Advanced Engineering Research (Rostov-on-Don). 2023;23(3):231-240. eISSN 2687—1653

MEXAHHUKA
MECHANICS

W) Check for updates
BY

YK 621.914.1:517 Hayunas cmamos
https://doi.org/10.23947/2687-1653-2023-23-3-231-240

Bausinue yriioB opueHTanuu cepoiimnHAPUYECKOr0 HHCTPYMEHTA Ha IEPOX0BATOCTH
npu 00padoTKe CJIOKHONMPOPUIBbHBIX IOBEPXHOCTEM

M.P. I'mmanees' ™ <, A.B. Huknrenko'~', B.O. Bepkyn'?

! TuxooKkeaHCKHil TOCYIapCTBEHHBIN YHUBEpCHTET, T. XabapoBck, Poccuiickas deneparust

2 06mIECTBO ¢ OTPaHMYEHHOM OTBETCTBEHHOCTRIO «IIpoMMay, . Xabaposck, Poccuiickas ®eneparus
<1 009063@pnu.edu.ru, jl_wiegott@list.ru

AHHOTANUA

Beeoenue. Tlpu (dpe3epoBaHUM CIOXHBIX MMOBEPXHOCTEH JeTajeldl BbIOOp TPacKTOPWU M OPUEHTALMM MHCTPYMEHTA
BJIMSIOT Ha MapaMeTpbl mepoxoBaTocTd. OIHAKO B HMCCIIENOBAHUSX, IMOCBALICHHBIX (DOPMHPOBAHUIO TPACKTOPUii, HE
YUUTHIBAIOTCSI PEKOMEH/IAIMH, TIO3BOJISIONINE 00ECIIEYHTh Ka4eCTBO MHUKPOTeOMETprH MoBepxHocTel. K Tomy ke mpu
HamucaHuu mnporpamm s obopymosanust ¢ UITY B CAM-cuctemax (ot auri. computer-aided manufacturing —
aBTOMAaTHU3MPOBAHHOE IIPOM3BOJICTBO) OTPAHMUYCHUS PEKMUMOB PE3aHUS OINPEACNAIOTCS HCKIIOYUTEIHHO C MOMOIIBIO
reoMeTpuuecKoro moaxona. OH HE YYUTHIBAET BIMSHHE YIJIOB OPHEHTALUH C(HEpONMIMHIPUIECKOTO HHCTPYMEHTA
OTHOCHTENIFHO IIOCKOCTH HOpMalM Ha KadecTBO 00pabOTKM TOBEPXHOCTEH, a MMEHHO Ha IIepoxoBaTocTh. llems
paboThl — CO374aHME METOAMKU II0 BBHIOOpPY INpENeNbHBIX 3HAUEHHH YIJIOB OpPHEHTALUH ChepolMInHAPHIECKOTO
MHCTPpYMEHTa JJisi ONTHUMM3aIMU TIpoliecca MEXaHHMYecKoil 00paboTKH MPOCTPaHCTBEHHO-CIIOKHBIX MOBEPXHOCTEH.
3amaun: JOCTHKEHHE MUHHMAJIBHBIX 3HAYCHMH aMIUIMTYIHOTO IapaMeTpa IIepoxoBarocTd Rz u ompexpeneHue
3G PEKTUBHOCTHU Pa3INYHBIX TPACKTOPHH 00PaOOTKH.

Mamepuanvt u memoowvl. VIcOIb30BAJINCh METOJBI KOPPEISIIHUOHHOTO M PETPECCHOHHOTO aHAIN3a, Pe3yJbTaThl
CPaBHMBAINCh W 0000manmuch. 11 OLUEHKHM MapaMeTpoB YpaBHEHHsS PErpeccHH MPUMEHSUICS METOJ] HauMEHBIINX
KkBajzpartoB. JlJsl SKCIepUMEHTANBHBIX HCCIIE0BaHMUi 3ajeiicTBoBain obpabareiBatonmii nentp DMU 50 ecoline.
[lepoxoBatocTh n3Mepsuty Ha mpodmromerpe Surfcom 1800 D. Matepuan o6pasmos — crams 12X18H10T. Marepuain
uHCcTpyMeHTa — TBepbii cruta 1620 Sandvik ¢ PVD-nokpeitrem (ot anrin. physical vapor deposition — ¢usuueckoe
OCaXKJICHUE MApOB METAIIIOB, OIIbKalIInii oTedecTBeHHBIN aHanor — T15K6).

Pezynomamut uccnedoeanus. JleTanbHO TOKa3aHO, KaK MapaMeTphl IIEPOXOBATOCTH Rz 3aBHCAT OT yria HaKkIOHA H
JIMaMeTpa HMHCTpyMeHTa. J[Baiuarth HpPUMEpOB TpEJCTaBieHbl B BHIE TaOnMIbl. EcTecTBeHHbIE KOA(PQUIMEHTHI
perpeccuu pacCUUTaHbI MO JTUHEHHON 1 TUTIEPOOTUIECKOH MOIETISIM. Y CTAaHOBIIEHO, YTO JUAMETP HHCTPYMEHTa OoJbIie
BJIMsIET Ha opMHUpOBaHKE MapameTpa LIepoxoBaTocT Rz, yem yron HakiioHa. [[jis eTanbHOroO OnMcanust 0COOCHHOCTEH
BJIIMSIHUS CPaBHHUBAINCh KOX(P(UIMEHTHI MHOXXECTBEHHOH, 4YacTHOW, NapHOW KOPPENSIIMM M MHOXKECTBEHHOM
nerepMuHanuy. OmpeneneHsl OrpaHUueHHMs], CBA3aHHBIE C yIJIaMHM HAakKJIOHAa WHCTPYMEHTa IPH 00pabOTKe CIIOKHBIX
NoBepxHOCTel. BusyannsnpoBaHa cxema Juisl pacdera yriia HOpMalli, KOTopasi BKIIOYaeT BEIOPaHHBIN IIar 110 OCH IS
OTIpeJIeTICHUs! JUIMH OTPE3KOB JJOMaHOW KpHUBOW. JIaHBI B BUIe PUCYHKOB MPOQHIOrpaMMbl TIOBEPXHOCTEH, MOIyIEeHHbIE
IIPU Pa3IMYHBIX TPAEKTOPHAX (GopMooOpazoBaHus. DTO MO3BOJIMIIO CIEIaTh BHIBOJ O HENPHUTOAHOCTH (pe3epoBaHus
CBEpXy BHM3 IIPH HAKJIOHE MHCTpYMeHTa 5°— 35°. CocTaBieHa KapTa, 110 KOTOPOH MOXKHO CYAMTH O IIEPOXOBATOCTH, 3HAS
BHA (pe3epoBaHus U yroix HakioHa (0T 5°m0 80°). I'paduyeckn mokazaHa 3aBUCHMOCTb ITapaMeTpa MIepOXOBATOCTH OT
cKopocTH 00paboTKM M MpHMEHEHHS OXJIaXIaromed >KuAKocTH. CBeAeHBI B TaONUWIy pacueTHBIE MapaMeTphl It
OTIpe/IeIeHUs] ONTHMAIIBHOTO yTJIa HaKJIOHAa MHCTpYMEHTa. VX aHaimm3 Jokas3an afeKBaTHOCTH MPEIOKEHHOTO METOoaa
MTOJITOTOBKH YTIPABIIAIONIEH HHPOPMALIHH.

Oébcyscoenue u 3axntouenue. IlpencraBieHHas METOIUKA ITO3BOJIIIIA ONPEICTUTh ONTHMAIbHBIC 3HAYCHHUS YIIIOB
OpHEHTALMH C(HEepOUMINHIPUIECKOTO HHCTPYMEHTAa C YYETOM CKOPOCTH pEe3aHHs M JIOCTHIXKEHUS MHHHUMaIbHO
BO3MOXKHOTO aMIUIMTYIHOTO Iapamerpa wuiepoxoBatocth Rz. Paccmotpena curyaims monmauum fz = 0,4 mM/3y0 ans
YYacTKOB IIOBEPXHOCTH C CyMMapHbIM yrioM 5°— 50°. B sTom cimydae 0o0pa®oTka IO TPAaeKTOPHSAM B HOIMYTHOM,
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BCTPEYHOM HAINpPAaBICHUH W CHHU3Y BBEpX OOCCIEeYMIa IMIEPOXOBAaTOCTh B JMama3oHe 3—6 MkM mo mapametrpy Rz
Tpaekropusi IBI)KEHUS CBEPXYy BHH3 HE DPEKOMEHIIOBaHA K MPUMEHEHHIO Ha OKOHYATENBHBIX OIEparusax H3-3a
3HAYUTEILHON BBICOTHI MapameTpa Rz.

KaroueBble cjioBa: aMIUIUTYJHBIM MapaMeTp HIEPOXOBATOCTH, OPHEHTALMS C(HEPONMINHIPUIECKOTO WHCTPYMEHTA,
(pe3epoBaHue CIOXKHBIX MOBEPXHOCTEH, IPOCTPAHCTBEHHO CIIOXHBIE TIOBEPXHOCTH

BuarogapHocTH: aBTOPHI BRIpakaloT O1arogapHocts B. M. JlaBeIoBY, 1. T. H., Ipodeccopy, 3aBeayronieMy Kapeapoi
«TUUC» (PI'BOY BO TOI'Y, r.XabapoBck) 3a 3HaYMMBbIC 3aMEYaHUs M BAXKHBIE COBETHl NPH IPOBEACHUU
ucciae0BaHus M 0pOPMIICHHHN CTaThU.

Jaa uourupoBanms. I'umanee M.P., Hukutenko A.B., bepkyn B.O. BnausHue yrioB opHeHTaUuU
chepOLMITMHAPHYECKOTO HHCTPYMEHTA Ha HIEPOX0BAaTOCTh pu obpaboTtke CJIOYKHOTIPO(DHIIBHBIX
noBepxHocteid. Advanced Engineering Research (Rostov-on-Don). 2023;23(3):231-240. https://doi.org/10.23947/2687 -
1653-2023-23-3-231-240
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Abstract

Introduction. When milling complex-profile surfaces of parts, the selection of tool trajectories and orientations affect the
roughness parameters. However, in the studies devoted to the formation of trajectories, recommendations to provide the
quality of microgeometry of surfaces were not taken into account. Moreover, when writing programs for CNC equipment
in CAM systems, the limitations of cutting modes were determined exclusively using a geometric approach. It did not
take into account the influence of the orientation angles of the sphero-cylindrical tool relative to the normal plane on the
quality of surface treatment, namely on roughness. The work was aimed at the creation of the methodology for selecting
the limiting values of the orientation angles of a sphero-cylindrical tool to optimize the process of machining spatially
complex surfaces. The tasks included achieving the minimum values of the amplitude roughness parameter Rz and
determining the effectiveness of various machining paths.

Materials and Methods. Methods of correlation and regression analysis were used, the results were compared and
generalized. The least-squares method was applied to estimate the parameters of the regression equation. The DMU 50
ecoline processing center was used for the experimental studies. Roughness was measured on a Surfcam 1800 D
profilometer. The material of the samples was steel 12X18N10T. The material of the tool was hard alloy 1620 Sandvik
with PVD coating (physical vapor deposition, the closest domestic analogue is T15K6).

Results. It has been shown in detail how roughness parameters Rz depend on the angle of inclination and the diameter of
the tool. Twenty examples were summarized in a table. Natural regression coefficients were calculated using linear and
hyperbolic models. It was found that the diameter of the tool had a greater effect on the formation of roughness parameter
Rz than the angle of inclination. For a detailed description of the influence features, the coefficients of multiple, partial,
paired correlation and multiple determination were compared. The limitations associated with the angles of inclination of
the tool when processing complex surfaces were determined. A scheme for calculating the angle of the normal was
visualized, which included the selected step along the axis to determine the lengths of the segments of the broken curve.
The profilograms of surfaces obtained with different shaping trajectories were given in the form of drawings. This allowed
us to conclude that milling from top to bottom is unsuitable when the tool is tilted 5°— 35°. A map has been compiled by
which it is possible to judge the roughness, knowing the type of milling and the inclination angle (from 5° to 80 °). The
dependence of the roughness parameter on the processing speed and the use of coolant was represented graphically. The
calculated parameters for determining the optimal angle of inclination of the tool were tabulated. Their analysis proved
the adequacy of the proposed method of preparing control information.

Discussion and Conclusion. The presented technique made it possible to determine the optimal values of the orientation
angles of the sphero-cylindrical tool, taking into account the cutting speed and the minimum possible amplitude roughness
parameter Rz. The pattern of feeding fz = 0.4 mm/tooth for surface areas with a total angle of 5°— 50°was considered. In
this case, processing along trajectories in the passing, opposite and bottom-top directions, provided roughness in the range
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of 3-6 um according to parameter Rz. The top-down toolpath is not recommended for use in final operations due to the
significant height of parameter Rz.

Keywords: amplitude roughness parameter, orientation of a sphero-cylindrical tool, milling of complex-profile surfaces,
spatially complex surfaces
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BBenenne. HanexxHocTh jeTaneld MaliMH —ONpENeIsieTCsl TaKMMHU OKCIUTyaTallMOHHBIMK  cBoiicTBamu (DC)
TIOBEPXHOCTEH, KaK HM3HOCOCTOUKOCTH, T€PMETHYHOCTh, TPOYHOCTH, KauecTBO MOKpbITHit [1]. Ot DC 3aBuCAT OT
(U3UKO-MEXaHUYECKUX W TEOMETPHUYECKHX IapaMeTpoB (DYHKIMOHAIBHBIX IOBEPXHOCTEH, B TOM YHCIE OT
mrepoxosarocty [1-4].

AHanu3 HayqHOH TUTEpaTyphl TIO3BOJSIET TOBOPUTH O PACTYIIEM HHTEpPECE K TeMe 00eCTIEIeHNSI Hy)KHBIX TapaMeTPOB
IIEPOXOBAaTOCTH 3a CUYET OOOCHOBAaHHOTO BHIOOpA TPACKTOpUH (HOPMOOOPA3yIOMNX NBIKCHUH M OpPHEHTALUH
CepOLMUTHHAPUIECCKOT0 HHCTPYMEHTA MpU (Hpe3epOBaHHH MPOCTPAHCTBEHHO-CIOXKHBIX moBepxHocTei (IICIT) [4-7].
IMpumeps! Takux paeranei: (opMooOpasyloIIUe JJIEMEHTHl LITaMIIOBOM OCHACTKHM, MAacTepP-MOJIENH JUIS JIUThS,
HCIIOJTHUTENTLHBIE TOBEPXHOCTH 3yOuaThix nepenay [8—10].

MHorue aBTOpbl U3y4aiaH BIHMsHUE cTpaterui npu ¢pesepoBanuu [ICI1 u MeTOABI ONTUMH3ALNMU MEXaHUYECKOMH
o6pabotku [10-11]. Ognako 3HaHUS 0 POPMHUPOBAHMU TPACKTOPHI HE YUUTHIBAIOT PEKOMEHMAIMH MO 00ECIEeUEHHIO
Ka4ecTBa MHKPOT€OMETPHH IOBEpXHOCTEH feTann. OTMETHM TaKKe, 4TO IPH CO3JaHNUH MPOrpaMM IJIsi 000pyLOBaHUS C
YITY B CAM-cucremax (ot anri1. computer-aided manufacturing — aBToMaTu3upoBaHHOE TPOU3BOJICTBO) OIPAHUYUCHUS
PEKHUMOB PE3aHUs ONPECIIIIOTCA HCKIIIOUYUTENIBHO ¢ IOMOIIBI0 reoMeTpraeckoro nmoaxox [13, 14]. O He yuHThIBaeT
BIIMSHUE YTJIOB OPHEHTAIUH C(HEpOUMIIMHIPUIECKOrO HHCTPYMEHTa OTHOCHUTEIBHO IUIOCKOCTH HOPMalll Ha KauyecTBO
00paboTKM MOBEPXHOCTEH, a UMEHHO Ha IIepoXoBaTocTh. [IpeononeTs yka3aHHbBIE HEIOCTATKA MOXET OCHOBAHHBIA Ha
HMIIMPUYECKIX MOJIEINISIX METO]] BEIOOpa yIriIOB OpHEHTAIMK HHCTpyMeHTa. Ero npenmMymiecTsa:

— MPUHUMAETCs] BO BHUMAHHUE BIMSHKE YITIOB OPUEHTAI[MM HHCTPYMEHTA Ha IEPOXOBATOCTh MOBEPXHOCTEH

— TOJICPKUBACTCS BO3MOKHOCTh 0OOCHOBAHHO BBIOMPATH TPACKTOPHUU 00PaOOTKH.

Lenp wuccienoBaHusi — CO3JaHME METOAMKHM 1O BBIOOPY TMpEIETbHBIX 3HAYEHUH YIJIOB OpPUEHTAlUU
chEepOLMITHHIPHYECKOT0 WHCTPYMEHTA JJisi ONTHMHU3AIMU IIpoliecca MeXaHW4eCKoW 00pabOTKH MpOCTPaHCTBEHHO-
CJIOKHBIX ITOBEPXHOCTEH. 3a1a4n: TOCTIPKEHNE MUHUMAIbHBIX 3HAUEHHI aMIUIMTYIHOTO TTapaMeTpa mepoxoBarocTi Rz
U ompeneneHne 3PPEKTHBHOCTH Pa3IHIHBIX TPACKTOPHiT 00pabOTKH.

Marepuansl u meroabl. Mrak, CAM-cucrteMbl Mo3BONISIIOT (OPMHPOBATH TPACKTOPHH MHOTOKOOPIMHATHOM
00paboTKM C OTCIIE)KUBAHUEM TAKUX JOTOJHHUTENBLHBIX NapaMeTPOB, KaK CTOJIKHOBEHHS, TOUKA KacaHWs MHCTPYMEHTa
¢ geranbio u T. 1. CHeponrIMHAPUYSCKAl HHCTPYMEHT KacaeTcsl AeTaiu B Touke Pi (Xi, Vi, Zi) = Pq (Xd, Yd, Zd). IIpu 3TOM
HYKHO M30eraTh MeXaHoOOpabOTKH LIEHTPOM (hpe3bl U OPUEHTUPOBATh HHCTPYMEHT C YIJIOM HakKJIOHa He MeHee 5° — 15°.

Ha oxoHnuatenbHbIX onepanusx 3h(GexTHBHas CKOPOCTh pe3aHust oOycioBiieHa dddekTuBHbIM auamerpoM. [Ipu
pPaBHOW 4YacTOTe BpAILEHHS OHA YBEJIMYMBAETCS C POCTOM YIJla HAKJIOHA MHCTPYMEHTa K 0OpaOaThiBaeMOM JieTau.
[ToBbIlIIEHUE CKOPOCTH pe3aHusi B OOIIEM cilydae NPUBOJMT K CHHIKEHHIO MHUKPOTBEPJOCTH IMOBEPXHOCTH, a IPU
yBenmueHnu V > 75 M/MHUH TapaMeTphl MHKPOTBEPAOCTH H3MEHSIOTCS He3HauutenbHO [11]. CKOpOCTh AMCCHMAIUH
CHJIBHO 3aBHCHT OT CKOPOCTH pe3aHHs W o0beMa yJaaseMOoro Marepuala, MO3TOMY Uil MHTEHCH(HKALUK TIpolecca
pe3aHus Hy)KHa CMa304HO-OXJIaxaarommast xuakocts (COX) [14].

Jnst  SKCIIEpUMEHTOB  NPUMEHSUIOCHh — TeXHojormueckoe oOopymoBanme c¢ UIIY — mnsaTukoopauHaTHBIN
obpabarsiBaroruit nentp DMU 50 ecoline ¢ makcumanbHOl wactoToi mmmHaens 8000 o6/mun. LllepoxoBaTocTh
moBepxHOCTH m3Mepsuiach npodmiomerpom Surfcom 1800 D. Ins o6pabotku cranmm 12X18HI10T wmcmonb3oBanuchk
koHIeBsIe (hpe3sr Sandvik cepun R216. Matepunan — tBepapiii crutas 1620 ¢ PVD-niokpsitrem (ot auri. physical vapor
deposition — ¢usnueckoe ocakaeHre MapoB METAIIOB, OJIMKAMIINI 0TeueCTBEHHbIN aHanor — T15K6). Juametp —
8 MM, umcio 3yobeB — 2. J{ns obecnieuenus: paBHOMepHOro mpuiycka (8p = 0,2 MM) mepesi OKOHYATENbHOH orepanueit
(pe3epoBaHus MPOBOAMIACE MeXaHIUYEeCcKast 00paboTKa ChEepOIMIMHAPUICCKUMHU (Gpe3aMu.

PesyabTaTsl ncciegoBanus. [lo onpeneneHys yIiioB HAKJIOHA HyXKHO YCTaHOBHTB, KaK IEpEeMEHHBIE (DAKTOPBI BIMSIOT Ha
(bYHKIHIO OTKIIMKA. B TaHHOM Citydae pedb UIeT O [IEPOXOBATOCTH HOBEPXHOCTH 10 apameTpy Rz (Mxm). J{ns HaxoxaeHus
SMIIMPUYECKHX MaTeMaTH4YecKuX Mojeneil (¢pesepoBaHus COEPOLMIMHAPUYECKMM HHCTPYMEHTOM HPUMEM
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He3aBUCUMBIE TiepeMenHbie; X1 — auameTp (D, Mm) u X, — yrona HakioHna uHcTpyMeHTa (v,°). VicXoaHble TaHHbIe 1Is
aHajIM3a PACCMOTPEHBI B MPEABIIYIIHNX UccaenoBanuax (npu noxade Ha 3y6 f; = 0,4 mm/3y6) [16-19] (taGnuma 1).

Tabmuma 1
ITapamerpsr mepoxosaTocTu Rz B 3aBHCHMOCTH OT yIJia HAKJIOHA ¥ JHaMETPa HHCTPYMEHTA
JuameTp HHCTpyMEHTa, MM
VYroun, °
6 8 10 12
10 9,33 7,66 5,99 4,33
20 8,59 7,06 5,53 4,01
30 7,85 6,46 5,07 3,69
40 7,11 5,86 4,61 3,37
50 6,37 5,26 4,15 3,05

Ha ocHOBe TeOpeTHUYECKUX AaHHBIX O 3HAYMMbIX (DAKTOpax, BAUSIONIMX Ha IEPOXOBATOCTD, MPHHATHI MiHeHHas (1.1)
u runepbonuueckas (1.2) moxenu:

Rz=Y =a+b X, +b,X,, (1.1)
RI=Y'=a +h X, + 2. (1.2)
X

2
1

3z1ech paccunTaHHBIE eCTeCTBEHHbIE Koa(duuenTs perpeccun: a = 13,37; a’ =10,25; b, =-0,66; b, =-0,58; b, =0,51.

[Tapamerpsl ypaBHeHHs IBYX(aKTOPHOW perpeccHH OLCHUBAIUCH IO CTaHAAPTHOMY METOAY HaWMEHBIIHX
KBAJIPATOB, MOTOMY JUISl IPOCTOTHI H3JIOKESHHS OIyCTHM (DOPMYJIBI C YKa3aHHeM Kod(pduireHToB. CTaHIapTU30BaHHbBIC
B-xoaddunuentsr:  P; =-0,79; B, =—-0,58; B, =—-0,51. CpaBHeHue Moaynell 3HAUCHHH CTaHAAPTU3MPOBAHHBIX
K03(D(DUIHEHTOB perpeccur B MO3BOJSET 3aKIOYUTh, 4TO (akrop X1 (AMaMeTp HMHCTpyMeHTa) OOJbIle BIUSIET Ha
(opMupoBaHue mapamerpa miepoxoBaroct Rz, uem Xz (yron Haximona). KoadduimeHTsl MHOKECTBEHHOM, YaCTHOM,
NapHOM KOPPENALMH U MHOKECTBEHHOU JETEPMUHALIUN:

Rixx, = 0,98; Ky, =—098; Ky  =—097; 1, v =—0,95;
Rixx, =095 Ky x, =—0.93; 1.y =085, 1y 5.y =0,79;
fy, =—0,79; ry, =-058; 1, =0,00; r,, =051
Iy,x, = 0,00; R2(Y)=0,95; R2(Y') =0,90.

CpaBHuBast K03()(HULUCHTEL, 1ef1aeM CIIeTYIOIIUe BHIBOJIBI.

IMpu 3axperniennu dakropa X2 Ha NOCTOSIHHOM ypoBHe (akTop X; Haubonee cuibHo Biusa Ha Rz (|0,98] > |0,79)).
[Mpu cpaBHeHun ko3 duipeHToB runepobonuueckoit moaenu (]0,93| > |0,79)).

IMpu 3akpernnenun dakropa X1 BiuusiHue Qakropa X2 Ha Rz yBenuuuiaoch it 00eMX MOJEJeH: JHMHEHHOH
|0,97| > |0,58|, runep6onmueckoii |0,93] > |0,51|.

Hdnst  obecrieueHnss OJHOPOAHOCTH MHKpopesbeda MOBEPXHOCTH YCTAaHABIMBACTCS 3aBUCHMOCTb MOJA4YM U
s dexkruBHoro auamerpa uHcTpyMmeHTa (Decap), KOTOpPBIN MEHSIETCSI B 3aBUCMMOCTH OT yriia o0pabotku. Omnpenenim
OrpaHHYEHUs], CBS3aHHbIC C YIIaMH HaKkJIOHa MHCTpYMeHTa pu 0opaboTke [TCII. J{7st 3TOro noBepxXHOCTh AETalM HYKHO
pa30uTh Ha yYaCTKU W paccuyuTaTh yriel HopManeid. Ecim z = f (X, ¥), To B o0leM cirydae OpUEHTAUs HHCTPYMEHTa K

MOBEPXHOCTH 33aeTCsI BHIOOPOM HAIPABICHHS HOPMAJIH.
Ipu cosy=1/|N|:

N = _g,_i,l ) (2.1)
ox  dy
Ipu cos y=-1/|N|:
v ) 2.2)
ox oy

©)
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rae o = [90°—vy|.
B pa6orte A.B. Hukutenko [19] npeacTtaBnena Mojeib ONTUMU3ALNH YIIa OPUCHTALMU ICTAIH C MOMPABOYHBIMH

yriaamu HakinoHa 4 u B oTHOCHTENRHO Oceit X 1 Y:

oz * (&2 ’
tano' = (—+tan Bj + —+tan A | . (4)
OX oy
st wactHOTO City4as (puc. 1) onpenenenue yria A k Hopmainu N:
Az
A = arctan —. (5)
AX
“
Y
= N
< AX \
A
L —
X X X
i+1

Puc. 1. Cxema juis pacuera yria nopmaau: N — HOpMaJib; A — yroJi K HopMaiik;, AX — BBIOpaHHBI# 11ar mo ocu X st
pacueTa JUTHH OTPE3KOB JIOMaHOW KPUBOH, MM; AZ — PacCTOSHHUE 10 OCH Z, 3aBHUCAIIEE OT Iara 1mo ocu X, MM

ITpu nmuckpeTHO 3a1aHHOM Npod e MOBEPXHOCTH JJIMHA KPHBOH, ONMHCHIBAIOIIAS TEOMETPUIO TPOQHIIS:

S, =3 AS.. (6)

i=1
371ech UIMHA y4acTKa TOMaHOH AS, =+/AX2 + Az2.
B xauecTBe BBIXOJHOTO TapaMeTpa paccMaTPUBAETCA MIEPOXOBATOCTh RZ (puc. 2) ¢ yueToM orpaHUYeHHH, CBA3aHHBIX
C TPACKTOPHAMM JBUKECHHUS M YTIIAMH HAKJIOHA CEPOLMINHAPUIECKOIO HHCTPYMEHTA.
Z(X) Z(X)
pum

a) 0)

MexaHuka

6) 2)
Puc. 2. [IpodunorpaMmMbl MOBEPXHOCTEH, OIyUYEHHBIE TPU PA3IMYHBIX TPaeKTOpusx GpopmoodpazoBanus mpu I' = 35°— 45°:
a — momnyTHOe (pe3epoBanue; 6 — BeTpedHoe (pe3epoBanue; 6 — (pe3epoBaHue CBepXy BHH3; 2 — (hpe3epoBaHUE CHU3Y BBEPX
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®pesepoBanue CBepXy BHU3 XapaKTepH3yeTCs HanOOJbLICH aMILIUTY 101, HEPABHOMEPHOCTHIO TTOJIY4YSHHOTO MpoduiIs
HOBEPXHOCTH M HE PeKOMEHIyeTcs 11t popMOOOpa30BaHUs HHCTPYMEHTOM, HAKJIOHCHHBIM MOA yTiioM 5° — 35°.
Kapra BrIOOpa mepoxoBaroctu (puc. 3) mo mapamerpy RZ cocraBieHa pe3yinbTaTaM MaHHOTO M IPEIBIAYIIHX

uccaenosanuii [16-19].
Rz, pm

Berpeunoe '
4,1-6,0
CBepxy BHHU3 ‘-'
3,0-4,0
5° 10° 20° 30° 40° 50° 60° 70°  80°

Puc. 3. Kapra BbIOOpa 11epoxoBaToCTH

Hert manneix

ITpu nconp3oBannn COXK Ha MOBEPXHOCTAX KOHTAKTAa HHCTPYMEHTA M MaTepHasa 3arOTOBKH 00pa3yeTcs IUICHKA,
KOTOpast CHOCOOCTBYET CHIKCHHIO aare3MoHHOTo m3Hoca. Ha ckopoctu pesanms V > 70 M/MUH yMeHbIIaeTCs
BO3/eiicTBIE TUHAMUYECKOro TpeHus. [Ipy 3ToM cokpalnaercs AIUTeTbHOCTh (PU3UKO-XUMHYECKOTO BO3/ICHCTBUS CpeIbl
Ha KOHTAKTHBIC MOBEPXHOCTH, 4TO orpannunBacT 3¢dext ot mpumenenus COX (puc. 4).

Rz, MxMm

0
17,5 37,5 57,5 77,5 V, m/Mmun

Puc. 4. 3aBucuMocTs apameTpa mepoxoBaTocTH Rz ot ckopocTn Mexanoobpabotku: a — 6e3 COX; 6 — ¢ mpumenennem COX

PaccmaTprBaeMasi METOAMKA HANpaBlieHA HE HA YCTAHOBICHUE KPUTHYECKUX 3HAYCHUH BO3MOMHBIX VIJIOB
opUeHTauK CHEPOLUINHIPUIECKOT0 HHCTPYMEHTa MAJsl KOHKPETHOrO 00BEeKTa, a Ha JIOCTHKCHHE [apaMeTpoB
IIEPOXOBATOCTH € y4eToM 3(h(HEeKTUBHON CKOPOCTH PE3aHMs, TIOAAYH U YTIIOB HAKJIOHA ISl IIMPOKOTO CIIEKTpa JIeTaleH,
00J1aJaf0IIUX BOTHYTO-BBITYKIIBIMU U JTHHEHHBIME Y9acTKaMu. Tako# oAXo/1 MO3BOIUT 000OIINTE X YTOYHUTH CIIOCOOBI
ONTHMHU3AIMK MEXaHHYeCKol 00paboTku. Kpome miepoxoBaroCTH MPOAHAIN3UPOBAHBI OTPAHMYCHUS MUHHMAIbHON
3 PEKTUBHON CKOPOCTH pe3aHMs, 3aBHCSIIEH OT 3QQEeKTUBHOrO auamerpa MHCTpyMeHTa. [Ipu 3TOM MUHHMMalbHas
pexkomenayemast 3phexTuBHas ckopocTh pesanust (Veap) — 75 M/MUH.

ITo nogade u mo GOKOBOMY IIAry yrojl OPHEHTALMH MHCTPYMEHTa MOXKET COOTBETCTBOBATH IMOJIOKHUTEIbHBIM U
OTpHIIATENbHBIM 3HaUCHUAM. [IpH pacdyeTe OH YUUTHIBAJICS IO MOIYJTI0. Ha OCHOBaHWM pacyeTHBIX JaHHBIX (Tabnuma 2)
npodmis moBepxHOocTH (puc. 1) pazdmr Ha ywactku. OmpenencHsl yIiibl HOpMajed W Ha3HA4YEeHBl TPAeKTOPHU
(hopMOOOPa3YIOIIHX JIBIKCHUH ISl 00ecTIedeH s TpeOyeMo IepOoX0BaTOCTH C YYE€TOM YIJIOB HAKJIOHA MHCTPYMEHTA.
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Tabiuma 2
PacueTHbIe mapamMeTphl JUIs ONPEIENICHNS] ONTUMAIBHOTO yTJIa HAKJIIOHA HHCTPYMEHTA
n Az, MM AX, MM A,° Fery” Vcap_
vy=1 y=3 y=35 npuy =5,
1 0,16 3,59 4,59 6,59 8,59 68,0
2 0,48 10,83 11,83 13,83 15,83 84,4
3 0,82 18,25 19,25 21,25 23,25 99,8
4 1,22 26,01 27,01 29,01 31,01 114,2
5 1,71 34,34 35,34 37,34 39,34 1272
6 2,38 43,64 44,64 46,64 48,64 138,6
7 3,55 54,82 55,82 57,82 59,82 147,5
8 6,59 69,21 70,21 72,21 74,21 150,7
9 4,56 61,26 62,26 64,26 66,26 150,1
10 2,81 0.25 48,39 49,39 51,39 53,39 143,1
11 1,98 ' 38,41 39,41 41,41 43,41 132,7
12 1,43 29,71 30,71 32,71 34,71 120,3
13 1,00 21,73 22,73 24,73 26,73 106,5
14 0,63 14,17 15,17 17,17 19,17 91,5
15 0,30 6,87 7,87 9,87 11,87 75,5
16 0,01 0,32 1,32 3,32 5,32 60,2
17 0,33 7,52 8,52 10,52 12,52 77,0
n; 1,03 22,43 23,43 25,43 27,43 107,8
Ni+1 1,47 30,46 31,46 33,46 35,46 1215

W3MepeHHbIC 3HAYCHUS IMICPOXOBATOCTH C YUYETOM PEKOMCHIYEMBIX YIJIOB HAKJIOHA CHEpOIMINHIAPHYCCKOrO

HHCTPYMEHTA M TPACKTOPHUHU MBIDKCHHS SIBISIOTCS MHHUMANBHBIMU 1O mapameTpy Rz (ot 3 mo 6 mxm). Ilpu stom
YKa3aHHBIC 3HAYCHUS COOTHOCATCSA C JAaHHBIMH IPYTHX HCCIeNOBaHUH (puc. 3). DTO MO3BOJSET CAeNaTh BBHIBOX 00
aIeKBaTHOCTH IIPEAJIOKEHHOT0 METO/1a IMTOATOTOBKH yIpaBJIsiiomeil napopmannm.

OObcy:xaenne u 3akJjodeHue. [IpeacraBieHHas METOIMKa BBIOOpA IPEJCIbHBIX 3HAUYEHWH YIJIOB OpHUEHTALUH
chepOLMITHHIPUIECKOTO HHCTPYMEHTA MOXKET HUCIIOIb30BaThes uist 00padoTku [ICII omHIM HHCTPYMEHTOM 0€3 3aMEHBI
C y4eTOM NPHHATHIX orpaHuueHri. IIpeanoskeHHBIH MOIXOM MO3BOJSET ONPEAEIUTh ONTHMANbHBIC 3HAUYCHMS YIJIOB
OpHEHTALUH CHEPOLMINHAPUIECKOTO HWHCTPYMEHTa C YYETOM CKOPOCTH pe3aHHs M JIOCTIIKCHUS MHHUMAaJBbHO
BO3MOXKHOT'O aMIUTHTYTHOTO [TapamMeTpa epoxoBaTocT Rz.

PaccMOTpHUM CHTYanuio JUTs YYaCTKOB MOBEPXHOCTH ¢ CyMMapHbIM yritoM 5° — 50° mpu momaue fz = 0,4 mm/3y6. B
9TOM ciydae oOpaboTKa 0 TPAaeKTOPUSM B IOIMYTHOM HAaNpaBlIeHWH, CHH3Y BBEPX U BO BCTPEUYHOM HAaINpaBICHUH
Mo3BOJMIa OOECIeYNTh IIEPOXOBATOCTh B JAMAana3zoHe 3—6 MKM 1o mapameTpy Rz. OTo MeHbIe MakCHMalIbHBIX
monydeHHbIX 3HadeHui Ha 15-30 %. IIpm yrmax 10°— 40° u momyTHOM HampaBiieHHH 00paboOTKH (PHUKCHPOBAIHCH
MHUHHMaJbHbIEe 3HaueHnst RZ — 3-4 mkm. Tpaekropust ABMKEHHs CBEpXy BHU3 HE PEKOMEHJIOBAaHA K IPHUMEHEHHUIO Ha
OKOHYATENNbHBIX ONEpalysIX W3-3a CYIIECTBEHHOW BHICOTHI mpodmist Rz. Ilpu 3tom 3HaueHus 4,1-6 MM aist aHHON
TPaeKTOPUH TOCTUTHYTHI B Y3KOM quarnazoHe yrioB — 40° — 50°.
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