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AHHOTAUUA

B craree paccmarpuBaercsi crnocod rpadoana-
JUTUYECKOTO  MOJEIMPOBAaHUS  MUKPOHEPOBHOCTEH
(LIepoX0BaTOCTH MOBEPXHOCTH), (POPMHUPYIOLIMXCS Ha
BUHTOBOW Mepe/IHE MOBEPXHOCTH PEXKYLIEr0 UHCTPY-
MEHTa TIPH €ro H3TOTOBJICHUM HJIM IMEPEeTOdYKe C HC-
MOJIb30BaHNEM IUTH()OBAIBHO-3aTOYHBIX CTaHKOB C
UITY u numudoBaIbHBIX KPYTOB IMPOCTOH (OPMBI IIPO-
M3BOJSAIIEH TOBEPXHOCTH.

IIpencraBneHa MMHUTALMOHHAs MOJENb ILIEPO-
XOBaTOCTH Ha (QOpMHPYEeMOH TepeaHell MOBEPXHOCTH,
U COCTaBJE€HA pacueTHas cXema OIpeJeNIeHHUs ee 3Ha-
yeHus. Ilo pesynpTaTaM CTaTHCTHYECKOI'O aHalu3a
chopMHUpPOBAHHBIX TexHOJOrmueckux 3D momeneit
BUHTOBBIX II€PEIHUX IOBEPXHOCTEH IperCTaBICHBI
PE3yNBTUPYIOIINE ypaBHEHHS TMOJHBIX (PAaKTOPHBIX

Cculnka 0na yumuposanusi:

3KCIIEPUMEHTOB, YYUTHIBAIOIUE COBMECTHOE BIIUSHUE
(akTopoB.

[IpuBenensl rpaduky HOPMAJIBHOTO pacHpene-
JICHUs. IIapaMeTpa IIEpPOXOBAaTOCTH U BIHUAIOLIETO Ha
HEro napaMeTpa yCTaHOBKH NIIH(OBaJIBHOTO Kpyra.

IToxa3aHo, 9TO Ba)KHBIM PE3YJNBTATOM MOJIENH-
pOBaHUS SABJIAETCS ONpEACICHUE HApPaBJICHUS MHKPO-
HEPOBHOCTEW, JaHA PEKOMEHIALMs IO YKa3aHUIO
HAMpaBICHUN MHKPOHEPOBHOCTEH Ha dYepTeXax pe-
JKYIIET0 MHCTPYMEHTA C LENBIO0 BBIIIOTHEHUS HU3MeEpe-
HUH IIEpOXOBAaTOCTH C Y4€TOM TpeOOBaHUIT HOPMATUB-
HO-TEXHMYECKOHU JOKYMEHTALMH.

KiroueBble c10Ba: HHCTPYMEHT, KaHaBKH, IIe-
pOXOBaToCTh, NOBEPXHOCTH, 3D Mojenb, CTaHKU C
UIlV, ananus.
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Abstract

The paper deals with a method for grapho-
analytical modeling of micro-roughness (surface
roughness) formed on the helical front surface of a cut-
ting tool during its manufacture or resharpening using
CNC grinding machines and grinding wheels with a
simple shape of the generative surface.

4

A simulation model of roughness on the formed
front surface is presented, and a calculation scheme for
determining its value is made. Based on the statistical
results of the formed technological 3D models of heli-
cal front surfaces, the resulting equations of complete
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factorial experiments are presented, taking into account
the combined influence of factors.

Graphs of the normal distribution of the rough-
ness parameter and the parameter of the grinding wheel
installation affecting it are given.

It is shown that an important result of modeling
is the definition of the micro-roughness direction, and a

Reference for citing:

recommendation is given to indicate the directions of
micro-roughness in the drawings of the cutting tool in
order to mearure roughness taking into account the
requirements of regulatory and technical documenta-
tion.

Keywords: tool, grooves, roughness, surface,
3D model, CNC machines, analysis.
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BBenenue

N3ydyeHneM BONPOCOB, CBSI3aHHBIX C Ka-
YECTBOM IIOBEPXHOCTHOI'O CJOSI TOBEPXHO-
CTEH JeTajel, 3aHUMAIOTCs pa3/InyHble Hay4-
Hble IKOJIbI PD B ToM uncne bpsinckuii rocy-
JAPCTBEHHBIM TEXHUYECKUN YHHUBEPCHUTET U
MOCKOBCKUI IOCY1apCTBEHHbBIA TEXHUYECKUN
yauBepcureT uMm. H.D. baymana. Hanpasine-
HUE UCCJIEIOBAHMI 3THUX BONPOCOB CBS3bIBA-
10T B OJIUH TEPMHUH — HH)KEHEPUsI TIOBEPXHO-
ctu [1]. Ilox uHXeHepuel MOBEPXHOCTEHN pe-
KYLIETO HMHCTPYMEHTA, BIMAIOIIMX Ha IpoO-
LeCC pe3aHusi, IMOHUMAETCS TEOPETUUECKHU
HAayYHO OOOCHOBAHHBIE OMpEICNEHHS (POPMBI
MMOBEPXHOCTE M T€OMETPUYECKUX IapameT-
POB (B YaCTHOCTH LIEPOXOBATOCTU IOBEPXHO-
CTH) U (DU3UKO-XMMHYECKUX CBOWCTB, 00Oec-
MEYUBAIOIINX CTAOWIBHYIO PEXYIIYIO CIO-
COOHOCTb M SKOHOMHYECKHU IIeJIeCO00pa3HYIO
JOJITOBEYHOCTh MPH SKCILTyaTallud U BOCCTa-
HOBJICHUH PEXYLIETO MHCTPYMEHTA C BHHTO-
BbIMH 3yObsSMHU.

B cooTrBeTcTBMM C HOPMAaTHUBHBIM J10-
KYMEHTOM [2] 1moj 1IepoX0oBaTOCThIO MOBEPX-
HOCTU TMOHMMAETCS COBOKYITHOCTH HEPOBHO-
CTEH MOBEPXHOCTU C OTHOCUTEIBHO MaJIbIMU
iaraMu, BBIJI€JICHHAs, HallpUMep, C IOMO-
mpio 6a3oBoi umMHBL [Ipu 3TOM yCIOBHBIH
PUCYHOK, 00pa30BaHHbII HOPMaJIbHBIMU IIPO-
EKLUSAMHU SKCTPEMAIIBHBIX TOUEK HEPOBHOCTEM
MOBEPXHOCTH Ha CPEIHIOI MOBEPXHOCTh Xa-
pakTepu3yeT HaIpaBJIEHUE HEPOBHOCTEH IO-
BEPXHOCTH.

B cBoro ouepenp neiicTBUE HOpMaTHUB-
HOTO JOKyMmMeHTa [3] pacmpocTpaHsercs Ha

ITocranoBka 3axaun

JUisi OLICHKM HaIlpaBICHUNM MUKpPOHE-
POBHOCTEH MOJTy4yaeMbIX Ha BUHTOBOH Iepen-
HEH IIOBEPXHOCTH PEXYILIEro HWHCTPYMEHTA
npu ee (GOpPMUPOBAHMU AIMAa3HBIMU HUTU(DO-

[IEPOXOBATOCTh M3/ENIUIl HE3aBHCUMO OT HX
MaTepuaga ¥ crocoda U3roToBiIeHUs (IIOJTY-
YEeHUsI TOBEPXHOCTH), a TaKKe YKa3bIBaeT,
410 TpeOOBaHUSA K IIEPOXOBATOCTH IMOBEPX-
HOCTH JIOJDKHBI YCTaHABIMBATbCS, UCXOAS U3
(YHKIMOHATIBHOIO Ha3HAUEHMsI MOBEPXHOCTH
Uil 0OecrieueHus 3aJaHHOr0 KadyecTBa HM3/1e-
M. DTOT K€ HOPMATHUBHBIA JOKYMEHT pe-
KOMEH]IyeT yKa3bIBaTh TUI HAlpaBJICHUI He-
POBHOCTEH NOBEPXHOCTH, KOTOpas B JAajlb-
Heifmem OyieT MoABepraThCsi U3MEPEHHUIO.

OObIuHO, aHAIM3 MAapaMEeTPOB LIEPOXO-
BaTOCTEH TOBEPXHOCTEH, MONYUYEHHBIX IILIH-
¢doBaHUEM, OrpaHUYMBACTCS  MPOLIECCAMU
KpYyIJIOTO WJIM IIOCKOro IunmdoBaHus. B
CBOIO o4epenb popmupoBanue (Iu(OBaHKE)
BUHTOBBIX CTPYKEUHBIX KaHABOK (3aTOYKa
NEepeHUX MOBEPXHOCTEH) PEXYIIUX HHCTPY-
MEHTOB B IIOJIHOM Mepe HE COOTBETCTBYET
THM TMpoLEeccaM U MO3TOMY HEI0CTaTOYHO
M3ydeHa.

B mpornecce ¢popmupoBaHHsS BUHTOBBIX
CTPYXKEUHBIX KAaHAaBOK Ha [UIM(OBAIBHO-
3aTOYHbIX cTaHkax ¢ YIIY wuHCTpyMEHTHI
BTOpPOro mopsijika (UUTudoBaIbHBIE KPYIH),
KaK MPaBHJIO, YCTAHABIMBAIOTCS OTHOCHTEIb-
HO 00pabaThIBaeMoOii 3aroTOBKM TakuM 00Opa-
30M, 9TOOBI 32 OJTHO CIIO)KHOE B3aWMOCBS3aH-
Hoe pabouee MBM)KEHHE C(OPMUPOBATH U
CIIMHKY CTPYXEYHOW KaHaBKH, U BUHTOBYIO
NIEPEHIOI TOBEPXHOCTh C 3aTOYKON mepe-
Hero yria. [Ipu 5ToM HampaBIeHUsT MEKPOHE-
POBHOCTEM Ha Ka)KIOM U3 ITUX MOBEPXHOCTEN
OyIyT UMETh pa3IMyHOE HAIpaBIICHHE.

BaJIbHBIMH KPYTaMU pa3iIMYHON 3€pHHCTOCTH
C pa3IMYHBIMH MapaMeTpaMu YCTaHOBKH IO-
KaxeM ¢oTorpaguu ykazaHHOH MOBEPXHOCTH

(puc. 1).



Pexywas kpomka

Puc. 1. ®ororpadun MUKpOHEPOBHOCTEH BUHTOBOM
NepeIHEN IIOBEPXHOCTHU PEXKYIIEr0 HHCTPYMEHTA
Fig. 1. Photos of micro- roughness of helical
front surface of the cutting tool

Ha puc. la mpuBeneHa mepenHsisi BUH-
TOBasl MOBEPXHOCTh PEXKYIIEr0 HHCTPYMEHTA,
copmMupoBaHHas [UIM(OBAIBHBIM KPYroM
1A1 125 6 20 AC6 D126 D21 100 %, Ha xo-
TOpPOW SIBHO BUWJIHBI CIIEABI IIEPOXOBATOCTU
MIOBEPXHOCTH, MPOXOASILIME NOJ YriaoM fB K
OCH H3rOTaBIMBAEMOr0 PEXYILEro HHCTPY-
MmeHTa. Ha puc. 16 coxgepikarcst yactu nepea-
Heil BUHTOBOH IMOBEPXHOCTU PEXKYILEro HH-
CTpyMeHTa, C(HOPMHUPOBAHHOW HUTH(POBAIH-
HeIM kpyrom 1V1100 10 20 AC6 D76
D21 100% 75°, BugHO HaIpaBJICHUE MHUKPO-
HEpOBHOCTEH, MPOXOJAIIUX IMOJ YrioM [ K
OCH HW3rOTaBIMBAEMOr0 PEXYILEro HHCTPY-
MeHTa. Ha puc. 1 mpuBeneHbl pasHbIe HH-
CTPYMEHTBI, OTJIMYAIOLIUECS YUCIOM 3yObeB,
TITyOMHON CTPYKEUHBIX KaHABOK, 3HAYCHHUEM
NEepeHEero yria u T.1., ¥ IpU 3TOM OHH ObLIH
c(OpMHUPOBAHbI pa3IUYHbIMU 10 (opme (U
3€pHUCTOCTH) LUIM(POBATIBHBIMU  KPyraMu
(cmemoBarenbHO, HMMENH pPA3UYHbIC TMapa-

Pa3paGoTaHHble MO€eIN U METOBI

C ucnonb30BaHUEM aHATUTHYECKHX 3a-
BUCHMOCTEH, ONPEACIIONNX I[apaMeTpsl
YCTAaHOBKM HWHCTPYMEHTOB BTOPOIO MOPSJIKA
npu (GOPMHUPOBAHUU BUHTOBBIX CTPY>KEUHBIX
KaHaBOK C OJJHOBPEMEHHBIM (POPMHPOBAHUEM
nepeHel MOBEPXHOCTH PEXYIIEr0 HHCTPY-
MEHTa, U Ipa)uuecKoro MnpeicTaBIeHus Mpo-
necca ¢popmMooOpa3oBaHus, cHopMHpoOBaHa
texHosornueckas 3D moxens (puc. 2). Ilpu
€e MOCTPOCHUU ULTU(OBAIBHBIN Kpyr npea-
CTaBJICH HE B BUJE TeJa BpAIICHUS C Hempe-
PBIBHOM MOBEPXHOCTHIO [5], a Tena, y KOTO-
pPOro Ha YCJIOBHBIX TOPLOBBIX M MepHUQepuii-
HBIX IMOBCPXHOCTAX CMOICIUPOBAHBI BBICTY-
b, IMUTHUPYIOILKE aMa3Hble 3epHa. [Iprnuem
AJIMa3HBIC 3€pHA BBICTYIIAOT HAJ IMOBEPXHO-

MeTpbl ycTaHOBKM). Ilpu 3TOM BHIHO, 4TO
yIJIbl HalpaBJIEHUH MUKPOHEPOBHOCTEH [3 OT-
JIMYAIOTCS 110 BEJIMYMHE, HO HE 110 HaIpaBJe-
HHIO. I/ICXO[ISI U3 3TOro, MOXHO CJICJIaTb BBI-
BOJI, YTO HaIlpaBJIeHHE, BEIMUMHA U TPOPHIIb
MUKPOHEPOBHOCTEH 3aBUCSAT HE TOJBKO OT
napaMeTpoB 3epHa LUIM(OBAIBHBIX KPYIOB,
HO U OT IIapaMEeTpPOB €ro YCTAHOBKH, CIENO-
BaTEJIbHO, U OT MapaMeTPOB U3rOTaBINBAEMO-
r0 UHCTPYMEHTA.

C uenblo aHanM3a BIUSHUS HA HaIpaB-
JICHHE U BEJIMYHHY MHUKPOHEPOBHOCTEH IIa-
paMeTpoB MHCTPYMEHTOB BTOPOIO MOpsiKa U
HuX TMapaMCTpOB YCTAHOBKH OTHOCHTCIBHO
00pabaTbIBAEMOr0 HHCTPYMEHTa PacCMOTPUM
HUMUTAIIUOHHYIO MOJC/Ib MepoOXOBaATOCTH
BUHTOBOMH IepeHel NOBEPXHOCTU PEXKYILEro
HHCTpyMeHTa (puc. 2), TOCTPOEHHYIO C HC-
MI0JIb30BaHUEM Tpa(oaHATUTHUECKOTO CHHTE-
3a [4].

CTSIMH Kpyra € Y4eTOM H3JI0KEHHOTO B [06].
Taxoke, st MonenupoBaHus pabodyeit Tmo-
BEPXHOCTH HUIMU(POBATIBHOIO Kpyra MOXKHO
BOCIIOJIb30BaThCsI pe3ysIbTaTaMu paboThI [7].

Ha yBennuenHom Buzae A, oroOpaxa-
IOLEM YYacTOK MepeaHed MOBEpXHOCTU TEX-
HoJjornueckoit 3D monenu, copmupoBaHHON
MOJIETBIO NUTM(OBAILHOTO Kpyra ¢ mapamMer-
pamu 1A1 125 6 20 AC6 D126 D21 100%,
BUJIHO HaJMYUE CIIEJ0B IIEPOXOBATOCTHU IO
YTJIOM C OCH MHCTPYMEHTA (QHAJIOTUYHO YTIIY
B Ha puc. 1). OTo cBUAETENHCTBYET 00 UACH-
TUYHOCTU MPOIECCOB yJaleHus: o0bemMa Ma-
Tepuajia Ha TexHoJiorndeckorn 3D monenu u
peaJIbHOM UHCTPYMEHTE.
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Puc. 2. UMuTanonHas MoJienb LEPOXOBATOCTH BUHTOBOM
TepeHe TOBEPXHOCTH PEXKYIIEr0 HHCTPYMEHTA
Fig. 2. Simulation model of the roughness of the cutting tool helical
front surface

C nenpio onucanus aroputMa Gopmu-
pOBaHUS MHUKPOHEPOBHOCTEH Ha BUHTOBOM
nepeiHeld MOBEPXHOCTU U JIJISl OLIEHKHU CIIOCO-
00B BIIMAHUSA PA3TUYHBIX I[MapaMETPOB, HC-
M0JIb3YyEMBIX MpH TpadOoaHATUTHUECKOM CUH-
Te3€, Ha IIEPOXOBATOCTh BUHTOBOU NepenHen
MTOBEPXHOCTU PACCMOTPUM PACUETHYIO CXEMY,
IIOKa3aHHYIO Ha puc. 3. YCI0BUMCS, YTO VIS
OlpesieNieHUus] MapaMeTpoB IIEPOXOBATOCTH
BUHTOBOM TepenHel MoBepXHOCTH OyneM uc-
M0JIb30BaTh JKBHUAUCTaHTHOEe ceuyeHue. Co-
r1acHo [2] mon IKBHIMCTAHTHBIM CEYCHHEM
MTOHMMAETCS CEUEHUE peanbHON MOBEPXHOCTH
MOBEPXHOCTBIO, HMelomeld (GopMy HOMHU-
HaJIbHOM MOBEPXHOCTH U PACIOIOKEHHON JK-
BUJIMCTAaHTHO 0a30BO IOBEPXHOCTH.

B kadecTBe 5KBHJIMCTAaHTHOM IOBEpPX-
HOCTH OylleM HCIIONIb30BaTh LMIMHIpUYE-
CKYIO0 TIOBEPXHOCTh, paJlyCc KOTOpPOW CoOBMa-
JaeT C AUAaMETPOM H3rOTaBIMBAEMOro0 WH-
crpymenTa dy (puc. 3). M0OKHO HCIIOIB30BaTh
U JIpyrue paanyca 3KBUAMCTAHTHOW MOBEpX-
HOCTH, HO UCXOJISl U3 COOOpaXKeHHI TOro, 4To
IIPOLIECC pe3aHUs HAUMHAETCS MMEHHO Ha pe-
Kyllel KpoMKe, T.e. MaKCUMaJIbHOM JIhaMeT-
pe MHCTpyMeHTa, OyaeM paccMaTpuBaTh Ma-

paMeTpbl MUKPOHEPOBHOCTEN MMEHHO B 3TOMN
30HE.

Ha puc. 3 numdoBanbHeii Kpyr ¢ pa-
IycoM Ry OpueHTHpPOBaH OTHOCUTEIBHO 00-
pabaTbiBaeMOW  3aroTOBKM  IapamMeTpaMu
YCTaHOBKH: M — MEXOCEBBIM PACCTOSIHUEM, a2
— cMenieHueM, B — yrioMm pas3Bopota. AJro-
PUTMBI pacueTa apaMeTpoB YCTAHOBKHU IIPH-
BeneHbl B pabore [8]. Ilpu B3aumMHOM Tmiepe-
MEIIEHUH 3aroTOBKU M HUIN(OBAIBHOTO KpYy-
ra, 3D monens KOTOpOro UMUTHPYET BBHICTY-
MAOIUE HaJ MOBEPXHOCTHIO aJIMa3HbIE 3€p-
Ha, MPOUCXOAUT (opMHpOBaHHE BHUHTOBOM
NepeIHeN MOBEPXHOCTH, NPHUYEM IEPEAHMM
yroil HauuHaeT (OpMUPOBATHCA B TOUKE 2
(puc. 3), a pexymas KpoMKa MPOXOAUT TOJ
yriioM @. JluHusg nepecedeHus TOPLOBOM M
nepudepuiiHoil moBepxHOCTeN nuIHQOBab-
HOTO Kpyra ¢ HaXOJsAUIMMUCS Ha HEH aimMmas-
HBIMU 3€pHamMH, (OpMHpYysS HEPEAHIOI I0-
BEPXHOCTh B TOUYKE 2 OCTaBISET CIEIbI MO
yrioM 3 KOTOpBIiA, UCXOAS U3 YCIOBUS Kaca-
TENBHOM K AIIJIUIICY, MOXKHO ONPEIEIINTh KaK

’ Rl.lz.l X2
tgp' = — %o 1
9 R%cos’B Y, )



rae Ry — pagunyc mmmdoBanbHOoro Kpyra; B —
yrojl YCTaHOBKH HUTM(OBAIBHOTO Kpyra OT-
HOCHTENFHO 00pabaThIBaEMOM 3arOTOBKH; X2,

Y2 — KOOPJIMHATHI TOYKHU 2, B KOTOPOI Mpouc-
X0IuT (OpMUpPOBaHHE TMEPEAHETO yIiia B CH-
cTeMe KOOpAUHAT HITU(OBATHHOTO KPyTa.

Puc. 3. PacdyeTHas cxema omnpeieleHus epoXoBaTOCTH BUHTOBOM TepeIHeH
MOBEPXHOCTH PEXYIIEr0 MHCTPYMEHTA
Fig. 3. Calculation scheme for defining the roughness of the cutting tool helical
front surface

B cBoto ouepens yron B (puc. 1, 3), xa-
PAKTEpU3YIOIINI HaIlpaBJIE€HUE MHKPOHEPOB-
HOCTEW Ha IEepeIHEW MOBEPXHOCTH ONIpene-
JIUTCA KaK

BI

B=—-r, )
SIne

I/ (¢ — MOJSAPHBIA YroJl TOYKH 2 B KOTOPOM
MPOUCXOIUT (OPMHUPOBAHUE MEPETHETO YIiia
B cUCTeMe KoopauHat naetanu. [loaHoe ompe-
JIEJIEHUE TIOJIOKEHUSI TOUKU 2 PACCMOTPEHO B

pabore [9].
MaxkcuMaabHYI0 BBICOTY MPO(UIIS MHK-
POHEPOBHOCTE HAa BUHTOBOW MEpEIHEU IO-
BepxHocTH (BenuuuHa d puc. 3) Oyzmem ompe-

JeNsATh Ha IepeceYeHUH BUHTOBOW JIMHMHU,
MPOXOSAIIEH MO/ YTIOM (®, U MAaKCUMAIIbHBIM
JMAMETPOM UHCTPYMEHTA Oy AHATUTHYECKOE
orpezieJIiCHue BeTMYUHBI 0 M3-32 MHOTOYpPOB-
HEBOTO pacrpesielieHus alMa3HbIX 3epeH I10
paboueil TOBEpXHOCTH HUIN(OBATBLHOIO KpYy-
ra, a Tak’ke MHOTOITapaMeTPUYHOCTH 3aKOHOB
€ro B3aMMHBIX C 00pabaThIBa€MOM 3aroToB-
Kol mepemenienuit [9] npencrabnseTcst Bech-
Ma CIIOKHBIM. JIJIs1 aHaIIN3a 3aBUCUMOCTH IIIe-
POXOBAaTOCTH BUHTOBOMW IMeEpeHEN MOBEPXHO-
CTH OT TIapaMeTPOB HHCTPYMEHTOB BTOPOTO
nopsiika (pa3MepoB 3€pHa, KOHLEHTpAlHH,
npoduins paboyeil MOBEPXHOCTH, XapaKTepu-
3yeMOH yIJIOM G | T.II.), @ TaK)Xe IMapaMeTpoB



€ro YCTaHOBKM OTHOCHUTEJILHO oOpabaThiBae-
MOM 3aroTOBKH, OyJeM IPOU3BOIUTH U3MeEpe-
Hue mapamerpa 0 Ha TexHonormdeckux 3D

Pe3yabTaThl H HX aHAJIN3

Pe3ynbTathl MOMYyYEHHBIX W3MEPEHH
MPOAHAIU3UPOBAHBI C UCIOJIB30BAHUEM MHO-
ro)akTOpHOro AMCIEPCHOHHOTO aHajan3a, B
pe3yibTaTe KOTOPOTO BBISICHUIIOCH, YTO DS

MOZACIIAX, IMOJYYCHHBIX C MCIIOJIB30BAHUCM
rpadoaHaIUTHIECKOTO cuHTe3a [4].

MapaMeTpoB MPAaKTUYECKU HE BIUSET Ha Be-
JUYUHY MIEPOXOBATOCTHU, MO3TOMY B TOJY-
YeHHbIN monnHOM (3) perpecCHOHHOM cTaTu-
CTUKH 3THU MapaMeTpbl HE BXOJT.

y =-11,09215-5,559247x, —0,000048x, +0,425087x,, (3)

rae X1 — (axkTop, XapakTepU3yIOIUi cpe-
HIOIO BEJIMYMHY 3€pHA C YUETOM €ro 3aelIKu
B CBsI3KE Kpyra [6]; X2 — (akrop, Xapakrepu-
3YIOUIMIl KOHLIEHTPALMIO 3€peH B ajIMa3HOM
Kpyre; X3 — (akTop, XapaKTepHU3yIOIIHHA yroi
YCTaHOBKM HUIM(OBAIBLHOTO Kpyra OTHOCH-
TEJNBHO 00pabaThiBa€MOMN 3arOTOBKH.

['paduk HOpMaIBLHOTO pacIpeneIeHus
napameTpa IepoxXoBaTOCTH U ypaBHEHUE JIH-
HUU TpeHJa Moka3aHo Ha puc. 4. B pe3ynbra-
T€ CTAaTUCTHYECKOTO aHanmmu3a Kod(p(UIHEHT
nerepMuHanuu paBed 0,6853, T.e. pacueTHbIe
napaMmerpsl Mojaenu Ha 68,53% OOBSICHSIOT
3aBHUCHUMOCTh MEXIY HM3y4yaeMbIMHU TapamMeT-
pamu. 3HaUMMOCTh F = 4,0497-10°, T.c. pe-
IPECCHOHHAs MOJEbh 3HaunMa. B cBoio ode-

penb, Kak U JOJDKHO OBITh, cCaMOe HETocpe-
CTBEHHOE BJIMSHHE Ha BBICOTY MHUKPOHEPOB-
HOCTE OKa3bIBaeT pasMep 3epHa (Kodppuiu-
eHT -5,559247), HO W mapaMeTp YCTaHOBKHU
UM OBaIBLHOTO Kpyra TOKE OKa3bIBaeT BIIU-
saue (ko3 punuent 0,425087), a oH B CBOIO
ouepe/lb 3aBHCUT OT OYCHb MHOTHX TapameT-
POB rpadoaHaTUTUYECKOTO CHHTE3A.
[TonuHOM, TONYYEHHBI B PE3YIbTATE
MHOT0(aKTOPHOTO JUCIIEPCUOHHOTO aHAJIH3a,
XapakTEepU3yIOUIUN BIMSIHUE HA YroJl ycTa-
HOBKHM MHCTPYMEHTa BTOPOTO MOpsIKa mapa-
METPOB  W3TOTaBIMBAEMOT0 HWHCTPYMEHTA,
nMeer Buj (4), a rpaduKk ero HOPMaJIBHOTO
pacrpeziesieHust oKa3aH Ha puC. .

o, Mm
[=5] o wn

5}

MpacthMk HOpMANLHOTO PACNPENEnNeHHA
y=-8E-1 1 + ZE-08x - 3E-060c + 0.0003 - 0 005 1 + 0 056 Tx+ 0 D536
R*=023

MNepceHTUNE Bolb OprH

Puc. 4. I'paduk HOpMaIBHOTO pacpeaeTeHUs BEIMIHUHBI IIEPOXOBATOCTH
Fig. 4. Graph of the normal distribution of the roughness value

y =56,46855—0,0031x, —0,31727x, —0,17493x, — 2, 71579, —
—1,32622x, +0,76957x, —0,45417x, +0, 75641,

, (4)



rze X1 — (akTop, XapakTepH3yIOLUIHi TuamMeTp
nuOBATBHOTO KpyTa; X2 — (akTop, Xapak-
TEepU3yIOIUKA npouiabHBI  yron wnumgo-
BJIBHOTO Kpyra; X3 — (akTop, XapakTepHusy-
IOUIMIA JTMaMeTp HW3rOTaBIMBAEMOr0 HHCTPY-
MEHTa; X4 — (pakTOp, XapaKTEepU3YIOUIHIA YnC-
70 3yObeB MHCTPYMEHTA; X5 — (haKToOp, Xapak-

TEPUBYIOIUHI TIIyOUHY CTPYKEUHOW KaHABKHU;
X6 — (QakTop, XapaKTepU3YIOIIUNA IITUPUHY
3aHel MOBEPXHOCTH; X7 — (DaKTOp, XapakTe-
PHU3YIOIINNA TIepeHUN yroir, Xg — GhakTop, xa-
PaKTEpU3YIOIIMKA yroia NoJAbeMa BHUHTOBOM
JIMHUH.

[path MK HOpManNeBHOro pacnpegeneHua

60 1

y=-2E-00 + 6E-07%" - SE-05% +0.0043x° - 0.12x° + 1.8682% + 22743

R =0.9948 .

20 f f

] 20 40

60 80 100

MepCceHTHNE Bbl 5O PKH

Puc. 5. I'paduik HOpMAILHOTO PACHIPEICICHHUS YIJia YCTAHOBKU
UM OBaIBHOIO KpyTa
Fig. 5. Graph of the normal distribution of the angle
of the grinding wheel installation

B pesynbraTe CTaTUCTHYECKOTO aHAJIH-
3a 3aBUCHUMOCTEH MapaMeTpoB YCTaHOBKU OT
M3TOTaBIMBAEMOTO0 HMHCTPYMEHTA HCIIOIB30-
BaIMCh JIaHHbIC, MOJyYeHHbIE 3a Ooyiee yeM
10 ner sKkcruTyaTtanuy aJrOPUTMOB, OMHUCAH-
HBIX B pabotax [8, 9], npu 3ToM Ko3hPuUIH-
eHT aerepmuHanuu paBeH 0,98918, t.e. pac-
YyeTHbIe apameTpsl Mojenu Ha 98,918% 00sb-
SCHSIIOT 3aBUCHUMOCTh MEXKIy H3y9aeMbIMU
napameTpamMM, HOpU  3TOM  3HAYUMOCTh
F =6,629-10%,

BaxHBIM pe3ynbTaTOM MOJICIHPOBAHUS
U OJHOM M3 HEOOXOJUMOCTEH OIpe/esIeHus
3HA4YCHUs yrila HalPaBICHUSI MUKPOHEPOBHO-
cTei [, sBIsETCS pEeKOMeHJyeMoe TpeboBa-
Hue B HopMaTtuBHOM gokymenTe [10] 06 yka-
3aHUU HAIpaBJICHUs M3MEPEHUs MapaMeTpoB
[IEPOXOBATOCTH HAa TIOBEPXHOCTH. Takxke, B
coorBercTBuM ¢ 1. 1.2 [11] B KOHCTpPYKTOP-
CKOW TOKyMEHTAIluW TPEOOBaHUS K M3ACIHSIM
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yCTaHABIIMBAaET pPa3pabOTYMK HAa OCHOBAHHUH
CBSI3M TAapaMeTpPOB IIEPOXOBATOCTU C (HYHK-
[UOHAJBHBIM HAa3HAUYEHHUEM, PECYPCOM U JIPY-
TUMH TpeOOBaHUSIMU K TIOBEPXHOCTSM C Ie-
b0 oOecrieueHrs 3aJaHHBIX SKCIUTyaTallu-
OHHBIX CBOMCTB M TEXHHYCCKHX ITOKa3aTelleH
m3nenus. B cBowo odepens, mpuHHMAas BO
BHUMaHMe TpeboBanus 1. 2.8 [11], B koTOpoM
YKa3bIBAaETCS, YTO HEOOXOIUMO YUYUTHIBATh
TaKUe Ba)KHEWIIME SKCIUTyaTallMOHHBIE CBOMi-
CTBa, 3aBUCAIIME OT IIEPOXOBATOCTH MOBEPX-
HOCTH, KaK HM3HOCOYCTOMYMBOCTH U BUOPO-
YCTOMYHUBOCTh HEOOXOJIMMO YKa3bIBaTh THII
HarpaBJieHUs1 HEPOBHOCTEH. B cBsI3u C BblIIIIe-
M3JIOKEHHBIM YKa3aHWE HaIpaBJICHUS MUKPO-
HEPOBHOCTEM Ha BUHTOBOM NEpEeAHEN IIO-
BEPXHOCTH PEXYIIUX WHCTPYMEHTOB B Uep-
TeXaX CTAHOBUTCS aKTyallbHBIM TpeOOBaHU-
eM.



Ecnu paccmatpuBath panee opopmIieH-
HbIEe TpeOOBaHUS K IIEPOXOBATOCTH PabOUUX
MIOBEPXHOCTEH PEXYIIUX MUHCTPYMEHTOB (pu-
CYHOK 6a), TO MOXHO 3aMETHTbh, YTO TpeOOBa-
HUH, B KaKOM HarpaBJICHUH MPOBOAUTH U3MeE-
peHue mepoxoBaTocTu, HeT. Tak, Hampumep,
HOpPMATHUBHBIM JOKyMeHT [12] BooOme He
uMeeT rpaduueckoro omnpeaenaeHus TpedoBa-
HUW LIEPOXOBATOCTU IOBEPXHOCTEH CEUYECHUU
MHCTPYMEHTa, a OIpeAensieT CleIyrolue

S
Zi
F

tpeboBanus: 1. 3.2.3 [lapameTpsl mepoxoa-
TocTH ToBepxHocTer ¢pe3 mo 'OCT 2789
IOJDKHBI OBITH, MKM, He Oomnee: Rz1,6 - mia
MepelHuX U 3aJHUX TMOBEPXHOCTEH TJIaBHBIX
pexXymmx KpoMok; Rz3,2 — mist moBepxHOCTH
BCIIOMOTATENIbHBIX PEXYIIMX KPOMOK M TO-
BepxHocTH (acok; [Ipumeuanne — Illepoxo-
BaTOCTh NEPEIHUX MOBEPXHOCTEH BBIICPIKU-
BaeTcsl Ha BbICOTe He MeHee 1/3 rimyOuHBI
CTPY’KEUHOU KaHABKHU.

|

Puc. 6. Opopmienue TpeGOBaHUI K IIEPOXOBATOCTH BHHTOBOH IEepeIHEH TOBEPXHOCTH
Ha pabo4nx YepTerkax HHCTPYMEHTOB
Fig. 6. Registration of requirements for the roughness of the screw front surface
on the working drawings of tools

B cBsI3U ¢ BBIMICH3IIOKECHHBIM, a TaKXKe
¢ yderom [13], odopmiieHHEe KOHCTPYKTOP-
CKOHM JIOKYMEHTAIlUd B OTHOIICHHH IIEPOXO-
BaTOCTEW BUHTOBBIX MEPETHUX TTOBEPXHOCTEH

3akiroyenue

B pesynbrare npoBeaeHHBIX H3MEPEHUI
[IapaMeTpoB IIEPOXOBATOCTH BUHTOBOM Ile-
peIHEe MOBEPXHOCTH HA TEXHOJOTHYECKOH
3D Mopenu, MoslydeHHOM € HUCHOJIb30BAHUEM
rpad0aHaJIMTUYECKOTO CUHTE3a, U C UCIOJIb-
30BaHNUEM CTATUCTUYECKMX METOJOB aHaIM3a
MOJIYYEHHBIX JIaHHBIX, BBISIBICHO, YTO Ha Ile-
pPOXOBAaTOCTh (B JIOMOJHEHUE K IapaMeTpam
3epHa NUIM(OBATIBHOTO KPyra) BIHSET M Ta-
KOI mapaMeTp Kak yrojl yCTaHOBKM HITU(O-
BAJIBHOTO Kpyra. Takke B pe3ysibTaTe aHaJIH-
3a MOJYYEHHBIX NPU MOJAEIUPOBAHUY JaHHBIX
TEOPETUYECKU MOATBEPAWIOCH, YTO NPHU HC-
[10JIb30BAHUH MHCTPYMEHTOB BTOPOIO MOPSJI-
Ka C MaKCHUMaJIbHO MpocToi (opmoit mpowus-
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PEKYIINX HHCTPYMEHTOB PEKOMEH]IyeTCS J0-
MOJHATh YKa3aHHEM HamNpaBJICHHs IPOBeEle-
HUs m3MepeHnii (puc. 6 0).

BOJSIIEH MMOBEPXHOCTU OCTATOYHO HCIOJIb-
30BaTh 3€PHUCTOCTh MOpPOUIKA (aJIMa3HOI0) C
¢dpakuueit D76 (80/63) nis rapaHTUPOBaHHO-
ro obecnedyeHuss 3aJlaHHbBIX HOPMAaTHUBHO-
TEXHUYECKOH IOKyMeHTaluel TpeOoBaHM.
AHanuTHUYECKOE OIpeNeICHUE HallpaBs-
JICHU MHMKPOHEpPOBHOCTEM Ha BHUHTOBOM IIe-
penHeil MOBEepXHOCTHU MO3BOJIMIIO 00YCIOBUTH
yKa3aHue TpeOOBaHUU MO HAIMpPaBJICHUIO U3-
MEPEHMsI ILIEPOXOBATOCTH IIOBEPXHOCTH Ha
pabounx YepTekax pexylIuX HHCTPYMEHTOB,
KOTOpO€  MPEANMCHIBAETCS  JAEHCTBYIOLIEH
HOPMAaTUBHO-TEXHUYECKON JIOKyMEHTalueH.
C uncronb30BaHUEM OMNMCAHHBIX MOAXOM0B K
MOJIETUPOBAHUIO MOXHO aHaJIM3UPOBAThH IlIe-



POXOBATOCTh M APYTUX MOBEPXHOCTEH pexKy-
IUX WHCTPYMEHTOB (3aHUX, TOPIIOBBIX), HO
C YY4ETOM MapaMeTPOB YCTAHOBKH U CXEM HX

CIIMCOK HCTOYHHUKOB
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