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JociixkeHHs1 BIVIMBY CHJI Pi3aHHS IPU YMCTOBOMY TopueBomy ¢pe3epyBaHHi
Ha npouecu GopMOyTBOPeHHS 00pOO/II0BAHUX MOBEPXOHD

Hlupoxe 6nposaddicenns npoyecie HUCMOB020 MOPYEBO20 (Pe3epyeants 3amicms npoyecie
abpaszusHoi 06poOOKU NOACHIOEMbCA X GUCOKOIO NPOOYKMUBHICIIO MA MOJICIUGICMIO 3a6e3neyens
00pOONIIVBAHUX NOGEPXOHL MALOI WOPCMKOCME 3 HeoOXiOHUM Mikpopenvegpom. Pazom 3 mum 0ns
npoyecig¢  CMYRIHYACMO20 MOpPYeo20 Qpe3epysants, HA GIOMIHY 6i0 36UHAUHUX NPOYeCiq
dpesepysanns, € moxicaugicme 3abesneuenHs HeOOXIOHOI ceomempii pi3anbHO20 eneMeHma, AKuU
dopmye o0bpobneny nosepxuio. Ilpu yvomy ocobrugy yeazy HeoOXiOHO NpUOLIAMU NUMAHHAM
cmabinizayii  NonodiCeHHs  POPMOYMEOPIOIY020 PI3ANbHOSO elleMeHma i 6naugy Cul pIi3aHHs
Ha NPYXCHULL  BIOMUCK IHCmpymeHmy. B pobomi asmopamu posensHymo npoyec mopyegozo
cmyniHuacmoeo @pesepysants 00HO3Y001 ma 6azamo3yb0i0 mopyesor cmyniHuacmor ¢peszow. B
pe3yrbmami npogedeHUx 00CAi0NHCeHb 6CHAHOBNIEHO 8NIUG CUL PI3AHHA YOPHOBUX PI3ANbHUX eleMeHmi8
Ha 3MIHY NONOJNCEHHS (DOPMOYMBOPIOIOUO20 PI3AIbHO20 eleMeHmA, WO GNIUBAE HA PO3MIPHI
Xapaxmepucmuku — 00pOONTOBAHUX — NOBEPXOHb.  3anponoHOBAHO  YOOCKOHANEHHS — KOHCMPYKYIT
cmyninuacmoi mopyesoi ¢pezu Onsi 3sMeHUleHHs OepopMayill iHCMpyMeHmy ma noxubox oo6pobku
NJIOCKUX N0BepXoHb. Pesynvmamu oocnioscenns niomeepoircyroms OOYiNbHICMb HOOANbUL020 HOULYKY
pesepsie  NOKpawjeHHs aKoCcmi 0OpoOKU WIISAXOM PO3POOKU HOBUX KOHCMPYKYiu @pes3, ski O
3abe3neuysanu HeoOXiOHI NOKA3HUKU MIKpO2eomempii 00poOieHux No8epxoHs.

Knrwuosi cnosa: mopyese @pesepysanns; mopyesa (pesa, KOCOKYMHe DI3aHHSA, CHYRIHYACMI

dpesu.

IocTranoBka mpo6jemn. CydacHe MamMHOOYAYyBaHHS BHCYBa€ BCE OUTBII BHCOKI BHMOTH JO SKOCTI
BUTOTOBJICHUX JeTaled Ta iX TowHocTi. B mpomeci ekcruryaTamii MamMH MEBHA YHCTOTAa IOBEPXOHb
KOHTAKTYIOUUX JIeTalel YTBOPIOETHCS MICHS IX NPHIIPAIIOBAHHS, HE3aJEXHO BiJ TOYHOCTI iX 00poOkm. IIpm
[bOMY [IifiCHa IUIONIA KOHTAaKTy, 4epe3 sIKy HepeNacThCs THCK BiJ OJHIET Jeraii 10 iHINOI, CTAHOBUTH Mally
YaCTHHY BiJl HOMIHaJbHO OOMEXKEHOI PO3MipaMH KOHTAKTYIOUHMX MOBEpXOHb. Lle Mpu3BOIUTH JO KOHTAKTHHX
nedopmaliiii  MOBEPXHEBUX MIApiB JAeTaledl, 110 B CBOI Yepry BH3HAYAE iX EKCIUTyaTalliiiHi BIACTHUBOCTI
(3HOCOCTIHKICTh, KOHTAaKTHY JOPCTKICTh TOIIO). BpaxoByrouu, mo mnpu ¢iHimHIA 00poOIi BHIANSETHCS
NPUITYCK HE3Ha4YHO! BEJIMYMHM, IPOAYKTUBHICTH MpPOLECY XapaKTepH3YEThCS IUIOLICI0 MOBEPXHI JeTali,
o0pobneroi B oxuHHImIO dYacy. OcoOMMBO Taka XapakTepHCTHKAa Ma€ 3HAYeHHS I BHTOTOBJIECHHS
BEJINKOTa0apUTHUX JIeTajlel, KOJIM Ha Ipolec 00OpOOKH BUTPAYaE€ThCs 3HAUHUK vac. [IpolyKTHBHICTB mpolecy
00pOoOKH Ta MOCATHEHHS HEOOXITHHWX IapaMeTpiB CTaHy IIOBEPXHEBOTO IIapy BHUPOOIB 3aJCKUTH BiJ pEKHUMIB
pi3aHHS Ta 3aCTOCYBaHHS Pi3aJIbHOTO IHCTPYMEHTY ONTHUMAaJbHOI KOHCTPYKII{ JUIi KOXKHOTO KOHKPETHOTO
BUTIAJIKY 0OpOOKH.

Ilin wac ¢inimrHOT 0OpPOOKM BENMKOTa0ApUTHHUX JAeTalell MpoOiieMa ITiIBUIICHHS MPOAYKTHBHOCTI €
0c001BO rocTporo. [l 3abe3neueHHs eheKTUBHOCTI MPOIIECy HEOOXITHO 3aCTOCOBYBATH IOJa4i HE MEHIIE 32
0,6 MM/00, a MOPCTKICT 00POOJIEHOT MOBepXHI AeTajiel mMae cranoButn Ra = 0,32—1,25 miwm. SIkmio haerscs
npo 0OpOoOKy TakMX MaTepiaiiB, sSK 3arapToBaHi cTaji, cipuil 4aByH, TO il CIiJi IIPOBOJHUTH 13 3aCTOCYBaHHSIM
Pi3aJBbHOTO IHCTPYMEHTY, OCHAIICHOTO HaaTBepAuMu Matepianamu (HTM), ToMy 110 y IIMX yMOBaxX BOHH MArOTh
HaWOLTBITy TpaIe3AaTHICTh MOPIBHAHO 3 IHCTPYMEHTAaMH, IO OCHAIICHI TpaaumiHHUMH MaTepiamamu [, 2].
Takuii cnoci6 ¢inimHEO] 00pOOKM Mae HU3KY IepeBar IO BiIHOUICHHIO A0 HUTI(QYBaHHSA, HEJOJIKOM SKOTO €
BHCOKa TEIIOBA HAIPYXEHICTh y 3B 53Ky 3 IHTEHCHBHUM TepTsAM aOpa3MBHHUX 3€peH y 30HaX KOHTakry. lle
NPU3BOJNUTEL JI0 IOSBH Ha OOpOOIIOBaHMX IMOBEPXHSX IPHIIKaHb, MIKPOTPIIIMH Ta IHIIMX TEMIIEPaTypHUX
nedekTiB, yCyHYTH sKi He 3aBXIM BJA€ThCsS HACTYMHUM aOpasvBHUM abo anMasHuM noBeneHHsM [3]. Pazom 3
TUM TiJ 9ac TopueBoro ¢pesepyBaHHS Ha SKICTh OOpOOKH jAeTajeldl 3HAYHOIO MIpOIO BIIIMBAE >KOPCTKICTbH
TeXHONOriyHOi cucteMu. IIpyXHI BIATHCKM B cHCTEMi: BepcTaT, NPHCTOCYBAaHHS; JeTallb; IHCTPYMEHT
BUKJIMKAIOTh MOXUOKH y po3Mipax Ta Gopmi JeTajiei, o JOCATaTh y paai Bumaakis g0 80 % Big 3araapHUX
noxu6ok 06pobku [4—12].
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Puc. 1. [liazpama scopcmrocmi kopnycy mopyesux gpes sanexcro 6io diamempa [13]

Tak mocmimKeHHSIMH TOpIeBUX (pe3 ogHakoBoi ToBmmHM — 80 MM [13] Ta miamerpamm — 220, 400 Ta
800 MM Oy7I0 BCTAHOBJICHO, IO Y BCilf TEXHOJOTIUHIN CHCTeMi HaWOiMbIN MOXHOKH 0O0poOIIOBaHOI MOBEPXHIi
3aroTOBOK BHHHKAIOTH Y 3B SI3KY 3 AedopmarisMu KopmyciB ¢pe3. 31 30imbpIIeHHsIM AiameTpa Kopirycy ¢pesn, a
OTXKE, 1 3TMHAJBHOTO MOMEHTY BIJHOCHO ocCi ¢pe3u, NpyxkHI BIITHCKM (pe3u BiJ 3aroToBKM 3HAYHO
36imburyroThes (puc. 1). OTxe 3i 30iibIIeHHSIM AiaMeTpa (hpe3u 3HAYCHHS BiAXUICHHS BiJl IUIOIIMHHOCTI OYAyTh
3pOCTaTH Ta HETATHBHO TO3HAYATHCS Ha SIKOCTI 0OpOGIIIOBAHUX MOBEpXOHb 3arotoBok [13]. JocmimkeHHs 3
BUKOHAHHSM HaxXxWIy IIIHHAEII Ha MOB3A0BXKHbO-(Qpe3epHOMY BepcTaTi 3 TopleBuMH (pe3amu giamerpom 220,
400 Ta 800 MM miaTBEpAMIH, 110 (AKTUYHE BIIXWICHHS BiJ IUIOMIMHHOCTI 3pocTac 3i 30UIbIICHHIM AiaMeTpiB
dpes.

IIpu TopueBomy (pesepyBanHi ¢ppe3oro miamerpoM 400 MM 3aroTOBOK IIMPUHOIO, OUIBIIOIO 3a IiaMeTp
(pesn, 3a Kinbka MpOXOoIiB Ha 0OpOOIICHIH MOBEPXHI 3aJIHIIAIHCS XapaKTepHi MepeXoan. BenmmanHn cXoquHOK
Ta BHCOTY MIKpOHEPIBHOCTEH BHMIpIOBAJIA MICNIA IBOX MPOXOIiB, K HAa OCHOBHIM MOBEpXHi, Tak i B MicIi
Mepexoay MK IBOMa OOpOOJICHMMH IUIOMHWHAME. Pe3ynmpTaTé MOCHiKEHbP MOKa3ald, M0 31 30UIbIICHHIM
MIMOWHM pi3aHHS Ta Mojadi BENMYMHA CXOIWHKH 3pPOCTA€ — II€ IMOSCHIOETHCS 3POCTAHHIM 3YCHJIb pi3aHHS,
BHACJIIJIOK YOTO 30UIBINYIOTCSI IIPYKHI BIATUCKHU (Ppe3H Bij 3arOTOBKH Ta 3MEHIIYETHCS TOUHICTH 00poOKkH. [Ipu
30UIBIICHHI BHJIBOTY LUMUHJENS BEJIMYMHA CXOJMHOK 3pOCTajia HE3HAYHO, TOJI SIK 31 30ULIbIICHHAM JiaMeTpa
(bpesu po3Mip CXOAUHOK pi3Ko 3pocTtas [14].

st BuOOpy KOHKPETHOTO TEXHIYHOTO DIllleHHs, 0 3a0e3ledye MiJBUILEHHS MPOMXYyKTUBHOCTI (iHIMIHOT
00poOKHM 0e3 TMOTripIICHHS SIKOCTI 00poOJIeHOI MOBEpPXHI, HEOOXIAHO BHU3HAYUTH OCOOJUBOCTI KOHTAKTHOI
B3a€MOJIii B 30HI pi3aHHA (OPMOYTBOPIOIOUUX pi3aibHUX €JIEMEHTIB, SKi BH3HAYAIOTh BEJIUYUHY MIKpO- Ta
MaKpOHEPiBHOCTEH 00pOOIICHIX TTOBEPXOHB JICTAICH.

Mera — mOCHIOWTH BIDIMB OCHOBHX CKJIAJOBHX CHJIHM pi3aHHA Py mpu omHO3yOOMy Ta Oararto3ybomy
(hpesepyBaHHI TOPIEBHMH CTyIiHYaCTHMH (ppe3ammu, mo ocHameHi HTM, Ha XapakTep MpYXHHX BiATHCKIB
(hOpMOYTBOPIOFOUOTO Ppi3abHOTO eleMeHTa (pe3 B HAmpsAMi HOPMAaIbHOMY 1O OOpOOJIIOBaHOI IMOBEPXHI
3arOTOBKH.

IMocranoBka 3aBOaHHsA. YMOBH MOJENIOBAaHHA: KOCOKYTHE TOpIEBe (pe3epyBaHHS CIporo 4YaByHY
CY21 (170HB) Tta Byrmenesoi crami Y8 (46HRC) omxHo3yGor0 i 6arato3y0or0 CTYMHYACTOK (pe3oro
niamerpom 360 mm. barato3yba ¢pesa ocHamieHa 24 pi3ajJibHUMH €JIEMEHTaMH 3 BUKOPUCTAHHSM CIIpaJIbHO-
CTYIIHYACTOrO PO3TallyBaHHs. [HCTpyMEHTaIbHUN MaTepian — rexcaHiT-P. 3Ha4eHHs CKIAIOBHX CHII Pi3aHHS
(tanrenuiiina — Pz, ocboBa — Px, panianbHa — Py) Oynu BUMIpsHI 1iJ 4ac €KCHEpUMEHTAIbHUX JOCIHIIKEHb
0JIHO3y00I0 TOPIIEBOIO (PPE30I0 Ta BHKOHAHOIO IMOPIBHAILHOIO KOMII'IOTEPHOTO MojemoBanus [1, 15].
OtpumMaHi 3HaYeHHs CHI pi3aHHsA Pz, Px, Py Oyiu BUKOpHUCTaHI U1 IPOBEACHHS PO3PaXyHKY 3 BUKOPHUCTAHHSIM
nporpamMHoro 3a0esmedeHHs ANnsys. HaiiOimpmre Ha TOYHICTH OOpPOOKHM BIUIMBAIOTh TPYXHHU BIITHCK
(hOpMOYTBOPIOIOYOTO Pi3AIFHOTO €JIeMEHTa B HAlpsMi HOPMaJILHOMY A0 O0OpOOIIIOBAaHOT MOBEPXHI 3arOTOBKH.
ToMy OLUIEHO PO3IIISTHYTH HIEpeMIllleHHs Yy HAIIPSIMKY Aii pajaiaabHOI CKIIaoBoi CHiM pizaHHA Py.

BcranoBneHo, 1o 3aiekKHO Bij 3MiHM pajiaibHOI CKIIag0BOI cwiik pizaHHs Py, 30UIbIIyeThCs NpYyXHUH
BIATHCK (DOPMOYTBOPIOIOYOTO Pi3JIHOTO €JIEMEHTa BiJ 00poOIIIOBaHOT MOBEPXHI 3arOTOBKH, 1[0 BUMIPIOETHCS
Mo HOpMaJi 10 Hei (puc. 2).

3a CTYIHYACTOTO TOPIIEBOTO (Ppe3epyBaHHS KOXKEH i3 YOPHOBUX Di3ajbHUX €JIEMEHTIB Ma€ 3HATH CBiid
NPUIYCK Ta 3aIWIIATH CTaOiIbHUHA TNPHUIYCK IS (OPMOYTBOPIOIOYOTO Pi3aJbHOTO €JIEMEHTa, SIKHH
pO3TalIoOBaHUi Ha HAalMEHIIOMY pajiyci BIIHOCHO oci ()pe3u Ta 3 HAWOIIBIIMM OCLOBHUM BHJIBOTOM BiTHOCHO

Koprmycy dpesn.
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Puc. 2. Pospaxoeani npyscHi 8iomucKku popmoymeopioryozo pizaibHo2o elemMeHma 6i0 06pooaio8anoi noepxui 3a20moexu
npu QiniwHoMy mopyegomy @pesepyeanti 0003600 ma bazamo3yborw ppe3or:
a) cipoeo yasyny CH21; 6) eyeneyesoi cmani ¥8

3 oTpUMaHUX pe3yJbTaTiB (pUC. 2) BHAHO, IO MPYXKHI BIATHCKU (OPMOYTBOPIOIOUHMX Pi3aJIbHUX E€JIEMEHTIB
omHO3yOMMH 1 OaraTo3yOmmm (pezamMu 3ajekaTh BiJ 3MIHH pamiallbHUX CKJIAJOBUX CHI pizaHHA Py, ski
3MIHIOIOTBCSl BiJ] PEXUMIB OOpOOKHM, TeoMeTpii pi3ajbHOrO IHCTPYMEHTY, 3Hocy Tomio. [Ipu d¢pesepyBanHi
0arato3y0or0 (Qpe30ro 3a1IeXKHO Bi 3MIHU CHIIM pi3aHHS Py Ha momepeHix 1m’sTH YOpHOBUX Pi3albHAX eIEMEHTaX
cyMapHa ciiia Oy/ie BUKIUKATH MEPEMIIICHHS (JOPMOYTBOPIOIOUOTO Pi3ajbHOTO €JIEMEHTA BiIHOCHO 00OpOOIIFOBAaHOT
TIOBEpPXHi 3arOTOBKH, a OTXKe He Oyae 3a0e3medyBaTrcs Horo ctabiibHE IOJIOKEHHS i, SIK Pe3yJbTaT, — 3MCHIIICHHS
TOYHOCTI 0OpPOOKH Ta 301JIbIICHHS BIAXHUJICHHS BiJ] IVIOIIMHHOCTI 00pOOIIIOBaHOT TIOBEPXHI.

OpmHuM 31 NUIAXiB 3MEHIICHHS BIUTMBY Py Ha MpYKHUH BiATHCK (POPMOYTBOPIOIOYOTO Pi3alIbHOTO eIeMEHTa
BiZl 00p00III0BaHOT MOBEPXHI 3arOTOBKH € HOT0 BiTOKPEMIICHHS BiJl OIIEPEIHIX YOPHOBHX Pi3ajbHUX €JIEMEHTIB,
AKi OepyTh y4acTh y pi3aHHI.

BimokpeMIieHHSI YHUCTOBOTO PI3aJIbHOTO €JIEMEHTa BiJl YOPHOBHUX MOXE OyTH 3IIHCHEHO 3a paxyHOK
BUKOHAHHS HAaCKpI3HMX Na3iB y Koprmyci (pesu ANCKOBUMH (pe3aMu, IO A03BOJSE BUKIIOYHTH MPOILEC
nedopmarii npy»HOTo MPSIMOKYTHOTO CEKTOPA, B SIKOMY pO3MilleHUiT pOpMOYTBOPIOIOUHIT pi3aibHUN €JIEMEHT,
Mg Ti€ro pamiadbHUX CHJI, SIKi BUHHKAIOTh Ha YOPHOBUX Pi3aIbHUX eleMeHTax. J[oBKHMHA HACKPI3HUX IMa3iB Y
Kopryci ¢pe3u cexkTopa 3 YHCTOBUM pi3albHUM €JIEMEHTOM O0Mpajacsi 3a KOHCTPYKTUBHHUMH IMapamMeTpamMu
¢pe3u B pgiamazoni 50-70 mm, a mmpuna cekropa — 50 mm [16]. Ilicns npoBeAeHHsS pPO3paxyHKY 3
BIZIOKPEMJICHHSIM ILIOCTOr0 ()OPMOYTBOPIOIOUOI0 Pi3aJbHOTO €IEMEHTa BiJ| MOIEPEIHIX II'ITH YOPHOBHUX OyIH

OTpUMaHI pe3yabTaTH HOTO MPYKHHUX BiATUCKIB BiJl 00p00IIIOBaHOT MOBEPXHI 3arotoBKH (puc. 3).

| Directional Deformation
Type: Directional Deformation (Y Axis)
Unit: mm
Global Coordinate System
Time: 02 s
Deformation Scale Factor: 1.0 True
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Puc. 3. Ipyorcui 8iomucku ¢hopmoymeopronuo2o pizaibHo2o eremenma 6i0 00poOa06aH0l NOBEPXHI 3a20MOBKU 3 O0BICUHOIO
HacKpiznux nasig y kopnyci ¢pesu 50 mm: a) oepopmayis kopnycy gpesu, 6) obpobxa cipoeo uagyny C421;
8) 00pobka eyeneyesoi cmani Y8
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[Ticns BinokpeMieHHs! GOPMOYTBOPIOIOYOTO Pi3aJIbHOTO €JIEMEHTA BiJl YOPHOBUX 3 JOBXKMHOIO HACKPIZHUX
ma3iB B kopmyci ¢ppe3n 50 MM OYyII0 BCTAHOBJICHO, IO MPYKHI BIITHUCKH BiJ 00POOIIFOBaHOT OBEPXHI 3arOTOBKU
30impmmcs Ha 0,5 mxm 3a paxyHOK 3MEHIICHHS JKOPCTKOCTI MICHS PO3TallyBaHHS (POPMOYTBOPIOIOYOTO
pizanpHOTO eneMenTa y kKopiryci gppesu (puc. 3). [Tpu 30inbIIeHH] JOBXIHNA HACKPI3HUX MAa3iB y KOpIryci ¢ppes3n
mo 70 MM CeKTopa 3 YHCTOBHM pi3albHAM €JIEMEHTOM BCTAHOBJICHI BEIHYMHHU MPYXKHOTO BINTHUCKY Bif
00poOIIOBaHOI MOBEPXHI 3aroTOBKHA (POPMOYTBOPIOIOYOTO Pi3ajbHOTO EIIEMEHTa 3alie)KHO BiJ 3MIHH CHIIA
pizanHsa Py s onHO3y00i1 Ta 6arato3ydoi dpesu (puc. 4).

Directional Defarmation
Type: Directional Deformation(Y Axis)
Unit: mm

Global Coordinate System
Time: 015 5

Deformation Scale Factor: 1.0 (True
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Puc. 4. Pospaxoeani npysicHi 6i0mucku oopmoymeoporuoeo pizaibHo2o eemeHma 8i0 00podnioeanoi nogepxmi
3a20MOBKU 3 O0ICUHOIO HACKPI3HUX Na3ie y Kopnyci ¢hpezu 70 mm: a — deghopmayis kopnycy @pesu;
6 — 0bpobka cipozo uagyny CH21; 6 — 06pobka syeneyegoi cmani Y8

OTpuMaHi pe3yabTaTH KOMII IOTEPHOTO MOJIENIOBAHHS MMOKa3yIOTh, IO 30UIbIICHHS TOBXHHU HACKPI3HUX
nas3iB CEKTOpa 3 YHCTOBUM pizaiibHUM eneMeHToM 10 70 MM npu ¢pesepyBanni CU21 306inbliye mpyKHUMA
BIITHCK YMCTOBOTO Pi3ajJbHOIO €JIEMEHTa JJIs OAHO3y00i (hpe3u 10 4,5 mrm 1 baraTto3ydoi dpesu 10 5 mrm, a
npu (pesepyBanni Y8 BiAmoOBiAHO 10 4,9 mrm 1 6arato3y0oi Gppesu 10 5,5 mrm, MO OB’ SI3aHO 31 3MCHIIICHHIM
JKOPCTKOCTI MICIISI PO3TallyBaHHs (OPMOYTBOPIOIOYOT0 pi3ajibHOTO ejeMeHTa y Kophyci ¢pesu dyepes
BUKOHAHHS PO3pidy. BuKOHaHHsS po3pi3y Jae 3MOry 3MEHIIMTH BJIMB CHJIM pi3aHHs Py, ska BHHHKae Ha
MONEpeHIX IISITH YOPHOBHX pI3aJIbHUX €JIEMEHTaX Ta 3MIHIOE BEIMYUHY MPY)XHOTO  BIITHCKY
(hOpMOYTBOPIOFOUOTO Pi3aILHOTO €IEMEHTa Bifi 00pO0IIFOBaHOT TOBEPXHI 3aTOTOBKHU.

Amnaniz rpadikiB, HaBeIEHMX Ha PHCYHKY 4—5 TOKa3yloTh, IO pI3HULSA MPYKHUX BIATHCKIB
(hOpMOYTBOPIOIOYOTO Pi3aJILHOTO €JIEMEHTY JJIsl 0IHO3YOuX Ta 6arato3yOoux ¢pes MosCHIOEThCS BIUIMBOM CHII
pi3aHHS, SKI BHHHMKAIOTH I 4Yac pi3aHHS YOPHOBHMH pi3aJIbLHUMH €JIeMEHTaMH Ha TPYXXHUH BIATHCK
(hOopMOYTBOPIOIOYOTO elleMeHTa. SIKIIO0 pO3IIIAAaTH BiATHCKAHHS ()OPMOYTBOPIOIOUOTO Pi3aJbHOTO €JIeMEHTa Bijl
00po0IIOBaHOI MOBEPXHI 3aroTOBKM TpH (pe3epyBaHHI O0MHO3Yy00I0 Ta 0arato3yboro (pe3oro 3 CymiJIbHUM
KOPITYCOM, TO Pi3HHIISI MiXK MPYKHUM BiATHCKOM ()OPMOYTBOPIOIOYOTO € CYTTEBOIO, IO MOSCHIOETHCS 3HAYHUM
BIUTMBOM CHJI pi3aHHS Py, sika BHHUKA€ Ha MOMEPEIHIX I’ ATH YOPHOBHX Pi3aIbHUX €IEMEHTaX Ta MPU3BOIANUTH 10
MPYXXHOTO  BiITUCKaHHSA (OPMOYTBOPIOIOYOTO  Pi3ajbHOTO  €JIeMEHTa BiJf 0O0poONIOBaHOI TMOBEpPXHI
3arotoBkH (Tabi. 1).

[lix yac BUKOHAaHHS BiZOKPEMJICHHS (DOPMOYTBOPIOIOYOTO pIi3aJbHOIO €JIEeMEHTa B II'SITH YOPHOBUX
NPY>KHUM CEKTOPOM 3 JIOBKMHOIO HACKpI3HHX Ia3iB CEKTOpa 3 YHCTOBUM pI3aIbHUM eJeMeHTOM Bin 50
710 70 MM BinOyBaeTbcsl 3MEHIICHHS PI3HHMLI MDK BIiITHCKOM (DOPMOYTBOPIOIOYOTO Pi3albHOTO EJIEMEHTa
0J1HO3y001 Ta OaraTo3y0oi Gpesu, a 0THKe 3MEHIIEHHs BIUIMBY CHJI Pi3aHHS YOPHOBHX Pi3aJIbHUX €JIEMEHTIB.
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Tabnuys 1
Pospaxoeana pisnuys misxx ompumanumu 3Ha4eHHAMYU GIOMUCKAHHA YOPMOYMEOPIOIOU020 Pi3aabHO20
enemenma i0 N0GePxXHi 3a20MOBKYU NpuU 0OHO3YOOMY ma bazamo3ybomy gpesepysanni

O06pobirroBaHmMil MaTepia
Cu2l v8
Cuua pizanns Py, (N) Cuna pizanns Py, (N)
00 | 170 | 180 | 200 [ 250 186 | 215 | 231 | 261 | 284
CyminsHa ppesa CyminsHa ¢pesa
0.68 0.78 1.05 1.22 1.66 1.03 1.27 1.41 1.69 1.87
MKM MKM MKM MKM MKM MKM MKM MKM MKM MKM
Josowcuna nackpisnux nasie 6 kopnyci ¢ppesu 50 um Josorcuna nackpisnux nasie 6 kopnyci ¢ppesu 50 mm
0.62 0.67 0.76 0.87 1.05 0.60 0.72 0.82 0.95 1.10
MKM MKM MKM MKM MKM MKM MKM MKM MKM MKM
Hoeowcuna nackpisnux nasie 6 kopnyci ghpezu 70 mm Josorcuna nackpisnux nasie 6 kopnyci ¢ppesu 50 mm
0.30 0.30 0.32 0.33 0.38 0.39 0.41 0.45 0.48 0.49
MKM MKM MKM MKM MKM MKM MKM MKM MKM MKM

AHali3 BUKOHAaHHX PO3PaxyHKIB IOKa3ye, IO BIUIMB CHJIM pi3aHHA Py, sfka BHHHKac Ha MOIEpEmHiX
YOPHOBHUX pIi3aJbHUX EJICMEHTaX, MPHU3BOJUTH 0 MPYKHOTO BIiATHCKY (POPMOYTBOPIOIOUOrO pi3abHOIO
eJIEMEHTa BiJ TOBEPXHI 3arOTOBKM 3aJIeXKHO BiJl 3HAueHHs CKiIagoBoi cui pisanHs Py, Ilpu
OaratoctymiHuacToMy (pe3epyBaHHI BiIOKpeMIICHHS (HOPMOYTBOPIOIOUOTO pI3aJbHOrO EJIeMEHTa 3HAYHO
3MEHIIY€E BIUIMB CHJIM pi3aHHd Py Big pi3aHHsS 4YOpPHOBMMH pi3ajJbHUMH Ha TNPYXHHUH BIITHUCK
(hOpMOYTBOPIOOUOr0 Pi3aJIbHOIO €JIEMEHTa BiJ 0OpOOJIIOBAHOI MOBEPXHI 3arOTOBKH, a OTXKE € MOXIJIHMBICTh
3a0e3Ne4YeHHsT CTa0IBHOTO 3HATTS NPHUIYCKY (OPMOYTBOPIOKOYHMM Di3albHUM CSJIEMEHTOM HIIIXOM PO3pOOKH
HOBOT KOHCTPYKLIT TOpIIeBOi CTYMiHYacTOl (pe3n 3 MONKIUBICTIO OE3MOCEPEAHBOrO KOHTAKTY MPYKHOTO CEKTOpa
3 YHCTOBUM pi3aJbHUM €JIEMEHTOM BIIHOCHO LINMHIETS BepcTara, IO NO3BOJUTH I30JIIOBATH YHCTOBHUIA
pi3anbHUT eeMeHT Bix MiABHIICHUX AedopMartiii Kopirycy ¢ppesm.

BucHoskn.

1. BcraHoBIeHO, 110 TipH BiHIIIHOMY KOCOKYTHOMY (pe3epyBaHHi ciporo waByHy CU21 Ta Byrienesoi craii
V8 cryninuacToro ()pe3oro i3 CYI[ILHUM KOPIIyCOM 3HAYHO BIUIMBAE CHJIA PI3aHHS YOPHOBHMH Pi3aJibHUMU
€JIEMEHTaMH Ha MPYXHHUI BIATUCK (POPMOYTBOPIOIOYOTO Pi3JILHOTO €JIEMEHTa, 1110 HEraTHBHO MMO3HAYAETHCS Ha
SKOCTi 00pPOOKH.

2. BUKOHAaHHS CEKTOpa, B IKOMY PO3MIIICHUI YNCTOBUH pi3ajibHUIA €JIEMEHT, T03BOJISIE 130JII0BATH HOTO Bij
niaBuIeHnX Aedopmaliiii koprycy ¢hpe3u 3a paxyHOK 301IbIIEHUX CHII Pi3aHHs, SIKI BAHUKAIOTh ITiJ] Yac pi3aHHs
YOPHOBUMH Pi3aIbHUMU €JIeMEHTaMH.

3. TlonoxeHHS (OPMOYTBOPIOIOYOTO PI3aJbHOTO €JeMEHTa 3HAYHOK MIpOI0 3aJIeKUTh BiJl HPYKHHUX
XapaKTePUCTHUK MPYKHOTO CEKTOPa, B IKOMY PO3MIILCHUI YHCTOBHHI pi3ajbHUN €JIEMEHT.

4. Tlpu mnonaiplIOMy KOHCTPYEOBaHHI YHCTOBHUX CTYMiHYaCTHX TOPLEBHX (pe3 NEepCIeKTUBHUM €
BiJOKPEMJICHHSI YHCTOBOTO Pi3aJIbHOTO €JIeMEHTa Bill Kopiycy (pe3u B HampsimMi Aii CHJI pi3aHHS B3IOBXK OCi
¢pe3n Ta Oa3zyBaHHSA TPYXKHOTO CEKTOpa BIIHOCHO WINMHHICNS BepCTaTa, MO JO3BOJNUTH CTabimi3yBaTh
MOJIOXKECHHST YHUCTOBOTO PI3aJbHOrO €JICMEHTa Ta IIBUIIATH SKICTh OOpOOKH, 0 Oyae pO3IISHYTO Y
MOAATBUINX AOCIIIKEHHSIX.
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Vyhovskyi H.M., Gromovyy O.A., Plysak M.M.
The influence of cutting forces study during finishing step face milling on the treated surfaces shaping processes

The wide implementation of finishing face milling processes instead of abrasive treatment processes is explained by
their high productivity and the possibility of providing processed surfaces of low roughness with the necessary microrelief.
At the same time, for stepped face milling processes, unlike conventional milling processes, it is possible to ensure the
necessary geometry of the cutting element that forms the machined surface. At the same time, special attention should be
paid to the issues of stabilizing the position of the forming cutting element and the effect of cutting forces on the elastic
impression of the tool. In the work, the authors considered the process of face step milling with a single-tooth and multi-tooth
face step milling cutter. As a result of the research, the influence of the cutting forces of the rough cutting elements on the
change in the position of the forming cutting element, which affects the dimensional characteristics of the processed surfaces,
was established. It is proposed to improve the design of the stepped face mill to reduce the deformations of the tool and
reduce the processing errors of flat surfaces. The results of the study confirm the feasibility of the necessary search for
reserves to improve the quality of processing, by developing new designs that would provide the necessary indicators of the
microgeometry of the processed surfaces.

Keywords: face milling; face mill; oblique cutting; step face mills.
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