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CnoOCOb NOBbLILUEHNA YXECTKOCTHU
U BUBPOYCTONYUUBOCTU HEXKECTKUX KOHLLEBbIX PPE3
NMPU OBPABOTKE LLLEJIEBbIX MA3OB
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B ctatbe paccmoTpeHa akTyanbHasi npobnema obpaboTku rny6oKkmx LieneBbix Na3os, MOMOCTEN ManoM
WmMpMHbI < 3 MM B JETansix a3poKOCMHUYECKOrO M 3HEPreTUHECKOro MalumHocTpoeHus. OCHOBHOE BHMMaHHWe
yOErneHo HEeJoCTAaTOYHOM KECTKOCTM M CKIIOHHOCTM K BMBPALMSIM YONMHEHHbIX LEeNbHbIX TBEPOOCMNAaBHbIX
dpes ¢ cooTHoLWEHUEM AnmnHbl K gnameTpy L/D > 5.

Bubpaumm nprBoasT K yXyALIEHMIO KadecTBa MOBEPXHOCTH, MOBBILLIEHHOMY M3HOCY PENYLUMX KPOMOK,
obpazoBaHuio BUEHUI U K MONIOMKE MHCTPYMEHTA. [Ins peluenns atoi npobnembl NpoaHanu3mMpoBaHbl CyLle-
cTBytowme noaxoppl. MNpeanorkeH HoBbIM cnocob yBenuUEHMs ECTKOCTH, 3aKMNIOYAIOLLMIMCS B MCMOMb30BaHUM
nopaepuBatoLLero noHeta. JIloHeT CNy’>KUT AOMNOMHUTENBHONM OMOPOM Ans pPesbl, 3HAYUTENBLHO MOBbILLAS
€& MeCTKoCTb M gemndmpys konebanus. MNprBoasTcs pesynbTaTthl MAaTEMATUHECKOrO MOAENMPOBAaHUS CTa-
TMYECKOM YKECTKOCTU MHCTPYMeHTanbHoM cucteMbl. OJHMM M3 KMOYEBbIX MPEUMMYLLECTB HOBOrO MOAXopa
SIBMISIETCSI €rO TEXHOMOMMHYECKas NMPOCTOTa M BO3SMOXHOCTb MHTErPAaLMM B CYLLLECTBYIOLLME CTAHKM C YMCMOBbIM
NporpammHbIM yrpasneHnem 6e3 KapanHansHOM MopepHU3aummn o6opyaoBaHus.

B oTnmume oT aKTUBHbIX CUCTEM YKa3aHHbIM METOS HE TPeByeT CrIOMHOMN 3MEKTPOHMKH UM MPOrPaMMHOro
obecneuenns. MeTtop nossonser Bectn 06paboTky rnybOKMX M y3KMX Ma3oB paxe npu HebnaronpusTHOM
COOTHOLUEHWUM MX LUMPUHBI K rNyBuHE, 4TO npeXpe cuUMTanocb TpyaHopeanm3yemoM 3apadvei. Bospocias
YKECTKOCTb CUCTEMbI, B CBOKO O4YEPEfb, MOMOMMUTENBHO CKA3bIBAETCS HA M3HOCOCTOMKOCTM MHCTPYMEHTA
M [AeT BO3MOMHOCTb YBEMUUMTb PEMMMbI PE3aHMS, TEM CaMbIM HapalyBas obLLyro NPou3BOAUTENBHOCTD.
Hanbonblumii noTeHuman MeTtop, pacKpbiBaeT rnpu paboTe c KaponpovHbIMM CMNaBamM, MAE Knaccuyeckoe
bpe3epoBaHne HATANKMBAETCS Ha XKECTKME TEXHOMOTrMYECKUe OrpaHMyeHms.
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KOCTb, NOAAEPKMBAIOLLLAS CTOMKA
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METHOD OF INCREASING THE RIGIDITY
AND VIBRATION RESISTANCE OF NON-RIGID END MILLS
IN PROCESSING SLOT GROOVES
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The article addresses the pressing challenge of machining deep slot grooves and narrow cavities with
widths of 3 mm or less in components used in aerospace and power engineering. Particular emphasis is
placed on the insufficient rigidity and tendency to vibrate in elongated solid carbide end mills, especially
when the length-to-diameter ratio L/D > 5.



These vibrations degrade surface quality, accelerate cutting edge wear, induce runout and often lead to
tool failure. The authors analyse existing solutions and propose a new method to enhance tool rigidity: the use
of a supporting steady rest (steady). This device acts as an additional support for the end mill, significantly
increasing its stiffness and suppressing vibrations. The authors present results from mathematical modeling of
the static rigidity of the tool system. One of the key advantages of this method is its technological simplicity
and the ability to integrate it into existing CNC machines without major equipment overhaul.

Unlike active damping systems, the method does not require complex electronics or specialized software.
It enables the machining of deep, narrow slots even under highly unfavorable width-to-depth ratios-a task
previously considered technologically challenging. Moreover, increased rigidity improves tool life and allows
for higher cutting parameters, boosting productivity.

This approach is particularly promising for machining parts made from heat-resistant alloys, where
conventional milling techniques face significant limitations.
Keywords: small-diameter end mill, low-rigidity tool, narrow slot, vibrations, stiffness, supporting

steady rest
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BBepeHue

[Tpy M3rOTOBAGHUN MOHOKOAEC AAS BBICOKOTEMIIe-
PaTypHOU 4acTu TYpPOUH IPUMEHSIOTCSI TPyAHOOOpaba-
TBIBaeMble ITOPOIITKOBEIE MaTepHUaAbl C G0Aee BEICOKUMU
MeXaHNYeCKHMMU CBOMCTBAMM U MeHee TeXHOAOTUYHHI-
Mu. KOHCTPYKIIUM MOHOKOAEC CTAHOBSITCSI MeHee TeX-
HOAOTMUHBIMU — TAYOHMHA 11a30B UM KPHUBHU3HA AOIATOK
YBeAWUYNBAeTCs, IIMpUHA IIa30B yMeHbIIaeTcs [1, 2].
MoHOKOAECA U3 XPYIKUX IIOPOLIKOBBEIX MAaTEPUAAOB
pa3paboTuynKM He PEKOMEHAYIOT 0O0pabaThIBaTh METO-
AAMH, CBSI3aHHBIMU C 3pO3HMel HAU BBICOKOTeMIIepa-
TYPHBIMU BO3AeMcTBUAMU. OCTalOTCA TPaAUIIMOHHBIE
METOABI OOpabOTKUM — AE3BUMHBIM HUHCTPYMEHTOM,
B OCHOBHOM (ppesamu [3].

OCHOBHOM TEXHOAOTUYECKOM TIPOOAEMOM SIBASIET-
Csl HU3Kasl JKeCTKOCTb KOHIIEBBEIX (hpe3, IIPUBOASIIIAs
K CAEAYIOUIUM HeTaTUBHBIM SIBAEHUSIM:

1. M3ru6 mop AeWCTBHEM papUaAbHOM CHABI pesa-
HUSI, BBI3BIBAIOIIUN MIOI'PEIIHOCTL (DOPMEI I1a3a, TaKue
KaK: KOHYCHOCTb, OOYKOOOPA3HOCTb M OTKAOHEHHE
OT IPSIMOAUHENHOCTH [4, 5].

2. ABTOKOAeOaHMs (BMOpaIuu), BO3HUKAIOIINE U3-
3@ MaAOTO AeMI(PUPOBAHUS U AUHAMUYECKOU HeyCTOM-
YUBOCTU IIpOllecca, IPUBOAAT K YCKOPEHHOMY M3HOCY,
YXYALIEHUIO KauecTBa MOBEPXHOCTU U IIOAOMKe UH-
cTpymeHTa [6, 7].

3. TepMmopedopmanuu n3-3a 3aTPYAHEHHOI'O OTBO-
Aa TeTAa U3 30HBI pe3aHusl.

KoMnencupoBaTh 3TU PaKTOPBI, A0 HEKOTOPOU CTe-
TeHH, MOJKHO 3a CYET ONTUMU3AIIUN PeSKUMOB Pe3aHus,
NPUMEHEeHUsI CMa309HO-OXAAKAQIOMIUX SKUAKOCTEHU
U BUOPOTACAIINX ONPABOK, HO 3TH METOABI TePSIOT d(d-
dextuBHOCTL TPU L/D > 5 [8]. Hanboaree 0ueBUAHBIN
Croco6 TOBBIMIEHUST JKECTKOCTHM MHCTPyYMEHTa — 3TO
U3TOTOBAEHUE CIeIlMaAbHBIX (pe3 C pexxyllel ua-
CTU Ha HeOOABIIOM ydYacTKe TOPIeBOM 4YacTH (pe3bl
U UMAUHAPHUYECKOM UAM KOHUYECKOW YaCTU OCTAABHOTO
crepkHd. K coxareHuro, npuMeHeHue (pe3 KOHUUe-
CKOU (POPMBI «MOPKOBKHU» He BCeraa Bo3MoyxHO. Hawm-
OoAee HeOAAroIpUATHBINM BapUaHT, KOTAQ IIPUXOAUTCS
BBIIIOAHATE ITUAMHAPUYECKHUN CTep’KeHb C AMaMeTPOM,
KakK Ha peXXyleHn 4acTH.

TakuMm 06pa3oM, BHEAPEHHUE AOTIOAHUTEABHOMN OIIO-
PBI IPEACTaBASIET COOOM pallMOHAABHOE PelleHue IIPo-
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OAeMBI OOpPabOTKU TAyOOKHMX Y3KHUX IIa30B B TPYAHO-
oOpabaThIBaeMbIX MaTepuarax. MeTop coueraeT B cebe
IIPOCTOTY peaAu3aluy, BBICOKYIO 3(PEHEKTUBHOCTD
U TeXHOAOTMYEeCKYIO T'HOKOCTh. OH MO3BOASIET HE TOAb-
KO YBEAWUUTH COOTHoIIeHue L/D, HO U CTabUAM3UPO-
BaTh IPOIIECC Pe3aHusi, MOBBICUTH KAaueCcTBO ITOBEPX-
HOCTH W CHU3UTH Ce0eCTOMMOCTBL OIMEepaluu 3a CUYET
YBEAMYEHUsI CTOMKOCTU HHCTpPyMeHTa. B mepcrnektu-
Be BO3MOJKHO pa3BUTHE KOHIENIIUKW C HCIOAb30Ba-
HHEeM CaMOIIeHTPUPYIOMIUXCI UAU aAANTUBHBIX OIIOP,
pearupyoonux Ha HM3MeHeHUe Harpy3kd B pearbHOM
BpEMeHMU.

[MTpumeHeHMe AQHHOTO cIoco0a pacIIUpsieT BO3-
MO>XHOCTU TEXHOAOTMUYECKUX PpelleHUN IIpu U3ro-
TOBAEHUU AeTarel CAOKHOU (DOPMBI AAS @BUAKOCMU-
YeCKOU M DJHepreTU4YecKoM oTpacAen. MeTop CTOUT
B3AThb Ha BOOPY’)KeHUe IIPOM3BOACTBAM, TA€ BBICOKO-
TOUYHOEe (ppe3epoBaHUe MPUXOAUTCSI BECTHU B CTECHEH-
HBIX paMKaX, 3aAaHHBIX KOHCTPYKIIMEH MHCTPyMeHTa
U crelruduKor obpadaThIBaeMOTO MaTepUaAa.

B pamkax HacTosIer paboTHl pellaroTcs ABe B3a-
UMOCBsI3aHHBIE 3aAaUM: KOHCTPYHPOBAHUE IOAAEPIKU-
BAIOIIEro AIOHETa, CIIOCOOHOTO MOBBICUTH >KECTKOCTh
KOHIIeBOU (hpe3bl A0 YPOBHS, 3KBHUBAAEHTHOI'O OTHO-
menuto L/D < 3, m mocTpoeHWe MaTeMaTUIeCKOH MO-
AEAM CTaTUYeCKOM >KeCTKOCTU MHCTPYMEHTAaAbHOU CH-
CTeMBbl, HEOOXOAUMOI AASl pacueTa KOHCTPYKTUBHBIX
IIapaMeTpoOB 3TOTO AIOHETA.

AHaaAu3 CynecTBYIOUNIUX METOAOB

B nccaepoBaHUM OBIAM IPOAHAAU3UPOBAHBI CAEAY-
IOllIe MEeTOABL

1. KoHCTPpYKTUBHO-TeXHOAOTMYECKHE: UCIOAB30Ba-
HUe (pe3 C IepeMeHHBIM IIaroM M HepaBHOMEPHBIM
YITAOM HAKAOHA 3yObeB, KOTOPBIE IO3BOAAIOT 3P deK-
THUBHO OOpPOTBHCA ¢ BuOpanuaMu [9], HO KpaTHO IIOBBI-
Q0T CTOMMOCTh MHCTPYMEHTa U He pellaroT IIpoOAe-
My CTaTH4eCKOro usrnba MHCTPyMeHTa.

2. O6opyapoBaHUE: UCIOAB30BaHUE IIPEIU3MOHHBIX
HIMUHAEAEH ¢ aKTUBHBIMH CHUCTEMaMH AeMII(UpOBa-
HUs, KOTOPBle TaKKe He peIlaloT NpobAeMy He >KecCT-
KOCTHA MHCTPYMEHTA.

3. PanuonanbHBle cTpaTeruu OOpPaOOTKH: peBep-
CUBHOe (pe3epoBaHUe, TPOXOUAAAbHBIE CTpPAaTeruy,
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Puc. 1. ®pe3sr: a) KOHUYECKas;
6) crenuasbHOW reoMeTpHH
Fig. 1. Milling cutters: a) conical;
6) evaluation rating
Wcrouynuk / Source: pa3paboTaHo
aBropamu / compiled by the authors

KOTOpble CHI)KAIOT PAAMAABHYIO CHUAY, HO YBEAUUUBA-
10T IIyTh MHCTPyYMeHTa 1 BpeMs ob6padoTtku [10].

TakuMm 00pa3oM, aKTyaAbHOM 3ajpauel SABASETCS
pa3paboTKa KOMIIAEKCa Mep, O0eCIeuMBalolIuX yBe-
AWYEeHMe KPUTHYECKOMN IIPOOAeMEl 0OpabOTKU MOHOKO-
AeC — TOBBIIEHNEe >XECTKOCTU KOHIIEBBIX (hpe3 AAd
obeclieueHUsI KAUeCTBEHHBIX ITOKa3aTeAel M3AeAUs.

AAsT pabOTBI C AIOHETOM KOHCTPYKIIUSL (hpe3 AOAXK-
Ha ObITb M3MEHEeHa II0 CPaBHEHUIO C oOpaslaMy,
UMEIONINMUCS Ha PBIHKe. B OCHOBHOM mpeprararoTcst
(dpe3bl ¢ KOHUYECKOM peXXyllel 4YacTbio U cdepuue-
cko¥ popMoM TOpIleBoM uvactu (puc. la). l'eomeTpus
LIeAeBOTrO Ila3a M3AeAus He II03BOAHAA HUCIOAB30BaTh
Takue ¢pe3bl. Bo3HMKAa HEOOXOAMMOCTH M3TOTOB-
A€HUS CIELUAaAbHOU KOHCTPYKUUU (Qpe3bl L[UAWH-
APUYEeCKOU (POpMBI, Yy KOTOPOU CTeP)KEeHb AOIOAHU-
TEeABHO 3aHVJKEH IO CPaBHEHMIO C PEeXXKyIed 9acCThbIo
Ha 0,05 MM (puc. 16). AHaau3 cTpaTeruii oO6paboTKU
1a30B AOIATOK MOHOKOAeC KOHHUYEeCKON U IUAMHAPU-
4yecKOM (POpMEBI MOKa3bIBaeT, UTO INPAKTUUYEeCKHU BeCh
IIPUIIYCK CHUMAETCA c(hepruyecKuM TOpLeM, a O0OKOBAA
TIOBEPXHOCTb PEAKO HCIIOAB3yeTcsl. Konmdeckast 4acThb
BBIIIOAHSIET POAB TTOAAEPIKKH TOPIIEBOM YaCTH M IIpU-
OAmrKaeT PopMy (ppesbl K 6aAKe PaBHOTO CONPOTUBAE-
"y, Ha TUAMHAPUYECKOU 4acTU CIlellMarbHOU (ppes3nl
AeAaTh BUHTOBBIE KaHaBKU HelleaAecO0Opa3Ho, TaK Kak
9TO CHUJ)KaeT MOMEHT MHepPIHNU CeYeHUsI U YBeAUINBa-
€T BeAUYnHy OoTruba (pessl.

Ha Topue cnenuanpHOU (hpe3bl AAWHA pesXylel
YacTU He IpeBHIIaeT 3 AMAaMeTPOB TOABKO AASL BBIXO-
Aa Kpyra. B paboTe ydacTByeT TOABKO cdepudeckast
JacTh mHCTpyMeHTa. @Dpes3a BblOpaHa ABy3yOas. OTO
TIO3BOASIET BBIMIOAHATEL (PACKU U AOIOAHUTEALHYIO AO-
paboOTKy Ae3BHUs. 30HA KOHTAKTa (Ppe3bl U 3arOTOBKU
He TIpeBhbINIara 1,5 MM B caMOM HeOAQTrOIMpPUSITHOM Me-
CTe TPAeKTOPHUHU U He BBIXOAUAA Ha IUAUHAPHUYECKYIO
JacTb pe3bl. KOHTAKT TOABKO IO cdepe B PasHBIX
ee y4JaCcTKax IPUBOAUA K HM3MEHEHHIO PaBHOAEMCTBY-
IOIeN CHUABI 110 HAIPaBAEHHUIO M IIO BeamuuHe. Hawu-
Oonree HeOAQrONpPHUATHOE AN AePOpMAllUU CTePIKHS

dpe3bl OBIAO NEePIEeHAUKYAIPHOe HallpaBA€HUe K OCHU
WHCTPpyMeHTa. VIMeHHO 3TOT BapHaHT pacCMaTPUBAACS
B pacyeTHOM MOAeAW. MaKcuMaAbHasi CHAa Pe3aHus
no pacueraMm He mnpesbimaeT 40 H. Ae3Bue mHCTpy-
MeHTa OKa3blBaeT 3HAUMTEABHOE BAMSHUE Ha IIPOIecc
obpaboTku. [lapameTp OCTPOTEI Ae3BHUSA p (YCAOBHBIN
PapuyC OKPYTAEHUsI Ae3BHs) CBSI3aH C BEAUUYUHOU IIO-
pauu Ha 3y6 (0,15 MM/3y0). OH AOAKeH OBITH B IIpe-
Aenax 0,1—0,2 or BeamumHbl mopauu, T. e. oT 0,005
po 0,01 mm. HopmaapHOe 3Hauenue p — ot 0,01
20 0,015 mrMm. Ae3Bue pAopabaThbIBAAOCh MEAKO3epPHU-
CTBIM MHCTPYMeHTOM. AAst 0OpabOTKM XPYIIKOTO MaTe-
puana HoBwIIIeHHON TBeppocTH (A0 40 HRC) mHcTpy-
MEHT IIOKa3aA XOPOUIMM pe3yAbTaT HNPU BEAUYHHE p
ot 0,004 po 0,006 MMm.

AAST TIOBBIIIEHUST IPOYHOCTH AE3BUSI U IIPEAOTBpa-
IIeHNUsT CKOAOB BEIIIOAHSIAACH OTpPHIlaTeAbHast (acka
—20° mo Bcell AAMHe PeXXyLINX KPOMOK Ha cdepuue-
CKOM 4YacTu peXkylleM udacTu. [Ipu BeAanuuHe p MeHee
0,004 MM CTOMKOCTb MHCTPyMeHTa CTaHOBUAAChH HecCTa-
OMALHOM. OTO, OUYEBHUAHO, CBSI3aHO C HEOAWHAKOBBLIM
ceueHueM cpesaemoro caosi. 0, 15 MM — 3TO Makcu-
MaAbHOE CedueHHe CHMMAaeMOTO CAOsI, CPeAHee CceueHue
He npeBsbiizaro 0,06 mMm. [To umerolerics B Teopuu pe-
3aHUS KAaccuukranuy, (opMa yYacTHIl COOTBETCTBO-
Bana CTPY’kKKe HapAOMa. B aToM caydae ycapKu CTPy»K-
KM He IIPOUCXOAUT, M CedeHHe CTPY’KKHM NPaKTUIeCKU
TIOAHOCTBIO COOTBETCTBYET CEUEHUIO CPe3aeMOro CAOS.
KapTmHa BHIOAHE COOTBETCTBYET OIBLITY OKCIIAyaTa-
MM WHCTPpYMeHTa Ipu 00paboTKe XPYNKUX MaTepu-
aAOB, AQIOUIMX CTPYJKKY, KOTOPYIO MOJKHO OTHECTHU
K «CTpy’kKe Hapnroma» [11]. Emle opHa 0COOEHHOCTH
UHCTPYMEHTa, UCIOAB30BAHHOTO B paboTe, — 3TO 3ep-
HUCTOCTBb CIIA@BA. BeIOMparu 0co00 MEAKO3E€pPHUCTHIU
CIA@B C pa3Mepamu 3epeH MeHee 0,5 MKM. OH Goaee
YCTOMYMB K aOpa3MBHOMY H3HOCY, KOTOPBIM AOMHHHU-
poBaA npu 0O0paboTKe XPYNKOro MOPOLIKOBOTO CIIAABA.

ITpeanraraemsbiii CIoCo0 IMMOAAEPIKKM MHCTPyMEHTa

[Mpepraraerca cnocoO HOAAEP)KKH HHCTPYMEHTQ,
CYTb KOTOPOTO 3aKAIOUAeTCsI B YCTAHOBKE ITOAAEPIKU-
BAIOIEro AIOHEeTa, CTOMKU KOTOPOTO IIOAAEPIKUBAIOT
LIUAMHAPHUYECKYIO 4YacThb (ppe3bl W He II03BOASIOT el
CcoBeplllaTh aBTOKOAeOaHus (puc. 1).

[MpuHnun AEeNCTBUA: OIIOPHBIE CTOUKU 6, YCTAHOB-
A€HHBIe Ha MHHHUMAAbBHOM TEXHOAOTHYECKOM PacCTO-
SIHUYW, CO3AAIOT AOIOAHUTEABHYIO OIOPY AAS (DPe3El
4, KpaTHO yBEAUUMBAsl ee JKeCTKOCTb U IMOAABASSA IIO-
IepeuHble KOAeOaHU.

Marepuaabl 1 METOABI HCCA€AOBaHUS

Anst TIpoBepKM 3(P@PEKTUBHOCTU KOHIENIUHN AIO-
HETHOU TIOAAEPKKM OBIAO IIPOBEAEHO KOHEUYHO-dAe-
MEHTHOE MOAEAMPOBaHUE CTaTHYeCKoro Iporuda
U MOAAABHOTO aHaAM3a WHCTPYMEHTAaAbHOW CHCTEMBI
B cpepe SOLIDWORKS Simulation 2024 [12, 13]. Bri-
OOp AQHHOM CHUCTEMEBEI OOYCAOBAEH €€ TIHUOKOCTBIO
¥ TapaMeTPUIECKUM MOAEAMPOBAHUEM, UTO ITO3BOASIET
OBICTPO MCCAEAOBAThH BAMSHHE Te€OMETPHYECKHX I1apa-
METPOB OIOPHI Ha JKEeCTKOCTb MHCTpyMeHTa' [14].

[Mpoueaypa MOAEAMPOBAHUS BKAIOYAET CAEAYIOUIHE
OTaIllbI:

1. Iloctpoenne mnapaMmerpuueckon 3D-mopenn.
B cpepe SOLIDWORKS Onlra cO3paHa YIpPOILILEHHaAd,

'TOCT P 57700.10 —2018. YucreHHOE MOAEAMPOBaHUE (QU3UYECKUX MPoreccoB. OnpepereHre HANPSKeHHO-AeOPMUPOBAHHOTO
cocTosiHUS. Bepudukanus 1 BaAUAAIINS YUCACHHBIX MOAEAEH CAOJKHBIX DA€MEHTOB KOHCTPYKIIUN B yHnpyrou obractu. Beea. 01 —01 —

2019. Mocksa: CranpapturdopM, 2018. 16 c.
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Puc. 2. Cxema npepaaraeMoro cnocoda nmopAep>KKu:
1 — mmnuHAeAB; 2 — oIlpaBKa; 3 — KOpPHyC AlOHeTa; 4 — yAAMHEHHasi MaAopa3MepHas
(dpe3a; 5 — KpenéxHble BUHTBI; 6 — moAAepI>KuBaloniue CTOMKY;
7 — 3aroToBKa C IIEAEBBIM I1a30M
Fig. 2. Diagram of the proposed support method:
1 — spindle; 2 — mandrel; 3 — steady rest body; 4 — elongated small-sized cutter;
5 — fastening screws; 6 — supporting posts; 7 — workpiece with a slotted groove
Wcrounuk / Source: pazpadotrano aBropamu / compiled by the authors

HO KauyeCTBEHHAs AAS MMPOYHOCTHOTO aHaAM3a MOAEAb
IIeABHOM TBEPAOCIIAABHOM KOHIIEBOM (pe3bl Aname-
TpoM 3 MM. AAd yueTa pPearbHBIX YCAOBUU 3aKpeIlae-
HUS paboumii BEIAET COCTaBASIA 30 MM.

2. OmnpepeneHHe  MaTepUaAOB U TPAHUYHBIX
YCAOBUIU:
— MaTepuar HHCTPYMEHTA: BBIOpPAH TBEPABIA

ciaaB WC-Co (kapOup, BoAb(pama). OCHOBHBIE CBOM-
cTBa: MOAyAL yupyroctu HOmra E = 60000 H/mm?
NAOTHOCTE p = 14500 Kr/mM?, Kosddunuent [Nyaccona
v = 0,22;

— MaTepHan OIOPHOM CTOMKM: BhIOpaHa OpOH3a,
TaK KaK OHA MMeeT HU3KMU KO3((UIUEHT TpeHUusd
U UAEAABHO ITOAXOAUT B KaueCTBE TIOAUIUITHUKA CKOAB-
SKEeHUS;

— TIPaHUYHOE YCAOBUE «3aKpPENAeHO» OBIAO IIPHU-
MeHEHO K IMAMHAPHUYECKON ITOBEPXHOCTH XBOCTOBUKQ,
YTO MOAEAMPYEeT HAearbHOe 3a’kaThe B IIaHTOBOM IIa-
TPOHE BLICOKOU TOYHOCTHU (pHUC. 2a).

— YCAOBHE AAS pacyueTa CTaTUIEeCKOM KeCTKOCTH:
K cdepudyeckoyd BepIIMHE HHCTPyMeHTa IIPUAO’KeHa
CHAa BeAMYNHOY, He npesbimnatoiet 40 H, HanpaBaeH-
Hasg B IPOTUBOIOAOKHYIO CTOPOHY OT HallpaBA€HUS
TOAQYN TIEPIEHAUKYASIPHO OCH HHCTPYMEHTa (papu-
aAbHasl COCTaBASIIONIAsI CHUABI pe3aHusi). Takoe 3Haude-
HUEe CHABI OBIAO BBIOPAHO MCXOASI U3 OIBITa APYTHUX
uccaepoBaTenreit [15]. B pacueTe yduThIBaAaCh TOABKO
papManbHas COCTABASIIONIAs CHUABI pe3aHMs, TaK KakK
MAHHasi COCTaBASIONIAsI BHI3bIBAET M3rM0 CTePsKHA (pe-
3bl. DTO AOMUHUPYIOIHUN (DaKTOP.

3. ObocHOBaHNE pacyYeTHON CXEMBI:

— BapuaHT l: 0a30BEIM cAydYal, 0e3 IOAAEPIKKU:
aHaam3 MopeAu ¢ BbireToM 30 MM L/D = 10 TOABKO
C YKa3aHHBIMU BBIIIE YCAOBUSIMU;

— BapuaHT 2: C OAHOM TOAAEP’KUBAIOIIEN CTOU-
KOM, KOTOpasi pacloAoykeHa Ha paccrossHuu 10 Mm
OT BEpIIMHBI MHCTPyMeHTa. Aa@HHOEe yCAOBHE OTPaHU-
YyBaeT IepeMelNeHus y3A0B CEeTKU B PaAMaAbHOM Ha-

TIPaBA€HUM, UMHUTHUPYSI KOHTAKT C HEIIOABUWJKHOM IIOA-
AEp’KUBAIOIIEN CTOMKOM.

4. AAs omipepereHMs Mporuda U HANPSKEHUU I10-
CTpO€Ha CeTKa KOHEUHBIX SAEMEHTOB U IIPU PelleHUun
3aAau¥ HCIIOAB30BaHa aBTOMAaTHYecKas CeTKa W3 Te-
TPa’APaAbHBIX JAEMEHTOB BTOPOTO IOPSIAKA, THUII HC-
crepoBaHust — «CTaTHKa».

5. TlocToOpaboTKa U aHAAW3 PEe3yABTATOB!

— AAS CTAQTMYECKOro aHaaM3a OBIAM TTPOaHaAM3U-
POBaHBEl M300pa’keHusl pacIlIpeAeAeHUsT CTaTU4eCKOTo
nporuda M 9KBUBAAEHTHBIX HANPSKeHUM (puc. 3);

— OIIEHWBAAOCh MaKCUMAaAbHOE CMeIleHne Ha Bep-
muHe Ppe3ssl.

Pe3yabTaThl MOAEAUPOBAHUS M BEIBOABL:

1. Tlo cTaTrueCcKOl >KeCTKOCTU TOAYYEHBI CAEAYIO-
I[e pe3yAbTaThl: B KOHMUrypanuu 6e3 ONOpHl MakK-
cuMaArbHBIM nporu6 aoctur 0,112 MM, TorAa Kak ycTa-
HOBKa AIOHeTa yMeHblInAa ero Ao 0,038 mm. Takum
o0Opa3oM, cTaTUuecKas >KEeCTKOCTb CHCTEMBI BBIPOCAA
B 2,9 pasa.

2. AHaAM3 HaIpsUKeHWN: BO BTOPOM KOHMUIypa-
MY, OCHAIleHHOM OIIOpOM, NHWK OJKBUBAAEHTHBIX Ha-
NPSOKEHUM TIepeMecTUACS U3 OOAACTH 3aAeAKH WH-
CTPyMeHTa B 30HY ero KOHTaKTa C AloHeToM. [1pu aToM
aObCOAIOTHBIE 3HAUEHUST HATIPSIPKEHUNW OCTaAUCh KPATHO
HU>KEe TIPeAeAd MMPOYHOCTH MaTepUasa.

K mnpeumyliiecTBaM HCIIOAB30BAHHOI'O IIOAXOAQ
MOJKHO OTHECTU HarasipAHoe IpeACTaBAeHHe pe3yAbTa-
TOB, IPSAMYIO IIapaMeTPUYeCcKyIO CBA3KYy C reoMeTpuue-
CKOM MOAEABIO U BBICOKYIO CKOPOCTH CPaBHUTEALHOM
OIIeHKNM KOHKYPHUPYIOIINX BapHaHTOB KOHCTPYKIIMH.
BmecTe ¢ TeM MOAeAb WMeeT psipA VIIPOIIEHWH: OHa
He OXBaTbIBaeT HeAuMHelHble 3((eKThl B 30He KOH-
TaKTa, He YUUTBEIBAET AeMI(pUpOBaHUe U MOAATAUBOCTD
y3Aa (IIMTUHAEAb—IATPOH». 10 3TOM IpUYMHE IOAY-
yaeMble ITUMPLI CAeAyeT TPaKTOBATh KaK OI[eHOYHO-
CpaBHUTEABHBIE, UTO BIIOAHE AOCTATOYHO AAS OIEHKU
3(pPEKTUBHOCTU MTPEAAATAEMOTO CIIOCO0a TTOAAEPIKKU.
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Puc. 3. DTanbl KOHEYHO-IAEMEHTHOTO MOAEANPOBaHUS
B SOLIDWORKS Simulation:
a) rpaHNYHbBIE YCAOBUS (3aKpenAeHne U Harpyska);
0) AOKaAHM30BaHHasi CeTKa KOHEYHBIX IA€MEHTOB B 30HE OIOPBI;
B) pe3yAbTaThl CTaTHYECKOr0 aHaAM3a — Iporud;

I) pe3yAbTaT CTaTUYECKOro aHaAM3a — HAIpsUKeHUs
Fig. 3. Course-element modeling stages in SOLIDWORKS
Simulation: a) boundary conditions (fixation and load);
0) localized finite elements mesh in the support zone;
B) static analysis results — deflection;

r) static analysis result — stress
Hcrounuk / Source: pa3paboTaHo aBTOpaMu /
compiled by the authors
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Puc. 4. KoHe4HO-3A€MeHTHOe MOAeANpPOBaHue AAS (ppe3bl
c BeireTOoM L/ D=3
Fig. 4. Finite element modeling for milling cutters with
the L/D= 3 span
Hcroynuk / Source: pa3paboTaHo aBTropaMu /
compiled by the authors

[MTposepenusbil B SOLIDWORKS Simulation uncaeHHBIN
9KCIIEPUMEHT ChITPaA POAb CEPLE3HOIo TeopeTuye-
ckoro (byHAAMEHTa, IPeABapsIOIIero AOPOTOCTOSIINe
HaTypHBIE HCIBITAHUS, ¥ AAA BO3MOJKHOCTHL 3abaaro-
BpPEMEHHO OITUMHU3UPOBATH KaK reOMETPUIO OITOPHBIX
9AEMEHTOB, TaK M UX PACIOAOKEHUe

Ha ngaTtukpaTHOM KOOpAWHATHOM oOpabaThiBalo-
uieM 1eaTpe OKUMA MU —400VA ObIA IPOBEAEH PSIA,
9KCIIEPUMEHTOB IO 00paboTKe IIeAeBOro Ia3a IIpHU
OAQroIpUATHBIX YCAOBUAX, @ uMeHHO L/D = 3. Uc-
noAb3oBaAuch dpesdbl pupmbl ZCC—CT auameTrpoM
3 MM co cdepuyecKUM TOpIeM, KOAUYECTBO PEXY-
X 3yObeB 2. PeskuMBI 00pabOTKM OBIAM CAEAYIOLINe
Ap = 0,3 MM, N = 1500 06/muH, F = 0,05 MmMm/3y0.

B x0oAe 9KCIIEepUMEHTOB BBIIBAEHO, UTO IIPU COOT-
HOIIIEHWH BBIAETA MHCTPyMeHTa K auamerpy L/D < 3
TOAOOP PEKUMOB pe3aHusI U CTpaTeTuu o6paboTKU 110~
3BOASIET YBECTU CHUCTEMY U3 PEe30HAHCHOM 30HEL. OTO
00CTOATEABCTBO HAINPAMYIO OTPa3MAOCH Ha KaudecTBe
U TOYHOCTU IOAyYaeMOM IOBEPXHOCTH.

Ha puc. 4 npepcTaBAeHBI pe3YABTATBL MOAEANPOBA-
HUS TIpollecca pe3aHusi B OAATONPHUATHBIX YCAOBUSX.
MakcumanbHasi BeAWYWHA YIPYyroro orruba HHCTPY-
MeHTa cocTtaBuAa 0,038 mMm. CAepOBaTEABHO, AOIIOAHM-
TeAbHasd Ollopa CIOCOOHA MOAHATH >KECTKOCThH (Ppe3bl
c BelreTOM L/D = 10 A0 YypOBHs, 3KBUBAAEHTHOTO
L/D = 3. Onupasch Ha TaKOHM 3aIlac JKeCTKOCTH, yAa-
AOCH TIOAOOPATh paIlMOHAABHBIE PERUMBI  pe3aHUus
U BBIAEPKATh AONYCK Ha OOpPabOTKy Ilepa AOIAaTKU
B nipeperax +=0,025 mm.

Pe3yabTaTel u 06CyKAeHHUE

Pe3yabTaThl MOAEAMPOBaHUS IIOKa3aAHl, 4ToO yCTa-
HOBKA AOIIOAHWUTEABHOM OIIOPBEI yMEHBIIWAA MAaKCH-
ManbHBINM Iporud ¢ 0,112 po 0,038 MM, 4TO IO ypOB-
HIO JKeCTKOCTHU NPUOAMIKAETCS K CAYYarO, KOTAQ BBIAET
¢pessl orpanuuyeHn coorHouleHueMm L/D 3. AHaau3
IIOAYUYEHHBIX AQHHBIX CBUAETEABCTBYET, UTO OIIpeAe-
AMIOIUNA (PAKTOP POCTA CTOMKOCTA HMHCTPyMEHTa —
OAABA€HHME BUOpanui, OAaropaps 4eMy CHUJKAIOTCA
YAGpHBIE HArpy3Ku W IIPeAOTBpAIaeTcCs IIpekKAeBpe-
MeHHOe pa3pylleHHe peXylllell KPOMKHU. YAydllleHue
’Ke KauecTBa IOBEPXHOCTH U reOMeTPUUYeCKON TOYHO-



CTH AE€TaAm SIBASIETCS IPSIMBIM CA€ACTBHEM BO3pOCIIeN
KeCTKOCTU MHCTPYMEHTAaAbBHOW CUCTEMHBI.

HepocTaTku U orpaHHYeHHUSIMHU CIIoco6a OCTaIOTCS:

— HeOOXOAUMOCTb TOYHOU YCT@HOBKHU OIIOP OTHO-
CUTEABHO OCH IIITUHAEAS;

— CAOJKHOCTBH IIpMMeHeHHs IIpu 00paboTKe Ia30B
C IepeMeHHOM T'AyOMHOU M HeAuHelNHOM dopmoii. He-
00XO0AUM pacdeT U MOAEAUpOBaHUe (POPMBI OIOPHBIX
CTOEK AIOHETaA.

BbIBOABI U 3aKAIOUEHUE

[TpoBepeHHBIN aHaAW3 IPOOAEMBI HU3KOU >KecCT-
KOCTU U HPEeAPacCIOAOKEHHOCTU K aBTOKOAEOAHUSM,
CBOMCTBEHHBIX YAAMHEHHBIM MAaAOpPa3sMepHBIM pe3aMm
c otHOomeHueM L/D > 3, IO3BOAMA NPEAAOKUTH IIPUH-
IIUITUAABHO HOBBIM METOA WX CTaOMAM3aIuu, OCHOBAH-
HBIN Ha MPUMEHEHUHU CIEeIUarbHOTO TTOAAEPIKUBAOIIe-
ro AIOHeTa.

AAsT BepU(pUKAIUM TIPEAAOKEHHONW KOHIIENITUHN
OBIAO BBIIIOAHEHO IlapaMeTpudecKoe KOHEUHO-dAe-
MEHTHOe MOAEAWpPOBaHNE B MPOTrPaMMHOU CpeAe
SOLIDWORKS Simulation, BKAIOuaBIllee CTaTUYECKUU
aHaau3. OOBEKTOM UCCAEAOBAHUSA CAYKHAA pe3a AU-
ameTrpoM 3 MM c BbIAeTOM 30 MM, UTO COOTBETCTBYET
orHolteHuto L/D = 10. MoaeAaupoBaHue ¢ UMUTanie
AIOHETHOU OIOPHI AAAO CAEAYIOIINe KAIOUeBbIe Pe3yAb-
TaThI:

— cTaTuyeckas KECTKOCTE: MaKCUMaAbLHBIT
CTaTUYECKUU TMPOrud I1opA AeMCTBUEM paAUuaAbHOMU
cuapl 100 H cHumsuaca ¢ 0,112 (6a30BEIM CcAydaid)
20 0,038 MM, 4TO CBHAETEABCTBYyeT OO0 yBeAMYeHHUU
JKeCTKOCTH B 2,9 pasa;

— pachupepeAreHUe HANPSOKEeHUWU: BBEAEHHE OIIo-
pPBI IPUBEAO K CMEIeHUIO MHMKa SKBUBAAEHTHBIX Ha-
NPSKeHUM 13 0OAACTH 3aAEAKM XBOCTOBUKA B 30HY
KOHTaKTa CTep>XKHS (Ppe3bl C OIOPHBIMU dAeMeHTaMu
AIOHETa; IpU 3TOM abCOAIOTHBIE 3HAUEHUsI HallpsiKe-
HUM He BBIIMIAM 3a I'pPaHUIlBl 6€30TacHOTO AMAlla3oHa
AAST TBEPAOCIIAABHOTO MHCTPYMEHTAABLHOTO MaTepHuanra
rpynnsl WC-Co.

PesyAbTaThl MaTEMaTUYECKOTO MOAEAWPOBAHUS AO-
Ka3bIBaIOT (PU3UYECKYI0 COCTOSATEABHOCTH U BBICOKHU
MOTeHIIMaA IpepraraeMoro crocoba. OHU  KoAWue-
CTBEHHO ITOATBEPIKAQIOT, UTO A@’KE OAHA AOIIOAHUTEAD-
Hasl OII0Pa, PAaCHOAOKEeHHas BOAU3U CBOOOAHOTO KOHIIA
WHCTPYMEHTa, CIOCOOHA KApAMHAABHO YAYUIIUTE €ro
CTaTu4eCcKue U AMHAMHYECKUEe XapaKTEePUCTUKU, Teo-
peTrudyecKu IIO3BOASISL PACHIUPUTh AMANla30H pabouynx
otHomeHut L/D po 10 mpu coxpaHeHUM TpeOyeMoOM
KeCTKOCTH KOHCTPYKIIUU.

TakuM o0Opa3oM, Ha OCHOBE MPOBEAEHHOIO psIAd
SKCIIEPUMEHTOB Y KOHEUYHO-3AeMEeHTHOTO MOAEANPOBA-
HUST TIPEAAOIKEHHBIN CITOCOO TTOAAEPIKKHU MOKET OBITh
PeKOMeHAOBaAH KaK 3(PeKTUBHOe TeXHUUYEeCKOoe pelle-
HHE AAS TIOBBIIIEHUS IIPOU3BOAUTEABHOCTU U TOYHOCTU
o0paboTku Npu (pe3epoBaHUU TAYOOKUX IIEAeBBIX
Ma30B MaAOTO CEYeHUs.
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I[Tpo3payHOCTh (PUHAHCOBOM AESITEABHOCTHU: aBTOPHI
He UMeIOT (PMHAHCOBOM 3aMHTEPECOBAHHOCTU B IIPEA-
CTaBAEHHBIX MaTepHaAax U MeTopax. KoHMAMKT uHTe-
pecoB OTCYTCTBYET.

ABTOpPHBI IPOUNTAAU U OAOOPUAU OKOHUATEALHBIY Bapu-
QHT PYKOIIUCH.

[Tpu IOArOTOBKE AQHHOU PYKOIIMCHU aBTOPHI HE UCIIOAb-
30BaAM reHePATUBHBIM UCKYCCTBEHHBIN MHTEAAEKT UAU
aHAAOTUYHBIE aBTOMATU3UPOBAHHBIE HHCTPYMEHTEL.

CraTba nocrynuaa B pepakuuio 09.12.2025; opoOpeHa
nocae peljeH3upoBaHug 23.12.2025; npuHATa K IyOAHR-
kanuu 31.07.2026.
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