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NMPOrPAMMHbIA MOAYIb HASHAYEHUSA PEXXMMOB
®UHULLHON OBPABEOTKM C NPUMEHEHUEM
ABTOMATUYECKUX LLETOYHbIX CTALUMOHAPHbIX
YCTAHOBOK

MexaHunyeckas obpaboTka geTaner MalMH M3 MeTannUYeckux mMaTepuarnos, BbiNONHAeEMas
METOLOM CHSITUSI CTPYXKU, B BONBLUMHCTBE ClydyaeB cornpoBoxaaeTcs obpa3oBaHNEM OCTaTOYHbIX 3a-
YCEHLIeB 1 OCTpbIX KpaeB (KPOMOK) Ha nepeceveHnn obpabaTbiBaeMbix NoBepxHOCcTen. [leTanu B 3TOM
cnyyae nognexat nocregyowen gopaboTtke (3a4ncTke) pasnuyHbiMU METOA4amMn U MHCTPYMEHTaMu C
Lienbio NonyyYeHnsl pernameHTMpoBaHHON BENUUKHBLI paguyca (dacku) Ha kpoMkax NGO BbICOTbI OCTa-
TOYHOrO 3ayceHua.

BbinonHeHne 3a4ncTkn NO3BOMSET NOBLICUTL NOTPebUTENbCkNe CBOMCTBA AeTanen u cobpaH-
HbIX Y3110B, CHU3WUTb ONAcHOCTb TpaBMaTuU3Ma MNpu KOHTaKTe ¢ AeTansiMu, yrnyyliuTb KayecTBO HaHece-
HWSI Ha AeTanu 3aLUTHBIX NOKPbLITUNA.

B yacTHOCTW, Npu Npou3BOACTBE AeTanei aBUaLMOHHOW TEXHWUKM C Lerblo MOBbILLEHWS NPpou3-
BOAMTENbBHOCTM 3a4YMCTKM NEPCNEKTUBHBIM HanpaBneHneM SIBMSIeTCA BHeApEeHNe aBToMaTuyeckmx crta-
LIMOHApHbIX YCTaHOBOK. B GomnblUMHCTBE cnyyaeB npvMeHeHve nopgobHoro obopyaoBaHus Ans obpa-
6OTKM COOTBETCTBYHOLLEN HOMEHKNATYpbl AeTanen (C y4eTom WX MaTepuana u reometpuu) TpebyeT
NpPOBEAEHNSA TEXHOMOMMYECKUX UCMbITaHWn AN oTpaboTku pexunmoB. Pexumbl o6paboTku oTpabathbl-
BalOTCA Ha crneumanbHO NOAroTOBNEHHbIX TEXHONOrMYeckux Aetansax nnbo TectoBbix obpasuax.

BonbLioit 06bem akcnepuMeHTasnbHbIX AaHHBIX MO BbISIBIIEHWIO 3aKOHOMEPHOCTEN npoLiecca
06paboTky C NOMOLLbLID YCTAHOBKM AN 3a4MCTKM feTanelt abpasvBHbIMK LIeTkaMu Ha VpkyTckom
aBMaUMOHHOM 3aBofe noTpeboBan cucTemaTu3auuy NoMydYeHHbIX pe3ynbTaToB, COCTaBMIEHUS anro-
puTMa nogbopa napameTpoB 06paboTku. B cBA3M ¢ 9Tum 6bin pa3paboTaH nporpaMmMHbIA MOAyIb, UC-
Nofib30BaHME KOTOPOrO MPU Ha3Ha4YeHUW PEXUMOB (PUHULLHON 06paboTkvM Ha LLETOYHbIX YCTaHOBKaXxX
nossonseT obecneunTb cTaburbHOe KayecTBO MOBEPXHOCTWU AeTanew, CHU3UTb A0 MUHMMYMa nocre-
OyloLyo pyyHyto AopaboTky, onTMMM3MpoBaTb MPOU3BOACTBEHHbIE 3aTpaThbl HA PEMOHT YCTaHOBOK
1 npnobpeTeHne NHCTpymeHTa (abpasmBHbIX LLETOK).

MpuHUMN, ncnonb3yemblt B paspaboTaHHOM MNporpamMMHOM MoAyne, MoxeT OblTb ycnelHo
NPYMEHEH NpV Ha3HaYeHWn PeXUMOB ANs APYrvx BUAOB 06paboTku AeTanei, korga KonMYecTBeHHble
3HaYeHns1 NapamMeTpoB BbIHYXAEHHO U3MEHSIIOTCSt B npouecce obpaboTku aetanu nubo noasep)eHbl
BNUSIHWIO (B M3BECTHbIX Npefenax) BHeLWHNX (akTopoB.

Anpobauus nporpaMMHOrO MoAyrsi HasHaYeHUs] PEXUMOB (PUHULLIHOW 06paboTku Bbina Bbl-
NnorfHeHa nyTeM MpoBeAeHUsi TEXHOMOTMYECKUX WCMbITAHUA C MPUMEHEHWEM LLETOYHOW YCTaHOBKU
Fladder 400/Gyro v fokasana CBOK MPUrofHOCTb B MPOM3BOACTBEHHbBIX YCIIOBUSX.

KnioyeBble cnoBa: nporpammHbIn MoAyrb, huHMILHaA obpaboTka, 3a4ncTka, OCTaTOMHbIV 3a-

yceHel, HasHayeHWe pexmmoB 06paboTKM, CKPYrMeHWe KPOMOK, yaareHue 3ayceHueB, abGpasviBHble
LLEeTKM, LETOYHbIE YCTAHOBKU, KAYECTBO NOBEPXHOCTU.
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THE PROGRAM MODULE DESIGNATED PROCESSING
CONDITIONS FINISHING EMPLOYING AUTOMATIC BRUSHING
STATIONARY INSTALLATION

Process machining machine parts made of metallic materials performed by removing material,
in most cases accompanied by the formation of residual burrs and sharp edges (edges) at the intersec-
tion of the processed surfaces. Details in this case are subject to subsequent refining (deburring) the
various instruments and methods to obtain regulated the radius (chamfer) on the edges or residual burr
height.

Performing deburring improves consumer properties of parts and assembled units, to reduce
the risk of injury by contact with the items to improve the quality of the application to the details of pro-
tective coatings.

In particular, the production of components of aviation equipment in order to increase productiv-
ity deburring promising direction is the introduction of automatic stationary installations. In most cases,
the use of such equipment for treatment of the corresponding range of parts (including its material and
geometry) requires testing process for testing regimes. Processing modes are processed on specially
prepared technological details or test samples.

A large amount of experimental data to identify patterns of by setting processing for cleaning
parts with abrasive brushes at the Irkutsk Aviation Plant has demanded the systematization of the re-
sults, the development of the algorithm selecting processing parameters. In connection with what has
been developed program module, which, with the appointment of finishing modes on brushed installa-
tions ensures consistent quality of the workpiece surface, to minimize subsequent manual rework, to op-
timize the production costs of repair facilities and the purchase of tools (abrasive brushes).

The principle used in the designed program module may advantageously be applied when as-
signing regimes for other processing details, quantitative parameters whose values change during the
forced part or affected (within certain limits) to process external factors.

Testing of the program modes finishing shape destination module has been executed by per-
forming technological tests using the brush installation Fladder 400 / Gyro and proved its usefulness in
a production environment.

Keywords: program module, finished shape, deburring, residual burrs, purpose machining con-
ditions, chamfered edge, deburring, abrasive brush, brushing machine, surface condition.

BBeaenue

[Tpouecc ¢unumIHONW 00pabOTKM [eTaneii aOpa3sUBHBIMH IIETKAMU,
BBITIOJTHSEMBIN C TICJIBI0 CKPYTJICHHUST OCTPBIX KPOMOK M yJIaJCHHS 3ayCCeH-
1IeB, BEChMa MOIMYJIAPEH MPU U3TOTOBICHUU TabapUTHBIX JeTaliell MallluH
npoctoit popmsl [1-7].

[Tpu ucnonb30BaHUU aBTOMATHUYECKUX IIETOYHBIX YCTAHOBOK MAIIIMH-
HOE BpeMs Iporecca 00pabOTKH 3aBUCUT OT BbIOpaHHOM CKOpPOCTH Iepe-
MEIIEHUs JETaIM OTHOCHTEIIBHO Bpallaroniuxcs aOpaswBHBIX IIETOK [8].
[Ipoune mapameTpsl mporecca oOpabOTKH (YacToTa BpaIlleHHS U OCaaKa
IIETOK) MOTYT OBITH OMPEIEIICHBI OMBITHBIM MyTeM s (DUKCUPOBAHHOTO
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3HAa4YeHHs MOJAaYU C YYETOM KOHCTPYKIIMM U Marepuaiia oOpadaTbhIBaeMbIX
JeTa’aei ¥ KOHCTPYKTUBHBIX MTapaMeTPOB aOpa3uBHBIX IIETOK [2].

IlocTanoBKa 3a7a4Yu UCCIEeAOBAHUA

TexHomornueckre M KOHCTPYKTHBHBIE OCOOCHHOCTH OOJBIIMHCTBA
rabapuTHBIX JeTajeil aBHAIMOHHOW TEXHUKU (B YAaCTHOCTH, JETaIH THIA
MaHelNb), BHE 3aBUCUMOCTH OT CXEMbI MX 0a3upoBaHHUs, MPEAINOoararoT Ha-
JUYUe TUara30Ha MOJIOKCHUH 00pabaThIBaeMbIX KPOMOK IO BBICOTE OTHO-
CUTEJIBHO OCH BpalleHHsS MIETOK. Takum oOpazom, ajisi oOpabaTbiBaeMbIX
KPOMOK, HaxOJSIIUXCS B PA3IUYHBIX TEXHOJOTHMUYECKHX YCIOBHUAX, T.C.
UMEIOIINX PAa3IMYHYI0 BBICOTY BBICTYNIOB OTHOCHUTEIBHO AETalu, MPU Ha-
3HAYCHUU OJHHUX M TEX K€ PEKUMOB 00paboTKH (pHc. 1) HEBO3ZMOXKHO IIO-
Jy4eHHUE OJMHAKOBOTO 3HAUYCHUSI pajiuyca CKpyrieHus R.

YacrtoTa BpauieHust

e
Bopcunst HHeTH
Kpomka
Ilomaua S $
B \
é [erka
N YA K
A ~._ Ocanxka
£
Jerans ME

Puc. 1. Cxema npouecca 00pabOTKH KOHCTPYKTHBHBIX 3JIEMEHTOB JCTallN

B »ToM ciydae 3amaua BeIOOpa PeKUMOB 00OpaOOTKH COCTOUT B OIpe-
JIEJICHUM HEKOTOPOro JOIMYCTUMOTO JIMaria3oHa PajduyCcoB KPOMOK [Rpyin,
Riax] U1 pa3smuyHBIX BBICOT 00padaThiBaeMbIX KPOMOK (Kpin, Kmax) OTHO-
CUTENbHO 0a30BOi MIIOCKOCTH.

Pemenne MokeT OBITH MOMYYEHO HA OCHOBE AKCIIEPHUMEHTATBHONU WH-
dopmaruu [9-11] 11 TEXHOTOTUYECKU OOYCIIOBICHHOTO THANa30Ha BBICOT
00pabaTeiBaeMbIX KPOMOK [Kpin, Kmax], TOMyCKaeMOro TEXHUYECKUMHU Xa-
paKTEepUCTUKAMU 00OPYIOBAHUS U UCIIOIB3YEMBIX a0pa3UBHBIX HIETOK.

Jnana3oH 3HaueHU pexUMHOro mapamerpa x (mojgayu) (ocb adc-
IIUCC), KOTOpbIe OyayT obecreynBaTh TpeOyeMblid TUana3oH PaJHyCcoB Kpo-
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MOK [Rpmin, Rmax], MOKET OBITh ONPEACIICH U3 DKCIIEPUMEHTATBHBIX 3aBUCH-
MOCTEH Kpmin = f1(X), Kmax = f2(x) (puc. 2) [12].

R, MM K . K
\\ A, )
Rmax \\ B(xmin’ rmax)
Ay(xy, 1)
4(x),
Patnye 4N
A30x5, 13)

R >\ C('xmax’ rmin)

min RS )

\\
) X
O(Or 0) Xin Xmax

Bapsupyemsiit napamerp

Puc. 2. Ilpuanun onpeneneHus TpedyeMoro auamna3oHa
JOIYCTUMBIX 3HAUYCHUH PEeXKUMHOI0 mapaMeTpa (oJayuu LETOK)

ITocTpoeHne nmocneqHUX BBITOIHACTCS MO Y3JI0BBIM TOUYKaM, IOJIyYeH-
HBIM IIpU NIPOBEJEHUM TEXHOJIOTMYECKUX HCIBITAHUN IIETOYHOM YCTAHOBKHU.
JlanbHeiimee pemieHne mocTaBIeHHON 3aaun TpeOyeT MpeACTaBIeHUs MOy-
YEHHOU 3KCTIEPUMEHTAIbHOM HH(pOpMallMK B aHAIMTHYeCKoM Buzie [13].

Y4uuTeIBas TO, YTO KaXKAas U3 y3JOBBIX TOYEK MOKET NPEACTABIATH
co0oi cpenHee 3HaYeHHE MHOTOKPATHBIX MU3MEPEHUH pajnyca KPOMKHU TMpU
(UKCUPOBAHHOM 3HAYEHUH MOJAYM X (B TOM YHCJIE M IPU MHOTOKPATHOM
BOCIIPOM3BEJICHUN YCJIOBUH DKCIIEPUMEHTA), CYUTAEM, YTO NPOBEICHHBIE
yepe3 Y3J0Bble TOYKM (YHKIMM BOCIPOU3BEIEHBl B HMX OKPECTHOCTH
(a Takke Bceil o0ynacTH 3HAUYEHUI BapbUPYyEMOro MapaMmeTpa) ¢ JA0CTaTou-
HOHM TOYHOCTBIO.

B mpou3BOACTBEHHBIX YCIOBUSAX JUIsl YIPOILEHUS MpoILeaypbl coopa
UCXOIHBIX JAaHHBIX pacyeTa IPH YCTAaHOBJIECHHOM OIIBITHBIM IIyT€M HEJH-
HEMHOM XapakTepe 3aBUCUMOCTEN BBICOT KPOMOK Kmax U Kpmin (cM. puc. 2)
NpYMEM HaMMEHBIIUK (BTOPOW) MOPSIOK MCKOMBIX AHATUTUYECKUX (YHK-
LIW{ IPU MUHAMAJIBHOM KOJIMYECTBE Y3JIOBBIX TOYEK I KaXKIOM U3 HUX,
paBHOM TpeM [14, 15].
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Takum oOpazom, Kaxaash W3 SMIHUPUUYECKUX QYHKIUHA Kpyin = fi(X),
Knax=fo(x) BUga r = c + bx + ax* MOJy4eHa M0 TPEM XapaKTEPHBIM TOUKaM:
TOUKH Aj(x1, 11), A2(X2, 12), A3(X3, r3) IPUHALIERKAT QYHKIUH Kmax = f2(X),
TOYKH A4(X4, 11), As(Xs, 's), As(Xe, 7'6) — QYHKIUU Kppin = f1(X).

Hns onpenenennst ko3hdunueHToB a, b, ¢ GyHKmHA Kp.x = fi(x),
Kmin = f2(x) H20OX0IMMO pEIICHHE CICTYIONTUX CUCTEM YPaBHEHUMN:

I QYHKIMU Kmax = fo(X):

n=c+bx + alxlz,
r,=c +bx,+ax, (1)
r=c +bx;+ a1x32;

Uit yHKIUU K i = f1(X):
r,=c, +b,x, +a,x;,
15 =y +byxs + a2x52, (2)
1, =c, +b,x, +a,x;.
[Ipu nanbHeiimeM NpOrpaMMHOM pELIEHUWU cucTteM ypaBHeHuiu (1)
u (2) B cTpykType 0JIOKa BBIYHCICHHH HCMONb3oBaHa ¢opmyna Kpamepa
[14]. Ha 6a3e cuctem (1) u (2) mosry4daem CleIyIonue BEIPKCHHUS:
Loy x|h
AlB =1 x x;rz ) (3)

2
1 x xn

I x, xf T
2
Xs|15 | 4)

2
I x, xg|rg

=

>
|

52

torga s Kmin = fi(x)

A, A Aq
C,=—, b =—, a, =—, 5
2 A 2 A 2 A ( )
1 x, x rooX, X, 1 r, x I x, n

_ 2|. _ 2. _ 2|. _ .
A=l x5 x5|5 Ay=|rs x5 x5|5 As=|l rn x5|; Ag=[l x5 x5 (6)
2 2 2
I x, xg Ty Xg  Xg I g xg I x, r

COOTBETCTBEHHO, JUISl Kpax = f2(x)
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A A A
| ) _ 53
C]_ ’ b]_ ’ al_ ’ (7)
A A A
2 2 2
Ly X h 4 5 L no oy L n
= 2l A = 2l A — 2. _
A=l x, x5 A= x, x5 A=1r x|, A=l x, nl. 8
2 2 2
I x5 x5 Xy X; I r, x I x5 n

Jlanee BBIUMCISETCS MUHTEPBAI BAPbUPYEMOTO MapaAMETPA [Xmin, Xmaxl
KOTOPBIA YJOBIETBOPSIET TPEOyEeMOMY WHTEPBAITy 3HAUCHHUN pagryca KpOM-
KH [Rpin, Rmax]. B OOJBITMHCTBE CiTydaeB aHHBIN TUAIa3oH 3a7aH B KOHCT-
PYKTOPCKOM MO0 HOPMATUBHON JOKYMEHTAIIMH Ha JICTANIb.

['panuIpl KICKOMOTO MHTEpBaa — MpoeKuuu Touek B u C Ha och abc-
LACC, KOTOPBIE SIBIISIIOTCA MEPECEUECHUEM NPAMBIX Rmax U Rpin € KPUBOHR
Kmax =f Z(X)'

Hx onpenensieM BRIYMCICHUEM HAMMEHBIIINUX MOJ0KUTEIBHBIX KOPHEN
CJIEIYIOIUX YPaBHEHUI:

TOYKA B(Xmin, Rmax):

2
Rmax =q + blxmin + 4 X min > (9)
T0o4Ka C(Xmax, Rumin):
R.=c,+bx_ +ax . (10)

max max

Pemenre mo BBIYUCICHUIO MHTEPBANA [Xmin, Xmax] ABISETCS KOPPEKT-
HBIM B CJIy4ae, €CJId YAOBJIETBOPSETCS CIAEAYIOIIEE YCIOBHE:

Xmin < Xmax- (1 1)

Pesynbprar Bbruncienus Boipaxenuil (9) u (10) B BuIe IpaHHUYHBIX
3HAYEHUH OMYCTUMOM MOAAYU IIETOK Xmin U Xmax BBIIAETCS MOJIH30BATEIIO
O6mokoM BbIBOIa pesyibrara. Ecnmm ycnmoBue (11) B pesyinbrare pacuera
HE YZIOBJIETBOPEHO, TO B COOTBETCTBYIOUIMX MOJSAX BBIBOJA HMHTEpdeiica
MOJIB30BaTelIs HogBUTCA cooOenue No_result.

BaxxupiM 37€MEeHTOM B paboTe MOZIYJS SBISETCS BO3MOXKHOCTH Kak
(dbopMUpOBaHUS HOBBIX, TaK M BHIOOpa TOJB30BaTEIeM TOTOBBIX (paHee
MOJTy9EeHHBIX) QYHKIHHA Kpyin = f1(X), Kmax = f2(x) U3 0a3sl JaHHBIX. JTO TO-
3BOJIUT, P HAJMYMHU COOTBETCTBYIOIIMX BO3MOXKHOCTEH HIETOYHOM ycCTa-
HOBKU, BBIYUCIISATH UHTEPBAN [Xmin, Xmax] AT OTIMYAIOIIUXCS MO TEXHOIO-
TMYECKUM NPU3HAKaM Y4acTKOB JeTald MHAMBUAyaIbHO (puc. 3). Ilons3o-
BaTelb, IIPH 3TOM, SKOHOMHT BPEMSI TIPU BBOJIC UCXOJHBIX JIAHHBIX pacueTa.
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File Edit Format View Help

kmin Kmax Rmin Rmax fmin fmax
5.ee 15.ee 1.e8 3.68 2.68 3.ee
Kmin Kmax Rmin Rmax fmin fmax
5.88 15.080 1.12 3.64 2.64 2.96
Kmin Kmax Rmin Rmax fmin fmax
5.ee 15.e8¢ 1.16 3.69 2.59 2.95
Kmin Kmax Rmin Rmax fmin fmax
5.ee 15.e8¢ 1.21 3.76 2.52 2.94
Kmin Kmax Rmin Rmax fmin fmax
5.ee 15.e0 1.32 3.81 2.48 2.98
Kmin Kmax Rmin Rmax fmin fmax
5.8e 15.e@¢ 1.34 3.85 2.45 2.98
Kmin Kmax Rmin Rmax fmin fmax
5.ee 15.ee 1.42 3.9 2.1 2.87
Kmin Kmax Rmin Rmax fmin fmax
5.ee 15.ee 1.44 3.96 2.38 2.87
Kmin Kmax Rmin Rmax fmin fmax
5.ee 15.ee 1.58 4.88 2.36 2.85

Puc. 3. OxHo comepkumoro (aiina pe3ybTaToB pacyera
JUTS pa3IMYHBIX TEXHOJIOTHUYSCKUX YCIOBUH (PUHUIITHON 00paboTKU

WuTepdeiic mporpaMMHOTro MOAYJIsI TPEACTABIEH Ha puC. 4.

MUHHMaTbHAS BhicoTa K| (MM

MaKcuvanbHast picota Ky (v

FR B2 BB B B
=
1 HHHE
L < B C

5 S s MS H
2a B2 BB B

H

HH E
5

s 5 E

e S L)

E

b El B El

S 5

5 % S %
2 2
5 ‘E ]
o B O ”

MEHIMATBHBIH TPEGyeMbiii pay|
MaKCHMATbHbI TpeGyembiii pajy

R
KON [

MuHIMaTEHAS TPeGYeMas Mozava (v/sm

MakcuMabHast TpeSyemast mofada (M/Mu)

Puc. 4. atepdeiic mporpaMMHOT0 MOJTYJIsS C HA0OPOM 3HAYCHUI
rapaMeTpoB pacueTa

ITone30BaTeneM IOJKHBI OBITH BBEIEHBLI: MHHHUMAaJbHAsd U MaKCH-
MaJjbHas BBICOTHI 00pabaThiBaeMbIX KPOMOK (Kmin, Kmax) OTHOCHUTENBHO Oa-
30BOM TUIOCKOCTH (TTOJIs1 BBOJIA IAaHHBIX [ M 2), TaHHBIE Y3JIOBBIX TOUYEK (TO-
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75 BBOJA JMAaHHBIX 3 W 4), NWana3oH 3HAYCHUN paamyca oOpaboTaHHOM
KPOMKH, KOTOpPBbII HeoOXxoauMo obecrneuuTs (mosne BBoaa S). [locrne mHU-
LMaJU3allK BCEX MOJIel BBOJA UCXOAHBIX JAHHBIX 3aIlyCK pacueTa BBIMOJ-
HSETCS Ha)XKaTHEM «KHONKW» 7. Pe3ynbpTaTr pacdera B BHJIE TPaHUIL JUATIA30-
Ha PeXKHUMHOTO TapaMeTpa 0ToOpa)kaeTcs TOJIb30BATEIO B TOJIE 6.

BBenennsblif Habop naHHBIX ToJeil 3 u 4 715 COOTBETCTBYIOLIUX 3HA-
YeHHi mosiel / u 2 MOXKeT ObITh COXpaHeH B 0a3e MOAYJISI IS NajdbHEeHIIero
HCIIOJIL30BaHUS Ha)KaTHEM «KHONKM» 8. Eci moiib3oBaTesieM B MOJST BBO-
na I (u/vunm 2) BBOASTCS 3HAYCHHS, JIJISI KOTOPBIX paHEe BHITIOJIHEHA OTepa-
IUs COXpPaHEHHUd, TO NoJjd 3 (W/wnu 4) MHUIUAIU3UPYIOTCS MPOrpaMMoin
0e3 yJacTus Moyib30BaTess (aBTOMaTHIECKH).

JKcNnepUMEHTAIbHASl MPOBEPKA MOJIy4YeHHbIX pe3yJibTaTOB

Hanonnenue 0a3pl JaHHBIX M HOCIEXyROIIas anpoOaius Mporpam-
MHOT'0 MOJyJIsi ObUIM BBIIOJIHEHBI IyTEM MPOBEIACHUS TEXHOJIOIMYECKUX HC-
IBITAaHUN ¢ puMeHeHreM 1eToyHol yctaHoBku Fladder 400/Gyro (puc. 5).
B kauecTBe pabouero MHCTpyMEHTa HUCIOJIb30BaHA a0pa3uBHAs IETKa JUa-
MeTrpoMm 300 MM M3 TONOCOK TNUIM(OBAIBHON MIKYpKH HupuHOW 10 MM,
3epHucTocThi0 P80. DKcnepuMeHTalbHasi NPOBEpKa BBINOIHAIACh HAa 00-
pasmax wu3 amoMuHHeBoro cmiaBa J[16T raGaputHeiMEH pa3mepamu
600x600x50 MM, MMHUTHUPYIOIIUX KOHCTPYKTHUBHBIE 3JEMEHTHI aBHALIMOH-
HBIX JIeTallel ¢ MoAKperuieHus MU (puc. 6, a). /lnana3oH paccTosHUN Mexay
CMEXHBIMHU TOJKPEIUICHUAME (pedpamu skecTkocTr) oT 35 10 120 mm.

Puc. 5. Hlerounas ycranoska Fladder 400/Gyro
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a o

Puc. 6. TecroBbiii 00pazel (a) 1 paclooKEHUE TOYSK KOHTPOJIS pajnyca
00pabOTaHHBIX KPOMOK 10 3aBEpILICHUU 00padboTKH (0)

HcnpiTanusg mnpu MOCTOSHHOM YacTOTE€ BpalleHUs MIETOK 1 =
=300 06/MuH OBUTM MPOBEACHBI HA IIECTH OOpaslax I TPeX 3HAYCHHUI
nongau crona (1 m/muH; 3 M/MuH; 6 M/MUH).

C y4eToM KOHCTPYKTHBHBIX OCOOCHHOCTEH 0OpabaThiBaeMbIX 00pa3-
110B (TpeOOBaHUI K MOCTOSHCTBY BBICOTHI MOJKPEIUICHH) BETUIUHBI Kpin,
Kmax ObUTH 3a71aHBI IBYMSI 3HAUEHHUSIMU OCAJIKU BOPCHUH IIETOK (5 1 35 MM).

N3mepenne reoMeTpur KPOMOK JI0 M TIOCJIE 3aBEpIICHUs 00pabOTKH
BBITMIOJHSIOCH C HCIOJIb30BAHUEM OINTHYECKOro MpoduiomMerpa KOMIIAHUU
BRUKER. O6nacts KOHTPOJISI BEICOTHI 00padaThIBaEMBIX KPOMOK JIJISI KaX-
noro obpasua Oblia pa3duTa Ha CEKTOPHI ¢ OYKBEHHBIMH O0O3HAYCHHSIMHU
(puc. 6, 6), B Ka)JI0M U3 KOTOPBIX Pe3yJbTaT MOJy4YeH Kak CpellHee 3Haue-
HUE U3MEPEHUN B HECKOJIBKUX TOUKAX.

Tak, KpoMKH 00pa3lOB B MCXOJHOM COCTOSIHUM XapaKTEPH30BAINCH
HaJIM4YMEeM OCTaTOYHOTO 3ayceHia. Ha puc. 7, a mpencraBiieHO MeTaJlIorpa-
dbuyeckoe n300pakeHue 3ayceHria, MUKpONpo(wib U THUIIOBOE OOBEMHOE
n300pakeHne 00IacTh KpOMKH 00pasiia 10 00paboTKU, XapaKTepu3yroliee-
Csl HaJM4YMEM OCTAaTOYHOro 3ayceHmna okono 0,15 mm. Ha puc. 7, 6 ana-
JIOTUYHO TIOKa3aH THIIOBOM pe3yJbTaT, JOCTUTHYTBIA IOCIE OOpabOTKH.
Cpennue 3HauYeHUS Pe3yIbTaTOB M3MEPEHUN paauyca 0OpabOTaHHBIX KpO-
MOK B IIpeaelaXx COOTBETCTBYIOIIMX CEKTOPOB oOOpasla IMpeICcTaBICHBI
B Ta0OIHIIE.
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Puc. 7. N300paxkeHue TUIIOBOTO yyacTka o0pasia ¢ KpOMKOH B HCXOAHOM
COCTOSIHHH: @ — 10 00pabOTKH Ha IETOYHOH YCTaHOBKE; 6 — Iocie 00paboTKu
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Takum o0Opa3zom, ObUTM MOJSYyYEHBI JAHHBIE JUISI OMpeneneHus Kod(h-
¢bunueHToB QyHKUUN Kpin = f1(X), Kmax = f2(x). ns npunaToro amuamnasoHa
JIOIYCTUMBIX 3HaueHui paauyca kpomok (ot 0,1 mo 0,4 MM) ¢ mOMOILBIO
pa3paboTaHHOTO TPOTPAMMHOTO MOJYJISI TOJIYYeH pPACUYCTHBIN Uana3zoH
moja4 meTouyHon oopadorku: ot 3,46 1o 3,72 mM/MuH.

OOpaboTka peaabHON JIETalld THIA «JIOHXEPOH» (puc. 8), reoMeTpus
MOJKPEIUICHUI KOTOPOH XapaKTepU3yeTcsl aHAIOTUYHBIM Pa30opoCcoM IOJIO-
JKEHUI KPOMOK TI0 BBICOTE€ OTHOCHTEIHHO 0a30Bo¥ iockoct (30 MM), BEI-
MOJIHEHA TIPH Tojlavye ctoja 3,7 M/MUH (BepXHsisA TpPaHUIIA PACYETHOTO JTUa-
[Ma30Ha).

Puc. 8. IIporecc ¢puHUIIHON 00paOOTKHU IETAIU «JIOHKEPOH» C TUATIA30HOM
BBICOT 00padaThIiBaéMBbIX KPOMOK OTHOCHTENIBHO 0a30Boi tutockocTu 30 MM

KouTponb paanyca KpoMok mocie 00paboTKU MOKasall, 4TO BBIOpaH-
Has TojJaYa C MPUMEHEHHEeM pa3pabOTaHHOTO MPOTPAMMHOTO MOMAYJSI TO-
3BOJISIET oOecreunTh auana3on 3HadeHuit ot 0,1 go 0,3 mm (puc. 9), uto
YAOBJIETBOPSET TPEOOBAHUAM KOHCTPYKTOPCKOW JOKYMEHTAIMH.

a o 8
Puc. 9. KpoMku y4acTKOB J€TalN «JIOHXKEPOH» TI0 3aBEpIICHUHA 00paboTKH (a, 0)
Y KOHTPOJIb pajiyca IMOJyYCHHOW KPOMKH Ha JeTainu adIoHoM (8)
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3akaro4yeHue

TecToBOE HCIOIB30BAHKME NPOTPAMMHOIO MOAYJIS IIPH HA3HAYEHUU
PEKMMOB HIETOYHOW 00pabOTKU JeTalieil U3 aTIOMUHUEBBIX CIUIABOB CAMO-
aera MC-21 B ycnoBusax MpKyTCKOro aBHallMOHHOTO 3aBOJa IO3BOJIMIIO
CHM3HTH JOJII0 TPYIOEMKOCTH PY4YHOH JOBOJKM IOCIE IETOYHOH 00paboT-
K1 Ha 16 %, onTUMH3UPOBATH IMPOLECC 3arpy3KH IIETOYHON YCTaHOBKHU
C yueToM o0pabaTbiBaeMOil HOMEHKIIATYpPbI IeTaleH.

Ilpeocmasnennas 6 pamkax OaHHOU cmamvu padoma NpoeooOUMCs
npu ¢punancosou noooepoicke Ilpasumenvcmea Poccuiickou @edepayuu
(Munobpuayku Poccuu) no xomnaexcnomy npoexmy 2012-218-03-120
«Asmomamusayusi u nogvlueHue d¢hghexmusHocmu npoyeccos uzomosie-
HUSL U NOO20MOBKU NPOU3B00CMEA U30eUL ABUATNEXHUKU HOB020 NOKOIEHUS
Ha 6ase Hayuno-npouzeoocmeennou kopnopayuu “Upxkym” ¢ nayunvim co-
npogodcoenuem HPpKymckoz2o 20¢y0apCmeeHHo20 mMexXHUYecKo20 YHUBEPCU-
mema» coanacro Ilocmanoenenuro Ilpasumenscmea Poccutickoii @edepa-
yuu om 9 anpena 2010 2. Ne 218.
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