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Bseoenue. B crathe mMOKa3aHO, KakMM 00pa3oM Iojadya MpH
THApoadpa3suBHON pe3Ke BIMAET HA MIEPOXOBATOCTH MOBEPXHOCTU
pe3a. Pesanme BhIIONHSETCS CMECBIO BOABI M aOpasuBa,
HCITyCKAaEMBIX M3 COIUIA C BBICOKOW CKOPOCTBIO U MO BBICOKHM
naBieHueM. [lox neWcTBHEM peXyIled CTpyH IIPOMCXOIHT
SpO3MOHHOE  pa3pylIeHHe MaTephana, dJacTHIBl —abpas3uBa
CHHUMAIOT CIIOH MHKPOCTPYXKKH, a BOJAA 3BAKyHPYeT UX M3 30HBI
pesaHus.  MerogoM — ruApoabpasMBHOMH  pPEe3KH  MOXKHO
00pabaTeIBaTh MPaKTHYECKU JTOObIe MaTepHaibl. [Ipomecc pesku
— «XOJIOZHBI», OTCYTCTBYET TEPMHUYECKOE BO3JCHCTBHE Ha
MeTaul. Bo3MoykHa pe3ka CIOXHOH reomeTpud — Kak 3D, Tak u
5D, wHampumep TpenBapuTenbHas ~00pabOTKa  MOHOKOJIEC
ra3oTypOMHHBIX IBUTaTeNCH.

Mamepuanet u memoowi. VccnenoBanus MpOBOIWINCE Ha Oase
PBIIK ITAO «PoctBepTo» Ha YCTaHOBKE T'HIAPOAOpPa3UBHOI
pe3ku ¢upmbl Flow. OOpabarsiBaiMch MaTepHaibl, HauOoiee
yacTo npuMeHsemble B  asuacTpoeHuu: cranb 30XI'CA,
amoMuHueBbIH cruta JI16T, KoMIO3UT (CTEKIIOMIIACTUK-TUTAH).
Pesynomamer  uccnedosanus.  IIpoBeneHBI  TeOpeTHUECKUE
WCCIIE/IOBaHMs BIUSIHUS MOJa4M COIUIA THAPOAOpa3suBHOW pPe3KU
Ha IIEPOXOBaTOCTh MOBEPXHOCTH pe3a. [lomydeHsl 3aBHCHMOCTH
OIIpE/ICNICHUS IEPOXOBATOCTH MOBEPXHOCTH JUISI XapaKTEpPHOTO
ydJacTKa IOBEpXHOCTH pe3a. IIpuBeneHBI peKOMEHIaLuH,
TIO3BOJISIIONIME CHU3UTH YHCIO JEe()EKTOB, BO3HMKAIOMIMX IIPH
rUapoadpa3suBHOM  pe3ke. BBIMONHEHBI  3KcIepUMEHTalbHbIE
HCCIENOBAHMS, MOATBEP)KIAIONINE aaeKBaTHOCTh IOTYYSHHBIX
TEOPETUUECKHX MO .

Obcyocoenuss u  3axkniovenusi. B pesynpTate HCCIeOBaHMIH
YCTaHOBJIEHO, YTO IIEPOXOBATOCTh OOPaOOTAHHOW ITOBEPXHOCTH
yxXyamaercss € YBCIWYCHUEM I1OJa4H. l_[pl/l OTOM YXYAIICHUE
HEpaBHOMEPHO pAaCIpeNeNeHo BIONb CcedeHus pesa. Jlms
YMEHBIICHUS IUPUHBI BOJTHUCTOI'O peE3a HeOGXOllI/IMO YMEHbBLIATh
3HAUCHUE TOIAYH.

KnroueBble cioBa: ['mnpoaOpasuBHas peska, mojaya pexyuien
TOJIOBKH, IIEPOXOBATOCTh MOBEPXHOCTH pe3a, HSPO3HOHHOE
pa3pyleHHe MeTaslia.

JIOHCKO# TOCYIapCTBEHHBIN TEXHUYECKUN YHUBEpCHUTET, I'. PoctoB-Ha-/lony, Poccuiickas ®enepanus

Introduction. The feeding effect on the cut face surface under
waterjet cutting is considered. Cutting is done by water and
abradant mixture emitted from the nozzle at high speed and high
pressure. Under the cutting jet action, the erosion damage of the
material occurs, the abrasive particles remove the microchipping
layer, and water evacuates them from the cutting zone. Waterjet
cutting can process almost any material. The cutting process is
"cold", there is no thermal effect on the metal. It is possible to cut
both 3D and 5D complex geometries, for example, to preprocess
bladed integrated disks of the gas-turbine engines.

Materials and Methods. The research was carried out on the basis
of the JSC "Rostvertol™ enterprise on the waterjet cutting plant of
the Flow company. The materials most frequently used in the
aircraft industry were chosen: steel 30 KhGSA, aluminum alloy
D16T, and composite material (fiberglass-titanium). The
recommendations that allow reducing the number of defects under
the waterjet cutting are given.

Research Results. The effect of the waterjet-cutting nozzle feeding
on the cut face roughness is theoretically investigated. The
dependences of the surface roughness determination for the
distinguished segment of the cut face are obtained. The
experimental studies confirming the adequacy of the theoretical
models obtained are performed.

Discussions and Conclusions. As a result of the studies, it is found
that the roughness of the treated surface deteriorates with increase
in feeding. Furthermore, the deterioration is nonuniformly
distributed along the cross-

section of the cut. To reduce the width of the corrugated cut, the
feedrate should be reduced.

Keywords: waterjet cutting, cutterblock feed, cut surface
roughness, erosion damage of metal.
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auths. Ha coBpeMeHHOM osTamne pa3BUTHS TEXHUKH M IPOU3BOJCTBA HEOOXOIMMBI OIBITHBIE OOpaslbl, NPOTOTHIIBI, IS
KOTOPBIX M3TOTOBJICHHE IOPOTOCTOSAIIMX IITAMIIOB WM JUTEHHBIX (GopM HenenecoobpasHo. Kpome toro, B psme obnacrteit
MIPOMBILUICHHOCTH (HAalpUMep, B aBHa- M KOCMOCTPOCHHM) HM3AEIHE MOXKET COCTOSATH M3 AECSTKOB THICSAY 3JIEMEHTOB HPH
SIMHUYHOM NPHUMEHSIEMOCTH HEKOTOPHIX neraneld. [ yMeHbLICHHs NMPOM3BOJICTBCHHBIX 3aTpaT ICTAM H3TOTABIMBAIOTCS
METOJIOM packposi (pe3Kd) IUIMT Pa3lIUYHBIX MaTephanoB TOMmuHOH ot 0,5 mo 200 MM ¢ mocriemyromell MeXaHH4ecKoit
obOpaborkoit min Oe3 Hee. [IpuMeHeHHWE (GACOHHBIX 3arOTOBOK W3 TOJICTOJHMCTOBBIX MAaTEPHAIOB IIO3BOJISIET COKPATHTH
BCIIOMOTaTeIbHOE BpeMs Ipu o0padoTke Ha oOpabartkiBatomux nentpax ¢ UITY 3a cuer ynpormenus cxemsl 6a3upoBanusi. Kak
U BCE TEXHOJIOTMYECKUE MPOILECCHI, pa3InuHble METOABI PacKposi MIMEIOT JOCTOMHCTBA M HefoCcTaTku. ONTHMANBHBIN METOA
obecrieynBaeT HaMIyvllee KauecTBO U TOYHOCTh pe3a MPH HAMMEHBIINX 3aTpaTax BpeMeHH U pecypcos [1].

CymiecTBYIOT MEXaHW4eCKasl, JJa3epHasi, INIa3MEeHHasl ¥ JJICKTPOIPO3HUOHHAs pe3Ka. Kaxkaplid U3 5THX METO10B 3 PEKTUBEH /IS
y3KOr0o JMamna3oHa 3agad. Hampumep, mpu MexaHMYeCKOH pe3Ke HEBO3MOXKHO IOJy4aTh (UIYPHBIH NpO(UIb 3arOTOBKH.
JlazepHas pe3ka > ¢eKTHBHA UL TOMIIUH MaTeprana 10 20 MM B HE MOXET HCIOJIB30BaThCs TSI 00pabOTKH KOMIIO3HUTOB,
TOKOIIPOBO[SIIMX M OTPaXAIOMIMX CBET MaTepuaioB. [lmasMeHHas pe3ka oO0JagaeT BBICOKOH INPOM3BOJHMTEIBHOCTEIO,
MO3BOJIACT PAcKpauBaTh MeTayuibl TOmuuHOM m0 300 MM, HO KayecTBO pe3a O4YCHb Ipydoe, OIUIaBIsIeTCs KPOMKa pesa,
o0pasyeTcs rpar, TOYHOCTh Pe3a HEBBICOKast. DIEKTPOIPO3HOHHBII MeTo (DDM) Mo3BOJISET MOJNy4aTh OUYCHb KauecTBEHHBIH
U YMCTHIA PeE3, HO MPOU3BOJUTCIBHOCTD HU3KAA, a CTOUMOCTD PACXOJHBIX MAaTEpHUaIOB U 060py)1013aH1/1;1 BBICOKasl.
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Puc. 1. CpaBHeHHE TOYHOCTH PA3IHIHBIX METOZOB PE3KU

Fig. 1. Comparison of accuracy of different cutting techniques

T'mapoabpasuBras (I'A) peska — 3TO HOBBIM, CIOXKHBIH M MaJIOM3YYEHHBIH IPOIECC PACKpOs M PE3KH MaTepHalioB, He
HMMEIOLIMH aHAJOTOB 10 IPOM3BOJMTENLHOCTH. [lo3Boisier oOpabaThiBaTh MaTephalbl Pa3IMYHOW TOJIIMHBI U (DU3UKO-
MeXaHH4YeCKuX cBoiicTB. O0nagaer cieayomuMH IPEUMYIeCTBAMU:
e  [lo3Bomster 0OpabaThIBaTh pa3IHMYHbIE MAaTePHAIBl U UX KOMOMHAIIMH (METalI, IIacTMacca, CTEKIO0, KaMeHb, JIEpeBo,
KOMIIO3UTHBIE MaTePHAIIBI).
e OTCyTCTBHE TEPMUYECKOTO BO3AECHCTBUS HCKIIIOYAET N3MEHEHHE CTPYKTYpPhI 00pabaThiBaeMOro MarepHaa.
e  MexaHudeckas Harpy3ka Ha JeTallb He3HaUUTEIbHA.
e  Jlnama3oH TOJIIMH pa3pe3aeMbIX MaTepUaioB o4eHb MHpokK: ot 0 10 300 mm.
e  Bo3MmoxHa pe3ka KOHTYPOB cO cllokHOH 3D-reomerpueil.
e  Bricokoe Ka4ecTBO KPOMKH.
B cpaBHeHuu c nazepHoil pe3Kkoii:
e  HET OrPaHUYEHUH 110 TOJIIMHE MaTepuaa;
e  BO3MOXHa 00pabOTKAa METAJUIOB, UMEIOIINX OTPaKaloIue CBOWCTBA (Me/ib, ATIOMUHNMN, THTaH);
e  BO3MOXXHA pe3Ka MaTepUalioB, YyBCTBUTEIILHBIX K HArpeBY (pe3HHa, MIIACTUK, KOMIIO3UT, CTEKJIO).
B cpaBHeHuu ¢ nia3MeHHON PE3KOM:

L4 HE OITaBJIAIOTCA KPOMKM,
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e  He oOpa3yeTcs rpart;
e  (onee MIMPOKHI qHAMa30H 0O0pabaTHIBACMBIX MaTEPUATIOB M TOJIIIHH;
e  (omee BBICOKAs TOYHOCTh KPHBOJIMHEHHBIX MPOdHUIICH.
B cpaBHEeHHH ¢ Qpe3epoBaHHEM:
e  (oJee BBICOKast CKOPOCTh 00pabOTKU CKBO3HBIX OTBEPCTHUI U PE3KH MO KOHTYPY;
e  (OoJee KayecTBeHHast 00pa00OTKA TOHKOJIMUCTOBBIX JICTaJICH.
B cpaBHEHNH ¢ 3JIEKTPOIPO3UOHHON 00PaOOTKOIMA:
e  3HAYMTEJIHHO OOee BHICOKAs CKOPOCTD PE3KH;
®  BO3MOXKHOCTbH PE3KH TOKOMPOBOISIIMX U TOKOHETIPOBOISIIMX MATEPUATIOB;
®  OTCYTCTBHE 30H TEPMHUYECKOTO BIHUSHHUS.
I[Mponecc ruapoadpa3sHBHOM PE3KH 3aBHCHUT OT PsAla MapaMeTpOB:
e  naBlecHHE pabodvel CTPYHU KUAKOCTH U abpasuBa,
®  PacCTOSIHHE OT COIlUa 0 00pabaThiBaeMoit MOBEPXHOCTH,
®  CKOPOCTb IOJAa4YH PEKYIICH TOJIOBKH,
®  TOJIIMHBI H PH3UKO-MEXaHUYECKUE CBOICTBA MaTepuaa,
e  KOHIIEHTpaIus abpa3uBa B cMecH paboueii cTpyH,

L4 JAUaMETp CMCUIMBAIOUICTO COILJIa U JIp.

B mpomnecce pe3zaHusi MaTtepual pa3pynIaeTcs CMEChI0 BOABI M a0pas3nBa, UCIYCKAEMBIX M3 KJIMOPYIOIIETO COIUIA C
BBICOKOHM CKOPOCTBIO TOJ BBICOKMM JaBieHHeM (mopsaka 6000 Gap). Boma sBakympyeT MHUKPOCTPYKKY U OTpaOOTaHHBIC
yacTHIbl abpa3uBa W3 30HBI pe3aHus. B kauecTBe abpa3uBa MOTYT HCIIOJIB30BAThCS Pa3IMYHbIC MaTepualibl, HO HanOoJbIlIee
pacmpocTpaHeHHe MOMYYHI TPAHATOBEIM MecoK (TBepAocThio 7,5-8 mo mkare Moca), omuBuH (6,5-7 mo mkare Moca) u
3NEKTPOKOPYHABL. B paborax poccuiickux mccienoBaTenell paccMaTpHUBAaIOTCS TPOLECC PE3KH; MapaMeTphl, BIUSIOINE Ha
TOYHOCTh M KaueCTBO Pe3KH; OCHOBHbIE AedekTsl [2, 3, 4]. OmHako B JaHHBIX MMyONHKAIMAX HE MPEACTABIIEHBI IPOLECCHI,
IpoTeKarole mpu gapieHny Beie 30 MITa.

OkcnepumenTs! poBoamnuch Ha npennpustun PBIIK ITAO «PoctBepromny». beimn ncecneoBansl MaTepHuaibl, HaHOoIee 9acTo
HCIIONIb3yEeMbIe MPU M3TOTOBJICHHUH JIeTalel aBUaTeXHUKH (BepToyieToB U camousieToB): ctanb 30XI'CA, alfOMHUHUEBBINA CIIIaB

JI16T 1 KOMIO3UT CTEKJIOIIACTUK-TUTAH.

OcHoBHas yacTtb. [IpenmyniecTBa rupoadpa3uBHON pe3KH o4eBHAHEL. Ho B mpolecce pe3aHus BOSHUKAIOT Ae(eKThI, MpUpoaa
KOTOPBIX CBS3aHA C yTPaTOW JHEPTUU PEXYIIEH CTPyH, MPOXOJAIIEH CKBO3b MaTepuan. Pexyias crmocoOHOCTH CTpyH
OMpeneNsIeTcs] KHHETUYECKON dHEePrueii — CKOPOCTHhIO PexyIlel CTpyH, a Takke (Gopmoii u maccoii abpasuea. B mporecce
pe3aHust abpa3uB pa3pymaetcs, Tepss H3HadabHyo ¢Gopmy. [1oTok, mpoxons depe3 clioll MaTepuana, 3aMeIIsieTcs, CTPys
OTKJIOHSIETCSl B HAIIPABJICHUH, MIPOTUBONOJIOKHOM HAIpPaBICHUIO MOJA4YM pexyllel ctpyu. B pesynbraTe 3TOro OTKIOHEHUS
oOpasytorcst nedextsl. OCHOBHOW — HEPaBHOMEPHOCTH IIEPOXOBATOCTH pe3a. YCIOBHO MOXKHO BBIJICIHUTH JIBE 30HBI:
TJIAJKOT0 M BOJHHUCTOTO pe3a. OHHM OTIIMYAIOTCS BBICOTOH MPOQMIA MIEPOXOBATOCTH M BOJHUCTOCTH MOBEPXHOCTH. [pyrue
JIeeKThl: Hemope3 MaTepualia Ha IEepeceUcHHUU BHEIIHUX TpaHEeW NeTanu, 3ape3, oOpa3oBaHHE JYHOK Ha IEpeceUYCHUH

BHYTPEHHHUX TpaHeH aeTaneii, 00pa3oBaHue JYHOK, 3ape3 WM HEA0pe3 Ha MECTe BXOAa-BBIXOAA PEeXyYIIeH cTpyH (puc. 2).

a) b)
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d)

Puc. 2. [TepexTsl TuapoabpasuBHON PE3KH: HEAOPE3 [0 BHENMIHEMY yrity (); 3ape3 Ha BXo/ie-Bbixojie ctpyH (b); HepaBHOMEPHOCTH
LIEPOXOBATOCTH TIOBEPXHOCTH pe3a (C); 00pa3oBaHue JTYHOK Ha IIepeceyeHr BHYTPEHHUX IpaHeil aerainn, o0pa3oBaHue JTYHKH HA MeCTe
BXO/1a-BbIX0/Ia pexyIeit ctpyu (d)

Fig. 2. Waterjet cutting defects: outer corner undercut (a); overcut at jet input-output (b); cut surface roughness nonuniformity (c);
cratering at the interjection of part inner face, cratering at jet input-output (d)

Jlist BbisiBIeHUsT JeDeKTOB THIPOAaOpa3UBHONM pE3KH IPOBOJMIACH CEpUsl SKCIEPUMEHTOB Ha INpHUMEpe Tpex
pazmuuHbIX MatepuaioB TommuHOM 30 mm: ctams 30XI'CA, amomuuuii J[16T, yuacTok JOHKEepOHa HECYIIEro BHHTA
BepTonera MU-28 3 KOMIO3UIIMOHHOTO MaTepHana [5, 6, 7].

DKCIIepUMEHT TPOBOAMICS Ha YCTAaHOBKE THapoabpasuBHOW pe3ku ¢upmbl Flow Ha oOpasmax W3 Tpex MaTepuaioB IpH
noctossHHOM naBneHun B 400 Mma. Mcmonb3oBancsi rpaHaToBbli abpasuB 3epHHCTOCThIO 80 MKM. B Xoze skcmepumeHTa
M3MEHSUICS TUaIa30oH Molauu pexymiel crpyu ot 5 1o 120 Mm/muH (puc. 3).

a)
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c)

Puc. 3. IToBepxHOCTh pe3a o6pasia u3 cranu 30XT'CA tommuuaoi 30 MM IMPH yBEIWYCHHH MoAadu: 0T 5 10 40 Mm/MuH (8);
ot 45 o 80 mm/muH (b); ot 85 10 120 Mmm/MuH (C)

Fig. 3. Cut surface of 30KhGSA steel sample of 30 mm thick with feed increase: from 5 to 40 mm / min (a);
from 45 to 80 mm / min (b); from 85 to 120 mm / min (c)

C mnomompio npodunomerpa Tailor Hobson ObuiM mpom3BeneHbl 3aMepbl IIEPOXOBATOCTH IOBEPXHOCTH Ha
XapaKTepHBIX ydacTKax IITyOHHbI pe3a. DKCIIEpUMEHTHI TPOBOIMINCH ITpH 1ojxaue 5 Mm/MuH (puc. 4) u 80 Mm/MuH (puc. 5).
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Tonasa 5 vw/wmk. LyGura 5 mu Amplitude parameters - Roughness proﬁle
Rz 14.8 UM  Gaussian filter 0.8 mm
_ Ra 244 um Gaussian filter 0.8 mm
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Ionaua 5 mm/muH. ['myOuna 15 MM ISO 4287
Amplitude parameters - Roughness profile
Rz 126 um Gaussian filter 0.8 mm
Ra 2.05 um Gsussian filter 0.8 mm

Length = 8.00 mm Pt=34.7 ym Scale = 100 ym
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b)
[onaua 5 Mm/mus. Tny6una 30 MM 1SO 4287
Amplitude parameters - Roughness profile
Rz 14.8 um Saussian filter, 0.8 mm
1 Ra 2.27 um Gaussian filter 0.8 mm
Length = B.00 mm Pt= 469 ym Scale = 100 ym
)
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Puc. 4. Tlpodpunorpamma moBepxHOCTH pe3a 00pasua u3 cranu 30XI'CA npu nogade 5 MM/MuH: Ha riyOHHE pe3a 5 M (a);

Ha riiyouHe pesa 15 mm (b); Ha riry6Gune pesa 30 MM (C)

Fig. 4. Profilograph of cut surface of 30KhGSA steel sample at feed of 5 mm / min: at cut depth of 5 mm (a);

at cut depth of 15 mm (b); at cut depth of 30 mm (c)

IMogaya 80 mm/muH. ['yOuHa 5 MM 1SO 4287
Amplitude parameters - Roughness profile
Rz 15.9 um Gaussian filter 0.8 mm
Ra 2.96 um G

Length = 8.00 mm Pt=37.8 ym Scale = 100 pm
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Iogaga 80 mm/muH. ['myOuHa 15 MM 1SO 4287
Amplitude parameters - Roughness profile
Rz 155 Hm Saussian filter,
~ Ra 276 pm Ssussian filte

um Length = 8.00 mm Pt=43.4 pm Scale =100 pm
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[onmawa 80 mm/MuH. ['myOmaa 30 MM ISO 4287
Amplitude parameters - Roughness profile
Rz 42 3 um Gaussian filter 0.8 mn
Ra 104 um Saussian filter 0.8 mm
um Length = 8.00 mm Pt =260 pm Scale = 400 pm
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Puc. 5. Ilpodpunorpamma moBepxuocTH pe3a oopasua u3 cramu 30XT'CA npu nomade 80 Mm/mMuH: Ha TirybutHe pe3a 5 mm (a);

Ha rayoune pe3a 15 mu (b); aa rmybune pesa 30 mm (C)

Fig. 5. Profilograph of cut surface of 30KhGSA steel sample at feedof 80 mm / min: at cut depth of 5 mm (a);
at cut depth of 15 mm (b); at cut depth of 30 mm (c)

Wtak, mpu yBeNMYEHHM II0/1a4d pacTeT 3HAYeHHWE ULIEPOXOBATOCTH IIOBEPXHOCTH. 3HA4YEHHE IIEPOXOBATOCTH
U3MEHAETCA M IO CEYCHHMIO pe3a: y BEpLIMHBI pe3a IOBEPXHOCTh PABHOMEpHAs, K HH3y pe3a oOpa3yercss BOJHUCTAs
MOBEPXHOCTH (pHC. 6). DTO ABICHUE CBA3AHO C TEM, UYTO CTPYS TepsieT PEXKYIIYI0 CIIOCOOHOCTh M OTKJIOHSETCS OT Ha4aJIbHOU
TPaeKTOPUH B HAIIPABJICHHUH, TPOTHBOIIOI0KHOM HAIPaBJICHHIO TI0/1a4H.
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Puc. 6. 3aBucumocTs 1EPOXOBATOCTU MOBEPXHOCTHU pE3a OT MOJAa4r pE3aHUud U FJ'Iy6I/IHI)I HU3MEPEHUS IO CEYEHUIO pE3a
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Fig. 6. Dependence of cut surface roughness on feed cutting and measuring depth along the cut section

Brui M3roTOBIICHBI U MPOAHATU3UPOBAHEI 00pa3mbl U3 amomMuHEeBoro croiaBa 16T (puc. 7) u kommosura (puc. 8).
B Xxozie ONMBITOB YCTAHOBJIEHO, YTO IPU PABHBIX 3HAYECHUSX IMOJa4yM Ha Oojiee MATKMX MarTeprayiax (aJIOMHHHEBBIH CIUIAB)
Ha0IIoJaloTes Xy/llee 3HaUeHUs IePOX0BATOCTH, YeM Ha Ooee TBepbIX.

e)

Puc. 7. IToBepxHOCTh pe3a Ha oOpa3iax u3 amomuHueBoro crasa J16T tommuHo#t 30 MM IIpH yBemTMYEHUH MOAAYH:
ot 5 10 40 mm/muH (a); ot 45 10 80 mm/mun (0); ot 85 1o 120 Mm/MuH (C); ot 125 1o 160 mm/mun (d); mogaya ot 165 10 200 Mm/MuH (€)

Fig. 7. Cut surface on samples of aluminum alloy D16T with thickness of 30 mm at feed rate increase: from 5 to 40 mm / min (a); from 45 to
80 mm / min (b); from 85 to 120 mm / min (c); from 125 to 160 mm / min (d); from 165 to 200 mm / min (e)
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©)

d)
Puc. 8. [ToBepxHOCTH pe3a Ha 0Opasiie U3 KOMIIO3UIIMOHHOTO MaTepHalia (THTaHOBast POJIbra — CTEKJIOIUIACTHK) TOMUHON 30 MM

Fig. 8. Cut surface on sample of composite material (fiberglass-titanium) with thickness of 30 mm

BeuM IpoOBEECHBI TEOPETHYECKHE HCCICIOBAHUS, TIOCTPOCHA TEOPETHYECKasi MOAECNb 3aBHCHMOCTH ILEPOXOBATOCTH
pe3a OT BeNMYMHBI MOAAYM PEXYLICH CTPyH, aHAJOTMYHAs cXeMe 0Opa3oBaHMS LICPOXOBATOCTH IOBEPXHOCTH MPHU
numdoBanny, npemioxenHoi A. B. Koponessim [8]. B a3roif paboTe mis ommcaHus mporecca oOpa3oBaHHSA MPOGUIT
IEPOXOBATOCTU TIOBEPXHOCTH NP IUIM(GOBAHUU U JPYTHX BHIAaX aOpa3UBHOM 00paOOTKH B Ka4eCTBE KPUTEPHS MpeaIaraeTcs
napamerp H . (ycioBHas BHICOTa HEPOBHOCTEH 00pabaThiBaEMOH MOBEPXHOCTH) M PACCMATPHBACTCS METOAMKA OLPEACIICHHS

CTaHJAAPTHBIX MapaMETPOB HICPOXOBATOCTHU MOBECPXHOCTHU MPH €0 UCIIOJIB30BaHUH.

HlepOXOBaTOCTL TMOBCPXHOCTH JCTalIH IIOCJIC 06p360TKI/I CBOOOIHBIMHU a6pa3I/IBaMI/I MpEACTaBIACT coboit COBOKYITHOCTH

[[apaliH, OCTaBIECHHBIX a0pa3WBHBIMU dYacTHHIAMH. [Ipu 3TOM IapamuHBI YaCTHYHO HAJIOKEHBI APYTr Ha Apyra W MO3TOMY
UMEIOT HEpOBHBIE Kpas (puc. 9).

Lpedussa mmHus

ucxodHozo

npogung

= 5 = - - -
AN N P
@ A

. "
° &
i 0

Puc. 9. Cxema 06pazoBaHus IPOQHIIS IMEPOXOBATOCTH MOBEPXHOCTH IPpU 00paboTKe CBOOOIHBIMHU aOpa3uBaMu

Fig. 9. Diagram of formation of surface roughness profile under loose abrasive treatment

Ecnu 6b1 YaCTHUILBI A€JIaJIN TOJBKO ITOJIHBIE CPE3bI, TO HA HEKOTOPOM YPOBHE HOPMAJIBHOTO CEUCHHA ACTAJIN CyMMa HNINPUHBI
BCEX MNOJIHBIX CPE30B ObLI1a OBl paBHaA IMUPHUHE 06pa6aTI>IBa€MOFO y4JacTKa:

ibi =L, 1)
i=1

rae Z.,,— KOJIUYECTBO 3€PEH, OCTABUBIIUX CBOI1 CJIea B JaHHOM HOPMAJIbHOM CEYCHUU ACTAIH.

IIpu sToM BepmmHBI Bcex HepoBHOCTed B ceueHmn AMCD pacnomaranucs Obl Ha OJHOW JTHMHHUK (aHAJOTHYHO IpPOIECCY
uutudoBanus Npu riryoune pesanus, Gonpmeit H ) [8].
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Cpenusist TMHHUA MEXIYy BEpLUIMHAMU BCEX HEPOBHOCTEHM B JaHHOM HOPMAaJdbHOM CEUYEHUH JETaId HAXOAUTCS HAa TOM
YPOBHE, TI€ CyMMa IIUPUHBI BCEX YACTHII, MPOLICAIINX Yepe3 AaHHOE CEUECHHE IETalH, paBHA INMPUHE 00padaThIBaeMOTO
yuactka. JlampHelmue pacueTrsl OyIneM IPOW3BOAWTDG HA EAWHHIE AIMHBI HOPMAIBHOTO ce4eHHs netamn L., Tak Kak

BenmMuMHEl Z ¥ L, cBA3anbl Mexy coboi [9, 10, 11, 12].

Yy

Bemuuuny Hyc onpenennm pu yCIOBHH, YTO UIMEHHO Ha 9TOM BBICOTE BBINIOJIHAETCSA PABEHCTBO:
ni\¥
13
npu , z; = 0,5z, (H—) ,opu 0<h; <H, 2
0

rae z; — 4YHuCJIO JIYHOK Ha YPOBHC Ii OT OTIIeYaTKa HauOOJbIICH FJ'Iy6I/IHI>I hmax, Zy — HOMHHAJIBHOE KOJIMYECTBO
B3aHMO[[eI>iCTByIOH1PIX YacTUll HaJd KBaJApaToM YIAaKOBKH pa60qe171 CpeanbI; Ho — Pa3HOCTb FJ'Iy6I/IH CJICIOB, k — moka3zarens
pacrpeacicHus FJ'Iy6I/IHI)I OTIICYATKOB.

Hns ypoBHs Hy. MOXHO 3amucaTs:
il by =Y 3,8a; =3,8% % a; = L ®3)
i=1Yi i=1 " i ) i=1 "1 BA"

Jlnst HaX0XKAEHUS IITyOHHBI LAPANKHbI 8 B PACCMaTPUBAEMOM HOPMAJILHOM CEUEHHH JAeTalu 00paTuMcs K popMe eJUHUIHOTO
ciena mpu 00paboTke cBoOOTHEIME abpa3uBamu (puc. 10).

on

Puc. 10. Cxema npoJ0iaBpHOTO CEUCHHUS €AMHUYHOTO Clie/ia a0pa3uBHOMN YacTHUIIBI
Fig. 10. Diagram of longitudinal section of single track of abrasive particle

3a pacueTHyI0 IIyOWHY BHEAPCHMS & YaCTUI[Bl MOXHO B3ATh IPOU3BEICHHE MaKCHMAaJIbHO BO3MOXHOM IIyOWHBI
hnax — h; Ha BeposATHOCTH P, BHEAPEHNS YaCTUIIBI C 3TOH TIIyOMHOH. McX01s M3 TeOMETPHYECKOH BEPOSITHOCTH CIIy4aifHOTo
COOBITHS, ICKOMasi BEPOATHOCTh PaBHA OTHOIICHHUIO IUIONIA[M, OTPAHUYEHHON NMPOJOIBHOM TPAaeKTOpPHEH MaHHON YacCTHIIBI
IpU €€ BHEJIPEHHH, K IUIOIIA{, OTPaHMYCHHON NPOJOJIFHON TPaeKTOPHEH JBYIKCHUSI YaCTHIBI C MAaKCHMAIBHON TITyOWHOMH
BHenpenus [13, 14, 15]:

[s) Lcn (hmax B hi) _ hmax — hi
BH — L - '

ck hmax hmax

2
q; :M; a :hmax ]__L (4)

hmax hmax

Torma cymma riryOMH BcexX LapariH, OCTaBICHHBIX YaCTUIIAMH B HOpMaiIbHOM ceueHnn AMC/L:

Zetx z hi 2
Say = 3| 1- | )
i=

i=1 Prmax

rac Zceq — 0611166 YHUCJIO BCEX 3€PCH, KOHTAKT KOTOPLIX BO3MOKCH C JaHHBIM HOPMaJIbHBIM CEYCHUEM JICTAJIU.

[Ipu nocratouno OGonbIIOM 3HAUYEHHU Z ., (IPU MPOXOXKJICHUM HECKOJIBKUX YaCTHIl Yepe3 JaHHOe HOpPMaJbHOE CeueHHe
JETa) OT CyMMHPOBAHMSI MOXKHO IIEPEHTH K MHTETPHPOBaHUIO. I 9TOrO BBIPA3HM BEJIMYUHY N; 4epe3 cOOTBETCTBYIOIIEE
YHCIIO 3epeH Zj, KOHTAKT KOTOPBIX BO3MOXKeH ¢ ceueHneM AMCD na riiy6une h;. [Tocne npeo6pa3zoBauuiil momy4um:
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1
z. \k
hi:HO[Z—'] | ®)
Zy
2
Zgy h: 2 H Z: %
1-——| =]|1-—2| 2= dz; . )
i=1l Pimax 0 Pmax \ 2o
IIpoBeneM 3aMmeny:
1
H Z; |k
0 (2_.j v (®)
hmax Zy

TA€ Zp — YHUCJIO 3€PEH, IIPOXOIAIINX YEPE3 CAMHUYHYIO NJIMHY B €IMHUIY BDCMCHH.

INocne npoBeeHUs COOTBETCTBYIONIUX IPEOOPa30BaHUI OTyIUM:

2
Zewn h. 1
Z (1__IJ :k'zcett I(l_\V)\Vkild\V : (9)

i=1 hmax 0
WuTerpan npencrapisieT coboii 6eta-QpyHkiuio. Bripasus ee uepe3 raMMa-(GhyHKIUIO TOTYIUM:

2
f[l—L] :k'Zceq F(j)[‘(l() :2'k'zceq&' (10)
i=1 hmax F( F(

K+3) K+3)

[ToxcTaBuB MosTy4eHHOE BBIpAXKEHHUE B (5), MOITYyIUM:

S a = 2k, hy L (11)
1 cey” 'max .
i=1 F(K‘+3)
C y4deroM paHee TMOTYICHHBIX 3aBHCHMOCTEI:
e I
$'by = 7,6kzpp e - = L, . (12)
i=1 L(es)

IIpu 3TOoM Ha ypoBHE AM (cM. puc. 9) zcey onpeaeanTcs CISAYIOINUM 00pa3oM:

H
Z,0, =052, Hy . (13)

0

[ToxcraBuB mosydeHHoe BhIpaxkeHnue B (12), moxyanm:

k
H ) I
3,8kzo( Hch W _y,. (14)
0

YuuThIBast, 4YTO 3HA4YEHHs IOKAa3aTels CTENEeHHW Ui BceX BHJOB aOpa3uMBHOHM 00paboTku nexar B mpepenax [l1], caemaem
JOITYIIIEHHS, YTO MPU THAPOAOPa3UBHON pPe3Ke MOXKHO MPUHATH . IIpu 3TOM moIydnMm:

2
H T
7620 25 | @& =L,
7620( HO J F(S) max 60 (15)

Tlocne COOTBETCTBYHOLIUX npeo6pa30BaHI/1171 NOJIy4YUM 3aBUCHUMOCTb!:

st

w0 16
0,32N,5, 2 (16)

Hyc=H0
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MakcumManbHas TIyOnHa BHEAPEHUS YacTUITHI oncana B pabotax M. A. Tamapkuna, A. A. Tuxonosa [7, 8]:

2 P()un Ptt

H =DK, sina
mex - 3CPm kSXGS

(17

3. .
rie p, — IUVIOTHOCTh MaTepuana 4acTull, ke/m’; K — o0beMHass KOHIICHTpAIHsI YacTUI] B paboueil KUIKOCTH;
Ny 3.
Py — nuHaMmu4eckoe naBiieHHe cMecH, I1a; pg,, — IUIOTHOCTH paboueil cMecH XHUIKOCTH W YacTul, xe/m”; D — nuamerp
YaCTHIIBI, Ke/M°; K| — xo3(pdunueHT moTeph, YYUTHIBAOIINA PACCTOSHUE OT COIUIA JO MOBEPXHOCTH 00padaThiBacMOM
JIETaJIH.

H,.

Onwmpasice Ha JaHHBIC, MTONyYeHHBIE B pabdote [8], u Tabiwily 3HAYEHHI OTHOIICHHS B 3aBucuMoctd ot f, (Tabdm.),

PacIpOCTPaHUM 3aBUCUMOCTH Ha IIPOLECcC IHAPoadpasuBHOM pesku nmpu fy = 3.

Tabmuma 1
Table 1
3Ha4YeHH COOTHONICHHUS B 3aBUCUMOCTH OT fo
Relationship values depending on f,
fo 1,5 2,0 2,5 3,0 3,5 4,0 4,5 5,0 5,5
H C
R_y 3,25 4,26 5,36 6,36 7,32 8,12 9,0 10,1 10,9
a

c o
[Tpumem R—y:6,4. Hcnone3ys cootHomeHue (5), mocie mpeoOpa3oBaHWN IONyYHMM 3aBUCHMOCTH IUISL OTPENCICHHS
a

CpeHero apupMeTHYECKOro OTKIOHEHHS NPO(UIIs yCTaHOBUBILEHCS IIEPOXOBATOCTH:
— H 0 Led

Ra=—0 |~ (18)
3,6 \ N Zo

Jst mpoBeeHus pacuetoB 1o 3aBucuMocTsaM (16) u (18) HeoOXoaMMO ompeAenuTh BeIUYNHY Pa3HOBBICOTHOCTH aKTHUBHBIX
3epen H,. IIpu rugpoabpasuBHOil peske 3HaueHUEe H, He MOXET ObITh ONpPEACJICHO SKCHEpPHMEHTanbHO. BemmuuHa H,,

3aBUCUT OT 3CPHUCTOCTHU a6paSI/IBHHX JacTull, peKUMOB O6pa6OTKI/I U MEXaHHYECKHX CBOMCTB Marepuaia 06pa6aTBIBaeMOI>i
ACTaJiy, T. €. OT TCX K€ IMapaMcTpPOB, YTO U . hmax HpI/I 9TOM COIJIACHO OINPCACIICHUIO 3HAYCHUEC JOJIKHO OBITH MEHBIIIE hmax .

Jiis ipoBeIeHNUS TEOPETHUYECKUX PAcUCTOB, YUUTHIBAS JaHHBIC, IPUBEACHHBIE B padoTax [8, 11, 12, 13], cienaeM gomyrieHue,
YTO IIPU THIPOaOpa3UBHON pe3ke

H 0= _hmax . (19)

Torma 3aBUCHIMOCTH JJIsl pacdyeTa YCIOBHON BBICOTHI M CPEIHEr0 apr(hMETHIECKOTO OTKIOHEHUS NMPOQUIS YCTAHOBUBIIEHCS
IEPOXOBATOCTU OYYT BHINISAAETH CIEAYIOIUM 00pa3oM:

H_ =058 M, (20)
yc
Zy
Ra = 0,09 Mol (21)
Zp

HWrtax, Zy — 3TO 4HCIO 3epeH, NPOXOIAMINX Yepe3 SANHUIHYIO JIIHHY B €AMHUILY BPEMEHH; A — 3TO YHCIO0 B3anUMOJICHCTBHI B
€/IMHMLLy BPEMEHHU Ha IJIOIIA/N KBaJpaTa yNaKkoBKU. 3HAYMT, Yepe3 CTOPOHY KBajpara ynakoBku 2R Oyner mpoxoauThb J

Led

HJacTul, a 4epe3 CAUMHUYHYIO JJIUHY 6y,Z[€T IpOXOAUTH B Oouible HacTuil:
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B hinax R
H, =084 A (22)
Ra = 0,13k e R (23)

Ny
rae kB — xospduuuent, yautsiBaomuii yroy nageHus cTpymu.

Jnst aHanu3a BIMSHUS pa3MepoB 00pabaThIBAIOIIEH Cpenbl, AMHAMHYECKOTO NABJICHHUS ITyJIbIBI U MEXaHHYECKHX CBOMCTB
Marepuasa JeTajld Ha BeJIMYMHY Ra rnpu ruipoabpa3uBHOM pe3Ke NPOHU3BEAEM pacyeTsl 1o 3aBucuMoctH (23) (puc. 11).

LIx1g°
104107 5_ (= PacueTHarIe 3Ha9EHNA BelIYHHE] MEePOXOBATOCTH pela
| OrcnepHMeHTANEHEIE SHAYSHNA EENMYHHEI MEPOXOBaTOCTH pe3a
= 9.875x107"
o — &
= 873107 "
E
: s
= 1623=107"
= Ry ‘
& — 6.5x107"
g ¥
o * "
S 3375x107°
oL
=
& 425x107°
= 2
B
o
m — 6
3.123=107°
»
22x107%, 1 . ' . ]
107"
* 15 30 43 60 135 o0 105 120
3 ] 120,

moaada, MM MITH

Puc. 11. 3aBHCHMOCTB IIEPOXOBATOCTH MOBEPXHOCTH Pe3a OT BETMIHHBI TIOJAAYH PEXKYILIEH TOJOBKH
Fig. 11. Dependence of cut surface roughness on feed rate of cutterblock

3akiodenne. [lonydeHHas 3aBUCHMOCTh IPUMEHMMa U OIpENeNeHUs ImepoxoBaroctd pe3a. C  ydetom
TpeOOBaHWI K MOBEPXHOCTH JETad OIpenensercs, TpeOyeTcs M HanpHeHmas dYucToBas o0padOTKa MOBEPXHOCTH C
MOCIEAYIONUM yaaleHneM mpuiycka. [Ipu oOpazoBaHMM HEIOPE30B HA BHEIIHWX M BHYTPEHHUX IEPECEUCHUSX TpaHeu
JIETaJI PEKOMEHIyeTCs PUMEHSThH 3aMe/IeHre Moaun. Bo n3bexxanue HeraTUBHBIX 3G (HEKTOB B MECTE BXOAa-BBIXOJa CTPYH
PEKOMEHIYETCS OCTaBJIATh HEIOpe3 JIN0O HCIIONB30BATh BPE3aHUE H OTBOJ PEXKYIICH CTPYH IO TPACKTOPHH JAYTH.
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