBJIEKAIOTCSA CHEIMAINCTI, UMEIoIINe OOIIUp-
HbIC 3HAHUS B KaXJOW M3 Y3KUX oOnacrei, CBs-
3aHHBIX ¢ (DOPMHUPOBAHHUEM TAPAMETPOB OOBEKTOB
npousBoacTBa. MHpopmanus o cBoiicTBax, Moiy-
YEHHBIX MPH BO3JCHCTBUM HA HUX, COJIEPKUTCSA B
YHCIEHHOM BHJI€ BO MHO)KECTBE TaOIHII ¥ TOTy4YeH-
HBIX Ha X 00001meHun GopMyi, Ui UCIIOJIb30Ba-
HUSI KOTOPBIX HEOOXOAMMO 00paIaThes K CIpaBoy-
HOM JUTEepaType, YTO MPUBOAMUT K 3HAUYUTEIIbHBIM
3arparaM BpEMEHH.

Mexanndeckast 00paboTKa TOHKOCTCHHBIX JIeTa-
Jeil Bcerga MpencTaBisieT 0coOble TPYAHOCTH IS
TEXHOJIOTOB: Il 00paOOTKU TOHKOCTEHHBIX JIETa-
Jed HeMPUMEHUMBI TPaJAUIIMOHHbBIE, XOPOIIIO OCBO-
€HHbIE METOJbl 3aKPEIUICHUs JIeTalH, a TaKXKe pe-
JKUMBI pe3aHusl, OJTYyUYECHHbIE C TTOMOIIIBIO TUITOBBIX
pacuetoB [2]. Jlebopmaiiuu, BeI3bIBAEMBIC CHIIAMU
pe3aHus U 3aKpeIUIeHUs, CYIIECTBEHHO BIMSIOT Ha
PE3YIBTUPYIOLIYI0 TOYHOCTH Pa3MEpPOB U MOTYT
CTaTh pelarouM (pakToOpoM, BCIEICTBHE KOTOPOTO
netanb OyJeT mpu3HaHa OpaKoM.

Kak mokassiBaer 0030p nmuteparypsl [3, 4, 5],
JU1s1 00pabOTKU TOHKOCTEHHBIX JETajel TeXHOJIOTH
IPUMEHSIOT HECKOJIbKO MPOM3BOJCTBEHHBIX INpHe-
MOB, MO3BOJISIONINX CHU3UTDH BIUSHUE YIIPYTUX Jie-
dopmanmii. Hanmpumep, Kk TakuM mpremMaM OTHOCSIT
3ar0JHEHUE 3arOTOBKHU MJIaBKUM TEXHOJIOTUYECKUM
MaTepHalioM, 3aKpPEIJICHUE B ChIPBIX KyJlauyKax WUIu
pPa3xKUMHOW OMpaBKE. YKA3aHHBIE METO/bI CBA3aHbI
C POCTOM 3aTpaT Ha U3TOTOBJICHUE JIETAIM, TaK KaK
JUISL UX TPUMEHEHUs TpeOyeTcsl NOMOIHUTEIbHAs
ocHacTka. OcOOEHHO SPKO ATO MPOSBISETCS IS
€IMHUYHOTO U MEJIKOCEPUIHOTO MPOU3BOJICTBA.

CoBpeMeHHbIE HCCeIoBaHus B 0biacTu o0pa-
OOTKM TOHKOCTEHHBIX J€TaJed 4acTo 3aTparuBaroT
aHaJIN3 TEXHOJIOTMYECKUX Je(OopMaLnii C TOMOIIBIO
CAE (Computer-aided engineering) npoaykToB [6—
10]. Hannpumep, B crarbe [6] mpoaeMOHCTpHUpPOBaHA
BO3MOXKHOCTh NMPHUMEHEHUsI CUCTeMbl Abaqus Iis
aHanuza AedopMmaliii ¥ CUJI, BOSHHKAIOMIMX IMPHU
dbpe3epoBaHUU TOHKOCTEHHOU 3arotoBku. [Ipume-
HUMOCTb METO/1a KOHEUHbIX 31emMeHToB (MKD) [11,
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12] nns aHanu3a TEXHOJIOTHYECKHUX AedopMariuii
TaK)Ke MOJTBEP)KJIEHA XOPOLIUM COOTBETCTBUEM
TEOPETUYECKOTO U IKCIIEPUMEHTAIIBHOTO PE3YibTa-
Ta, crarba [13]. MccnenoBarenu 3auMHTEpECOBAHbBI
B TIOMCKE HOBOTO METOJa MPOU3BOACTBA HEXKECT-
KUX JIeTajei: aBTophl cTaThu [14] paccmarpuBaroT
MPUMEHUMOCTh aJJIMTUBHBIX TEXHOJIOTUN A U3-
TOTOBJICHUsI TaKoro poja Jetaneil. TeM He MeHee
BBH/J1y HOBU3HBI U OTHOCHUTEIHHO CIIa00T0 Pa3BUTHS
aJTUTUBHBIX TEXHOJOTHH 3TOT METO/ HE CIIOCOOCH
00eCTIeYNTh YJOBJIECTBOPUTEIILHON MIEPOXOBATOCTH
U U30TPOIMHON CTPYKTYphl 0€3 JOMOITHHUTEIbHOU
MEXaHUYEeCKOW 00pabOTKM Na)ke MPU MPUMEHEHUN
TepmooOpaboTku. B pabore [15] 3arparuBarorcs
BONPOCHI BIIMSHUS PA3IMYHBIX CTpaTeruii 00padoT-
KU M CIIOCOOOB 3aKpEIUICHUsI Ha KayecTBO 00pabo-
TAaHHOM JETaju.

B Hacrosdiiee BpeMsi MPEANIOKEH METOJ «MsIr-
KHX» PEXKUMOB pe3aHus [16], Ha xoTtopom Oymer
COCpPEJOTOYEHO OCHOBHOE BHHMAaHHME HACTOSIICH
cTarbu. B oCHOBe MeTona NEXHUT palMOHAIBHBIHN
BBIOOp pEeXHMMOB 0OOpabOTKH, Uii KOTOPOIo HC-
MOJIB3YIOTCS PE3YJBTAThl YHCICHHOTO MOJIEINPOBA-
HUS JedopManuii, BOSHUKAOIUX Mpu 00padoTKe.
C TakuM MOAXOAOM Ipe/jiaraeTcsi OTKa3aTbCs OT
MIPUMEHEHHUS JOMOJHUTEIBHON OCHACTKHU, YTO TO-
JIOKUTENILHO CKa)XeTCsl Ha cTouMocTH Aetanu. Kak
OBLIO TIOKa3aHO B cTaThe [17], s yCrenHoro BHe-
JpeHusl METoJa «MSTKHX» PEKUMOB 00paboOTKH
TpeOyeTcst mporpaMMHasi CUucTeMa, pa3paboTka Ko-
TOpo# onucaHa B padorte [18].

[IpennoxeHHblil aBropamu ctaThi [16] moaxon
MIpeJiroyaraeTcs HCIOIb30BaTh AJSl ONpeAeNeHUs
PEXKUMOB 00paOOTKH MOJIBIX TOHKOCTEHHBIX I[HJINH-
JIPUYECKHUX 3aroTOBOK. B manpHeiiem miaHupyer-
Csl JAaHHYIO METOAMKY MPUMEHHUTDH A 00paboTKu
Ba(eIbHBIX KOHCTPYKIINH.

Ilens uccienoBaHus COCTOMT B IKCHEPUMEH-
TaJIbHOW TPOBEpPKE pabOTOCIOCOOHOCTH pa3zpado-
TaHHOM CHCTEMBI U METOJa «MSTKHX» DPEKHUMOB
obpabotku. [Ipm sTOM peraroTcs 3amadu ompe-
JeNICHUsT METOAMKH TPOBENCHUS SKCIEPUMEHTOB,
YCTaHOBJIICHHUS crioco0a m3MepeHus nedopmanui,
pa3paboTKu yCTpONCTBA SKCIIEPUMEHTAJIbHON yCTa-
HOBKH W MHTEPIPETAINN PE3yJIbTaTOB.

MeToauka uccjaea1oBaHuin

MeTton pacuera «MSTKHX» PEXUMOB 00paboT-
KM peajn30BaH B MHTETPUPOBAHHON CUCTEME IOJ-
JepKKH TPUHATHS perieHuit Beioopa [19], koropast
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MO3BOJISIET YIPABIATH MU(POBBIM MAaKETOM H3e-
nusi: 3D-MonenupoBaHue aeTalieil, BAPTyallbHOTO
MOJIEJIMPOBAHNUS U NH)KEHEPHOro aHanu3a. Ha ce-
TOMHAIIHUN JIeHb ITU(PPOBOE WHTEIUICKTyaJIbHOE
MPOCKTUPOBAHUE — ITO HMHCTPYMEHTHI, KOTOPHIS
JIOJKHBI TIOMOTaTh CO37aBaTh KOHKYPEHTOCIO-
CcOoOHBIE U3/IETHUs BO BCEX OTPACISAX MAIIMHOCTPO-
eHUS.

s monmenvpoBaHMs B HAIIEW CHUCTEME Tpe-
OyeTcs 3ajaTh CIEYIOIIMe MapaMeTphl Mpolecca:
pa3Mepbl 3aroTOBKHM, €€ MarepHuall, CUIy 3a)KaTHs
KYJIaYKOB U MX T€OMETPUYECKHE XaPaKTEPUCTHKH,
a TaKXke CUJy pe3aHus. DTU MapaMmeTphl CleayeT
KOHTPOJMPOBATh BO BpeMs TPOBEICHUS HCIIBITA-
HUW, IJI TOTO YTOOBI MAKCHMAaJbHO MPUOIH3UTH
YCIIOBUSI OKCIIEPUMEHTA K YCIIOBUSM MOAEIUPYEMO-
ro npouecca. ['padpuueckuii natepdeiic nonbp3ona-
TeJsl IPOrpaMMBbI MIPeJICTaBIeH Ha pHC. 1, Ha KOTO-
pOM 0003HaYEHBI CIIEAYIOLIME OKHA: / — OKHO BBOJA
WCXOMHBIX JAHHBIX JIJIST MOAYJIS pacueTa pexuMOB
pe3aHusi; 2 — OKHO DPEe3YyJIbTaToB MOAYJS pacuera
pPEXKUMOB pe3aHus; 3 — OKHO peJakTopa mapame-
TPOB; 4 — OKHO TEKCTOBOTO BBIBO/IA; 5 — OKHO I'pa-

TEXHOJIOI'MA

(uueckoro moxyns. [lonpobuee ¢ GpyHKITMOHATIOM
U YCTPOMCTBOM MPOTPAMMBI MOXKHO O3HAKOMHUTBCS
B paborax [17, 18].

Jliis mpoBenieHus SKcriepruMenTa Obuia BeIOpaHa
HanOosiee mpocTtas popMa TOHKOCTEHHOW 3arOTOB-
KM THUIIA TEJIO BpalleH!s — MOodbIN IIHHAp. Pazme-
pBI 3arOTOBKM TOKa3aHbl Ha puc. 2. Marepuan 3a-
rotoBku — ctanb 30XI'C.

Jliia aHanmu3a pe3yinbTraToB pabOThl MPOTrPaMMBbl
1 9KCIIEPUMEHTAJIHO MOJYyYEHHBIX JaHHBIX TPeOy-
€TCsl UBMEPATh OTKIIOHEHUS (POPMBI 3aTOTOBKH, T10-
3TOMY OBLIM ONpezesieHbl KOHTPOJIbHbIE TOUKH Ha
MMOBEPXHOCTH 3ar0TOBKH, MOJI0KEHUE KOTOPBIX TaK-
JKe MO0Ka3aHo Ha puc. 2. TOUKM M3MEPEHUS OTCTOAT
JpyT OT Apyra B HalpaBlI€HUHU OCH 3arOTOBKU Ha
7 MM U pacnpezielieHbl PaBHOMEPHO MO OKPY>KHO-
ctH ¢ marom 30° (kak nmokaszaHo Ha puc. 2). Kynagox
3axBaTbIBaeT JeTalb Ha 15 MM. Ycwmine 3akuMa B
TPEXKYJAYKOBOM MAaTPOHE PACCUUTHIBAETCS UCXOAS
W3 YCJIOBUS HETOJBUKHOCTH 3arOTOBKH IOCJE CO-
CTaBJICHUS ypaBHEHUH paBHOBecus. KoHTponb ycu-
JMS 3a)KUMa OCYUIECTBIISIETCS MPU MOMOIIM JUHA-
MOMETPUYECKOTO KITI0Ya.

@ Deformation Analysis System: D:\projects\DAS\Workspace

- m] X
File Edit View Mavigate Tools Window Help
PRI
c Window x | — |[ Parameter Editor % ¥ O [ ViewporthX Window % v o
R T Hassanie KommenTapuii Inauenie
[J4aMeTp nosepxHOCTH D: 68 = | Mopens TomKaCTeHHBii WnH
(=1 Detans
TN Touenns: Yeprosoe v ® BHyTDeHHWT pAZUYC  |BHYTPEHHMT paaNyC 0.028
® Buewnnii paguyc BrewHii pagmyc 0.03
Bup obpaboTkn: BHewHee ToueHue v
e ® Oz Annra 0.06
. .
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Marepuan MHCTPyMeHTa: T15K10 v ® Konuuecrso Konnuecteo 2.0
| Pazmepu Pazneps
Mepuoa CTOAKOCTY pesua: 40.0 b & [ ) Matepnan Marepuan
5| | Cuna pesakia Cvna pesanis
llepoxosaTocT nosepxHocTU...  |0.63 v
[ § NpoeKuy
PauyC npM BepumHe peaia: 0.25 ® YroBOe nonOXeHue [Yrmogoe nonoXekue 45.0
# Ocesoe nonoxenue Ocesoe nonoxeHne 0.6
PaCCiHTaTS [ | MaMepuTensHsie NNOCKOCT]

CalculatorOutput Window X —
Pesynsrar

O

CkopocTb pesatua V: 99.060
Cnna pezaHus P: 1251.086

MoMeHT pezakus M: 425.369

freE

Output - Abaqus X

Motpebaseman MOWHOCTS N 2.025
UacTora epaujenus n:

@

Abaqus JOB Job-1

463.701

Bcraente

Puc. 1. I'papuueckuii uaTEpPEiic cUCTEeMBI aHamu3a aedopmaruit

Fig. 1. Graphical user interface of the deformation analysis system
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Puc. 2. Dcku3 neTanu:

[ — 3aroToBka; 2 — KyJIadOK TOKapHOTO Tia-
TPOHA; 3 — TOYKH U3MEpeHus Jaedopmariuii
Fig. 2. Sketch of the workpiece:
1 —workpiece; 2 — jaw; 3 — checkpoints

Hcxonst u3 o01epu3nueckux MoNoKeHH 1 pac-
YeTHBIX (OPMYIT TPaJUIIMOHHON TaOIMYHO-aHAH-
tryeckor meroauku [20, 21] MOXKHO caenarh BBI-
BOJI, YTO Hanbosee 0CTPO BOMPOC O AehopManusax
TOHKOCTEHHBIX JIeTajIel CTOUT IIPU BBICOKOM Moj1aue
u ryouHe pesanus. IlosTtomy anst skcrepuMeHTa
BBIOPAHBI PEKUMBI pE3aHUS, XapaKTepHbIE I Yep-
HOBOI 00paboTku. Pexumbl pe3aHust ObUIM MOITY-
YEHBI IIPU TOMOILM PACYETHOTO MOJTYJISI, BXOASIIETO
B COCTaB Pa3pabOTaHHOW MPOTrPaMMHON CHUCTEMBI.
Pesynbrar pacuera npejacTaBieH Ha puc. 3.

Yacrora BpalleHHs OKpyIlieHa a0 HauOojee
ONMM3KOM, KOTOpas MOXeT OBITh BBICTABJIEHA Ha

OBRABOTKAMETALLOV ~ CM

craHke. Tak Kak pacyeTHBI MOIYJb HCIOJb3YET
TaOJMYHO-aHAIMTHUECKYI0 METOJIUKY, Iojada |
nIyOuHa pe3aHusi BHIOpaHbI U3 psAga JOIYCTUMBIX
3HaYeHUN U He TPeOyIoT OKpymieHus. Pesynsrupy-
IOLIHE PEKUMBI PE3aHUs TIPUBEICHBI B Ta0NHUIIE.

CxeMa dKCIepUMEHTAITFHON YCTAaHOBKH TIOKa3a-
Ha Ha puc. 4. lepopmanuu neranu, 3akaroil B na-
TPOHE, U3MEPSIOTCS MPU TIOMOIIH H3MEPUTEITHHON
TOJIOBKH, 3aKperjieHHOW Ha mratuBe. KoHTpoib-
HbIE TOYKH PAaBHOMEPHO paclpesiesieHbl B YETHIPEX
CEUCHHSX. YIJIOBOE ITOJIOKCHHE AETaIl M3MEHSET-
Csl Bpy4HYIO IOBOpOTOM narpoHa Ha 30°, koTopele
OTCUUTBIBAETCS 110 TpagycCHOMY TUMOy Ha QraHie
TPEXKYJIAUKOBOTO AaTPOHA.

W3mepenue nedopmaruii 3aroroBKM MPOHUCXO-
JIMT HAa YETBIPEX CTAIUAX: ) 0 3a)KaTUs KyTa4yKOB,
IIPU 3TOM JeTajb yIAep>KUBAETCS NMAaTPOHOM CTaHKa
C MUHHUMAaJIbHO BO3MOXXHBIM yCUJIHUEM; 0) cpasy Io-
clie 3a)KaTHsl KyJauKoB 10 00pabOTKH; B) TOCIE 00-
paboOTKM B 3aKPETJICHHOM COCTOSIHHM; T') TIOCIIE 00-
pabOTKH B CBOOOTHOM COCTOSTHUM C MUHUMAJIbHBIM
32KHMOM.

Takum 00pa3oM, HKCTIEPUMEHT COCTABIISIET Clie-
JYIOIYIO TIOCTIE0BATEIbHOCTh IEHCTBUM:

1) ycTaHOBUTH 3aroTOBKY B MAaTpPOH TOKApHOTO
CTaHKa C MUHUMAJIbHBIM 32)KHMOM;

2) BBICTaBUTh  TOJIOKEHHE  W3MEPUTEIBHOTO
IIyna Ha HyJI€BOM CEYCHHH JICTANH (T. €. HemoCpeI-
CTBEHHO Ha CBOOOJHOM TOPIIE);

3) BicTaBUTH 0 Ha U3MEPUTEITHLHON TOJIOBKE;

4) noBepHyTh 3aroToBKy Ha 30° 1o mikane ma-
TPOHa;

Calculatorinput Window x ‘

CalculatorOutput Window | —

BxogHble napaMeTpbl

[vameTp noeepxHocTn D: 68

Twun ToueHus: YepHoBoe

Bua obpaboTku: BHelwHee ToueHue
MaTepuan 3aroToBku: Cranb

Bua 3aroToBku: lNpokaT

MaTepuan MHCTpyMeHTa: T15K10

Mepuoa cToMKoCTM pesua: 30.0

LllepoxoBaTocTb noBepxHac... 0.63

Paanyc npun BepwumHe pesua: 0.25

Paccuutats

PesynbTat

CkopocTb pesaHusa V: 104.926

Y Cvna pesanwns P: 1236.772
v MoMeHT pesaHua M: 420.503

¥ MoTpebnsemMas MowH... 2.120

~ || YacToTa BpaleHus n: 823.451

o Mopaua S 0.4

v || TnybuHa pesanus t 1

- BcraBuTb

Puc. 3. Pe3ynprar pacuera pe;KUMOB pe3aHus B Iporpamme

Fig. 3. The result of cutting modes calculation
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Pe:xumbl pe3anust
Cutting modes
3HaueHue
O6o3HaueHus [TapameTtp Pexxumbl, onpesieneHHble 1Mo TabIuIHo- Msirkue
AQHAJTIUTUYECKON METOJHMKE PEKUMBI

n qacﬁiziizﬁf}mﬂ 700 o6/MuH 800 o6/MuH

S Tlogaua 0,9 Mmm/00 0,4 Mmm/00

t I'myOuna peszanus 1,25 mm 1 MM

Puc. 4. Cxema skcriepriMeHTaIbHON YCTaHOBKHU:

1 — uMaMHApPUYECKas 3ar0TOBKa; 2 — KyJIauOK TOKApHOTO Ia-
TpoHa; 3 — IITaTUB; 4 — I3MEPUTENbHAS TOJIOBKA; 5 — CTAaHWHA
TOKapHOTO CTaHKa; 6 — TOYKH NU3MEPEHUS
Fig. 4. The scheme of the experimental facility:

I — cylindrical workpiece; 2 — chuck jaw; 3 — stand; 4 —
indicator head; 5 — lathe base; 6 — checkpoints

5) 3anucarbh NOKa3aHUS HA WHAMKATOPHOM ro-
JIOBKE;

6) moBTOpATH M. 4, 5, MOKa W3MEPUTEIbHBII
LIYIl HE BEPHETCS B MUCXOIHOE IOJIOKEHUE OTHOCH-
TEJIBHO JETAJIN;

7) CABUHYTH A€Tallb B HAIPABICHUU JIBUKEHUS
IOJIauy Ha 7 MM;

8) MOBTOPUTH U3MEPEHUS, OIIMCAHHBIE B MII. 4—6
enle JUIsl TPEX CEUCHUM;

9) 3axarb 3arOTOBKY U MOBTOPUTH U3MEPEHUS B
. 2-8;

10) oO6paboTaTh 3aroTOBKY, HOBTOPUTH U3MEpE-
HHS B I, 2—8;

11) pa3xarh 3arOTOBKY /10 MUHUMAaJIbHOIO YCH-
JMsI, HO TaKMM 00pa3oM, 4TOObI OHa Y/IepKUBaJIaCh
B [IaTPOHE, TOBTOPUTH U3MEPEHUS B MIl. 2—8.

26 Tom 20 Ne 12018

Pe3yJ'ILTaT]>l " UX 06cy>1()1e}me

[Ipumepsr 00pabOTaHHBIX JIeTaeH MOKa3aHbl Ha
puc. 5. CneBa nzo0OpaxkeHa jaetanb, oOpaboTaHHas
Ha CTaHJAPTHBIX peXUMax pe3aHus, a CIpaBa — Ha
«MSITKHX» peXUMaXx, yKa3aHHBIX B Ta0nuie. AHaIn3
MIOKa3bIBAET, YTO MPUMEHEHUE MITKUX PEKUMOB pe-
3aHUS TO3BOJISIET MMOBBICUTH Kau€CTBO IIOBEPXHOCTH
netany. OHAKO IVIaBHasl LEdb MOJXO0Ja 3aKJIoyua-
€TCsl HE B MOBBIILIEHUU KayeCcTBa MOBEPXHOCTHU, KO-
TOPOE JOCTUTAETCS P (GUHHUIITHON 00paboTKe, a B
CHIDKEHUU OTPaHKH, BbI3BAHHOM TEXHOJIOTMUECKUM
neopMUpOBaHUEM.

XapakTepHble 3HAYEHUSI IEPEMEIEHH, ONTHUCHI-
BalolllKe MTpoLece yIpyroi negopmanuu, npeicran-
JeHbl Ha puc. 6 u 7 nig cedenuid 0 u 21 MM cooTBeT-
cTtBeHHO. Ha rpadukax mokazaHbl MoJy4yeHHbIE B
X0J1€ SKCIIEpUMEHTA OTKJIOHEHHUS B 3aBUCUMOCTH OT
YIJIOBOTO TIOJIOKEHUSI 3aroToBKU. Teopermueckue
KpUBbIE ObUIM MOCTPOEHBI IPU ITOMOLIY YUCIECHHO-
ro MoAeIupoBaHus B mporpamme st OBM [21].

Haubonpiine pacxoxaeHUs BO3HHMKAIOT —Ha
KpailHeM cedeHHH 21 MM U BbI3BaHbI HECTAI[MOHAP-
HBIM XapaKTepOM Ha4daJIbHOTO 3Tara 00padOTKH.

Puc. 5. [Ipumepsr 00pabOTaHHBIX JeTajCH

Fig. 5. The samples of processed workpieces
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0.06

0.04

0.02

0.00

OTKJIOHEHUE, MM

—-0.02

—-0.04

—0.06

0° 30° 60° 90° 120° 150° 180° 210° 240° 270° 300° 330° 360°
yrnosoe noJsioxxeHume

Puc. 6. I'pahuk u3MepeHHBIX OTKIIOHEHUH 7151 ceueHust 0 MM

Fig. 6. The chart of measured deflections at 0 mm section

0.06

0.04

0.02

0.00

-0.02

OTKI0HEHUE, MM

—0.04

—0.06

0° 30° 60° 90° 120° 150° 180° 210° 240° 270° 300° 330° 360°
yrnopsoe rnoJsioxxeHume

Puc. 7. I'paduk oTkIIOHSHMI 17151 ceueHUs 21 MM

Fig. 7. The chart of measured deflections at 21 mm section

O6o3nauyenus Ha rpadukax, puc. 6 u 7 / Indications on charts:

cBoOomHas 10 oopadotku / Free before treatment
3akaras 10 oopadotku / Chucked before treatment

3axaras nociue oopadotku / Chucked after treatment

cBoOoHas ociie oopadorku / Free after treatment
— — — — — 3axaras nocie oopadotku (Teop.) / Chucked after treatment (theoretical)
-~ . .  _—  __ cBoOomHas mocue oopabotkm (Teop.) / Free after treatment (theoretical)
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KpuBsle, cooTBeTCTBYyMOmMUE HEOOpabOTaHHOU
3aroTOBKE /10 3aKpEIUIEHUs U TOCJe, MOATBEpK/1a-
IOT, YTO TOHKOCTEHHAs 3ar0TOBKA CYIIIECTBEHHO Jie-
(bopMupyeTcst oA IeHCTBUEM CHUIIbI 3aKPEIUICHHUS:
rory0asi KpuBasi OTHOCUTEIIBHO KpacHOW IprooOpe-
TaeT MUHUMYMBbI, OOYCJIOBJIEHHBIE BO3JEHCTBUEM
KyJJAYKOB TOKapHOTO MaTpoHa. JTO SBHO BUIAHO Ha
puc. 7 nist cedeHus, HanOomee ONM3KOro K Kylad-
KaM.

CpaBHeHue pe3ynbTaTOB UYMCIEHHOIO MOJENIH-
POBAaHUS C DKCIIEPUMEHTOM IOKAa3bIBA€T XOpOILlIEe
COBMAJICHUE JJIsl CTAllMOHApHOIO Ipoliecca pe3a-
HUS, OTHOCUTEIIbHAS MOTPEIIHOCTh B 3TOM CIy4yae
He npesbiaer 24 %.

B nienmom hopma v iepruoAHIHOCTD TTOTYyYEHHBIX
OMIIUPUYECKUX KPUBBIX COOTBETCTBYET PE3YJIbTATY
YUCJICHHOTO MOACIUPOBAHMA, YTO ITO3BOJISACT I'OBO-
PHUTH O TOATBEPKACHUU PabOTOCIIOCOOHOCTH IPO-
IrPaMMHOM cHCTEMBI JUIsl aHaln3a PeXUMOB pe3a-
HU TOHKOCTCHHBIX 3aI'OTOBOK.

BuiBoabI

MeTon MSTKHX peXUMOB pe3aHusi ObLT IMpes-
JIOKEH B KayeCTBE allbTEPHATUBHOIO IMOJXOMa IS
00pabOTKM TOHKOCTEHHBIX JE€Tajiell U pacImupsieT
BO3MO)KHOCTH TEXHOJIOTa B BBIOOpE crocoba u3-
TOTOBJICHHSI B TEPBYIO Ouepe/lb B E€IUHUYHOM U
MeJIKOCepHuitHOM Tpon3BojcTBe. [Iprumenenne yka-
3aHHOTO Ccrocoba 1eaecoo0pa3Ho, I TOrO YTOOBI
n30exaTh HEOOXOAMMOCTH pa3padaThiBaTh U 3aKy-
naTh CHEHATN3UPOBAHHYIO OCHACTKY IpPU MPOU3-
BOJICTBE HEOONBINIUX TapTUi u3nenui. Bmecre ¢
TEeM JUIsl BHEAPEHUSI METOJa MSTKUX PEXUMOB pe-
3aHUA TOTpeOyeTcs MpPUMEHEHHUE CIeluaIn3upo-
BAHHOI MPOrpaMMHOM CHCTEMBI, UTO HAKJIAJIbIBAET
OTpaHHYEHUSI Ha MPOTPAMMHYI0 HHPPACTPYKTYpPY
npennpusitus. [IpuMenenue MeToza MATKUX PEKU-
MOB PEKOMEHIYETCSl pacCMaTpuBaTh B TOM clyyae,
€CJIM BeJIMYMHA MPYKUHEHHUSI (T.€. YIIPYroro OTKIIO-
HEHUS JieTanu 0e3 CHATHS MaTepuayia) CONOCTaBU-
Ma C TITyOMHOU pe3aHusl.

B wacrosimeir paboTe IKCIepUMEHTAIbHBIC
JIAHHBIE TOKa3aju pabOTOCIIOCOOHOCTh CIPOCKTH-
POBAaHHOW MHTETPUPOBAHHOW MPOrPAMMHOM CHCTE-
MBI, @ TAK)Ke a/IEKBaTHOCTh MPUMEHSIEMBIX MOJIeNEH
Y pacueTHBIX apameTpoB. [lomyueHHbIe pe3ynbTaThl
MOJATBEPKIAIOT TEPCHEKTUBHOCTh Pa3BUBAEMOI0
METO/la MSTKHX PEKHMOB MEXaHOOOpaOOTKH
TOHKOCTEHHBIX JIETaJIEH.
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Introduction. The problem of thin-walled parts processing is actual for various areas: aviation and space
industries, power machine building and others. The literature review shows that modern methods of thin-walled
parts processing suppose applying additional technological equipment that increases product cost. Recently the
researchers have suggested a “soft” cutting modes method, which proposes a rational pick of cutting and clamping
parameters. The method allows parts processing without additional equipment due to the effective selection of
the technological process parameters (feed, rotation frequency, cutting depth) based on deformations numerical
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Cutting modes definition estimate the applicability of the chosen cutting modes and take the suppleness into account. Due to this system, a
Turning technologist is able to pick the parameters to minimize deformation of the workpiece before the processing starts.
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The purpose of the paper is to estimate the efficiently of the developed software. The article considers the case of
a hollow cylindrical workpiece clamped by a three-jaw chuck. The methods of investigation: the experiment was
carried out on a dedicated facility, constructed on the basis of a lathe. A dial gauge was used to measure deformations
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in predefined points on the workpiece surface. Results and Discussion. The experimental results are presented as
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