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Bseoenue. Ananu3 HaydHBIX Pa0OT ITOKA3bIBAaeT aKTYaJIbLHOCTH
JAHHOM TEMBI, T. K. He 0OHapYKEHbI ITyOIMKALlUH, TOCBSIICHHbIC
OTIPE/IENICHUIO CNIEKTPAIbHBIX COCTABIAIOIINX CHIIOBOH IOCHIENO-
BaTENBHOCTH OT Tporiecca (pe3epoBaHus, YTO 3aTPyJHSICT aHAIN3
Mozeneil Bo30yKaeHUs IIyMa U BHOpAlMH. 3HAYMTENbHYIO IPO-
OneMy IpenCcTaBIsieT MPEBHINICHHE NOIYCTHMBIX YPOBHEH IIyma,
BO3HHUKAIOIIETO U3-32 BBICOKMX YacTOT BPAILEHUS MHCTPYMEHTA.
HawnGoinee BbICOKHE YacTOTHI BpAIleHHs OTMEUEHBI IpH pabore
KOTIMPOBANBHO-(hpE3epHBIX CTAaHKOB. B HOpMaTHBax peXKHMMOB
pe3aHus Ha oOpabOTKy OpPEBECHHBI 33JaeTCs TOJNBKO aMIUIHTYHA
CHJIOBOTO BO3JICHCTBUS, YTO 3aTPyIHSICT ONpEENICHHE CIIEKTPOB
myma. JlaHHas Hay4Has paboTa MOCBSIIEHA ONPEEICHHUIO Mapa-
METPOB CHJIOBOI IOCIIEZIOBATEILHOCTH, BO3HMKAIOLEeH mpu ¢pe-
3epOBaHHH JIPEBECUHBI IMINHAPHIECKUMH (pe3amu.

Mamepuanv: u memooul. B mporiecce Hay4HBIX W3bICKAaHUH OBLIN
HCTIONIb30BaHbI METOABI TEOPUH PE3aHMs, CHIEKTPAIILHOTO aHAIIN3a,
CTaTHCTUYECKOH 00paboTku. MeTozpl pacuera ypoBHEH Iiyma U
BHOpalMy B 3HAYUTCILHOM CTEIIEHHM OMNPENEISIOTCS 3aJaHueM
CHJIOBOTO BO3/IECTBUS B DYHKIIMH BPEMEHH.

Pesynomamer uccredosanus. B pesynpTaTe IpOBEICHHOTO HCCIIE-
JIOBaHUS OIPEIEIeHbl U YTOYHEHBI. 3aKOHOMEPHOCTH (OPMHPO-
BaHHs CWI IPU (pe3epoBaHUM; NPABHIA PACHPEIEICHUS CHII 110
MIPOEKIHSAM; 3aKOHOMEPHOCTH W3MEHEHUs BEIMYHHBI CPE3aeMOTO
npuITycKa npu gpesepoBaHuu.

Obcyarcoenue u 3axniouenus. TlocTpoeHHass MaTeMaTHYeCcKas MO-
JeTb AUHAMHKH IIpolecca (pe3epoBaHus U pa3paboTaHHOE Ha ee
OCHOBE MPOrPaMMHOE 00eCTIeueHNE MO3BOJIAIOT OLIEHUBATh YPOB-
HHU 3BYKOBOTO MIABJICHHS, CO3IaBaeMble KaK PEXYIIUM HHCTPY-
MEHTOM, TaK M KOPILyCOM LINHHASIbHOH 6a0ku. JJaHHOE 3BYyKOBOE
JaBieHne (PaKTUYECKH OIpEeNsieT NPEBBIIICHAe YPOBHEH IIyma
HaJl IPEAENBHO JOIMYCTUMBIMH 3HAYCHUSIMH.

KumoueBsbie ciioBa: ¢pesepoBanne, 00paboTka IPEBECHHBI, CHUIIO-
BOC BO3JICHCTBHE.

* PaboTa BBITIOJIHEHA B pamkax naunuatuBHo HUP.
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*** The research is done within the frame of the independent R&D.

Introduction. The analysis of the research papers shows the
relevance of this topic, since there are no publications devoted
to the determination of the spectral components of the power
sequence of the milling process which makes it difficult to
analyze models of the noise and vibration excitation. The noise
exposure limits excess due to the high tool speed presents a
critical problem. The highest speed is observed when the copy
milling machines are operated. In the cutting conditions stand-
ards, only the power action amplitude is specified for wood-
working which makes it difficult to determine the noise spectra.
This study is devoted to determining parameters of the power
sequence arising under the circular moulding.

Materials and Methods. Methods of the cutting theory, spectral
analysis, and statistical processing are used in the course of this
study. Techniques of the noise and vibration levels analysis are
largely determined by specifying the power action as a time
function.

Research Results. As a result of the conducted research, the
mechanism of the force generation under milling; rules of the
forces distribution over the projections; and patterns of varia-
tion in the cut-off allowance under milling are determined and
specified.

Discussion and Conclusions. The constructed mathematical
model of the milling process dynamics and the software devel-
oped on its basis make it possible to evaluate the sound pres-
sure levels created by both the cutting tool and the spindle case.
This sound pressure actually determines the excess of noise
levels over the maximum permissible values.

Keywords: milling, wood processing, power action.
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BBenenne. OGecnieueHne TpeOyeMbIX Mmoka3aTernei caHuTapHbIX npaswi U HOpM (CanlluH) Ha sTane mpoekTupoBa-
HHSl CTAaHOYHOTO OOOpYHOBaHHS SBJIACTCS NEPCHEKTUBHBIM HallpaBlICHHEM, IIO3BOJIIONIMM CYIIECTBEHHO MHHHUMHU3MPOBATh
PacxXolbl Ha CO3JaHUe U IKCILTYaTallHi0 CTAHKOB, a TAKXKE MOBBICHTH NX KOHKYPEHTOCIIOCOOHOCTh Ha OT€UECTBEHHOM U MUPO-
BOM pbIHKaxX. OTHON 13 HEOOXOMMBIX COCTaBIISIOIIMX pacyeTa BUOpaWK U IIyMa, BOSHUKAIONIUX HA CTaHKE, SBJISIETCS OIpe-
JieJIeHre BO30Y)KJalolIero CHJIOBOTO BO3ACHCTBUS Ha MHCTPYMEHT M JIeTallb, BBI3bIBAIOLIEr0 Kojebanus. JlanHas Tema Hanbo-
Jiee aKTyajbHa JUIs KOIMPOBAIBLHO-(PPE3epHBIX 1epeBO00padaTHIBAIONIMX CTAHKOB, YaCTOTHI BPAIIEHUs IITUHCICH KOTOPBIX
coctaisor 10 000-18 000 06/MuH, 4TO HEM30EKHO MPUBOAUT K MHTEHCUBHOMY 3BYKOBOMY H3JTyYEHHUIO, B OCOOEHHOCTH ISt
MHOTOIIINH/IEIBHBIX CTaHKOB.

JlanHas pa0oTa MOCBsIEHa ONPEIEIICHUIO TapaMeTPOB CHIOBOM HOCIIEIOBATENILHOCTH, BOHUKAIOLIEH 1pu (hpe3epo-
BaHHUU JIPEBECHHbBI HWIHHAPUYECKUMHU (pe3amu. AHanu3 Hay4HbIX paboT [1-15] mokaspiBaeT akTyalbHOCTh JAHHOW TeMbl. B
HacTosilIee BpeMsi He OOHApPYXKEHBI ITyOJIMKAIMH, MTOCBSIIICHHBIC ONPENEICHUIO CIEKTPAIbHBIX COCTABIIIONIMX CHIIOBOH I10-
CIIEIOBATENILHOCTH OT TIpoliecca (pe3epoBaHMs, YTO 3aTPYHHSET aHAM3 MoOJeied BO30YXKICHHUS LIyMa M BUOpamuu. JTo
ompenersieT HayYHYI0 HOBH3HY Pe3yJIbTaTOB JAHHOTO HCCIICIOBaHUSL.

1. MpeacraBieHne CUIOBOI MOCJIEI0OBATEILHOCTH KAK KOMIIO3UIMH 1eTePMHUHUPOBAHHBIX H CTOXACTHYECKOi
COCTABJAIOIINX. PaccCMOTpUM IIpeCTaBICHUE U KOMIIOHEHThI CUJIOBOM IOCIEA0BATENbHOCTH, JEHCTBYIOEH HA UHCTPYMEHT
B nponecce (hpesepoBanus. OHM MOTYT OBITh NpecTaBieHs! [16] B Buae

F(8) = Fo + Fr(t) + F,(8), (oY)
rae F(t) — cuioBast mocienoBaTesibHOCTh; Fy — MOCTOsIHHAS COCTABIIIONIASE CUIIOBOM TocnenoBarensuoctu; Fr(t) — kBa-
3UIIEPHOMYECKasi COCTABIISIONIAs CHIOBOU MOCIIEI0BATENBHOCTH, (hopMupyemMas rpoueccom obpadorku; F,(t) — mrymosas
COCTABJISIOLIAsl CHJIOBOM MOCJIEI0BATEIbHOCTH, (JOPMHUpyeEMast IPOLIECCOM PE3aHHsI.

BenuunHa F,, onpepensercs, B IEPBYIO ouepeib, NIyOHMHOW cpe3aeMoro MpHITyCcKa, PeXKUMaMu pe3aHusi U KOHQHry-
panueil UHCTpyMEHTa.

Benuuuna Fp(t) MoxeT GBITh NPEICTAaBIEHA B BUJIE PAa

Fr(t) = Y514 sin(kmt + (pk), 2
B KOTOPOM JUTS OTIPEIeNICHHsT BELYIIIEH YaCTOTHI (O UCIIONIB3YIOTCS YaCTOTA BpallleHHss HHCTpyMeHTa f 1 urciio 3yobeB pe3s
no = 2nfn. 3

ITpu M3MEHEHHWH YaCTOTHI BpAICHHUS WHCTPYMEHTa BEAyIasl 4acTOTa CMEIIAeTCs, YTO MO3BOJISET ONTHMHU3HUPOBATH
BUOpAIHIO U IITyM OT CTaHKA.

Bemnuuna F, (t) akkyMyJTHpyeT IIyMOBBIC W HEPETYJISPHBIC CHIIOBBIC BO3ICHCTBHUS, HE YIUTHIBAEMBIC B TIPEIBIIYIIIAX
KOMITOHeHTaX. Herneproauueckue COCTaBISIONINE ITYMOBOW ITOCIEI0BATEIbHOCTH BO3HUKAIOT KaK PEaKIs HHCTPYMEHTa Ha
pas3iuyHbIe HEOAHOPOIHOCTH B 00pa0daThIBAEMOM MaTepHalie M XapaKTEPU3YIOTCS IIMPOKUM HENPEPHIBHBIM CIIEKTPOM C I10-
BBILIIEHHEM B BEICOKOYACTOTHOM 00J1acTH.

C TOYKH 3pEHUs JOCTHKEHUS ISJTU UCCIICAOBAHUS — MHHUMHU3AIMK YPOBHEH IIymMa ¥ BUOpAIMU HA dTare MPOeKTH-
poBaHus 000PYAOBaHUs, HAMOOJBININN MHTEPEC MPEICTABIIACT aHAIN3 3aKOHOMEPHOCTEH (OPMHPOBaHUS KBa3HUIICPHOIMYC-
cKolt cocrapisromeit Fr(t), T. K. IMEHHO OHA OKa3bIBaeT HaMOOJbIIeE BIUAHNE HA (JOPMUPOBAHUE IIyMa M BUOPAIIMH U TIPU
3TOM HauboJjee yrnpaBiisieMa ¢ TOYKH 3pEHUs HAa3HAYCHUS PEKUMOB 00pabOTKH U BRIOOPA HHCTPYMCHTA.

PaccMoTpuM, KakuM 06pa3oM mporcxoaut Gpopmuposanue Fr(t) it ciydas o0pabOTKH MMIMHAPHIECKOM Ppe3oit ¢
OPSMBIMH U KOCBIMHU 3yObsIMH.

2. MdopMHpOBaHUE CHJIOBOI MOCI€I0BATEILHOCTH M3 CHJI, JefiCTBYIOLIUX HA 3JieMeHTbI (pe3bl. PaccmaTpuBas
MO/IETBHBIE CHIIOBBIE ITOCIIE0BATEILHOCTH THITA
HE CoeprKallye ITyMOBOI COCTABISIOMIEH U MOMYYCHHBIC IS AIEMEHTAPHOTO ANCKa (hpe3bl, yI00HO MEpEeHTH OT BEKTOPHOTO
PacCMOTpPEHHSI K CKaIIPHOMY, UCIIONB3Ys pa3lioKeHHe Ha KOMIIOHEHTHI B TPEXMEPHOM 0a3nce, CBI3aHHOM ¢ (pe3oii (puc. 1).

dl

Z

Puc. 1. basuc ay1s1 pa3inoxeHus: CHII0OBOrO BO3ACHCTBHS Ha DJIEMEHTAPHbIN JMCK (pe3bl
Fig. 1. Basis for power action resolution on the elementary cutter disk
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[Ipu 5TOM Takke yJAOOHO MEPEHTH OT BPEMEHHOTO IMPEACTABICHHS CHJI K PACCMOTPEHUIO UX 3aBHCHUMOCTH OT yIJia
MMOBOPOTA PEXYIIETO 3y0a:
E.(a) = Fp - cos(®) cos(y) + Ff - sin(y) cos(®),
E.(a) = —Fp - cos(®) sin(y) + Fy - cos(y) cos(®) ,(5)
F,(a) = —Fp - sin(®) + F; - sin(®),
T/ie Y — MepeTHUH YToJ 3aTOUKU 3y0a (hpes3sl; ® — yrojl BUHTOBOW JTHMHHUHU (pe3sl; F, — HOpManbHas K epeaHel MOBEPXHO-
CTH 3y0a COCTaBIIAIOIIAs CHIIbI PE3aHus; Fr — cHla TpEHHUs CTPYKKHU MO TIEPEHEN NOBEPXHOCTH 3y0a.

Bennunna cuiel pesanust Fp €CTh BEKTOpHas cymma cuil Fp u Fr. TIpu 9T0M ee Mojtyiib paBeH

|Fpl = JlFDF +F[" = Jlelz + ks Fo|” = 1ol 1+ I, (6)

rae ky — k03 OUIHEHT TPEHHS CTPYXKKH MO IIEPETHEN MOBEPXHOCTH 3y0a.

[MokaxkeM, kak (OPMHUPYETCS CHIIOBOE BO3ACHCTBUE HA MHCTPYMEHT U 3arOTOBKY B 1esioM. CHIIOBBIC BO3/ICHCTBHS Ha
3JIEMEHT (pe3bl CKIAIBIBAIOTCS C YYSTOM MX BEKTOPHOW OpHeHTaluu. B pesymbraTe OymeT MOdy4eHa MOCIEeIOBATEIBHOCTh
JICTEPMUHHAPOBAHHOTO BO3JICHCTBHUS, BKIIFOYAIOIIAS B CE0s IOCTOSHHYIO M IIEPUOTNICCKYIO COCTABIISIONINE.

Ha puc. 2 npuBeeHbI MOCIeJ0BATEIBHOCTH IUIOMIAAN CPE3aeMOTr0 CIos 0, Ipu (hpe3epoBaHUH TPEX-, MSITH- U CEMHU-
3y0oii ppe3oit ruameTpom 11 MM mpu pa3HOW BeUYHMHE cpe3aeMoro npuirycka (3 u 9 MMm). BuaHo, 9T0o Npu yBETUYISHUH YHC-
Ja 3yObEeB WIJIM BEJIMYHMHBI CPE3AEMOT0 MPHITYCKa B ONpPE/CICHHBIII MOMEHT HAaYMHACTCSI OJTHOBPEMEHHOE pe3aHue Oosee YeM
onHUM 3yOoM. To ecTh NpH pacyeTe BeIMIHHBI (OPMUPYEMOI CHIOBOW MOCIEI0BATEIbHOCTH HEOOXOIUMO YUUTHIBATH CHJIIBI

OT OHOBPEMEHHO CPE3aeMOro Pa3HbIMH 3yObsIMHU TPHUITYCKa.
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n=3, R =11 mm, tp= 9 MM
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Puc. 2. [Tnomaan cpezaeMoro cinos o, Juist Gppe3 araMeTpoM 11 MM ¢ pa3IMIHBIM YHCIIOM 3yOBEB U PA3IMYHON TOJIIMHOMN Cpe3aeMoro npu-

n=7, R=11 mMm, t ;=9 mm
nycka: N =3, R=11mm,t; =3mm (a);n =7, R=11mm, t, =3 MM (b);n=3,R=11mm, t, =9 mm (C); N =7, R=11 mm, t, =9 mm (d)
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Fig. 2. Area of cut-off layer o, for mills with diameter of 11 mm with various number of teeth and various thicknesses of cut-off allowance:
n=3,R=11mm,t, =3mm(a);n=7,R=11mm,t, =3mm(b);n=3, R=11mm,t, =9mm(c);n=7,R=11mm, t, =9 mm (d)

CrenyeT ydecTh TOT (hakT, 4TO CKaJSIPHOE CJIOKEHHE BEJIIMYMHBI IIPUIYCKa OT Pa3HBIX 3yObeB HE JAacT BEPHOIO pe-
3yJIbTaTa, HaJ0 OTAEIBHO BEIYUCIATH BEKTOPHI CHJI PE3aHUs OT KaXJOro U3 3yObeB, a 3aTeM MX CKJIA/IBIBATh C Y4ETOM OpPHEH-
TalMu BEeKTOpOB. [Ipy 3TOM CHIIOBOE BO3JIEHCTBIE HA MHCTPYMEHT LIEJIeCO00pa3HO pa3/ieNiuTh Ha pauaibHOe, IPHI0KEHHOE K
OCHl MHCTPYMEHTa, W TaHI'CHIHaJIbHOE, (JOPMHUPYIOLIee MOMEHT CHJI COIPOTHUBIICHUS BPAILEHUIO, KaK 3T0 cxenaHo B (5). [
psiMo3y0oii ¢ppesst F, = 0.

IMpuBemem pacuer Uit N = 5 ¥ ABYX 3HAYEHHI cpe3acMoro mpuiycka (puc. 3).
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Puc. 3. Mozynu 1 yribl CMELIEHNS BEKTOpA CYMMapHO# CHIIBI pe3anus 11 Gpe3 ruamMerpoM 11 MM ¢ pa3JIMYHBIM YHCIIOM 3yObeB U pa3iind-

HO#l TONIKMHO# cpe3aemoro npunycka: N =5 R =11 MM, t; =9 mm (a);n =7, R=11 mm, t, =9 mm (b)
Fig. 3. Modules and displacement angles of the total cutting force vector for mills with diameter of 11 mm with various number of teeth and
various thicknesses of cut-off allowance: n=5, R =11 mm, t, =9 mm (a); n =7, R=11 mm, t, = 9 mm (b)
VYrioBoe paccTosiHEE MEXTy 3yObsiMu pe3sl ¢ = 72°. Dta ke BeIMYNHA COCTABIISICT Yol MEKIY BEKTOPAMH CHII pe-
3aHUs OT MOCJICAOBATEIBLHBIX 3yObEB, €CIU (Ppe3a HAYMHACT Pe3aTh HECKOJIbKUMU 3yObsIMH.

Monynbs cyMmMapHOU cuitbl Fp 5 onpeenseTcst Kak

Fosl = JIFeal” + Foal” = 2[Fol Fral costo). o

YTo1 OpHeHTallMK BEKTOpa CYMMAapHON CHIIBI PEe3aHMs MOXKET OBITh HalIeH U3 TPeyrojJbHUKa, 00pa3yeMoro CyMMH-

PYEMBIMH H Pe3yIbTHPYIOMINM BEKTOPAMH:

|Fpez]

. (|Fpa| . .
B = arcsin (l_P_'z.l sm((p)) = arcsin
Fpy|

| sin(o) |. (8)

—_—2 2 —_—  ——
J o+ 7oz =2l 17 2l costo)
ﬂﬂﬂ Z[aHBHeﬁLHerO aHalIn3a CUJIOBBIX HOCHeHOBaTeHBHOCTefI paB,HeJH/IM IIOCJICIOBATCIBHOCTHU MO,Z[yJIﬂ CHUJI pe3aHI/I}I,
MPUBE/ICHHBIC HA PHC. 3, HA NOCTOSIHHYIO U TMEPHOIUYECKYIO cocTapistonre. B tabi. 1 mpuBeneHbl BETHYMHBI OCTOSHHOM

COCTaBIIIIONICH (BepXHEe 3HAUCHUE) W aMIUIUTY/IBI IIEPHOANICCKON COCTaBIIONIEH (HIKHEE 3HAUCHNE) IS HECKOJIBKUX 3HA-

YeHHUH yCIOBUil 00pabOTKH.
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Tabmwmma 1
Table 1
BenmuuHa MoCTOSIHHOW U TEPEMEHHON COCTABIISIONIMX MOAYJISL CHIIBI PE3aHUS

Magnitude of constant and variable components of the cutting force modulus

Inomane cpesaemoro cios, tp, MM
3 5 9
2 0,0 0,0 0,0
1,26 1,61 1,96
Uucno
0,0 0,0 0,17
3yObeB 5
0,79 0,98 1,01
dpess1, N
; 0,0 0,08 0,29
0,57 0,62 0,43

[Ipu aHanM3e YaCTOTHBIX XapaKTEPUCTHK (HOPMUPYEMBIX IPH (HPe3epOBaHNH CHIIOBBIX ITOCIEAOBATCIFHOCTEH CIIeIy-
€T YIHUTHIBATh TOT (PAKT, YTO YBEIMUCHHUE YNCIIA 3yObEeB (pe3bl IPH TOU e JaCTOTEe BPALICHUS NMPUBOANT K CMEIICHUIO BEIY-

e 9acTOTHI B BRICOKOYACTOTHYIO 0071acTh. Pe3ynbpTaTsl pacueTa CIeKTpabHON TUNIOTHOCTH MPEICTaBIICHBI Ha pHC. 4.
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Puc. 4. Cnextp cunoBoii mociaenoBaTeIbHOCTH Ui ¢pe3 AuaMeTpoM 11 MM ¢ pa3iudHBIM YUCIOM 3yObEB U Pa3InuHON TONIIMHON
cpeszaemoro npumycka. Yacrora Bpamenus ¢ppessr 6000 o6/mum: N =3, R =11 MM, ty =3 mm (a); N =5 R=11mm, t, =3 mm (b); n =7,
R=11mm,t,=3mm(c);n=3,R=11mm, t,=9mm (d);n=5R=11mm t, =3 mm(e); n=7,R =11 mm, t, =9 mm (f)

Fig. 4. Spectrum of power sequence for mills with diameter of 11 mm with various number of teeth and various thicknesses of cut-off
allowance. Rotation frequency of the milling cutter is 6000 rom: n=3,R=11mm, t, =3 mm (a);n=5, R=11mm, t, =3 mm (b);n=7,
R=11mm,t,=3mm(c);n=3,R=11mm,t, =9 mm(d); n=5R=11mm, t, =3 mm (e); n =7, R =11 mm, t, =9 mm (f)

Omnpenensis B JaIbHEHIIEM CIEKTPaIbHYI0 MOIIHOCTH CIyYaiHOM IOCIEIOBATENHHOCTH B PErJaMEHTHPYEMBIX Ya-
CTOTHBIX JHANa30HaX, MOKHO OIICHUTH BEJIMYUHBI BHOPAIIUH U IIyMa.

3akiiouenune. Ha ocHOBe NpeCTaBIEHHBIX BBILIE PE3YJIHTATOB MOKHO YTBEPKAATh, UTO BCE JIEKJIAPUPOBAHHbBIE MPU
MPOBEICHUH UCCIICAOBAHUS 3a/1aud pemieHbl. OmpeaecHbl 3aKOHOMEPHOCTH (POPMHUPOBAHUS CHJI NPH (Ppe3epoBaHUH, IIPABUIIA
pacrpeneneHus Ux 1Mo NpoeKUusM, 3aKOHOMEPHOCTH M3MEHEHHUsI BEJIMUMHBI cpe3aeMoro npunycka. [loctpoennas MareMaTu-
YyecKasi MOJICTh JMHAMUKY Tporiecca (ppe3epoBaHus U pa3pabOoTaHHOE HA €€ OCHOBE MPOTPAMMHOE 0OCCIICYCHUE TTO3BOJISCT
OIICHUBATH MTOKA3aTEIN MaKPOT€OMETPHH 00padaThIBAEMbIX KOHIICBBIMU (hpe3aMH MOBEPXHOCTEH.
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