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EXPERIMENTAL INVESTIGATION OF SURFACE TOPOGRAPHY
OF AL7075-T6 ALLOY MACHINED BY EDM

Abstract. Electrical discharge machining is one of the most important non-conventional machining
processes for removing material from electrically conductive materials by the use of controlled electric
discharges. EDM is a non-contact machining process, therefore, is free from mechanical stresses. This
paper investigates the machining Al7075-T6 alloy by EDM using a copper electrode. Al7075-T6 alloy
was selected, because of its growing use in a lot of engineering applications. The effect of electrical
parameters, peak current and pulse-on time, on the surface integrity, was studied. Area surface
roughness parameters (arithmetical mean height, Sa, and maximum height, Sz) were measured on all
samples and 3D surface characterization has been carried out with confocal laser scanning microscopy.
The experimental results showed that the surface roughness is mainly affected by the pulse-on time.
Keywords: Electrical discharge machining; Aluminum alloys; Surface topography; Surface roughness;
Peak current; Pulse-on time.

Introduction

Electrical discharge machining (EDM) is one of the most important non-
conventional manufacturing processes and is used for machining with high
precision and accuracy electrically conductive materials which are difficult to
machine by conventional machining processes. EDM finds extensive use in many
engineering applications like machining surgical components, dies and mold-
making, and in automobile and aerospace industries [1], [2].

EDM is a thermo-electric process and characterized by an erosion effect
produced when electrical discharges occurred between two conductive electrodes.
In this process, when a voltage difference is applied between the electrode and the
workpiece, which are separated by a dielectric fluid, causes the formation of an
electric discharge. The electric discharge generates high temperatures (6000 —
12000 °C) and leads to melting of the material at the point of discharge. [3]. The
melted material is removed from the tool electrode and the workpiece, and as a
result a small crater is created on both surfaces. The molten material which had not
been efficiently flushed away by the dielectric fluid is re-solidified in the crater,
forming a white layer.

The literature shows that a lot of works have been carried out for the
machining of hard materials such as tool steels, tungsten and ceramics. However,
lately, soft materials like aluminum alloys have been machined by EDM as well.
Aluminum alloys have been widely used in a lot of industries like marine,
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aerospace, automotive and electrical equipment. Above all aluminum alloys, the
7xxx series (also called aluminum- zinc alloy) is the strongest wrought aluminum
alloys series with a better response to age hardening, obtaining better mechanical
properties [4].

The studies in the EDM machining of aluminum 7xxx alloys have been
focused on machining performance parameters such as material removal rate
(MRR), tool wear rate (TWR) and the machined surface quality (SQ). Gatto et al.
[5] studied the machinability of Al2219-T6, AlI7050-T6 and Al7075-T6 with EDM.
Surface roughness, dimensional and accuracy of the workpieces and the wear
mechanism of the electrodes were evaluated. Kasman and Tosun [6] conducted
experiments for AA7075 aluminum alloy under different process parameters peak
current, pulse-on time, pulse-off time, gap voltage and using copper and graphite
electrode. Taguchi method was used to design the experiment. Routara et al. [7]
analyzed MRR, TWR and SR on T6-Al 7075 alloy using Cu tool in steady and
rotary conditions. For conducting experiments, spark gap, pulse-off time and peak
current was selected as machining parameters. Furthermore, a few of works have
been carried out on machining Al alloy 7075 as a base matrix alloy in composite
materials by EDM. Some examples of AMCs machined by EDM are Al7075-B.C
[8] and AI7075/SiC/Mg [9].

The present study investigates the machining of aluminum alloy Al7075-T6
with EDM by using a copper electrode. AI7075-T6 is a high strength engineering
alloy, which is used as structural material in marine, automotive and aviation
applications, while it is suitable for use in injection moulds applications. The effect
of peak current and pulse-on time on the Surface Roughness (SR) was studied. The
surface characteristics were also evaluated by confocal laser scanning microscopy.

Experimental procedure

Experiments were conducted on a die-sinking EDM machine (ANGIETRON
EMT 1.10). Aluminum alloy AI7075-T6 was machined by EDM using a
rectangular copper electrode with dimensions of 38x23 mm. The chemical
composition, density and hardness of AI7075-T6 are shown in Table 1. A
hydrocarbon mineral oil was used as a dielectric fluid. The selected input
parameters are given in Table 2. Peak current and pulse-on time were used to
investigate the effect of surface roughness. The selected input parameters are given
in Table 2. In all experiments, straight polarity was used, with 100 and 30 V as the
open and close circuit voltage, respectively. Moreover, the dielectric fluid flushing
pressure was constant for all the experiments, while the duty cycle was
automatically adjusted by the machine, for optimized machining efficiency. The
duty cycle (n) is calculated by using Equation (1):
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I
n=g 1)
1]
with ]_p the ammeter indication of the mean current intensity in A, and I, the pulse

current in A.

Table 1 — Chemical composition, density and hardness of Al-7075 T6 (wt.%)

Density | Hardness
(g/mm3) (HV)
5.1- 1.2- 2.1- | 0.18-

6.1 0.40 | 0.50 | 0.20 20 0.30 29 | 028 0.65 | 0.00281 175

Zn | Si Fe Ti | Cu | Mn | Mg Cr | Other

Table 2 — Input parameters

Parameters
Peak Current (Ip) 15,18,21 and 24 A
Pulse-on duration (Ton) 100, 200, 300 and 500 us
Open-circuit voltage 100V
Close-circuit voltage 30V
Polarity Straight
Dielectric Fluid Hydrocarbon mineral oil

SR of the machined surface is measured on random surface area by TOPO
01P contact profilometer by using the 1SO 25178-2 to analyze the collected data.
The cut-off length was set at 2.5mm with a cutting length of 8 mm. In this present
study, the following surface roughness parameters have been taken:

e S, is the arithmetical mean of the difference in height within a definition

area (A) and calculated using Equation (2)

5= J], 120, y) | dxdy @)

e S, is the sum of the largest peak height value and the largest pit depth
value within the defined area.

The confocal laser scanning microscopy (CLSM) was used to study the
machined surface characteristics. To measure the slot dimensions, a VHX-6000
ultra-deep-field microscope (KEYENCE, Mechelen, Belgium) was used, which is
based on Focus Variation Microscopy Microscopy (FVM), equipped with a 20-
2000x objective. After the experiments were conducted, 3D surfaces was generated.
The results of surface roughness parameters are shown in Table 3.
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Table 3 — Experimental results

Io (A) Ton (ns) Sa (um) Sz (um)
15 100 9.83 68.8
18 100 9.03 68.55
21 100 8.5 83.83
24 100 9.97 78.7
15 200 11.69 103.1
18 200 13.19 98.03
21 200 14.11 109.41
24 200 15.33 134.57
15 300 14.54 114.89
18 300 16.88 118.75
21 300 17.76 130.85
24 300 17.97 150.3
15 500 18.21 147.75
18 500 19.88 128.55
21 500 17.27 143.27
24 500 20.09 162.77

Results and Discussion

Surface Roughness

SR is one of the most major performance measures in EDM and is influenced
by the machining parameters. The machined surface obtained by EDM is the result
of the amount of energy released during the process which causes material removal.
The discharge energy is affected by the machining parameters. Therefore, peak
current and pulse-on time are the major factors that affect the surface roughness.
Surface roughness increases with an increase in peak current and pulse-on time,
due to the increase in thermal energy which transferred to the machined surface
[10], [11]. This can be explained by the fact that, as pulse-on time gets higher, the
plasma column expands beyond the point of electrical discharge, leading to a larger
diameter crater, on the other hand, the peak current influences the depth of the
crater [1]. Thus, the amount of the molten material is increased. If this molten
material is not flushed away by the dielectric fluid, it will re-solidify on the
machined surface and form a white layer. The surface roughness is also influenced
by the white layer formation [11].
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In Figure 1 the main effect plots and the interaction plots for the S,
parameters are presented. In general, from the main effect plot it can be observed
that the peak current does not have a significant effect on S.. On the other hand, an
increase in pulse-on time results in an increase in Sa. Particularly, S, increased up
to 50.8% as the pulse-on time increased from 100 to 500 us. The interaction plot
confirms those results. It is observed that as the To, is increased, S, is getting
higher values in re respect of peak current.
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Figure 1 — Main effect plot and interaction plot for Sa
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The main effect plots and the interaction plots for the Sz parameters are
illustrated in Figure 2. The peak current plot in the main effect diagram shows
reduce in S; up to 18A, followed by an increase of S, as the peak current gets
higher at 24A. At the same time, as the pulse-on time increased an increase up
57.9% in the S, take place. From the interaction plot it can be concluded that as the
Ton is increased, Sz is increased in respect of peak current.
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Surface Topography

As has been stated above, the topography of the machined surface is due to
the enormous amount of heat generated by the discharges. After the EDM, the
condition of the surface is changed due to erosion and vaporization of the material
from both the electrodes followed by re-solidification. The machined surface is
characterized by the presence of a distribution of overlapping craters with irregular
flow marks of molten metal and debris particles. The size of the craters produced
affected by the machining parameters and consequently peak current and pulse-on
time influence the surface topography.

E E
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Figure 3 — Surface topography of the machined surface for (a) Ip= 18 A
and Ton= 100 ps, (b) Ip=15 A and Ton= 200 ps,
(c) Ip =21 A and Ton =100 ps and (d) Ip =24 A and Ton = 500 ps
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The 3-D image in Figs. 3 presents the variation of the machined surface for
different machining parameters from the analysis of CLSM. The machined surface
is covered with a distribution of craters and as well as solidified crater boundaries.
As discharge energy increased, the sizes of the craters are changing and become
more distinct. The images showed that the height difference between the base of
the crater and the white layer has been increased. Thus, surface roughness and
surface height inhomogeneity increased as the machining parameters changing.
These results are agreed with the surface roughness measurements. The S; and S;
take higher values under more intense conditions. This can be confirmed and by
the 3-D images, the machined surface becomes rougher as the peak current and
pulse-on time get higher values.

Conclusion

This paper presented an experimental study on the surface integrity of
Al7075-T6 alloy, machined EDM. The studied machining parameters were the
pulse current (Ip) and the pulse-on time (Tqn). The surface topography was studied
through roughness measurements (Sa and S;) and confocal laser scanning
microscopy. From the experimental results, the conclusions are summarized as
follows:

e The S, is strongly affected by the pulse-on time. The mean value of Sa

increased up to 50.8 % as the pulse-on time increased from 100 to 500 ps.

e The S; significantly increased for an increase in pulse-on current from 100

to 500 ps.

e From the CLSM the morphology of the machined was observed. . The

size of the craters produced affected by the machining parameters and
become more distinct when the thermal is increased.
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EKCIIEPUMEHTAJIBHE JOCJIIJKEHHSI
PEJIb€®Y INTOBEPXHI CIIVIABY AL7075-T6,
OBPOBJEHOT'O EJJEKTPOEPO3IMHUM METOJ0M

AHorauis. Enexmpoepositina 06pobka (EEO) € o00Hum 3 Haubinbur 6axiciusux HempaouyitiHux
BUPOOHUYUX NPOYeCis | BUKOPUCTNOBYEMbCA 0N 0OPOOKU 3 UCOKOIO MOYHICHIO eN1eKmpOnpoGiOHUX
Mamepianie, SKi 8aiCKO 00pobasmu 3suyainumu npoyecamu o6pooxu. EEQO 3Haxooume wupoke
3acmocysantsa 8 6a2amvox IHICEHEePHUX 000amKax, Maxux sk 00poOKa XipypeiuHux KOMNOHEHMIS,
WMAMNI8 ma 6U2OMOGIEHHS NPec-ghopM, d MAKONC 8 ABMOMODLIbHIU | AePOKOCMIYHIL NPOMUCTOBOCTII.
OCmanHim 4acom 3a OONOMO2010 eleKmpoeposiiHoOi 06poOKU 0OPOOIAIOMbCS MAKONC M'AKI Mamepiaiu,
MaKi AK aNOMIHIES] CNIA8U, AKI WUPOKO BUKOPUCTNOBYIOMbCS 68 0a2amvox 2any3sax NpOMUCIO80CHII,
MAKUX SIK MOPCbKe, AepOKOCMiuHe, asmoMoOibHe ma eieKmpuyHe o00Na0HanHs. 3 ycix antoMiHiegux
CNIasie cepis 7XXX (AKA MAKONC MAE HA36Y ATOMIHIEBO-YUHKOBUI CNAAB) € HAUMIYHIUOW Cepicio
AnIOMIHICUX CNIagie sKI nidnsearoms Odepopmayii 3 Kpawumu NOKAZHUKAMU HA CMAPIHHA  §
NOMNWEHUMU MEeXAHTYHUMUY eracmusocmamu. Y yitl cmammi 00CaioHcyemocs 00poOKa anoMIHIEE020
cnaagy Al7075-T6 3a Oonomocoro EEO 3 euxopucmanusm mionoeo enexmpooa. Al7075-T6 - ye
BUCOKOMIYHUTI CNAG, AKUU SUKOPUCIIOBYEMbCA 8 AKOCHI KOHCMPYKYiliHO20 Mamepiany 6 MOPCHbKUX,
agmomoObinbHUX I agiayitinux UPOOHUYMBAX, A MAKOJIC NIOX0OUMb 05l GUKOPUCIIAHHA 8 TUBADHUX
hopmax. Byno eusueno eniug nikogoeo cmpymy i mpuganiocmi iMnyisCy Ha wopcmkicms nosepxti (SR).
Xapakmepucmuku nogepxui maxodic oYiHlo8an 3a 00NOM02010 KOHPOKANbHOI IA3ePHOI CKAMY 8ANbHOT
MIKpocKonii. 3azanom, MOJCHA NOMIMumu, wjo NiKOBUU CMPYM He MAe 3HAYHO20 6naugy Ha Sa. 3
iHWo20 OOKY, 30INbUENHS YaACy 6KAIOUEHHS NPU3800ums 00 30invuents Sa. 3okpema, Sa 36inbuuscsa 0o
50,8% npu 36inbwenni yacy imnynscy 6io 100 do 500 mxc. Obpobrena nosepxus xapakmepuszyecmocs
HasAGHICMIO  PO3NOOINYy Kpamepis, 5K Nepekpusaiomvcsi, 3 HEPIiGHOMIpHUMU — cridamu  medii
PO3NNABNEHO20 MEMAy | YaCMUHOK 8i0X00i8. Po3mip ymeopenux kpamepis 3anedjcumy 8i0 napamempis
06pobKU I, omdice, NIKOBUL CIMPYM [ Yac IMRYIbCY GAUBAIONb HA MONO2PAPil0 NOBEPXHI.

Kuaro4oBi cioBa: enexmpoeposiiina 0opobxa; anioMiHicsi cniasu, monozpagpis noGepxHi, wWopcmkicmo
NOBEPXHI; NIKOBUL CIPYM; MPUBATICMb IMRYTLCY.
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THE IMPORTANTS OF CLUSTERING
IN LOGISTIC SYSTEMS

Abstract. Nowadays, the development of higher efficient processes and procedures is the key for
success in industrial environment. The companies have machines, production lines, software and
hardware tools with high level principles of efficient working. Example: the Industry 4.0 concept use the
machines and methods of the near past, upgrade them, and gave them new purpose, as a more efficient
tool. Some of the bases of those tools are not as efficient as which many would think, like in group
generating or in other word clustering. Clustering is a very hard process, and it is in almost every
decision making in every company’s lives. It is important to sometimes examine its significance and
flaws. This paper presents the clustering briefly and shows its errors through an example.

Keywords: Industry 4.0; clustering, heuristics; decision-making; routing.

1. INTRODUCTION

Nowadays, everything is about working efficiently [1]. Globalization was the
first step for giant logistic networks to emerge across the world [2]. Most of the
times it is cheaper to produce or buy components or full products from the other
side of the planet. Lots of multination companies realises this, and made
connections. Our world is and was so interconnected, that if an error or a failure
occured somewhere, it was hard to find, and even harder to fix. Our sensore
technology, tracking devices and mobil computers help to eliminate the long
seaching, but in most case they cant help in the recovery. This is where old and
new technologies combines. The Industry 4.0 concept uses the existing technolgies
and connects them into a system, that can do more then individually [3]. It creates
new inforamtion from exist data and information. One of the most used princeple
of the Industry 4.0 concept is machine decision making without human interaction
in a situation, which has not yet occured for either the machine or a human. This
makes the machine, the production or the whole system smart. This is a smart
factory, and it contains some sort of Artificial Intelligence[4]. There are multiple
IT companies, that want to create the most advanced Al, but in our situation, in the
assembly or production industry, a basic algorithm that able to ,learn* with
minimal computing power is enough [5]. One of this minimalistic Al is clustering
algorithms, that can create groups based on measured or calculated parameters.

In almost every part of a any logistic system there are some clustering task. It
used in route planning, package and unit load planing, location determination,
warehouse allocation, high bay storage service, order and delivery management,
and so more. It is a very important subtask, which is neglected by many manager

© P. Veres, 2021
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and engineer, because they said it is so ,,basic®, it’s implemented in everything
perfectly. But most of these algorithms of the early ERP-s, are not capable of
handeling effciently the increased databases[6].

In this paper | would like to show the importance of clustering with small
examples, and show how much a clustering error affects an optimization process.

2. CLUSTERING ALGORITHMS IN GENEREAL AND LOGISTICS

Clustering is a NP-Hard problem in mathematics, which trnalates to: it has no
ekzakt mathematical method to solve the problem. Therefor there are numerous
clustering algorithm to which tries to produce a reasonable good solution in a short
time. There are commonly used algorithms, such as: the most used K-mean and
other K algorithms, nearest neighbor, Cobweb, CURE, Fuzzy cluster, BIRCH,
DBSCAN, Human intuition, and so on [7]. Most of them must follow the same
rules of their data tables and parameters. If two or more paramters share some
convergence, that make the progress faster or more reliable, but this is not
necesarry for the clustering algorithms. There are two important conditions for
realible usage of these algorithms:

e Every individual object needs to have values in every parameter that we

want to invole into the clustering process,

o If the parameters are not share the same unit of measure, it need to be

weighted.

There are exceptions in both condition: Some advenced algorithms have Al to
fill out blank parameters, if there are correlations in the dataset (big dataset is
necessary); and if there are few parameters to consider some clustering process can
be done with great success without weighting [8].

64 L

Figurel — K-mean used in 2D clustering [9]
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One of the most important and spectecular use of the algoritms in logistics is
in route planning with multiple vehicles. In this situation to get a good solution,
first you have to determine which vehicle visits which point and then optimise the
route seperatly in the groups. Most of the clustering algorithms today use this
method, which gives us a fairly good result but there is a chance, that it won‘t be
the optimal soulution. To get the optimal solution with a greater chance the two
optimization process (clustering and route planning) have to work paralell, because
both have influence over on the other. This is where Heuristics can help. Heuristic
algorithms handles all parameters at once, where grouping is just another
parameter. Besides that, no other parameter has to change, and if it’s not necessary,
it doesn’t need weighting the parameters. However, an evaluation function, like the
fitness function in evolutionary algorithms, is necessary for this method. In my
personal studies I use both methods and | recommend using them in this division:

e Use the Clustering algoritmhs, if there are just a few parameters (under

10) and only need mild weighting.
e Use Heuristics, if there are big databases, with high number of parameters.

3. CLUSTERING EXAMPLE IN MULTI-VEHICLE ROUTING

The multi-vehicle routing problem is a combination of at least two problem,
but most of the time there are four basic logistics problem, which plays a role in
the difficulty [10]:

e routing problem

o clustering problem

e capacity problem

o location determination problem

In this paper the first two has already been expalined. The capacity problem is
a real life problem of transporting. beacuse, the capacity of the vehicles and the
locations are predetermined, and can‘t be violated. The capacity acts like a limit,
that can determine the quantity of the vehicles, storages, docks, etc. in a company.
The location determination problem creates ,(floating objects, until the
optimization problem rootes them and gives them their own parameters. It can be a
parking slot or a charging station for our vehicles. Also it can be a propective
warehouse in the future or any object, that will be part of the route, but the
optimization process should decide where it needs to be. These are the four
fundamental problems of the multi-vehicle routing problem. In the next example
besides, the location determination problem, all other has a role.

In the example there are 20 objects in a circle in the map giving the same
volume and weight of wares. In the middle of the circle, there will be the company
that collects the wares. We like to get the least amount of driven lenght, with the
data in Table 1. This is a highly specific data, because we know what need to come
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out. With this setup, there will be 3 routes, and the perfect solution should look like
a radiation warning sign, which can be seen in figure 2. The solution is created by a
Heuristical method called Evolutionary alhorithm, and the total lenght of the route,
that the 3 vehicles have to take is 965,85. It has no dimensions, because we don‘t

define it in the coordinates.

Table 1 — Coordinates and basic data of the artficial problem

# X Y Weight Volume
Center 0 0
1] -60,079| 52,82534 2 2
2| -79,3423| -10,2371 2 2
3| -44,7031| -66,3448 2 2
4] 20,30587 -77,38 2 2
5] 71,51973] -35,8459 2 2
6] 74,14548| 30,04077 2 2
7| 26,39927] 75,51873 2 2
8| -39,2817| 69,69179 2 2
9] -78,276| 16,51858 2 2
10| -64,0922] -47,8768 2 2
11| -6,36629] -79,7463 2 2
12| 55,68468| -57,4388 2 2
13| 79,90534| 3,89068 2 2
14| 49,84098| 62,57697 2 2
15| -14,0837| 78,75056 2 2
16| -68,4403| 41,42365 2 2
17] -76,3009] -24,0451 2 2
18| -32,3252| -73,1784 2 2
19| 33,61117| -72,5968 2 2
20] 76,71326] -22,6953 2 2
SUM 40 40
Max Weight Max Volume
Routes: 3 27 15
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5w

Figure 2 — Perfect solution of artificial routing problem

To get the perfect solution, there were advanced programing, fine tuning and
multiple re-runs of the optimization method. This is not acceptable in an industrial
environment. Most of the time the resoult was a semi-perfect circle or 1-2 object in
the wrong group as shown in figure 3-5.

Figure 3 shows a routing optimization problem, where the solution in
1216,85. It is 26% higher than the optimal.

In figure 4. there are a mild clutering solution with a value 1072,49. It is 9%
higher than, the optimal.

In figure 5 we can see a mild clustering and route optimization error, where
thesolution is 1238,53, which is 28% higher, the the perfect score.

$0

“Bre

Figure 3 — Problem with routing optimization in the solution
of artificial routing problem
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E0

Figure 4 — Problem with clustering in the solution
of artificial routing problem

Figure 5 — Problem with routing and clustering optimization
in the solution of artificial routing problem

4. SUMMARY

Clustering algorithms and other methods to create groups and gather more
information of a database is necessary in the industry today to be as efficient as the
competitors. If you can get information or save money with little or no efforts, that
is a win for everybody. Nowadays a few percent increase or decrease in efficiency
can mean that a company can turn in profit or not. The example shows us that a

16



ISSN 2078-7405. Cutting & Tools in Technological System, 2021, Edition 94

little error in clustering and/or a connecting problem can decrease efficiency with
more than 10%, which is a huge loss. This is a very important reason to look after
which tools, we use in our calculations, software, and databases.
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BAJKJIMBICTH KJTACTEPH3AIII
Y JOI'ICTHYHUX CUCTEMAX

Amnorauist. Konyenyis Inoycmpii 4.0 suxopucmosye icnyroui mexnonoeii i 06'ednye ix @ cucmemy, aka
Modxce pobumu Oinvbude, Hidc iHOUBIOyanbHo. BoHa cmeoproe HO8Y iHghopmayiio 3 ICHYIOUUX OAHUX.
OOHUM 3 HaUOIbLWL 4ACMO BUKOPUCIOBYBAHUX NpUHyunie Kouyenyii IHoycmpii 4.0 € nputinamms
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PpilleHb MAuWUuHOWw Oe3 8MPYUAHHA TIOOUHU 8 cumyayii, ska we He 8i00ynacsa Hi 0Nl MAWUHU, Hi Ol
moounu. Lle pobums mawuny, supobnuymeo abo écio cucmemy posymuumu. Lle posymua gabpuxa, i 6
Hill € c8020 pody wmyunuti inmenekm (LLI). € xinvka IT-komnaniil, aKi Xouyms cmeopumu HaoLbUL
npocynwymuii LI, ane ¢ oaniui cumyayii, 6 cghepi 36upanns abo upobHuymea, 0ocumy npPocmozo
aneopummy, AKUll MOJice «BUUMUCAY 3 MIHIMANLHOWO O00YUCTIO8ANbHOW nomydicHicmio. OOun 3 yux
MiHiManicmuunuil I - aneopummu kracmepusayii, AKIi MOJICYMb CMBOPIOGANMU 2PYAU HA OCHOSI
suMipaHUxX abo po3paxoeanux napamempie. Knacmepusayis - ye NP-eaoicke 3a60anns 6 mamemamuiyi,
SIKA 3600UMbCST 00 MO20, WO Y Hel' HeMae CReyianbHO20 MAMEMAmuyHo20 Memooy Onsl il GUPIUEHH .
Tomy icnye 6e3niu aneopummise Kiacmepuzayii, sKi HAMA2aiombCsi 8 KOPOMKI MEPMIHU 0amu po3yMHe
eape piwennss. OOHUM 3 HQUOLIbUL BANCTUGUX | CREYUDIUHUX CROCODI6 GUKOPUCIIAHHS ATICOPUMMIE 6
Jnocicmuyi € NIAHYBAHHI MAPWPymy 3 OeKilbKoMa Mpancnopmuumu 3acobamu. Y yit cumyayii, woo
ompumamu 2apre piutenHs, CHOYAMKY 6USHAYAEMbCA, AKUL MPAHCNOPMHUIL 34CiO 6i06I0YeE AKY MOUKY,
a nomim ONMUMIZYEMbCA Mapuwipym okpemo no epynax.binvwicms aneopummie kiacmepuzayii
CbO2OOHI BUKOPUCMOBYIONb Yell Memoo, AKUU 0de 00CUMb XOPOWUL pe3yTbmam, aie € WaHc, Wo 8iH He
6y0e onmumanvHum piwieHHAM. LLJo6 ompumamu onmumanvHe piwieHHs 3 6i1bU0I0 UMOSIpHICMIO, 064
npoyecu onmumizayii (Knacmepusayia i nIAHY8AHHA MApWpPymy) ROSUHHI npaylogamu napaieibHo,
momy wjo obudsa maoms 6nauUe 00UH Ha 00Ho2o. Tym modce donomoemu espucmuxa. Eepucmuuni
anzopummu 00poOAAIOMb 6CI Napamempu 6iopasy, a yepynoeaHHs - ye npocmo wje 0OUH napamemp.
Kpim moeo, Hisxi iHwi napamempu He ROBUHHI 3MIHIOBAMUCSL, I, SKWO 8 YbOMY HeMae HeoOXIOHOCMI, He
nompibno 3eascyeamu napamempu. OOHax 0N Yb02o0 Memooy HeoOXIOHA (DYHKYIS OYiHKU, MAKa SIK
Qynryis npucmocosanocmi 6 egonOYilHUX aneopummax. B Oanuil uac 30inbuwents abo 3MeHWeHHs
ehexmueHoCmi Ha KibKa 6/0COMKIE MOJCe O3HAUAMU, WO KOMAAHIA MOJCe OMPUMYSAMU npubymox uu
ni. Heeenuxa nomunka 6 xracmepuzayii i / abo npobrema 3 NiOKIIOYEHHAM MOJICYMb 3HUSUMU
eghexmusnicmo Oinbw Higie Ha 10%, wo € senuyesnor empamor. Lle Oyoice eajxciusa npuyuna, woo
GUBHAYUMU, AKI THCIMPYMEHMU NOGUHHI GUKOPUCHOGY8AMUCA 6 HAUUX DO3PAXYHKAX, NPOSPAMHOMY
3abe3neuenni i 6a3ax OAHUX.

Kurouosi ciioBa: [noycmpia 4.0, knacmepusayis,; espucmuxa,; nputiHAmms piuleHs, Mapupymu3ayis.
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SIMULATION OF THE MACHINED SURFACE
AFTER END MILLING WITH SELF-OSCILLATIONS

Abstract. Thin-walled parts are widely used in the aviation industry. It is mainly carried out with end
mills and is accompanied by self-oscillation during rough milling. They negatively affect the quality of
the machined surface. Therefore, it is important to model it taking into account the dynamics of the
milling process to predict the accuracy. In the early works of the authors, the mechanism of the profile
forming of the machined surface was determined. In this case, the identity of the shape of the cutting
surface and the oscillogram of part’s oscillations during milling is taken as a basis. The first wave of
self-oscillations takes part in the shaping of the machined surface during cut-up milling with self-
oscillation, and during cut-down milling - the last wave. The change in the distances of the cut
depressions to the position of the elastic equilibrium of the part is periodically repeated from the
maximum value to the minimum. Based on this, when modeling the waviness pitch of the machined
surface after cut-up milling, it is necessary to know the feed rate and how many cuts were made by the
tool from the largest to the smallest depression. When modeling the machined surface after cut-down
milling, you need to know the length of the cutting surface. It is calculated based on cutting speed and
cutting time. The formula for determining the waviness pitch after cut-down milling is derived taking
into account the tool feed. The waviness height of the machined surface after cut-up and cut-down
milling is determined as the difference between the largest and smallest depressions. To determine the
size of the pitch and the height of the waviness, formulas are derived for converting electrical and time
values of oscillograms into linear ones. These formulas also allow you to determine areas of the
oscillogram with oscillations of the part during cutting and the resulting surface areas on the
profilogram. The methods for modeling machined surfaces were tested after cut-up and cut-down
milling with self-oscillation. In this case, the pitch and height of the waviness on the profilograms were
compared with those calculated from the results of measurements of the oscillograms. Based on their
analysis, refined formulas for calculating the waviness height have been derived. The error between the
measurements of the waviness pitch and height and the calculated values is within 6%.

Keywords: milling; self-oscillation; waviness; pitch; height; cutting surface; modeling.

1. INTRODUCTION

The issues of processing accuracy and productivity, regardless of the level of
technology development, always remain relevant. This also applies to end milling
of thin-walled parts, which are widely used in the products of the aviation industry.
Their rough processing falls on the third high-speed zone [1], where self-
oscillations act, the intensity of which affects the shape of the machined surface.

The data obtained during the experiments on the mechanisms of formation of
the machined surface during end milling with self-oscillations [2-8] make it
possible to develop a methodology for its modeling.

© S. Dyadya, Ye. Kozlova, A. Germashev, V. Logominov, 2021
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End milling machined surfaces are formed by depressions remaining from the
cutting surface when the part is moved. The depression depth (A) is determined by
the distance to the elastic equilibrium position of the part (Fig. 1).

Sz

{]‘.L EEP

3 -5

Figure 1 — Diagram for determining the depression depth after end milling

The elastic equilibrium position (EEP) is the position of the part’s surface
when no driving force is acting on it. If these distances are equal, the machined
surface does not have the waviness. This is typical for milling in the first and
second high-speed oscillation zones. In the third high-speed zone, the distance of
depressions to the EEP periodically changes from the maximum value to the
minimum, forming waviness on the machined surface.

The modeling is based on the identity of the cutting surface shape and the
oscillogram of the part oscillations during cutting [3]. Therefore, when
constructing a model of the machined surface, the data are used, which are
determined from the basic fragments of the oscillogram (BFO) [6], taking into
account the peculiarities of the cutting processes during cut-up and cut-down
milling. With cut-up milling, the workpiece moves to the tool and the forming area
is at the beginning of the cutting surface [3, 7]. During cut-down milling, the
workpiece moves in the direction of the tool rotation and the forming area is at the
end of the cutting surface [2, 4, 8].

2. MATERIALS AND METHODS

To simulate the machined surface obtained in the third high-speed oscillation
zone after cut-up milling, it is necessary to know the feed per tooth - S; and the
number of the mill cuts - N, at which the deviation from the EEP of the first self-
oscillation wave changes from the maximum value - Amax to the minimum - Anin

(Fig. 2).
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Figure 2 — Change in deviation from EEP of the first wave
of self-oscillations during cut-up milling, determined by BFO

The waviness pitch on the machined surface - Sy is determined by the
formula:

S, =S,N 1)

The waviness height — W, is determined as the difference between the
maximum and the minimum values of the deviation from the EEP of the first wave
of self-oscillations, within the analyzed cuts:

Wz = Apax — Apin )

When modeling the machined surface after cut-down milling, it is necessary
to take into account the peculiarity that the cutting time - tc.: at each subsequent cut,
in the range of variation of the deviation from the EEP of the last self-oscillation
wave from the maximum value to the minimum, increases (Fig. 3) [2, 4, 8].

Amin

: -
SN ] ’
P T s 1
i \

teut

teut

Figure 3 — Change in cutting time and deviation from EEP
of the last wave of self-oscillations during cut-down milling

In this case, the length of the cutting surface also increases - Lcyt, Which is
calculated by the formula:
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D

Lewe = 7[6—nglntcut 3)
where Dmin — cutter diameter, mm;
n — cutter rotation frequency, rpm;

teut — CUtting time, s.

With cut-down milling, as well as with cut-up milling, each subsequent
plunge of the tool into the part occurs after its movement by the amount of feed per
tooth - S,. But because each subsequent cutting surface is longer than the previous
one, the remaining depression from the next cut is in front of the previous one.
This order of formation of depressions is periodically repeated. As a result, a wavy
profile is formed on the machined surface.

To theoretically determine the waviness pitch during cut-down milling, the
following method was used. Since the length of the cutting surface during cut-
down milling with self-oscillation periodically changes from the minimum value to
the maximum value, the minimum cutting time was chosen as the reference point,
according to which, based on formula (3), the minimum cutting surface length is
calculated. When the tool leaves it, a depression is cut out, which is the most
distant from the EEP. From the minimum length of the cutting surface, the position
of the depressions of subsequent cuts is determined to the most distant and closest
to the EEP, which will be one of the peaks of the waviness. Next, the position of
the next cutting surface with the minimum length is determined, from which the
abovementioned constructions are performed, and the next peak is located. The
distance between the peaks is equal to the waviness pitch - Sy (Fig. 4).

N;Sz Sw

N; Sz Sz /,—-'\
N;Sz \ ] \

Lmin1

Lmax1

Lmin2

Lmax 2

Figure 4 — Diagram for determining the waviness pitch
on the machined surface after cut-down milling

The waviness pitch — Sy, as the distance between adjacent protrusions on the
machined surface, calculated by the formula:
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Sw = Lmex1 — Lmax2 + S, - (Ny + N, = Ng) | 4)

where Lmaa and Lmaxe — maximum lengths of cutting surfaces at maximum
times of profiling, mm;

S, — feed per tooth, mm;

N1 — the number of cuts by the cutter tooth between the minimum lengths of
the cutting surfaces;

N2 — the number of cuts with the cutter tooth from the minimum length of the
cutting surface to the maximum in the area where the current wave is formed;

Nz — the number of cuts with the cutter tooth from the minimum length of the
cutting surface to the maximum in the area where the previous wave was formed.

The waviness height during cut-down milling, as well as with cut-up milling,
is calculated by the formula (2).

To evaluate the proposed method for modeling machined surfaces after end
milling, a comparison of the geometric parameters of waviness, determined from
the profilograms after milling, and calculated from the parameters of the basic
fragments of the oscillograms was carried out. This is possible with the help of
analog-to-digital converters and an inductive proximeter XS1M18AB120 when
recording oscillograms. Its calibration allows converting electrical and time signals
into linear ones. In this case, on the profilograms, the pitch - Sy, and height - W, of
the waviness of the machined surface are calculated by the formulas:

Sy =t-v, (®)

where t — time of the signal recording between two adjacent protrusions on
the profilogram, s;

v — signal recording speed, determined by the feed of the machine table, mm /
S.

W, =k-V, (6)

where k — calibration value for the XSIM18AB120 inductive proximeter used
when recording the profilogram, mm/ V;
V — the greatest deviation of the recorded signal from the EEP, V.

3. EXPERIMENTS AND RESULTS DISCUSSION
The studies were carried out in the third high-speed oscillation zone on an
experimental stand [6] with a special single-tooth cutter with cutting modes:

spindle speed ns, = 280 rpm; feed per tooth S; = 0.1 mm; axial depth a, = 3.4 mm;
radial depth a. = 0.5 mm, with free cut-up and cut-down milling.
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After milling, profilograms were recorded, fragments of which are shown in
Fig. 5.

The part’s body The part’s body
=+

a b
Figure 5 — Fragments of profilograms after cut-up (a) and cut-down (b) milling

The unique ability to digitize the signal allows using the formula (5) on the
oscillogram to find the base fragments corresponding to the formation of the

surface recorded on the profilogram.
On the basis of this and according to the methods described above, models of

the machined surfaces were built after cut-up and cut-down milling (Fig. 6).

A,mm
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Figure 6 — Models of machined surfaces after cut-up (a) and cut-down (b) milling

It should be noted that due to the radius of the tip of the indicator clock in the
device for recording profilograms [6], the most distant depressions on the
machined surface are not recorded. Therefore, instead of formula (2), when
determining the waviness height - W, more than 0.07 mm using oscillograms,
formula (7) is used, and with waviness height up to 0.07 mm - formula (8):
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W,; =—4,6334-A? +21319- A, —0,0746, @)
W,; =—17,387- A2 +2,9825- A; —0,071. (8)

where A; — the difference between the max and min deviation of the wave (the
first one for cut-up milling and the last one for cut-down milling) of self-
oscillations from the EEP on the oscillogram within the change period, mm.

Table 1 and 2 show the values of the pitch and the height of the waviness of
the machined surface after cut-up milling. Table 3 and 4 - after the cut-down
milling.

Table 1 — The waviness pitch of the machined surface, determined from profilograms and
calculated by the formula (1)

Section number on the profilogram
(Fig. 5, a)

The waviness pitch, Sw on the
profilogram, mm

Number of cuts with a cutter tooth, N; 25 26 26 27 24

2.54 2.65 2.57 2.65 2.49

Feed per tooth, Sz, mm 0.1

The waviness pitch Sw, calculated by

the formula (1), mm 2.5 2.6 2.6 2.7 2.4

Error, % 1.57 1.89 1.15 1.85 3.61

Table 2 — The waviness height, measured on the profilogram and calculated by the formula

(6)

Section number on the profilogram
(puc. 5, a)

The waviness height on the

profilogram, W, mm 0.083 | 0.091 0.083 0.107 | 0.082
’ Iy

The difference between the max and
min deviation of the first wave of 0.092 0.103 0.091 0.112 | 0.094
self-oscillations from the EEP, Ai mm

The waviness height Wz, calculated

by formula (6), mm 0.082 | 0.095 0.081 0.106 | 0.084

Error, % 1.2 421 2.4 0.93 2.38
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Table 3 — The waviness pitch, measured on the profilogram and calculated by the formula

(4)

Section number on the profilogram 1 2 3 4
(puc. 5, b)

The waviness pitch on the profilogram 0.768 0.902 0.809 092
Swi, mm

The waviness pitch Swi, calculated by 075 091 0.77 087
formula (4), mm

Error, % 2.34 0.88 4.82 5.43

Table 4 — The waviness height, determined from the profilogram and calculated by the
formula (7)

Section number on the profilogram
(puc. 5, b)

The waviness height Wz, measured on
profilogram, mm

The difference between the max and
min deviation of the last wave of self- 0.054 0.067 0.075 0.078
oscillations from the EEP, Ai mm

The waviness height Wz, calculated by
formula (7), mm

Error, % 2.5 5.9 5.45 1.78

1 2 3 4

0.040 0.048 0.052 0.055

0.039 0.051 0.055 0.056

The errors of the models of the machined surfaces, built according to the
shape-generating parameters of the oscillograms, after the cut-up and cut-down
milling, in comparison with the profilograms, do not exceed 6%.

4. CONCLUSIONS

Methods for constructing the profile of the machined surface after cut-down
and cut-up milling with self-oscillations are proposed. It is based on the identity of
the shape of the cutting surface and the oscillogram of the part’s oscillations. Based
on this, the shaping parameters from the oscillograms are used to build a model of
the machined surface. The calculated values of the pitch and height of the waviness
on it are close to those measured on the profilograms. Building a model of a
machined surface based on BFO data allows one to predict the effect of cutting
conditions and tool geometry on it.
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TECHNOLOGICAL FIXTURES FOR MACHINING
LARGE-SIZED THIN-WALLED SHELLS OF COMPLEX PROFILE

Abstract. The paper analyzes the structure of technological fixtures for the positioning and fixing of
large-sized thin-walled pyroceram shells as a factor affecting the dynamic characteristics of the
grinding system. The solution to the problem of ensuring the dynamic stability of the «mandrel-
workpiece» subsystem is necessary to increase the efficiency of shell machining in present conditions.
Studying the vibrations frequency spectrum of the technological system during grinding has made it
possible to determine their sources. The magnitude and frequency of vibrations depend on the mandrel
structure - the clamping fixture. The study results are the requirements for a new mandrel structure,
considering the dynamic stability of the technological system.

Keywords: thin-walled shell; pyroceram; diamond grinding; technological system; structure of
fixture - mandrel; vibrations; natural vibration frequency.

1. INTRODUCTION

Thin-walled shells are a component of rocket and aviation technology.
Products have a complex profile (paraboloid of rotation), large dimensions with the
following parameters: diameter of 200-500 mm, length of 1000-2000 mm, wall
thickness of 5-6 mm, and are made of fragile, difficult to machine material
(pyroceram, ceramics). Finished parts must meet the requirements for mechanical
strength, heat resistance, radio-technical properties, which is ensured by the
accuracy of the detail's profile and its thickness, as well as the characteristics of the
surface layer (structure, stresses, waviness, roughness). Deviations from the
accuracy of the wall thickness of the finished product should be in the range of +
0.02 mm, the roughness of the machined surface should not exceed the parameter
Ra = 0.08...0.04 pm [1]. Shell workpieces are produced by centrifugal casting. The
workpiece is characterized by significant unevenness in wall thickness. This is due
to the properties of the material and the instability of the technological molding
process parameters [1]. Machining of shells can be performed both using universal
and special machines with horizontal and vertical workpiece installation schemes,
as well as using modern machines with parallel structures. The latter allows you to
change the machining scheme and apply innovative ways to ensure the accuracy of
the product surface while reducing the complexity of machining [2].

The technological process of shell machining consists of several stages,
during which a significant allowance is removed. The main stages of processing
are preliminary and final operations of diamond grinding of the inner contour with
basing on the outer contour of the workpiece, grinding of the outer contour with
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basing on the machined inner surface. At the last stage of machining the outer
contour, it is necessary to fulfill the requirements for the accuracy of the wall
thickness, waviness, and roughness of the formed surface. However, due to the
problems with the dynamic instability of the technological system elements
(workpiece, mandrel, tool), these requirements are not met. Therefore, for the final
shaping of the product, the operations of finishing with diamond bars of its inner
and outer contours are performed. This is a time-consuming manual operation,
which reduces the efficiency of the entire technological process. Therefore, the
problem of increasing the dynamic stability of the technological system of grinding
shells is relevant.

2. ANALYSIS OF THE CAUSES OF THE DYNAMIC INSTABILITY
OF THE TECHNOLOGICAL SYSTEM DURING DIAMOND GRINDING
OF PYROCERAM SHELLS

For thin-walled shells, the following relationship is characteristic:
h/R, =1/20, where h is the wall thickness of the product, R, is the minimum

curvature radius of its middle surface. According to this parameter, the considered
shells can be classified as thin walled. Such products are difficult to install and
secure in machining operations. The thin wall of the workpiece lacks static rigidity
and dynamic stability when it is subjected to clamping and cutting forces. The
result of the analysis of vibrations in the technological system during grinding,
presented in studies [1, 3], showed that their level is influenced by beating and
deformation of the grinding wheel. The beating of the grinding wheel creates a
source of vibration excitation with a frequency that depends on the speed of the
wheel rotation. At a wheel speed v = 42 m/s (the wheel speed when machining the
outer contour), the frequency of the driving force is 67 Hz. Measurements using a
round measuring device showed that during machining, three waves are formed on
the working surface of the grinding wheel. This creates sources of oscillation
excitation with a frequency of 201 Hz [1, 3], which provokes the occurrence of
forced vibrations in the technological system during machining. Their level is
influenced by both the parameters of the cutting process (the value of the cutting
force and the direction of its components relative to the elements of the
technological system), and the parameters of the technological system elements,
including the structure of the mandrel - fixture.

The amplitude of forced vibrations depends on the condition of the grinding
wheel surface, its wear, geometry of the machined section of the workpiece profile,
which can provoke the dynamic instability of such workpieces during grinding and
be accompanied by the appearance of parametric vibrations of the shell wall. The
amplitude and frequency of such vibrations depend on the geometry of the shell,
the way of its fastening in the fixture, the properties of the construction material,
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the speed and direction of movement of the local moving load during cutting.
Certain ratios of external force (cutting force) oscillation frequencies, the speed of
its movement on the surface of the workpiece and natural frequencies of the shell
cause unstable parametric vibrations in the system. The most dangerous in terms of
the appearance of vibrations in the system is the presence of low (up to 1000 Hz)
natural frequencies of the shell.

During machining, the shell is positioned and fixed in a fixture, i.e. a mandrel.
In this case, even at the finishing stage of machining the outer surface, the basic
inner surface of the workpiece, obtained after its final grinding, has a significant
error - up to 0.2 mm [1]. Such conditions of basing and fixation determine the
values of natural frequencies of the «mandrel-workpiece» subsystem vibrations
and influence the level of forced and self-excited vibrations. Therefore, the level of
vibrations in the technological system largely depends on the mandrel structure.

In the present work the analysis of mandrel structures for positioning and
fixing thin-walled shells during grinding is carried out. The results of the analysis
will make it possible to develop the necessary requirements for such fixtures, based
on ensuring the accuracy and quality of machining.

3. STUDY OF DYNAMIC CHARACTERISTICS OF THE
TECHNOLOGICAL SYSTEM UNDER PRODUCTION CONDITIONS

The paper deals with diamond grinding of the outer contour of a thin-walled
pyroceram shell. Overall dimensions of the finished product are as follows: outer
diameter is 350 mm, length is up to 1000 mm, wall thickness is 7-8 mm. In
production conditions a modernized universal lathe with an aggregate grinding
head is used. The workpiece 2 is placed horizontally on a two-supporting mandrel
1 with cylindrical and conic supports (fig.1). The workpiece nose rests on the
support 3, which ensures its longitudinal fixation on the mandrel during machining.
The support 3 has an elongated design due to the positioning of the aggregate
grinding head on the lathe slide.

Figure 1 — Scheme of installation of the workpiece during machining
in production conditions
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It is difficult to ensure the necessary accuracy of the workpiece positioning in
machining operations. This is due to the low accuracy of the base surfaces of the
workpiece, errors in the shape and location of its inner surface relative to the outer
surface. These errors appear at the preliminary machining of the inner contour and
are transferred with a certain degree of refinement to the final machining of the
inner surface. The workpiece is based on the tapered and cylindrical surfaces (see
Fig. 1) during the grinding operation of the outer contour. Positioning error of
tapered surface causes a basic positioning error along the workpiece axis up to 1,13
mm [1]. The error of the cylindrical base surface creates a clearance when basing
the workpiece on the mandrel. The study of the positioning error in production
conditions has shown that the value of this clearance is 0.1-0.4 mm [1]. This leads
to the rotation of the workpiece during machining under the influence of cutting
force and vibrations.

To determine the influence of the state of the technological system elements
on its dynamic characteristics, we have measured the frequency spectrum of
vibrations arising in the process of grinding. The parameters of the frequency
spectrum were measured using a vibrometer 795M107B. The vibrometer sensor
was installed on the mandrel of the grinding head. The frequency spectrum of the
technological system vibrations for the parabolic section of the shell, which is
located at a distance of 300 mm along the axis from the workpiece base, is shown
in Fig. 2. The main values of technological system vibrations are marked at the
frequency spectrum along the axis 0X in the range from 0 to 1000 Hz, the
acceleration of vibrations (mm/s?) are shown along the axis 0Y.

6575 Hertz 130-140Hertz 200-210Hertz
Bt | 400-420Hertz
335-342Hertz /|

36-54 Hertz l

I

080-690Hertz - g10.820Hertz S desthle

610-615Hertz

Figure 2 — Frequency spectrum of the technological system vibrations during
finishing the outer contour of the workpiece

Table 1 presents the results of the frequency spectrum analysis. For the
analysis we have used the measurement results (see Fig. 2) and studies of the
dynamic characteristics of a similar technological system, carried out in the
research [1, 3].
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Table 1 — Analysis of the frequency spectrum of the technological system vibrations

Frequency range,

Hz Source (cause) of the harmonic

Non-synchronous spectrum components (environmental noise;
Less than 20 low-frequency spectrum of vibrations of other elements of the
technological system)

Subharmonics resulting from the grinding wheel rotation; natural

36-54 frequencies of the «spindle assembly — mandrel - workpiece»
subsystem
65-75 Frequencies corresponding to the operating frequency of the

grinding wheel and the lowest natural frequency of the shell
Superharmonics, which occurs during the grinding wheel

130-140 ;
rotation
Superharmonics, which appears due to changes in the shape of
200-210 L
the grinding wheel
260-270 Natural frequencies of the shell workpiece vibration
335-342: Natural frequencies of the «spindle - mandrel» subsystem and su-
' perharmonics from the grinding wheel rotation caused by its
400-420 :
imbalance
610-615; 680-690; Natural frequencies of the «mandrel - workpiece» subsystem
950-960
810-820 Natural frequencies of the «spindle assembly - grinding wheel»

4. FINITE ELEMENT ANALYSIS OF THE DYNAMIC
CHARACTERISTICS OF THE «MANDREL - WORKPIECE»
SUBSYSTEM FOR DIFFERENT MANDREL DESIGNS

To assess the impact of the fixture design on the level of vibrations in the
technological system when grinding thin-walled shells of a complex profile, an
analysis of its dynamic characteristics depending on the type of mandrels used in
production and proposed by modern researchers has been conducted.

The theoretical study of the dynamic behavior of the technological system is
performed in the Solid Works Simulation software package by the finite element
method. Three-dimensional models of mandrels with a workpiece mounted on
them have been developed. For the «mandrel - workpiece» subsystem
deformations from the local load (cutting force) in its action area has been
calculated to determine the subsystem rigidity. Also the spectrum of natural
frequencies and vibration modes for the «mandrel - workpiece» subsystem, arising
under the influence of the local load (cutting force) have been calculated to
determine the dynamic behavior of the subsystem.
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Fig. 3 shows the frequency spectrum of vibrations of the «mandrel -
workpiece» subsystem and the frequency waveforms when grinding in production
conditions (Variant 1) obtained by calculation. The workpiece basing has been
carried out on the mandrel according to Fig. 1. The calculated model is made for
the real conditions: there is a clearance of 0.1 mm on the cylindrical support. The
calculated values of vibration frequencies have been compared with the spectrum
of vibration frequencies measured in production conditions (Fig. 3, a), and with the
frequency of the vibration source.

The shapes of vibration frequencies (Fig. 3, b, c, d) allow us to determine the
nature of possible vibrations. Red color shows the greatest deformation of the
product relative to the resting state, blue - the absence of deformation, green -
intermediate variant of the deformation value. The graphs of the frequency
spectrum (see Fig. 3, a) show the frequency in Hz on the axis 0X, and the product
deformation, mm, on the axis QY.

86Hertz

210Hertz 262Hertz

b) ¢) d)

Figure 3 — Calculated frequency spectrum of vibrations of the «mandrel-workpiece»
subsystem and the frequency forms for production conditions (Variant I)

The forced vibrations of the «mandrel - workpiece» subsystem and the
parametric vibration of the shell are mostly influenced by the frequencies up to
1000 Hz, i.e. the first three natural frequencies (see Fig. 3, a).

To confirm the assumption that the low frequency spectrum is related to the
presence of a clearance between the mandrel and the workpiece, the frequency
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spectrum of vibrations for the virtual mandrel of similar design, but without the
clearance (Fig. 4, a, b), as well as the version of the spectrum for the conditions of
exclusion of the support 3 (Fig. 4, c, d; Variant 1) have been calculated.

\ 448Her1z

347Hertz

a) h)

LN

c) [4

410Hertz

947Hertz

Figure 4 — Calculated frequency spectrum of vibrations and the frequency forms
of the «mandrel-workpiece» subsystem (Variant II)

For the models of Variant | and Variant Il, the static calculation of the
workpiece deformations under the influence of the cutting force is performed. For
all variants of the workpiece positioning, the characteristic value of the cutting
force, which is 400 N, has been taken for the selected machining conditions [3].
Grinding area is located on the parabolic section of the workpiece at the distance of
300 mm from its’ base. The static calculation shows that the workpiece surface
displacements under the cutting force in the grinding area is, respectively, 0.12 mm
(Variant I), which is close to the measurement results according to [1], and 0.024 mm
(Variant II).

The calculated natural frequency of the mandrel is 284 Hz, the measured
frequency is 305 Hz. The mandrel 1 (see Fig. 1) has a rather rigid structure. The
first natural frequency of the «mandrel-workpiece» subsystem (Variant I) is 86 Hz
due to the bending forms of the subsystem vibrations and is a result of the presence
of a clearance on the cylindrical support. The first three frequencies have the
greatest influence on the vibration amplitude (Variant I). The frequency of 210 Hz
(see Fig. 3, a) is close to the frequency of the driving force of 201 Hz. The
frequency of 262 Hz has the form of the shell vibrations and their value, close to
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the bending vibrations of the «mandrel-workpiece» subsystem, is sufficient to
cause parametric vibrations (see Fig. 3, d).

The computer model of the «mandrel-workpiece» subsystem (Variant II) has
shown that low forms of natural frequencies of the shell vibrations do not occur
(see Fig. 4). The lowest frequency in the presence of the support 3 is associated
with its bending vibrations (see Fig. 4, a, b). In the absence of the support 3 the low
frequency is determined by the presence of bending vibrations of the «mandrel-
workpiece» subsystem at the frequency of 410 Hz. For all cases of Variant II, the
lowest frequencies are remote from the influence of exciting frequencies from the
side of the grinding wheel.

In the present paper we have also analyzed the mandrel structures proposed by
other researchers [5-9] for fixing the shells of similar type during the grinding
operations.

The mandrel structure [5], shown in Fig. 5, has two main supports 3 -
cylindrical and 4 - conical, two additional supports 5 to increase the rigidity of the
shell wall and stop 6. It has been assumed that when basing a workpiece on such a
mandrel, a clearance may occur due to the low accuracy of dimensions and the
shape of the base surface between the cylindrical support 3 and the workpiece 1.

The static calculation has shown that deformation of shell surface under the
cutting force in the grinding area is as follows: 0.014 mm in the absence of the
clearance on the cylindrical support (Variant I11); from 0.018 to 1.4 mm in the
presence of clearances, depending on the point of force application (Variant IV).

Figure 5 — Structural diagram of the «mandrel workpiece» subsystem
for the mandrel structure according to [5]

The results of calculations by the finite element method in Solid Works
Simulation have shown that the natural frequency of the mandrel structure [5] is
195 Hz. The mandrel structure [5] is less rigid than the mandrel shown in Fig. 1.
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Also, for this mandrel the following has been established by calculating the
dynamic characteristics of the system (Fig. 6).

For the «mandrel-workpiece» subsystem according to Variant III (Fig. 6, a),
the first natural frequency of vibrations is 331 Hz, which removes the subsystem
from the influence of excitatory vibrations, but natural vibrations of the shell,
which provoke the parametric vibrations of its wall, still have a rather (below 1000
Hz) small value - 872 Hz. The presence of the clearance lowers the first frequency
to 36 Hz, which will cause forced vibrations when grinding the workpiece. Low
natural frequencies of vibrations of the shell wall - 244 Hz, can cause the
appearance of its parametric vibrations.

872Hertz |

| 331Hertz

| 973Hertz . .

a) b)

1 36Hertz 244 Hertz

E I‘. / x\ "\// A‘\ e
> d)

Figure 6 — Calculated frequency spectrum and vibration modes
of the «mandrel-workpiece» subsystem for the mandrel structure according to [5]

The disadvantage of the mandrel [5] is that due to the low accuracy of
dimensions and the shape of the inner surface of the shell, i.e. errors in the
thickness of a given profile, it is difficult to adjust the fixing unit (cylindrical
support) to the size during external grinding operations. As a result, the shell wall
is not completely fixed. Additional fixation points increase the stiffness of the
product on the limited surface, but the adjustments of these supports to the size of
the inner surface have low accuracy.

The design of the mandrel [6], shown in Fig. 7, assumes that in the mandrel 1
there is a rubber chamber 5 between the fixation points (cylindrical support 3 and
conical support 4). The chamber is filled with water 6 under pressure, which leads
to its gradual expansion and uniform arrangement of the chamber along the inner
surface of the workpiece 2, which ensures a uniform support of the shell wall during
grinding.
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Figure 7 — Structural diagram of the «mandrel — workpiece» subsystem for the
mandrel structure according to [6]

The installation and the mechanism of fixing the shell on the cylindrical
mandrel has not changed in comparison with Variants III and IV. At the support 3,
a clearance is possible. Two computer models have been created: with the
clearance (Variant V) and without the clearance (Variant VI). The results of the
static calculation (Fig. 8) show that the deformation of the workpiece surface under
the influence of the cutting force in the grinding area is 0,004 mm both for Variant
V and Variant VI.

1 324Hert
aetaE )\ 959Hertz

- -

b)

d)

Figure 8 — Calculated frequency spectrum and frequency waveforms

of the «mandrel-workpiece» subsystem for the mandrel structure [6]
The structure of the mandrel [6] significantly reduces the deformation of the
shell wall, increases the lowest natural frequency, which eliminates the influence
of vibrations of the exciting force. At low frequencies (up to 1000 Hz), there are no

37



ISSN 2078-7405. Cutting & Tools in Technological System, 2021, Edition 94

forms of the shell vibrations, which may lead to the parametric vibrations. The
frequency spectra of vibrations for Variant VV and Variant VI are similar. However,
the vibration amplitude in the presence of a clearance increases by a factor of
almost 10 when approaching the resonance frequencies. The disadvantages of this
mandrel structure are the necessity to provide its hermeticity, the laboriousness of
the workpiece installation on the mandrel and the complexity of manufacturing the
rubber chamber.

The mandrel structure [7], shown in Fig. 9, implies a multilayer temporary
liner 6, which consists of 3 to 5 sheets of elastomer bonded with adhesive to each
other. The liner is placed on the adhesive along the inner surface of the shell. The
rubber chambers 5 are filled with air, creating the cavity pressure of 1 to 4 bar [7].
According to the patent [7], the fixture has a reconfigurable structure and can be
applied to similar shell structures, which differ in size.

The structure of the fixture (see Fig. 9) has been adapted to the shells
considered above when building the model. The authors of the fixture [7] assume
machining the shell using machines with a vertical axis of the workpiece
installation. This does not change the essence of the study since the influence of
the mandrel on the dynamic behavior of the technological system is preserved. In
the study [2], the advantages of machining such products using machines with the
vertical axis and with parallel kinematics have been considered.

Figure 9 — Structural diagram of the «mandrel-workpiece» subsystem
for the mandrel structure according to [7]:
1 - workpiece; 2 - mandrel; 3 - base; 4 - conical support; 5 - chamber;
6 — liner; 7 - support; 8 — clamp
The results of the static calculation (Fig. 10) showed that the workpiece
surface displacement under the influence of the cutting force in the grinding area is
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0,024 mm when working with a pressure of 2 bar (200000 N/m?) and 0,022 mm
with the pressure of 4 bar (400000 N/m?) (Variant VI1).

[ 1577Hertz
| 481Hertz 1325Hertz

 S— 1134Hertz

& 1266Hertz

859Hertz
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Figure 10 — Calculated frequency spectrum and the frequency waveforms
of the «mandrel-workpiece» subsystem for the mandrel structure [7]

The frequency analysis for the variant of setting the workpiece according to
the model (see Fig. 10, a) has been performed at the frequency of vibrations up to
1600 Hz to compare the obtained calculation results with the measurement results
given in [7]. The results of measuring the frequency characteristics of the shell
showed a decrease of apparent vibration peaks at frequencies from 573 to 1000 Hz
and decrease of vibration amplitude at all other frequencies. The vibration
amplitudes are reduced by 2.5 times at frequencies up to 500 Hz and by 2.67 times
at frequencies from 500 to 1000 Hz. Calculations showed the similarity of the
obtained frequency spectrum, including complete similarity in terms of the first
frequency of the subsystem: 129.24 Hz in [7] and 129.9 Hz, according to Fig.10, a.

The workpiece is placed on the base 3 (see Fig. 9) on supports 7 and pressed
to them by clamps 8, which, however, does not provide shell rigidity on the
mandrel, leads to a decrease of the first natural frequency of the «mandrel-
workpiece» subsystem, creates undesirable force effects on the surface of the
workpiece from the clamp and does not allow machining the workpiece along the
full contour.

Table 2 presents the calculation results of the dynamic characteristics of the
«mandrel-workpiece» subsystem for the considered variants of the clamping
fixture designs. The deformation of the workpiece surface from the static load is an
indirect indicator of the reduced rigidity of the «mandrel-workpiece» subsystem in
the machining area. The value of the first natural frequency is an indicator of the
possibility of forced vibrations. The natural frequency of vibrations according to
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the shape of the shell is an indirect indicator of the possibility of parametric
vibrations of the shell wall.

Table 2 — Calculation results of the dynamic characteristics

Mandrel structure | Static load First natural frequenpy of Natural frequency
variants strain. mm the «mandrel-workpiece» of the shell (up to
' subsystem, Hz 1000 Hz), Hz
Variant 0,12 86 262
Variant IT 0,024 410 -
Variant 111 0,018 331 872
Variant IV 14 36 244
Variant V 0,004 324 -
Variant VI 0,004 337 -
Variant VII 0,022 129,9 859

According to the results presented in Table 2, it can be concluded that the
mandrel structures according to Variants Il, V, VI provide a stable flow of the
cutting process. However, the operation of mandrels according to Variants V and
VI is difficult because of the complexity of their structure.

5. SUMMARY

The complex, non-technological shape of the shell affects the peculiarities of
positioning its workpiece in the machine and machining. The research has shown
that when designing the mandrel, which will provide dynamic stability of the
technological system and the required accuracy of machining, it is necessary to
ensure the presence of two supports to fix the profile of the workpiece shell over
the entire contact surface without a clearance; basing on the end surface; the
presence of the positioning scheme allowing to process the full workpiece profile.

Among the examined mandrel structures, Variant 1l meets these requirements.
The wall deformation is within the operational tolerance, and natural frequencies of
the «mandrel-workpiece» technological subsystem are not influenced by exciting
vibrations. Such conditions are not fully satisfied for the existing structures, so
there is a need to develop a new progressive mandrel structure, the use of which
will provide the required level of characteristics of the technological system of
grinding thin-walled shells.

References: 1. Pokolenko D. V. (2014) Pidvyshchennia efektyvnosti obrobky antennykh obtichnykiv iz
sytaliv za rakhunok udoskonalennia tekhnolohii almaznoho shlifuvannia [Increase of the efficiency of
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TEXHOJIOI'TYHA OCHACTKA JJIA OBPOBKH
BEJIUKOT'ABAPUTHUX TOHKOCTIHHUX OBOJIOHOK
CKUIAJJHOT'O TPODLIIO

AHorauis. /[na 3abesneuenns ~mouyHocmi 0OpOOKU ma AKOCMI  NOBEPXHI  MOHKOCMIHHUX
BEUK02AOAPUMHUX ODOJIOHOK 3 CUMATY HA ONEPAYIsX AIMA3HO20 WY 8aHH HeOOXIOHO nidsuwysamu
OUHAMIYHY CMILIKICMb MEXHON02IYHOI cucmemu. Ha Ounamiuny cmiikicmo mexHono2iunoi cucmemu
BNIUBAIOMb AK XAPAKMEPUCIUKU NPOYecy PI3aHHs, maK i OUHAMIYHI Xapakxmepucmuku ii enemermis.
3azomoeka — moukocminHa 06010HKA € HemexHonoziunum enemenmom. Cminyi 3a20mosKu  He
BUCMAYAE CMAMUYHOL JCOPCMKOCTIE MA OUHAMIYHOT CIMIUKOCMI NIO 6NAUBOM HA Hel CUNl 3AKPINJIeHHSL )
npucmocysanni ma pisanns. Pisenv komueanb cminku 00010HKU N0 4ac oOpoOKuU 3anexcums 8i0
2eoMempii 3a20MOBKU, peducumMy pi3aHHA Ma KOHCMPYKYIi MeXHON02IUHOI OCHACMKU — 3aMUCKHOT
onpaexu, AKa 6NIUBAE HA 61ACHI KOAUSAHHA cminku 3a2omoeku. Cxiaduicme 3abe3nevents moyHoCmi
YCMAHOBKU 3A20MOBKU HA ONEpayiax MexaHiyHoi oOpoOKu nos'a3ana 3 HU3bKOI MouHicmio ii 6a306ux
N0GEPXOHb, NOXUOKAMU hopMU | POZMAULY8AHHA BHYMPIUHBOI NOBEPXHI 3A20MOBKU U000 306HIUUHBOI.
Jocnioocennss uacmomnozo cnekmpa KoIueanb MeXHONOSIuHOi cucmemu ni0 yac waigyeanns y
BUPOOHUYUX YMOBAX 00360IUN0 SUSHAUUMU Odicependa ix eunukHenns. byno euseneno, wjo nudicua enacna
uacmoma Koaueanb NIOCUCeMU «Onpagka-3acomoskay 6 odianaszoui 6i0 50 do 200 'y mecamueno
BNIUBAE HA GUMYUIEHT KOTUBAHHA 8 MEXHON0IYHIll cucmemi. Bracna nuswcua wacmoma obononku (00
1000 I'y) snausae Ha nosgy ma pieHb NAPAMEMPUUHUX KOAUBAHD i1 cmiHKU. 3a 00noMo2010 Memooie
KOMN I0MepHO20 MOO€NI0BAHHS GUKOHAHO OYIHKY 6NIUBY ICHYIOYUX MA GIDMYAIbHUX, 3 HEOOXiOHUMU
03HAKaMu, KOHCMPYKYIll RPUCMOCYBARD - ONPABOK HA pisens gibpayitl y cucmemi. Bcvoeo oyno oyineno
4omupu KOHCMPYKYii onpagok ma cim eapianmis ix peanizayii Ha onepayii 308HIUHLO20 WNIQPYEAHHS
monkocminnoi obonouxu. [ocniodcenns noxasau, wo 6 KOHCMpPYKYii onpagku, sxa 3abe3nequms
OUHAMINHY CMIUKICIMb MEXHON02IUHOT cucmemu i 3a0any moyHicms 06podKu, HeoOXiOHo 3abe3nequmu:
HasigHicMb 080X 0nop 0L (ikcayii npodino 3a20moeKu 060IOHKU NO 6CIll KOHMAKMHUIL NOGEPxXHi 6e3
3a3opie; 6asyeanns no Mopyesiii NOGEPXHI; HAAGHICHb CXeMU YCIMAHOBKU 3A20MO6KU, AKA 003601UNb
sukonamu obpobky it noenozo npoghinio. Icnyioui Koncmpykyii onpagox nogHicmio He 3a00601bHAIOMb
nepeniueHuUM 8UMO2aM, MOMY € HeOOXIOHICMb Y pO3poOYi HOB0I NPOSPECUBHOT KOHCMPYKYIT ONPABKU.
Kuarodosi cioBa: monkocminna 006onouKa; cuman; aimasie WiQhyeants; mexHon02iuHa cucmemda,
KOHCMPYKYIs NPUCMOCYBANHSL — ONPABKU, GIOpayii; 61ACHA YACMOMA KOIUBAHD.
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INTERACTION OF THE ABRASIVE MEDIUM
WITH THE TREATED SURFACE AND THE PROCESS
OF METAL REMOVAL DURING VIBRATION TREATMENT
IN THE PRESENCE OF A CHEMICALLY ACTIVE SOLUTION

Abstract. Interaction of working medium granules with the processed surface of the part is considered.
It is noted that the processing methods are characterized by the dynamic interaction of the abrasive
medium with the processed surface. It is indicated that during vibration treatment there is an impact
contact of the abrasive granule with the surface of the part, which leads to the formation of
characteristic traces during the formation of the surface relief. The types of impact of abrasive grains of
working medium granules on the surface of the processed part are identified. It is indicated that the
effect of abrasive grains depends on the geometric parameters of the tops of the grains and the working
contour of the granule as a whole. The alternation of the operation of abrasive grains in the connection
with the nature of the motion of the granule over the surface of the part is shown. The interaction of
surfaces of bodies during vibration treatment is considered. The distinctive features of the vibration
treatment method from other analogs are indicated. The conditions for the formation of the surface
layer of the part during vibration processing are given. The analysis of the mechanical-physicochemical
model of the micro-cutting process in the presence of a chemically active solution is carried out and a
comparison of the intensity of technologies for vibration treatment of steel parts is given.

Keywords: abrasive medium; types of medium action; surface layer; mechanical-physicochemical
model; metal removal; chemically active solution; vibration treatment technologies.

Introduction. Processes of treatment in abrasive media are characterized by a
wide range of mechanical-physicochemical phenomena caused by various
technological schemes of interaction between the medium and the treated surface,
the variety of characteristics of processing media, technological chemically active
solutions, and parameters of processing modes [1].

The interaction of the medium with the surface to be treated is accompanied
by plastic deformation and micro-cutting, friction, thermal phenomena, chemical
interaction, the manifestation of the action of electromagnetic and electric fields,
and adhesion processes.

The peculiarities of the interaction of the abrasive medium and the processed
parts make it possible to assess the technological capabilities of the applied
processing method and its regularities. In the study of the processing of parts in
abrasive media, a significant influence is given to the contact interaction of the
processing medium with the processed surface, that is, to local contact and their
integral manifestation in the form of deformation processes and micro-cutting, to
the properties of materials contacting during processing [2].

© A. Mitsyk, V. Fedorovich, A. Grabchenko, 2021
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Interaction of medium granules with the processed surface. Despite the
variety of processing methods in abrasive media, there is sufficient generality in
the assessment of the mechanism of interaction of medium granules with the
processed surface. Most of the processing methods under consideration are
characterized by the dynamic interaction of the abrasive medium with the
processed surface, in which there is an impact contact of the medium granule with
the surface of the part (jet-abrasive, turbulence processing, tumbling, etc.), the
formation of characteristic traces of processing and the formation of the surface.

So, for example, during vibration processing, the analysis of the phenomena
in the zone of the working medium granules collision with the processed surface
shows that during vibration action there is an impact contact of the abrasive
granule with the surface of the part. In this case, the abrasive grains of granules in
contact with the processed surface carry out micro-cutting, plastic and elastic flow
around the material, and the formation of many traces of processing [3].

Considering a single granule moving relative to the processed surface, it can
be noted that its profile consists of grains that carry out micro-cutting, plastic and
elastic repression, and grains that are not involved in the operation.

Types of action of abrasive grains on the processed surface. The nature of
the action of abrasive grains on the metal depends on the geometric parameters of
their tops and the working contour of the granule as a whole. Depending on the
orientation of the cutting edges of the abrasive grains relative to the forming
granules, there are three main types of action of the abrasive grain on the surface to
be processed: cutting; plastic repression; friction. In this case, each abrasive grain
in the process of treatment over time can first produce only friction, then plastic
repression; and, finally, carry out cutting, and vice versa.

This alternation of operation performed by the abrasive grains of the granule
is associated with the nature of its movement over the surface of the processed part.
High-speed filming of the process has shown that granules can leave on the contact
surface complex traces of processing, which differ in depth and location on the
surface. The depth of the track changes in the direction of movement of the granule
and is determined by the speed of its movement, the force and frequency of
penetration during the contact time, and other factors.

Interaction of surfaces of bodies during vibration treatment. During
vibration treatment, the surfaces of two bodies interact, that is, the working
surfaces of an individual granule and the processed part. The nature of mechanical
and physical-mechanical processes is determined by: physical and mechanical
properties of cutting grains, their sizes, shape, quantity and location on the surface
of the granules; characteristics of the processed material; its physical and
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mechanical properties, process parameters, depending on the technological mode
of processing.

The vibration treatment process depends on the nature of the local contact of
the "working grains" of the abrasive granule with a thin surface layer of the
processed part. In the contact of parts with a mass of abrasive granules oscillating
and moving along their surface, mutual intensive destruction of the surfaces of the
contacting solids occurs, that is, the mutual running-in process occurs.

The nature of the dynamic loads in the contact zones of the working medium
granules and parts distinguishes the vibration treatment method from other known
methods [4]. The distinctive features include the following:

— grains of abrasive granules are loaded more evenly, and the depth of
penetration of each of them is stable;

—the alternation of deforming and cutting grains is ensured due to the
discontinuity of their interaction with the surface of the part;

— the presence of oscillations ensures a decrease in friction forces on the
contact surfaces of the "granule-part” system;

— the abrasive granule, due to its small size, is reliably impregnated with a
chemically active solution and ensures its supply to the zone of mutual contact of
the abrasive granule with the processed surface;

— provides a decrease in micro-cutting forces and contact temperature.

Conditions for the formation of the surface layer of the part after
vibration treatment. Most of the listed distinctive features are due to the self-
regulation process characteristic for vibration processing, which allows a moving
granule with grains embedded in the metal surface to occupy an optimal position,
uniformly apply elementary traces to the surface, displaced relative to each other.
This creates conditions for the formation of a more uniform surface layer,
eliminates the possibility of coarse traces of destruction. It is noted that a complex
spectrum of stresses arises at the points of actual contact of the bodies, micro-
cutting, elastic-plastic deformation with a significant increase in the dislocation
density and the formation of active dislocation-vacancy centers occur.

Due to specific patterns of vibration processing, the noted effects are
distributed fairly evenly over the entire surface of the part. In general, micro- and
sub-micro-relief is formed as a result of the presence of smooth areas with oxide
films, rough areas formed during the destruction of the film and adhered to the
surface of the smallest metal particles, as well as transition areas from smooth to
rough.

It should also be noted the peculiarity of the course of the process in time. It
is observed that the destruction of the material begins only after a certain period,
during which preparatory processes occur, namely the formation of traces of
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processing, surface hardening, the initiation of micro-cracks, etc. The duration of
this period depends on the physical and mechanical properties of the material and
processing conditions.

In connection with the presence of the effects of multiple elastic-plastic
deformation and re-deformation of sections of the processed surface, along with
the process of direct fracture, the process of high-cycle plastic deformation and
fracture is manifested. The processes of micro-cutting, elastic-plastic deformation,
activation of the surface layer of the metal, the formation and destruction of
secondary structures, poly-deformational destruction are repeated with the
frequency of collision of the medium granules with the processed surface.

Mechanical-physicochemical model of the micro-cutting process in the
presence of a chemically active solution and comparison of the intensity of
vibration treatment technologies for steel parts. The analysis makes it possible
to construct a mechanical-physicochemical model of the process of destruction of
the processed surface, that is, the process of micro-cutting the material of a part,
which ensures the metal removal in the presence of a chemically active solution.
This model relates the parameters of metal removal and surface micro-roughness
with factors affecting them and includes the following:

— shock mechanical contact, on which there is elastic, plastic, elastic-plastic
deformation and destruction of the surface layer with the removal of metal
particles;

— the formation of a loosened layer of active metal,

— interaction of the active metal layer with the environment, that is
characterized by the formation of weakened secondary structures;

— destruction of secondary structures by subsequent impacts of medium
granules;

— the formation of a specific sub-micro-relief, which is a layer of finely
divided particles.

Fig. 1 shows a comparison of technological processes of vibration treatment
of steel parts to high classes of surface cleanliness.

The technological process of vibration treatment of parts of carbon steels [5],
as shown by curve 1 of the graph, consists of five transitions, for which the
processing modes and the used abrasive material are indicated.

For example, for technological process 1, the first transition is performed
under the conditions of 25K425, BT1, 1,5A3, where 25 is the size of the granules
of the working medium, KY is the grain material, 25 is the granularity of the
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granules, BT1 is the hardness of the bond, 1.5 is the vibration frequency of the
vibrating machine reservoir, thousand counts / min., A3 — vibration amplitude, mm
(Ukrainian standard).

In this case, obtaining a micro-roughness of R, =0.32...0.16 um with an

initial Ry =20...10 um is achieved in 12 ... 16 hours of processing in the medium

of abrasive granules of a certain granularity for each transition. The reservoir is
flushed with a soap and soda solution. The final finishing of the processed surfaces
is carried out with felt wads, caricatured with polishing paste.
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Figure 1 — Comparison of technological processes of vibration processing
of parts of carbon steel: | — technological process of NIITM, 1, 2, 3, 4, 5 — technological
transitions; 11 — ENIMS technology; 111 —technology of V. Dahl EUNU

Technology [6] offers a range of vibration grinding and polishing processes
for ferrous metal parts. To obtain a surface with a micro-roughness of

R, =032 pm with an initial Ry =20...10 um, the parts should be processed in
the following sequence:

— first, in the medium of abrasive granules with a grain size of 12 ... 40 in the
presence of an aqueous solution to a purity of R, =2.5..1.25 pum;
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— then, in the medium t of abrasive granules with a grain size of 6 ... 10 in the
presence of an aqueous solution to a purity of R, =1.25...0.63 pm;

— finally, in the medium of a special molded filler and an aqueous solution to
a purity of R, =0.16 pm.

The total processing time is 12...14 hours. Naturally, such complex
multistage technological processes of vibration treatment have not found wide
application in mechanical engineering.

The chemically active solution [7] allows to eliminate multistage overloading
of the reservoir contents and to obtain a cleanliness of the treated surface of
R, =0.32 pm at the initial R, =20...10 pm in one operation in the medium of
abrasive granules AH-2 TV 2-036-02211899-007-97 (Ukrainian standard).

The second stage of processing is required only if it is necessary to obtain a
purity of Ry =0.16...0.08 pm.

Conclusions

1. The process of metal removal during vibration processing is characterized
by the intensity of mechanical and chemical actions and the ability of the material
of the processed part to resist the effects of these processes.

2. In connection with the considered model of destruction of the surface layer
of the processed part the ratio of micro-cutting and elastic-plastic deformation
processes is 30 ... 35 %.and 70 ... 65 %, respectively.

3. Unlike abrasive granules used as a working medium in vibration grinding
operations, the interaction of metal balls used in vibration polishing operations is
accompanied by elastic-plastic deformation and the formation of many processing
traces.

4. The use of chemically active solutions in vibration treatment contributes to
a more intensive metal removal due to the formation of loose films on the surface
of parts, which are easily removed by an abrasive during processing and favorably
affects the formation of the micro-relief of the processed surface. In addition, the
chemically active solution has anti-corrosion properties and helps to brighten the
processed surface.
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B3AEMOJIA ABPASUBHOI'O CEPEJOBHUIIA
3 OBPOBJIIOBAHOIO ITIOBEPXHEIO TA ITPOLEC
SHATTA METAJLY ITPH BIBPOOBPOBIII
B ITPUCYTHOCTI XIMIYHO-AKTUBHOI'O PO3YNHY

AHoTauis. Posznsanymo 63aemo0ito epanyi pobouoeo cepedosuya 3 00pooIo8aHoI0 NosepxHero 0emaii.
Biosnaueno, wo memoou 006poOKU XAPAKMEPUZVIOMbC  OUHAMIYHUM  B3AEMOOIAM  AOPA3UBHO20
cepedosuwa 3 0OpoOIIOBAHOI0 NOBEPXHEID. 3a3HaUeHo, Wo npu 8i6poo6podYi 8i00yeaemvcs YOapHui
KOHMAxkm abpasusHoi 2panyiu 3 nogepxHelo 0emaii, wjo NPu3eoO0uUms 00 YMBOPEHHS XapaKmepHUx
cnidie npu opmyeanti pervbedy nogepxti. Buoiieno euou niugy abpasueHux 3epen epanyi pobovoo
cepedosuya na NOBepxHI0 06pobII0eanoi demani. 3aznaveno, wo 6nNaUE AOPAUGHUX 3EPEH 3ANeNHCUNTb
8i0 2eoMempuuHUX napamempie ix eepuiun i po6o4oeo Kowmypy epanyau & yinomy. Ilokasano, wo
enubuna cridy 6i0 abpazueHol epanyu IMIHIOEMbCS 6 HANPSMKY i pYXY | 6UBHAYAEMbCA WEUOKICIO
nepemiujents, CUI0I I YACMOMON NPOHUKHEHHS 34 YaC KOHMAKNY mMa [HWUMU OUHAMIYHUMU
Gaxmopamu. Jlano mpu éuou éniusy abpasueHozo 3epHa Ha 06pobIIOBaHy nosepxuio. Bemarnosnero,
wo KoodicHe abpasueHe 3epHO 6 npoyeci 0OPOOKU 3 NAUHOM HACY SUKOHYE MITbKU mMepms, NOmim
naacmuune @iomucHenns i Oani pizauns. ITlokasano, wo uepeyeanns pobomu abpasusHux 3epeu
Nn08’A3AHO 3 XAPAKMEPOM NepeMiUjeHHs. ZPAHyau Nno nogepxi demani. Poszensnymo 63aemooito
nogepxonv miz npu 8iopoobpobyi. Brazani 6i0Minni 03naku cnocody 6i6poodpobKu 6i0 inuux aHanoeis.
Jano ymosu ymeopenns nogepxmesoco uwiapy oemani npu 6i6poobpobyi. IIposedeno ananiz mexano-
isuko-ximiunoi mooeni npoyecy MiKpopi3anHs 6 NPUCYMHOCME XIMIYHO-AKIMUBHO20 POUUHY [ HABCOCHO
NOpIGHAHHA THMEHCUBHOCMI MeXHON02ll 8i6poobpobKku cmanesux Oemanei. Iloxaszano nopieHAHHA
MEXHOI02IYHUX Npoyecié 6i0poobpobKu cmanegux demaneii 00 GUCOKUX KIACIE YUCMOMU NOBEPXHI.
Busnaueno, wo XximiuHO-akmusHUll pO34UH O00360JA€ YCYHYMU 0A2amocmadiiini nepesanmaiceHHs
emicmy pesepeyapy ma ompumamu HeobXiOHy uucmomy 00poOienoi nosepxui 3a 00HYy onepayiio
8i0p006poOKU. Bio3naueno, wjo XiMIYHO-GKMUBHUL PO3YUH MAE KOPO3IUMI 6IACMUSOCMI Ul CHPUSC
0ceimneHHI0 00po6IeHOT NOBEPXHI.

KuouoBi ciioBa: abpasushe cepedosuwye; 6uou 6niusy cepedosuujd; NOBEPXHeSUll wap, MexaHo-
Di3uKO-XiMiuHa MOOENb; 3HAMMA MEMALY; XIMIYHO-AKMUBHULL POZYUH; MEXHO02IT 810P00OPOOKU.
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TRIBOLOGY AND TOPOGRAPHY
OF HARD MACHINED SURFACES

Abstract. In machining automotive industrial parts by hard machining procedures, the topographic
characteristics of high accuracy surfaces have high importance. In this paper 2D and 3D surface
roughness features of gear bores machined by hard turning and grinding are demonstrated. The 3D
roughness parameters, which are considered as more exact than the 2D parameters, were compared to
the 2D ones, which are used more widely in industrial practice. The analyzed machining procedure
versions were ranked based on the topographic parameters determining the tribological (wear and oil-
retention capability) characteristics of the different surfaces.

Keywords: hard turning; in-feed grinding; 3D surface roughness; tribology.

1. INTRODUCTION

Due to the advancement of machining technology and the increasingly
efficient machining procedures [1], the quality of the machined surfaces has to be
described as exactly as possible. The grooves generated by the tool are different
when the tool has a linear motion [2] or a rotating tool is applied [3]; these
kinematic characteristics lead to different surface topography [4, 5]. Identical or
almost identical roughness values can be reached by different machining
procedures (e.g. hard turning and grinding); however, because of the different
cutting characteristics the surface topography will also be different [6]. At the same
time the cutting data, particularly the feed, significantly influence the roughness of
the machined surface [7]. The potentially most accurate determination of
roughness parameters is required by the diversity of machining procedures [8, 9],
the high number of roughness influencing factors, and the comparability of
roughness parameters of surfaces machinable by various procedures. In the
automotive industry the efficient machining of hard surfaces has a high
significance, thus hard machining procedures such as hard turning or grinding were
compared in this study. These procedures or procedure versions differ from each
other not only in the resulting surface topography, but also in other relevant factors
such as economic issues of the machining procedures [10] or the impacts of the
cooling and lubrication [11].

There are numerous machining procedures (use of dingle-point-tool or
abrasive tool) for machining hard materials when high accuracy is required. The
different procedures can result different surface topographies on the part. The
working requirements of the parts can be different, thus the topography
characteristics after machining should be analyzed [12, 13].

© V. Molnar, 2021
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The lifetime of parts is significantly influenced by the irregularities of
working surfaces (micro and macro geometrical errors). Contacting surfaces
experience wear, but a suitable machining procedure and/or lubrication can
decrease the extent of the wear. The wear of a surface with good oil-retention
capability is slower. By analyzing the roughness parameters, conclusions about the
tribological characteristics of the surfaces can be drawn [14, 15]. The experiments
aimed to analyze the 2D and 3D roughness parameters by which the tribological
properties can be characterized.

The core roughness depth (Rk) and the core height (Sk) are related to the
lifetime of the surface. When two surfaces are in contact with each other during
relative motion (working surfaces) part of the profile peaks will be sheared. The
remaining layer is characterized by a relatively large bearing area and it is the part
of the core zone of the surface. The reduced peak height (Rpk, Spk) is the height of
the layer worn in the initial wearing phase. The reduced valley depth (Rvk, Sw) is
the layer beneath the core zone and correlates with the oil-retention capability of
the surface [16]. In terms of wear, lower reduced peak height values are favorable.
At the same time, since these parameters are height and depth values, they do not
provide information about the area (2D) or the volume (3D) of the peaks or valleys.
This is why the peak material portion (Mgz: in 2D and Srl in 3D) and the valley
material portion (MR2 in 2d and Sr2 in 3D) have to be defined. By using the R,
Ru, MR1 and MR2 values or the Sy, Svk, Smrl and Smr2 values the areas (2D
parameters) of the peak (Al) and the valley zones (A2) and the volumes (3D
parameters) of the peak (Sal) and the valley zones (Sa2) can be obtained [17, 18].
The area or volume of the profile valleys provide relevant information about the
oil-retention capability of a surface. The higher these values are, the more lubricant
remains in the surface valleys.

The skewness (Rsk, Ssk) is the height distribution of profile points relative to
the center line of the profile and provides information about the asymmetric nature
of the surface points. Its value is positive if the heights of the peaks are higher than
the depths of the valleys and negative when the depths of the valleys are higher. A
surface is characterized by higher load bearing capacity and higher wear resistance
if the skewness value is negative. The kurtosis (Rku, Sku) provides information
about the peaky feature of a surface. When its value is relatively high (>3) a
friction surface shows more intense wear. When its value is lower the surface
shows higher wear resistance [19].

Using a tribological topography map the tribological characteristics of
surfaces can be analyzed. The map includes the skewness and kurtosis values of
the machined surfaces and they are placed in a coordinate system. From the
tribological point of view a surface is ideal if the point of a surface characterized
by these two parameters is located by lower kurtosis (close to 0) and also lower
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(negative) skewness values. In Fig. 1 an example for a tribological topography map
is shown with points that belong to surfaces machined by the major procedures.

Topographies of gear bore surfaces machined by hard turning, grinding and
combined (turning and grinding in one clamping) experiments were compared
based on roughness parameters which characterize the wear and the oil-retention
capability. The differences of the 2D and 3D parameter values were also analyzed.

Kurtosis {not normalized)
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Figure 1 — Tribological topography map [20]

2. EXPERIMETNAL SETUP

In the experiments bores of gears were machined by hard turning when three
different feeds were applied (T1, T2, T3), by infeed grinding (G1) and using a
combination of hard turning and grinding (G2). The technological data of hard
turning were:

Feed (f): 0.1 mm/rev (T1), 0.2 mm/rev (T2), 0.3 mm/rev (T3)

e Depth of cut (ap): 0.2 mm

e Workpiece rpm (n): 615 1/min

In the hard turning pass of the G2 combined operation the feed was set to 0.2

mm/rev when the other parameters were left unchanged.
Parameters of the infeed grinding:
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Feed (f): 0.01 mm/rev

Wheel width (d): 34 mm
Allowance (Z): 0.2 mm
Workpiece rpm (nw): 325 1/min
Tool rpm (ny): 20000 1/min

In the infeed grinding part of the G2 combined procedure operation the allowance
was set to 0.05 mm when the other parameters were left unchanged.

The machining experiments were carried out on a machining center type
EMAG VSC 400. In the machining experiment a Sandvik CCGW 09T308 NC2
type insert and an E25T-SCLCR 09-R type tool holder were used. The grinding
operations were carried out using a bore grinding wheel type Norton 3AS80J8VET
01_36X37X13. The workpiece material was 20MnCr5, its hardness was 62—-64
HRC. The length of the machined bore was 34 mm and its diameter was 88 mm.

The surface topography was analyzed by measuring 2D and 3D roughness
parameters. In the 2D measurement 3 measurements were carried out per
workpiece, located at 120° distance from each other. The measurement lengths
were 4 mm. In the 3D measurements 2x2 mm areas were scanned. 0.8 mm cut-off
and Gauss filter were applied in each measurement, which was carried out by using
an inductive sensor. The number of scanned points was 4000 in the 2D and 1
million in the 3D measurement.

3. RESULTS AND DISCUSSION
Topographic characteristics of random (ground) and periodic (turned)
surfaces (Fig. 2) were analyzed based on 2D and 3D roughness parameters.

Figure 2 — Periodikus (a) és random (b) feliiletek (a T3 és G2 eljarasvaltozatok)

In Figs. 2 and 3 the measured values of core roughness depth (2D), core
height (3D), the reduced peak height and reduced valley depth are summarized.
The core roughness depth (2D parameter Rk) varied from 0.12 and 0.19 um. The
core height (3D parameter Sk) varied from 1.39 to 3.27 um. This means a
difference of 3 orders of magnitude. The values of the 2D parameter of the hard
turned surfaces showed a slight decrease and those of the 3D parameter a slight
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increase with the increase of feed. Compared to version G1, the 2D and 3D values
of the ground surface machined in the combined version G2 were 10% and 20%
higher, respectively. The values of the reduced peak height (Rpk and Spk) showed
identical tendencies and similar rates. The values of the 2D parameter of the
reduced valley depth (Rvk) showed similar rates; however, there were some
deviations concerning the 3D parameter (Svk): the value of the surface machined
by version T3 decreased compared to version T2 instead of the expected increase,
and the value of version G2 decreased instead of increasing. In all, the 2D and 3D
parameter values result in contradictory conclusions. Based on findings from the
literature [21, 22], it can also be presumed in the present study that the results of
3D measurements are more exact than those of 2D measurements because the
number of detected points is three orders of magnitude higher. Based on the 3D
parameter, from a tribological point of view, it can be stated that the heights of the
peaks that are worn in the initial phase of working is the most favorable (minimal)
in version T1 (carried out by a feed of 0.1 mm/rev) and the least favorable in
version T3 (0.3 mm/rev feed). Based on the depth of valley zone it can be
concluded that the oil-retention capability is the most favorable in version G1 and
similar in version T2.

T1 T2 T3 Gl G2

Rk | 0.1501 | 0.1366 | 0.1215 | 0.1748 | 0.1921
Rpk| 0.0692 | 0.0586 | 0.0552 | 0.0660 | 0.0704
Rvk| 0.0802 | 0.0811 | 0.0762 | 0.1124 | 0.1290

B Rk ®Rpk " Rvk

Figure 3 — Core roughness depth (RK), reduced peak height (Rpk)
and reduced valley depth (Rvk)
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T1 T2 T3 G1 G2
Sk | 1.3894 | 1.4031 | 32711 | 1.6234 | 1.9393
Spk| 0.2736 | 08694 | 2.0832 | 0.6383 | 09717
Svk| 0.2278 | 08157 | 0.4934 | 0.8846 | 0.6536

B Sk ESpk © Svk

Figure 4 — Core height (Sk), reduced peak height (Spk)
and reduced valley depth (Svk)

The peak and valley material portions are summarized in Figs. 4 and 5. MR1
and MR2 are the 2D, Srl and Sr2 are the 3D parameters that are required to
calculate the areas and volumes of the peak and valley zones. It is shown in the
figures that there is only a minimal difference between the analyzed versions:
version T3 shows a slight outlying in the Srl and Sr2 values. The differences
between the 2D values are negligible (e.g. there is only 1.2% difference between
the maximum and minimum MR1 values).

100
80
60
40

MRL, MR2 [%]

20

0 T1 T2 T3 Gl G2

MR1| 9.0332 | 8.3372 | 8.8164 | 8.1586 | 7.8682
MR2| 87.2010 | 86.2872 | 86.4789 | 85.5753 | 85.5016

EMR1 ®mMR2

Figure 5 — Peak material portion (MR1) and valley
material portion (MR2) 2D roughness parameter values
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T1 T2 T3 Gl G2
Srl| 9.348 7.8715 | 16.3844 9.97 13.425
Sr2| 93.998 | 88.7215 | 96.8187 88.84 93.525
ESrl mSr2
Figure 6 — Peak material portion (MR1) and valley
material portion (MR2) 3D roughness parameter values
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T1 T2 T3 G1 G2
Al| 3.1205 2.4445 2.4350 2.6972 2.7792
A2| 5.1977 5.5650 5.1596 8.1290 9.3381
BAL mA2

Figure 7 — Area of peak (Al) and valley zone (A2)
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T1 T2 T3 G1 G2

Sal| 12790 | 34217 | 170661 | 31245 | 65225
Sa2| 6836 | 46001 | 7848 | 49363 | 21160

B Sal mSa2
Figure 8 — Volume of peak (Sal) and valley zone (Sa2)

In Figs. 6 and 7 the areas (2D) and volumes (3D) of peak and valley zones are
demonstrated. Comparing the area to the volume data is inadequate because of
their different dimensions. However, the comparison of the versions to each other
is possible. The 2D parameters Al and A2 are in line with the parameters Rpk and
Rvk and the 3D parameters Srl and Sr2 with Spk and Svk. Here the higher
accuracy of the 3D parameters can also be assumed. The values of the volume
parameters reinforce the above statement that from the wear mechanism’s point of
view version T1 is the most favorable and from the oil-retention capability’s point
of view versions G1 and T2 are the most favorable.

Procedure

version Rsk Rku
T1 0.162 2.108
T2 0.006 3.773
T3 0.770 2.887
Gl -0.047 3.582
G2 -0.014 3.344
PR >
-1 05 1 Rsk[]

Figure 9 — Tribological topography map for the 2D parameters (skewness, kurtosis)
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Sku [-]
Proce_dure Ssk Sku
version
Tl 0.153 2.180
T2 0.003 3.735
T3 0.665 2.715
Gl -0.317 5.099
G2 0.468 3.279
|1 | | | | | »
1 T T T T T »
-1 1 Ssk[]

Figure 10 — Tribological topography map for the 3D parameters (skewness, kurtosis)

Based on the 2D (Fig. 8) and 3D (Fig. 9) parameters (skewness and kurtosis)
the tribological topography maps of the versions were prepared. The locations of
data points of the hard turning versions are in line with the published results. There
is no significant difference between the 2D and 3D values. Based on the 2D
parameters — considered less exact — the locations of data points of the two ground
surfaces are in line with published results. However, for the 3D parameters one
difference is experienced: the skewness (Ssk) of version G2 is higher than expected.

SUMMARY
From a tribological point of view, wear resistance and oil-retention capability
are determinant characteristics of machining industrial parts. Analyzing the surface
topography of wearing parts is a critical research area. In this paper roughness
characteristics of surfaces machined by hard turning, infeed grinding and using a
combination were analyzed and compared. Based on the analyzed parameters the
following order or ranking (most favorable comes first) was established between
the studied versions:
e Reduced peak height, Spk (wear resistance), favored: low
T1,G1,T2,G2, T3
e Volume of the peak zone, Sal (wear resistance), favored: low
T1,G1,T2,G2, T3
e  Skewness, Sks (wear resistance), favored: low
G1,T2,T1,G2,T3
e  Kurtosis, Sku (wear resistance), favored: <3
T1,T3,G2,T2,G1
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o Reduced valley depth, Svk (oil-retention capability), favored: high
G1,T2,G2,T3,T1

o Volume of valley zone, Sa2 (oil-retention capability), favored: high
G1,T2,G2,T3,T1

Different orders are found for the parameters characterized by various
tribological properties: based on the parameters Spk and Sal the orders of wear
resistance are identical, but the skewness and kurtosis values are not in line with
these orders. The reason for this is the different mathematical approaches. Because
of this, the roughness parameters to be used have to be selected carefully and the
results have to be interpreted with some reservation. The study pointed out that
there can be significant differences between the 2D and 3D parameter values
obtained by measuring the same surface and this may lead to controversial
interpretation of the results.

The study can be extended to more experimental setups or to analyzing
various grades of materials.
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Biktop MosbHap, Mimkonbi, YropmyHa

TPUBOJIOI'TA I TOIIOI'PA®IA
KOPCTKO OBPOBJIEHUX TIOBEPXOHb

AHoTaliss. B agmomobinbHill npomuciosocmi  egekmusHa 06podbka meepoux  (3a2apmoeaHux)
10BEPXOHb MAE BeNUKe 3HAUEHHS, TMOMY 8 YbOMY OOCTIONCCHHI NOPIGHIOBANUCS MAKI MemOoOU 0OPOOKU,
5K Jicopemke mouinHs i winighyeanns. Lli npoyedypu abo eepcii npoyedyp GiOpisHAIOMbCs 00UH 6I0
00H020 He MINbKU Pe3yibmyrdor) monocpapiero nosepxui, aie i iHWUMU BAXNCIUSUMU pakmopamu,
MaKumu AK eKOHOMIuHi npobnemu, nog'’sisani 3 npoyedypamu oOpoOKu ado 6nau8 0XONOO0NHCeHHS |
macmuna. Pizui npoyedypu mooicyms npuszeecmu 00 pizHoi monocpagii nosepxui oemani. Po6oui
sumocu 00 Oemanei MOJNCYMb Oymu pPI3HUMU, MOMY HeOOXIOHO aHANI3Yeamu Monocpagiuni
Xapakmepucmuku nicis oopooxu. Ananizyiouu napamempu wopCmKOCHi, MOJICHA 3pOOUMU GUCHOBKU
npo mpubonoziumi xapakxmepucmuku noeepxous. Excnepumenmu 6ynu cnpsamosari Ha ananiz 2D i 3D
napamempie  WOPCMKOCII, 3a  OONOMO20I0  AKUX MOJICHA — OXAPAKMEPUsysamu  mpuboioiumi
eracmueocmi. Bukopucmosylouu kapmy mpubonoziyHoi monozpagii, ModxcHA npoananizyeamu
mpubono2iuni xapakmepucmuku nosepxots. Kapma exniouac 6 cebe snavenns acumempii ma excyecy
00pobnenux noeepxoub, i BOHU NOMiwjeHi 6 cucmemy KoOOpOuHam. 3 mpubono2iuHOi mouKu 30py
nogepxus ideanbnd, AKWO MOYKA NOGEPXHI, WO XAPAKMEPUIYEMbCA YUMU 080MA NAPAMEMPAMU,
PO3Mauiosana 3 Menuum excyecom (oauzokum 00 (), a maxkoic MeHWUMU (He2amugHUMU) 3HAYEHHAMU
nepexocy. Tonoepaii nogepxonb omeopie 3ybuacmux Kouic, 0OPOOIEHUX HCOPCMKUM MOYUIHHAM,
wnighysannam i KOMOIHOGAHUM (MOYINHA [ WNIQDY6AHHs 3a OOUH 3AMUCK) EKCNePUMEHMATbHO
NOpIGHIOBANUCA HA OCHO8I NAPAMEmpié WOPCMKOCHI, AKI Xapakmepusyloms 3HOC i 30amMHICMb
ympumyeamu macmuno. Taxooie 6yau npoananizosani giominnocmi 3navens 2D i 3D napamempis. s
napamempie, w0 Xapakmepusylomvcs pisHUMU MPUOOIOSIYHUMU 6IACIUBOCNAMY, 3HALOEH] PI3Hi
nopaoku: 0na napamempie Sy i Sa1 nOpAOKU 3HOCOCMIUKOCHI i0eHMUYHi, ane 3HayeHHs acumempii ma
excyecy He 6ionosioaioms yum nopsokam. Ipuuuna yvomy - pizni mamemamuyni nioxoou. Yepes ye
napamempu wopcmrocnii, AKi 6y0yms UKOPUCOBYBAMUCS, NOBUHHI OYMU pemenbHO 00paHi, woo ixXHi
pesynomamu 6y inmepnpemyeani 3 Oeskumu 3acmepedcenuamu. JJocuioxcenns noxkasano, wjo misxc
suauennsmu 2D i 3D napamempis, ompumanux npu 6umipioganti ooHici i mi€i dc nosepxui, MoACynv
O6ymu 3HauHi BIOMIHHOCTI, [ Ye Modice npugecmu 00 Cynepeyueoi inmepnpemayii pe3yibmamis.
KurouoBi ciioBa: owopcmke mouinHa; episHe WNiQhy8anHsa, MPUBUMIPHA WOPCMKICMb NOBEPXHI,
mpubonoeis.
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INVESTIGATION OF THE EFFECT OF AREAL ROUGHNESS
MEASUREMENT LENGTH ON FACE MILLED
SURFACE TOPOGRAPHIES

Abstract. Surface roughness is of great importance in the manufacturing industry, as it affects
surfaces’ tribological properties (wear, friction, lubrication, etc.), corrosion resistance, fatigue strength
and appearance. Areal roughness measurement, which provides a more comprehensive
characterization of surfaces, is becoming increasingly popular, but systematic studies are still lacking,
so measurements are often analyzed differently. In this paper, the effect of the measurement length is
analyzed in the main measurement direction on areal roughness of face milled surface topographies,
which were measured with a confocal chromatic sensor.

Keywords: surface roughness; areal roughness; measurement length.

1 INTRODUCTION

One of the main quality factors of the machined surfaces of the parts is the
surface roughness, as it influences their tribological properties (wear, friction,
lubrication, etc.), their corrosion resistance, fatigue strength and their appearance.
Two methods have been developed to investigate this, profile analysis and areal
roughness analysis. The latter, which was later developed, is becoming more
widespread in the scientific community as well as in industry, as 3D surfaces in terms
of shape or functionality contain much more data thanks to the main and lateral
directional measurement, and the surfaces cannot be characterized as distinctly by
traditional 2D profile roughness parameters [1]. This is used for a wide variety of
machining methods, some of which are briefly described, focusing on the method of
measurement.

Roughness tests are often performed on experimentally machined surfaces
worldwide. Eifler et al. [2] studied the roughness of micro-milled surfaces. The
surfaces were compared in the measured areas with a F-operator to separate the
shape and with an L-filter to filter out the waviness, and the resulting 600600 pm?
roughness topographies were analyzed with the S, and Sy parameter values. They
found that the distance of the milling marks and the tilt angle of the milled surface
had a significant effect on the roughness. During ultraprecision turning, Karpat [3]
analyzed side surfaces created with a diamond tool. The outliers of the
measurement results were filtered out and the topographies were leveled. The
roughness was then separated from the waviness with the 8 pum cut-off length of a
Gaussian filter to obtain 144x108 um? areas for analysis. The effects of cutting
edge angles, feed rate, and depth of cut were compared on roughness with
parameters S;, Sq, and S,. It was found that the tool with the 30° chamfer formed
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the surface with the lowest average roughness of 1 nm with a small depth of cut
and feed. Zak [4] compared the textures of surfaces machined to nearly the same
average roughness by several methods (hard turning, grinding, burnishing),
developing a new approach to characterize surface topographies by area-scale
fractal analysis. An area of 2.4x2.4 mm? was measured on each surface and the
method of filtration was not mentioned. The surfaces and the effects of machining
methods were characterized with the help of several roughness parameters: S,, S,
Ssk, Sku, 8 Well @s Smr, Sme, Sxp, @and with functional volume indices (Vmp, Vine, Ve,
Vw). He found that the surface made with combined machining (turning and
grinding) is better than the hard-turned surface in a functional point of view (load
bearing, force sealing), while the grinded surface has a better ability to preserve
fluid.

Many researcher groups study the topography of formed surfaces in SLM metal
additive manufacturing. In Wiist et al. [5] 1x1 mm? areas were measured and an S-
filter and an L-filter were used in the evaluation. The values of the obtained S, index
were compared with the surfaces machined by the hybrid additive method, where the
feed rate increased, the depth of cut decreased the roughness. In another article,
Cabanettes et al. [6] compared different machining strategies, characterizing the
topographies at several levels (shape, waviness, roughness). A measurement area of
3.22x1.90 mm? was examined on the machined surfaces, the shape error was
eliminated with a polynomial filter of order 2 to evaluate the topographies, and no
other filter was applied. The surfaces were characterized by the values of the
roughness parameters Sa, S, Sal, St, Saq and Sar. Charles et al. [7] analyzed the effects
of different machining parameters on roughness. For this, 4x4 mm? areas were
measured, and no filtering was mentioned on the topographies during evaluation.
Surfaces have frequently been characterized by the average roughness S,, which is
becoming increasingly popular (including in additive machining).

The brief literature review above shows that the investigations of the settings
of roughness measurement (size of the measured area, the filtering of topographies)
on surfaces machined by different methods are carried out in various ways, and
information is obtained from different selections of roughness indices for
characterization and comparison. Based on the reviewed literature, it means that
there is no unified method of areal roughness measurement, and thus the surfaces
produced in different ways cannot actually be compared.

This article is a continuation of a previous study [8] and its aim is to analyze
the effects of roughness measurement settings on the values of areal roughness
parameters in order to select unified measurement conditions for later studies. In
this paper, | examine whether and to what extent the roughness values are affected
by varying the measurement length as a function of the feed rate which creates the
periodicity. This is due to the fact that few researchers have addressed this, despite
the relatively large number of roughness analyses. In our research group, for
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example, previous investigations have been carried out on several features of face
milled surfaces [9], analyzed changes in theoretical roughness [10], or the effect of
the feed rate on roughness [11,12].

2 EXPERIMENTAL CONDITIONS

The experiments were performed on a Perfectlet MCV-M8 vertical milling
machine on two C45 grade workpieces on which 50 mm long flat surfaces were
produced by symmetrical face milling under dry conditions. Specimens were machined
with a single Sandvik R215.44-15T308M-WL (grade GC4030) coated carbide insert in
a Sandvik R252.44-080027-15M milling head on the machine, with the following
cutting data set: constant cutting speed (vc=300 m/min) and depth of cut (ap=0.8 mm),
variable feed rates (f;=0.1 / 0.3 mm/rev.). Due to the perpendicular position of the tool
axis and the machined surface, double milling marks formed on the surfaces.

It was previously found that among cutting data the feed rate has the greatest
influence on roughness [11], which is why we examine the roughness for the
measurement length at several feeds. The reason for choosing the above values is that
ISO 4288:1998 specifies different measurement and cut-off lengths for these feed rate
values for surfaces with a periodic profile. The values selected accordingly are also
recommended in ISO 25178-3:2012. Thus, this investigation is performed on several
workpieces representing different standard cut-off lengths.
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Figure 1 — Measuring places on the topographies

The instrument used for the measurement was an AltiSurf 520 type 3D surface
roughness measuring device with a confocal chromatic sensor (CL2). Three
measurement distances were recorded at the same distance, of which the middle area
(B) was aligned to the milling symmetry plane (Fig. 1). It is necessary to examine
several areas on the surfaces at the same time because all parts of functional surfaces
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are connected to their counterpart at once, where roughness plays an important role. In
addition, due to kinematic conditions, face milling is characterized by a variety of
roughness impressions, so that roughness differs on different parts of the surface [12].
The measured topographies were uniformly 4 mm wide (perpendicular to the feed
direction), and the length was varied (in the feed direction) determined on basis of the
feed. These are characterized by the value p, which shows the feed per tooth in the
measurement length.

Table 1 — Roughness values measured on specimen of f,=0.1 mm/rev

p[1 |3 4 5 7 9 10 [15 |20 [25 |30
length[mm] [0.3 |04 [05 |07 [o09 |1 15 |2 25 |3
A |0.436 |0.438 | 0.440 [0.443 [0.442 [0.445 [0.445 |0.445 |0.448 |0.448
0.417 |0.423 |0.427 [0.430 | 0.430 [0.434 |0.433 [0.433 {0.434 [ 0.434
0.356 |0.363 |0.363 [0.361 [0.360 [0.361 |0.361 [0.359 {0.361 |0.360
0.516 |0.519 |0.521 |0.523 {0.523 [0.525 [0.526 [0.525 |0.529 [0.528
0.483 |0.491 |0.496 [0.497 |0.497 [0.501 |0.500 [0.500 {0.502 |0.502
0.432 |0.441 |0.440 [0.438 [0.437 [0.439 |0.439 [0.437 |0.439 | 0.438
2.886 |2.916 |3.000 |2.995 |2.984 [3.087 [3.198 [3.259 [3.294[3.272
2.336 | 2.505 | 2.518 [2.556 |2.656 [2.599 |2.634 |2.646 |2.645 | 2.664
2.142 |2.343 |2.332 [2.342 | 2.381 [2.450 |2.420 |2.406 |2.437[2.579
0.518 |0.518 |0.521 |0.510 {0.514 [0.509 [0.507 [0.504 |0.495 [0.497
0.440 |0.456 |0.481 |0.462 |0.452 |0.450 [0.455 [0.453 |0.457 [0.457
0.583 |0.584 |0.582 [0.583 |0.587 [0.584 |0.586 [0.585 |0.585 |0.585
2.194 |2.202 |2.204 |2.181 |2.186 |2.188 [2.185 [2.172 [2.167 [2.170
1.991 {2.021 [2.027 [2.005 [1.983 [1.980 [1.985 |1.968 |1.991|1.986
2.211 |2.243 | 2.241 [2.235 | 2.236 [2.233 |2.231 [2.226 |2.234[2.233

Sa [pm]

Sq [pm]

Sz [pm]

Ssk [']

Sku [']

OlTI>IO|TI>|IO|TI>|O|TI>|O|®

In 1ISO 4288:1998, for surfaces with a periodic profile, the measurement lengths
were determined so that the profile contained 10-25 times the mean width of the profile
elements (Rsm) [13]. This range, if a long enough surface is available for the
measurement, proves to be sufficient in most cases so that there is neither too little nor
too many outliers (due to machining errors) relative to the total measurement length,
which would skew the results. Based on this, | chose values which are multipiles of the
feed; between p=3-30 for this study.

The evaluation was carried out with AltiMap Premium software, where after
leveling the topographies and eliminating the outliers, 1 set the cut-off lengths
according to the above-mentioned standard (at 0.25 and 0.8 mm, respectively).
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3 RESULTS AND DISCUSSION

Tables 1 and 2 show the measurement results on the surfaces of the two
specimens for the most commonly used 3D roughness parameters [14], arranged
according to the three measurement places and the different measurement lengths.
Each measurement was repeated three times, the reported values being the
arithmetic means of the three results. The relative differences of the results by
parameter and measurement location are shown in diagrams in Figure 2 for the two
workpieces.

The diagrams show similar characteristics. The most important finding is that
with the increase of the measurement length, the difference in the values is
noticeable initially, after that the measured values show little deviation. This means
that any value of p can be set, as the measurement length hardly affects the
measured values.

Table 2 — Roughness values measured on specimen of f,=0.3 mm/rev.

p[1_ |3 4 5 7 9 10 [15 [20 [25 30
length[mm] [0.9 |12 [15 |21 |27 |3 45 |6 75 |9
1.858 | 1.859 |1.860 |1.861 |1.861 |1.859 |1.856 |1.854 | 1.854 |1.854
2.238 | 2.244 | 2.245 | 2.244 | 2.249 | 2.241 |2.248 |2.249 |2.250|2.251
1.059 | 1.060 | 1.060 |1.064 |1.064 |1.064 |1.066 | 1.068 | 1.068 |1.069
2.131 |2.131 |2.132 | 2.134 | 2.134 |2.129 |2.128 |2.126 |2.126|2.125
2.546 | 2.553 | 2.553 | 2.552 | 2.559 | 2.548 | 2.558 |2.558 |2.560 | 2.562
1.410 | 1.411 |1.410 |1.413 |1.413 |1.414 |1.415 |1.416 | 1.416 | 1.417
8.060 |8.001 |8.021 |7.981 |8.171 |8.200 |8.161 |8.177 |8.185|8.265
9.047 |9.037 |8.985 |8.895 | 8.965 | 8.999 |9.034 |8.986 |8.940(9.171
7.391 [7.385 |7.379 |7.514 |7.642 | 7.679 | 7.612 | 7.642 | 7.633|7.689
0.557 | 0.554 | 0.554 | 0.553 | 0.551 | 0.547 | 0.545 |0.544 |0.544 | 0.545
0.458 [0.452 | 0.446 |0.440 |0.438 | 0.421 |0.436 | 0.436 | 0.437 |0.440
1.311 |1.308 |1.308 |1.298 |1.298 |1.295 |1.289 |1.280 |1.277|1.279
1.999 |1.997 |1.996 |1.996 |1.993 |1.987 |1.990 |1.988 |1.988|1.989
1.866 | 1.861 |1.855 | 1.852 |1.849 |1.834 |1.847 |1.844 |1.8421.845
4.235 |4.220 |4.216 |4.193 |4.191 | 4.182 |4.170 | 4.147 |4.140]4.141

Sa [pm]

Sq [um]

Sz [um]

Ssk [']

Sku [']

O|TZ|IOTI|I>O|TZOE>0O|T >

The values of the arithmetic mean roughness S, and the root-mean-square
average roughness Sq show the same characteristic on a workpiece and at a
measuring place. With increasing p, in most cases the values first increase (p<12.5)
and then remain nearly the same. Although with a larger deviation, the same can be
stated for the maximum height parameter S,. The values of the dimensionless
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skewness Ss and kurtosis Sy initially decrease, and then at p<15 they are
unaffected by the length.

In Tables 3 and 4, the deviations of the values are reported according to the
indicated p-p interval, the signed S; roughness parameter, and the shown
measurement location, using the following difference (1) and percentage (2)
formulas:

Differences of values = max(5;) — min(5;) (@)
. __ max(5;)-min(5;)
Percentage value differences = P ——— [96] 2

Since the values stabilized in most cases with increasing p in Figure 2, the
ranges in the tables were aligned to the largest 30x length examined. This is
because the longer the length, in theory the better the irregularities are distributed
on the topographies, the values are more averaged, which is generally expected for
the parameters S, and Sq.

Tables 3 and 4 show decreasing values in each case (one parameter, one
measurement place) together with the narrowing of the ranges. This makes it clear that
the longer measurement length (in the examined range) results in a smaller deviation in
value, i.e., the measurement results have lower error values in the narrower intervals.

Table 3 — Differences in roughness values for fz=0.1 mm/rev

PP 3-30 10-30 15-30 20-30 25-30
interval
A [0.012 |2.67% [0.006 |1.34% |0.004 |0.82% |0.003 [0.72% |0.001 |0.15%
Sa B [0.018 |4.23% |0.003 {0.75% |0.002 | 0.55% |0.002 [0.47% |0.001 |0.16%
[hm] C |0.007 [2.05% |0.002 {0.54% |0.002 |0.53% |0.002 |0.53% |0.001 [0.21%
A |0.012 |2.36% [0.006 |1.17% |0.003 | 0.65% |0.003 |0.61% |0.001 |0.10%
Sq B [0.020 |3.92% |0.003 [0.67% |0.003 {0.54% |0.003 |0.54% {0.001 |0.13%
[um] C [0.009 [2.08% |0.002 |0.51% [0.002 |0.51% |0.002 |0.51% [0.001 {0.21%
A [0.457 |14.66% [0.290 |8.97% |0.145 (4.42% |0.084 |2.54% |0.024 |0.74%
Sz B [0.331 |12.79% |0.070 {2.67% |0.033 |1.26% |0.023 |0.85% |0.023 |0.85%
[hm] C|0.437 [18.23% |0.182 |7.40% |0.172 |7.00% |0.172 |6.96% |0.142 |5.64%
A |0.026 |5.07% [0.017 |3.43% |0.012 |2.39% |0.009 |1.71% |0.002 |0.41%
Ssk [-]|B |0.041 |8.96% |0.011 |2.47% |0.008 |1.83% |0.008 |1.83% |0.003 |0.68%
C [0.004 [0.77% |0.003 |0.44% |0.002 |0.39% |0.001 |0.15% |0.001 |{0.15%
A 10.043 {1.98% |0.027 {1.24% [0.023 |1.07% |0.011 [0.49% |0.003 [0.14%
Sku[-]|B |0.064 |3.20% |0.028 |1.43% |0.028 |1.43% |0.028 |1.43% |0.008 |0.43%
C|0.032 [1.45% |0.012 [0.52% |0.012 |0.52% |0.012 |0.52% |0.001 |0.05%
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Table 4 — Differences in roughness values for fz=0.3 mm/rev

P-p 3-30 10-30 15-30 20-30 25-30

interval
0.008 [ 0.45% |0.007 [0.37% |0.002 |0.11% |0.001 |0.03% |0.000 |0.01%

Sa [pm] 0.013 |0.56% |0.010 |0.43% |0.006 |0.27% |0.004 |0.19% | 0.004 [0.19%

0.010 | 0.95% |0.005 |0.45% |0.003 |0.25% |0.001 |0.10% | 0.001 |0.07%

0.010 | 0.48% |0.008 |0.36% |0.003 |0.13% |0.001 |0.03% | 0.000 |0.02%

Sq [Hm] 0.016 | 0.64% |0.014 |0.56% |0.010 | 0.37% |0.006 |0.24% | 0.006 |0.24%

0.007 [0.50% |0.003 |0.22% |0.001 | 0.09% |0.001 |0.04% |0.001 | 0.04%

0.284 [3.49% [0.130 |1.59% |0.104 |1.26% |0.088 |1.07% | 0.085 [1.03%

Sz [um] 0.297 |3.30% |0.247 [2.75% |0.231 |2.56% |0.231 |2.56% | 0.231 |2.56%

0.311 |4.10% |0.089 |1.16% |0.078 | 1.02% |0.056 |0.73% | 0.056 |0.73%

0.014 |2.46% |0.007 [1.31% |0.002 |0.31% |0.001 |0.25% | 0.000 |0.08%

Ssk [-] 0.037 |8.42% | 0.019 |4.44% |0.015 |3.39% |0.012 |2.69% | 0.008 |1.91%

0.034 |2.63% | 0.021 |1.60% |0.012 |0.93% |0.003 |0.24% | 0.002 | 0.14%

0.012 | 0.61% |0.005 |0.26% |0.003 |0.16% |0.002 |0.08% | 0.000 |0.03%

Sku [-] 0.032 |1.71% |0.014 [0.77% |0.010 | 0.52% |0.007 |0.40% | 0.007 |0.37%

O|T>O|T|> 0@ >0 > 0= >

0.095 |2.28% | 0.045 |1.09% |0.031 |0.75% |0.008 |0.19% | 0.002 | 0.05%

The increase of the feed rate globally does not affect the deviation values.
However, the magnitudes of the percentage deviations are usually smaller, as can
be expected from the basis of the larger roughness values (S, Sq, S;). In the case of
Ssk and Sy, they do not necessarily decrease.

As for the roughness values, the differences are the greatest for the S; index.
These are quite large over the entire study range; 0.25-0.5 um and with it, even
19% is possible, but by increasing the length, even in the case of p>10 S; remains
below 0.3 um and 9%.

In terms of S, Sq indices, deviations of less than 1% can already be achieved
for p>15. In the same way, they remain below 7% for S;, 3.5% for Sg, and 1.5%
for Sk.. These magnitudes of the difference are small, and also, in the three
intervals designated between p=15-30, the decrease of the values in the table
analyzed by row is not significant. It can also be seen to what extent the change of
the measurement length influences the values of the examined roughness
parameters; these are in descending order: Sz, Ssk, Sku, Sq, Sa.

For the measurement locations, the following relations can be seen to each
roughness index. For S,, the deviation is maximal in place B, and these values in
the side places are smaller and are close to each other. In the case of the Sq index,
the differences are always minimal, at 0.2-2.1% at location C, the deviations at A
and B are very similar. For the Sq and Sy parameters, the smaller differences are
found at the lateral measurement places, the maximal values for the kurtosis are in
the middle place at the lower feed, and on the exit side at the higher feed rate. The
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ratio of the values of S; varies between measurement sites for the p-p ranges, here
any regularity cannot be identified. Thus, if the five examined parameters are
considered together, the relationship between the measurement locations varies
regardless of the feed, so the deviation is not regular.
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Figure 2 — Relative differences in roughness values by parameter
and measurement location
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4  CONCLUSIONS

In the present article, we examined the effect of the measurement length on
the values of areal roughness parameters at symmetrically face milled surfaces at
two feed rates. In doing so, the measurement length was set as a multiple of the
feed per tooth and denoted by p. The analysis was performed based on the values
of five roughness parameters.

We found that at low p values the roughness parameter values changed
significantly, while at p>15 they are almost the same. Above p>15 on both
specimens the differences are maximum 1% for S, and Sq, 7% for S;, 3.5% for S«
and 1.5% for Si,. Based on this, when measuring areal roughness a value of at least
15 times p is recommended.

Among the examined roughness parameters, the values of S, showed the
largest differences, reaching up to 20% in the whole study range, however, the
ratio was reduced to 9% even in the case of p>10. The increase of the feed rate
generally resulted in a slight change in the deviations. The degree of influence of
the measurement length on the areal roughness parameters was found to be (in
descending order): S, Ssk, Sku, Sq, @and finally Sa.
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Amntan Hags, Mimkonem, YropmuHa

JOCJII)KEHHSA BIIVIUBY JOBKMHU BUMIPIOBAHHSI
IMOPCTKOCTI HA TOIIOT' PA®II TIOBEPXHI
HICJIA TOPOEBOI'O ®PE3EPYBAHHS

AHoTtauis. O2ns0 nimepamypu ROKA3YE, WO OOCHONCEHHS 3MIH Y HANAULMYBAHHIX GUMIDIOBAHHS
wopcmrocmi (po3mip eumipiosanoi obracmi, ginbmpayis monocpagiil) Ha nogepxHsax, 06pobeHUX
PDI3HUMU  MemOoOaMu, GUKOHYIOMbCS DISHUMU cnocobamu, I inghopmayiss Ons Xapakmepucmury i
NOPIGHAHHS CKIAOAEMbCsl 3 PI3HUX HAOOPI6 NOKA3HUKIe wopcmkocmi. Le o3nauae, wo e icnye €0unoo
MemoOy BGUMIDIOBAHHS WOPCMKOCMI NOBEPXHI, | MOMY NOBEPXHI, OMPUMAHI DPIZHUMU Chocobamu,
axmuuno He moxcymv Oymu cnigcmagneni. YV yili cmammi 00CHiONCYEMbCSA CMYNiHb GNIUSY 3MIHU
Q0BIHCUHU BUMIDIOBAHHSL HA 3HAYEHHS WOPCIMKOCMI 8 3ANIeHCHOCMI 8I0 8eIUYUHU WBUOKOCE NOOAYl, KA
cmeoproe nepioouynicme. Lle noe'azano 3 mum, wo He 6ci OOCNIOHUKU 38epMANUCS 00 YbOZO,
He36axcaloyu  HA  BIOHOCHO — 8elUKy — KiIbKicmb — auanisie  wopcmkocmi. [[na — docuiodxcers
gukopucmogyeagcsi npunad ons 3D eumipiosanns wiopcmxocmi noeepxui muny AltiSurf 520 3
KoHokambHum xpomamuunum damyukom (CL2). Tpu Oinsinku Oyau 3anucaui Ha OOHIU [ mill dice
8iOCMaHi, 3 AKUX cepedHs obaacmv 6y1a GUPIGHAHA NO NIOWUHI cumempii (pesepysanns. Basiciueo
6Y710 00HOUACHO QOCTIONCYBAMU KILKA OLIAHOK HA NOBEPXHSIX, MOMY WO 6CI YACMUHU (DYHKYIOHAIbHUX
NnOBEPXOHb 0OHOYACHO 3'€OHAHI 31 c80IMU ananozamu, e wWopcmkicmy idiepae saxciugy pons. Oyinka
npoeoounacs 3a OONOMo200 Npozpamuozo sabesneuenna AltiMap Premium, Oe nicis 6upieHIO8aHH:A
monozcpaghii ma euknoueHHs 6UKUOI8 OYIU GCMAHOGIEH] GIOPI3KU A0BICUHU BIONOGIOHO 00 cmandapmy
onsa 08ox weuoxkocmeu nooavi. Ilpu ybomy 006dcuHa eumipiosanns Oyia 6CmMAanoGIeHd AK KPamua
nooaui na 3y6 i nosmavena 6yxeoio p. Ananiz npoeoouscs Ha OCHOGI 3HAYEHb N'AMU Napamempis
wopcmrocmi. Buseneno, wo npu HU3bKUX 3HAYEHHAX P, 3HAYEHHs NAPAMEmpIe WopCmKOCmi iCMOmHoO
3MIHIOIOMbCA, A npu p=15 6oHU npakmuyHo He idpisHAOmMbCA. Buwe p>15 ona docnioxcysanux 3pasxie
pisHuya cmanosumo maxcumym 1% onsa Sa i Sq, 7% ona S, 3,5% ona Ss i 1,5% ona Sw. Buxooauu 3
Y6020, NPU BUMIPIOBAHHI UWIOPCMKOCMI NOBEPXHI PEKOMEHOYEMbCsL 3HaYeHHs He menute p > 15. Cepeo
00CiddCeHUX NApamMempie wopcmrkocmi 3uavenns S; NoKaA3ano Haubibwi IOMIHHOCHI, 00CA2AI0YU
20% y 6cvbomy docmiodncysanomy 0ianasomi, npome ye Cniggionoulenns smenwunocs 0o 9% nagimo 6
pasi p=10. 30invwenns weuokocmi noodayi 3a36utail NPU3OOUN0 00 HeBeaUKOi 3MIHU GIOXUTEHb.
Cmyninb 6naugy 008 CUHU BUMIPIOBAHHS HA NAPAMEMPU WOPCIMKOCMI NOBEPXHI 6UABUNACS (8 NOPAOKY
yoyeanns): S;, Ssk, Sk, Sq i, Hapewtmi, Sa.

KurouoBi ciioBa: wopcmxicms npo@into; wopcmxicms NO8epXHI, O08HCUHA BUMIPIOBAHHSL.
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THE EFFECT OF THE CIRCULAR FEED ON THE SURFACE
ROUGHNESS AND THE MACHINING TIME

Abstract. The surface roughness is analysed in different feeds and turning procedures (rotational and
conventional) in this paper. Cutting experiments were made on different cutting speeds and feed rates
with 2 cutting tool with helical edge geometry and 1 traditional turning tool. The measured 2D surface
roughness values were compared between the different cutting tools. The benefit of the circular feed
application is showed by the decrease of roughness parameters and machining time.

Keywords: machining time; rotational turning; surface roughness.

5. INTRODUCTION

The produced surface quality and the efficiency of the machining depends on
the applied cutting procedure. Kundrak et al. showed in studying finishing
procedures of bore machining that the same surface roughness can be achieved by
various kinematic relations, however the machining time will be different
depending on the procedure [1]. Varga et al. analysed the effect of burnishing after
grinding [2], which leads to better surface topography, however the machining
time will be consequently higher. Qehaja et al. studied the dry turning process [3],
where they concluded that the feed rate has a high influence on the machining time
and surface roughness. Niaki et al. analysed different tool grades and showed that
the stability of the cutting edge also has a high impact on the generated surface.
The application of the application of unconventional machining methods are shown
in the work of Berenji et al. [4]. They determined that the application of different
procedures can lead to better surface quality while also increasing the efficiency.
An edge with helical geometry and a tangential circular feed are applied in
rotational turning [5]. Therefore, the applied kinematics and edge geometry has a
major effect on the surface quality and the efficiency. The aim of this paper is to
analyse roughness values and the machining time in cutting of cylindrical surfaces
with different kinematics and edge geometry (rotational and longitudinal turning).

6. EXPERIMENTAL CONDITIONS

In this study, the experimental work was carried out on a Perfect-Jet MCV-M8
machining centre. The cutting tool is clamped to the machine table and the
experimental workpiece is fixed in the tool holder of the machine. The fast rotation
of the spindle assured the main cutting movement, while the CNC controlled
circular motion of the tool around the rotating workpiece resulted the secondary

© I. Sztankovics, 2021
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feed motion. The clamped tool with the helical cutting edge for rotational feed and
the workpiece can be seen in Figure 1.

Figure 1 — Geometrical and kinematical relations of rotational turning

A heat-treated C45 steel grade is machined during the experiments, which
had a 12 mm length @40 mm diameter surface. The circular feed was realized by
two rotational turning tools: Fraisa P5300682 (As = 30°, notation: A) and Sandvik
Coromant R215.38-20050-AC38L (As = 50°, notation: B). The result of the
rotational turning are compared with a standard longitudinal turning tool (CNMG
120412-PM insert in DCLNL 2525 M 12 holder, notation: C). The experiments are
carried out with 200 m/min and 250 m/min cutting speed (v¢), 0.1 mm depth of cut
and five values of feed (f) for each cutting tool (f = 0.1 mm, 0.2 mm, 0.4 mm, 0.6
mm, 0.8 mm). The machined surfaces are measured by a Mitutoyo SurfTest SJ-301
2D roughness measuring device on three generatrix of the cylindrical part. The
measured length and cut-off length are adjusted according to DIN EN ISO 4288.

7. EXPERIMENTAL RESULTS AND DISCUSSION

The roughness measurement results of the Arithmetical mean deviation of the
assessed profile (Ra) and the Average peak to valley height of the profile (R;) are
shown in Table 1 for Tool A, Table 2 for Tool B and Table 3 for Tool C.
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Table 1 — Roughness measurement results for Tool A

0.1 0.47 0.45 0.48 3.22 2.83 3.05
0.2 0.47 0.48 0.49 3.82 3.79 3.73
200 0.4 0.54 0.55 0.57 3.58 3.54 3.45
0.6 0.73 0.69 0.74 5.18 5.19 5.67
0.8 1.2 1.39 1.28 7.42 7.16 7.24
0.1 0.45 0.44 0.44 3.04 2.95 3.07
0.2 0.45 0.45 0.44 3.81 3.80 3.78
250 0.4 0.6 0.63 0.61 4.6 4.49 4.27
0.6 0.76 0.74 0.78 5.95 5.19 5.39
0.8 1.1 1.18 1.08 6.89 7.32 6.87

Table 2 — Roughness measurement results for Tool B

ot [t ot |t

0.1 0.53 0.46 0.47 3.46 291 2.74
0.2 0.39 0.39 0.36 3.21 3.40 2.66
200 0.4 0.93 0.90 0.87 4.79 4.66 4.50
0.6 2.01 1.91 1.91 9.86 9.36 8.94
0.8 4.75 3.99 3.93 19.59 17.73 18.8
0.1 0.34 0.34 0.33 2.62 2.77 2.86
0.2 0.34 0.34 0.32 2.24 2.12 2.08
250 0.4 0.73 0.68 0.71 4.16 4.21 3.95
0.6 2.28 2.33 2.38 10.54 10.84 10.71
0.8 3.65 3.64 3.66 16.58 16.52 16.51

Table 3 — Roughness measurement results for Tool C

0.1 0.49 0.49 0.48 2.01 1.91 1.76
0.2 0.96 0.99 0.94 4.44 5.00 4.46
200 0.4 3.36 3.27 3.27 13.52 13.44 13.35
0.6 6.68 6.49 6.57 25.74 25.54 25.67
0.8 10.66 10.78 10.53 40.37 40.15 40.52
0.1 0.48 0.48 0.47 1.93 1.93 1.85
0.2 0.99 0.92 1.02 4.77 4.42 4.84
250 0.4 2.97 3.09 3.08 12.61 12.38 12.61
0.6 6.69 6.65 6.86 26.08 26.16 26.55
0.8 10.15 9.96 9.85 38.83 38.59 38.83
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The mean values for the different setups are calculated and shown in Table 4.
The machining times (tm) are also determined for the comparison of productivity
by the application of the results of previous studies [6]. This parameter means the
required time to produce the machined surface, therefore it can be used for the
comparison of productivity of turning procedures with different kinematics.

The results of the roughness evaluations are shown in Figure 2. The values
increase only in a small extent on surfaces machined by Tool A, which has a 30°
inclination angle. On lower feeds (f < 0.4 mm) the growth is almost negligible,
while increasing the feed from 0.4 mm to 0.8 mm results in an almost two-fold
increase in the roughness parameters on various speeds. Machining by Tool B
resulted in a nearly constant surface roughness on 0.1 mm and 0.2 mm feeds. The
increase of the roughness values can be observed from 0.2 mm feed, from where
the alteration can be described as an exponential growth. If the feed is higher than
this limit, a 0.2 mm increase in the feed results in a nearly two-fold increase in R,
and R; for both v..

Table 4 — Mean values of the roughness parameters and the machining times

£ Ve = 200 m/min Ve = 250 m/min

Tool [mm] Raa Rza tm Raa Rza tm

[pm] [pm] [s] [pm] [pm] [s]
0.1 0.466 3.033 4.53 0.443 3.02 3.86
0.2 0.48 3.78 2.76 0.446 3.796 2.20
0.4 0.553 3.523 1.36 0.613 4.453 1.09
0.6 0.72 5.346 0.90 0.76 551 0.72
0.8 1.29 7.273 0.67 1.12 7.026 0.53
0.1 0.486 3.036 5.65 0.336 2.75 4.50
0.2 0.38 3.09 2.95 0.333 2.146 2.35
0.4 0.9 4.65 1.39 0.706 4.106 111
0.6 1.943 9.386 0.82 2.33 10.696 0.73
0.8 4.223 18.706 0.61 3.65 16.536 0.49
0.1 0.486 1.893 401 0.476 1.903 3.19
0.2 0.963 4.633 1.92 0.976 4.676 153
0.4 3.3 13.436 0.92 3.046 12.533 0.73
0.6 6.58 25.65 0.59 6.733 26.263 0.47
0.8 10.656 40.346 0.43 9.986 38.75 0.34
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Figure 2 — Mean values of the roughness parameters (ve = 200 m/min)

The results of the measurements made on surfaces machined by a traditional
turning tool are not presented any nearly constant roughness values on the studied
setups. Here the exponential growth starts from 0.1 feed.

The comparison of different tools leads into the following conclusions.
Machining with 0.1 mm feed resulted in nearly the same R, values for the three
cutting tools, however the measured R, parameters showed differences. The
average peak to valley height of the profile was lowest in traditional turning from
which a 1.5-fold higher results measured after machining with rotational turning. |
got this outcome because on this feed not the geometry of the cutting tool is
significant in the surface texture generation, but the secondary deformations,
material structure etc. However, the order of the cutting tools changes on 0.2 mm
feed. The lowest roughness was achieved by Tool B, while Tool C becomes the
worst. From this feed, the cutting edge geometry starts to play more important role
on the surface texture. On 0.4 mm, 0.6 mm and 0.8 mm feeds the lowest roughness
values measured on surfaces machined by Tool A, while the highest roughness is
produced by Tool C. It can be also seen that the results from machining by Tool C
can be achieved with nearly 2 times higher feeds with tool B and 3 times higher
feeds with tool A. That means that rotational turning is more efficient: more
surfaces can be machined during the same period. This is further analysed in
Figure 2, where the roughness values are shown in function of the machining time.
It can be seen, that the production of especially smooth surfaces (Ra< 0.4 um,
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R; < 3.5 um) needs more time (thus 0.1 mm feed). However, to get a finished
surface (Ra < 1.0 um, R, <6.0 um), rotational turning requires half of time
machining time than traditional turning. The difference between the ratio of feeds
and machining time is caused by the higher needed run-in and run-out time in
circular feed.
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Figure 3 — Roughness measurement results in function of the machining time

SUMMARY

The Arithmetical mean deviation of the assessed profile and the Average peak
to valley height of the profile surface roughness parameters and the machining
times are compared on different feeds in machining by traditional and rotational
turning. Cutting experiments were made with five feeds, two cutting speeds and
three cutting tools. From the mean values of the measured R, and R; values it is
concluded that the application of rotational turning results in a significantly lower
surface roughness than the values of traditionally machined surfaces. Comparing
the needed machining time showed that 0.5-fold lower machining time needed in
rotational turning to achieve a nearly ground surface.
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IrrBan CrarkoBuY, MinikomsI, YropiimHa

BIIJIMB KPYT'OBOI IIOJAYI HA IIIOPCTKICTH IOBEPXHI
I TPUBAJIICTH OBPOBKH

AHoTauiss. Memow Oanoi pobomu € auaniz 3HaweHb WOpPCmMKocmi i 4acy 06pobKu npu pi3aHHi
YUTTHOPUYHUX NOBEPXOHb 3 PIZHOK KIHEMAMUKOW I 2e0Mempielo Kpatiok (0bepmanvhe i NO3006IHCHE
mouinHA). B danomy oocnioxcenni excnepumenmanbHi pobomu npoeoounucs Ha 0OpoOHOMY yeHmpi
Perfect-Jet MCV-MS8.  Pizamnuii  incmpymenm — 3amuckaemocs Ha  CMOAL  @epcmama, a
eKCnepUMeHManbLHa 3a20moska (ikcyemocs 6 mpumadi incmpymenmy. Llleuoke obepmanms wnunoens
3a6e3neuyeano OCHOHUI PYX pi3anHs, 6 motll yac sK Keposanutl YIIY kpyzoeuil pyx incmpymenmy
HABKONO 3020MOGKU, WO obepmacmvbcsa ni0 uac 00pobKu, 30iCHIO8A8 PYX GMOPUHHOI NOOAui.
Iopisuanns piznux incmpymenmie 00360a€ 3pooumu nacmynti guchosku. O6podxa 3 nooaueio 0,1 mm
odana matixce 0OHaKo8i snavents Ra Ons mpbox pisansrux iHcmpymenmie, npome UMIpsaHi napamempu
R, noxazanu eiominnocmi. Cepeona eucoma npoghinio 6i0 niky 0o sanadunu Oyia HAUMEHW010 npu
mpaouyitiHomMy mouinni, a nicis 06po6Ku 3 obepmarbHum MouinHaAM pe3yrvmamu oyau 6 1,5 pasu euwye.
Leti pesynemam 0Oyno ompumano momy, wjo HA Yili NOOAYi BANHCIUEA He 2eoMempisi Pi3albHO20
iHCmpymenmy @ cmeopenHi mexcmypu noeepxHi, a mopunti degpopmayii, cmpykmypa mamepiany i m.n.
Oonak nops0ox pizarvhux incmpymenmis 3minioemvcsa npu noodayi 0,2 mm. Halimenwa wiopcmxicmo
6yna oocsienyma incmpymenmom B, a incmpymenm C -— natieipwum. 3 yiei nooaui ceomempis pizanvhoi
Kpaiiku nouunac zpamu Oinbuwi 8axciugy poiv 6 mexcmypi nosepxui. Ha 0,4 mm, 0,6 mm i 0,8 mm
npunadaiomb HAUHUMNCHI 3HAYEHHA WOPCMKOCM, UMIDAHI HA NOBEPXHAX, 0OPOOIEHUX 3a OONOMO20I0
iHcmpymennty A, 6 moii uac AK HauBUWA WOPCMKICMb 00CA2AEMbCsL 30 00NOM02010 incmpymenny C.
Taxooic modicna bauwumu, wo pesyivmamu o0bopobxu 3a donomozoio incmpymenmy C mooicymov 6ymu
Qdocsenymi 3 nooaui maidice 6 2 pasu guuje 01 incmpymenmy B i 6 3 pasu euwe ons incmpymenmy A.
Lle osnauae, wo obepmanvHe MouiHHA Oinbul egheKmusHe: 3a MoU e nepiod MOXNCHA 00pobuUmu
oimvute nogepxons. Buono, maxodic, wo 0 6Ueomosnents 0cooaugo 21aokux nosepxons (Ra <0,4 mrm,
R, <3,5 mxm) nompibno 6Ginvwe uacy (maxum uunom, nodaua 0,1 mm). Oouax 01 ompumanms
uucmosoi nogepxti (Ra <I,0 mxm, R, <6,0 mxm) obepmanvre mouinHsa eumazae 608i4i MeHule yacy
006pobKu, nidie mpaouyitine. Pisnuys misxc cniggionowentsam nooay i yacom o0pooKu GukauKana oinviu
BUCOKUM HEOOXIOHUM YACOM NPUNPAYIOBANH | 6UOI2AHHS NPU KPY2OSili ROOAU.

KurouoBi ciioBa: vac 06pobxu; obepmanbie moviHHs; WOPCMKICMb NOBEPXH.
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SURFACE ROUGHNESS MODELING DURING ELECTRIC DISCHARGE
GRINDING WITH VARIABLE POLARITY OF ELECTRODES

Abstract. The article presents the probabilistic-statistical modeling of surface roughness in the process
of electric discharge grinding with the variable polarity of electrodes. The correlation between electric
modes of machining and indicators of the quality of the machined surface was established. A
probabilistic-statistical model of part surface roughness formed during grinding is obtained, which
establishes the correlation between high-altitude surface parameters and electrical machining modes.
The developed model makes it possible to calculate the height parameters of the part roughness
depending on the electrical modes of grinding. The height of microroughness is determined by the same
machining conditions as the depth of erosion pits. It is possible to obtain low roughness if electrical
machining modes are reduced.

Keywords: spatial position of erosion pits; statistical dimensions; roughness parameters; electrical
modes.

Introduction. The process of electrical discharge grinding with the variable
electrode polarity allows obtaining the required qualitative and quantitative
parameters with a significant reduction in the specific consumption of the diamond
wheel and the costs of various types of energy [1, 2]. This is explained by the fact
that changing in time on the polarity of the electrodes and the corresponding pulse
repetition rate ensures stable conditions of the grinding process. By changing the
pulses repetition rate, their duty ratio and power with a corresponding change in
the polarity of electrodes, it is possible to regulate directly the process itself, up to
an equilibrium state, ensuring equal manifestation of electrophysical and
electrochemical (even at their insignificance) processes for both electrodes. The
process of interaction between the cutting tool and the surface of the machined
material under conditions of electrical discharge grinding with the variable polarity
of electrodes has not been studied. In this connection, surface roughness modeling
was carried out in the paper and the features and regularities of interaction between
the cutting tool and the surface of the machined material were established.

Literature Review. The interaction of the diamond wheel with the surface of
the machined material during electrical discharge grinding is a complex
electrophysical system [3,4]. It is simultaneously a place of micro-cutting and the
action of discharges in the interelectrode gap. When voltage is applied in this area,
an electric current arises and passes through the current-conducting bridge circuits
overlapping the interelectrode gap, the working fluid having some electric
conductivity, and through the channel of the arising discharge during its action.

To determine the surface roughness, probabilistic-statistical modeling was

© R. Strelchuk, 2021
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performed. During electrical discharge grinding, the roughness of the machined
surface is formed as a result of the formation of individual pits that overlap each
other. Each pit can be represented as a spherical segment. Since the spherical
segment has geometric symmetry relative to the vertical axis, the issue of pits
formation was considered in a two-dimensional formulation. The section of the pit
is a circular segment, the arc radius of which is equal to the radius of the spherical
segment.

Research Methodology. Taking into account the stochastic nature of the pit
formation process, the method of probabilistic-statistical modeling (Monte Carlo
method) was used to determine the surface roughness, which involves the following.
The individual vertex and cavity of irregularities of the machined surface are formed
by superimposing two repeatedly modeled pits (Fig. 1). For this purpose, the values
of geometrical parameters of the pits (d, and h,) and the values of parameters of the
intersection of the pits were played out with a random number generator according to
the law of normal distribution and their marginal values were obtained.

Y a

RHILI.\'

Figure 1 — Scheme for calculating the roughness of the machined surface

The roughness of the machined surface Rmax Was calculated by the formula:

R e b Cimins (1)

max — Tmax — Ymax —

where rmaxis the largest value of the arc radius; bmax is the largest value of the
distance between the X axis and the center of the larger arc of all realizations; Cmin is
the smallest value of the distance between the intersection point of the arcs and the X
axis of all realizations.
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Let us define the parameter c at the intersection of two pits. The distance along
the X axis between the centers of two intersecting arcs a is determined from the range
from amin t0 amax and can be found as

a=m+n, @)

where m is the distance between the center of the first arc and the intersection
point of the arcs; n is the distance between the center of the second arc and the
intersection point of the arcs.

From triangles ABC and A;B;C we have:

2 =m?+ (b, +¢)? 3)
¥ =n?+ (b, + ¢)? 4

where r1, rp are the radii of two intersecting arcs; bi, b, are the distances
between the X axis and the centers of two arcs.

Solving equations (3) and (4) we obtain:
m = 12— (b +¢)?

n=rf—(by+ )%

Summing m and n, we have:

m+n=rZ—(by+c)2+J1rF— (b, +c)2 (5)

Given (2), expression (5) can be reduced to the form:

JiZ—(by + )2 +J1iF— (b +c)? —a=0.

The parameter ¢ cannot be found explicitly from the obtained expression, so a
numerical method is used to solve it.

It is known [5] that the relation between the depth and the diameter of an
erosion pit has the following form:

[~}
H

=3..4 (6)

=

From the ABC triangle (Fig. 2) we have

2 _ Aoz 2
2= (2?4 K2 ™
On the other hand
r=k+h,
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Hence
k=r—nh

. (8)
Given (8) and (6), expression (7) can be represented as
5hZ—2h,r=0.

Solving this equation, we find the dependence of the arc radius r on the depth
of the pit h,:

T = 2.5h,. 9)
e
% 7
T
<" #

Figure 2 — Scheme for calculating the arc radius of the electrical discharge pit

Let us determine the maximum distance amax ON the X axis between the
centers of the two intersecting arcs. In this case, the intersection point is on the
outer machined surface (Fig. 3).

Y aln ax
m n
<<\ —
Y < X
7 —
7
e
B
X -
fra Z Z
= <
&

Figure 3 — Scheme for determining the amax parameter
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From equation (9) we express h, as

h, = 0.4r. (10)
Substituting (10) into (8), we obtain:
k=0.6r (11)

The amax parameter is defined as

Qe = T + 10 (12)
From the triangle ABC we have:

n, =m? +ki.

Hence
m = /¥ — ki.
Given relation (11), we obtain:
m = 0.8n. (13)
Similarly:
n = 0.8n. (14)

Substituting dependences (13) and (14) into equation (12), we obtain the final
expression for determining amax:
A = 0.8(1y +13).

Let us determine the minimum distance amin On the X axis between the centers
of the two intersecting arcs. The point of intersection of the two arcs is on the inner
surface of the machined material (Fig. 4).

‘min

| =
Q

k
A A

~

INGoser 7207
7 W\«@

Figure 4 — Scheme for determining the parameter amin.

-
-
T
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From the triangle ABC we have:
7 = (ha + k) + afn

Given relations (10) and (11), we can write:
2 2 2 2
13 = 01617 + 0.48n 1 + 0.3615 + an,.

Solving this equation concerning amin We obtain:

Qppin = +/ 0.641% — 0.481,715 — 0.1612.

Let us assume that the center of the arc with minimum radius rin is on the X axis.
Then, considering relation (6), the center of the arc with a larger radius will be higher on
the Y axis. On this basis, let us define parameter b (Fig. 5).

Figure 5 — Scheme for determining the parameter b
Let us express b through k and kmin, and given (11), we obtain:
b = 0.6(r —Tpn)-

Results. Following the above-specified method, we have developed a
calculation algorithm, the scheme of which is shown in Fig. 6. The calculation
sequence is as follows. The values of electrical modes are set: voltage U, current
rate I, pulse duration T. Then, the expectation of the erosion pit depth h, and the
standard deviation are calculated. Then the values of rmax, Fmin, and bmax are
determined. After that, with the help of a random number generator, the parameters
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.z, haz, 11, 12, @, ba, ba, and ¢ are played out according to the normal distribution
law. The number of repetitions is taken as equal to 1,000. Then the value of Cpin is
determined. After that, surface roughness parameters are calculated: Rmax, Ra, R

y

input

calculation
B, X

calculation :
calculation ¢

@ i=1..1000 —@) B

calculation

determination c,,,

calculation b,,b, ‘

calculation
_r,,] r, | |
e P calculation R, R,
- l
. output R,,..., R,
calculation i '
a, X |
End

Figure 6 — Scheme of the algorithm for calculating the roughness parameters
of the machined surface.

Conclusions. The developed model, considering the spatial position of
erosion pits, their statistical dimensions, allows calculating the roughness
parameters, which, eventually, make it possible to predict the durability of the
formed part. The process of electrical discharge grinding with the variable polarity
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of electrodes allows reducing roughness parameters, which leads to an increase in
durability and reliability of the machined part operation.
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Poman Crpenbuyk, Xapkis, Ykpaina

MOJEJIOBAHHS HIOPCTKOCTI IIOBEPXHI
M[PU EJIEKTPOEPO3ITHOMY IILJII®YBAHHI 31 SMIHHOIO
IHOJIAPHICTIO EJIEKTPO/IB

AwuoTtauisi. Enexmpoeposiiine aimasne witighy6anus 3i 3MIHHOIO NOJAPHICMIO €1eKmpooie 0038075¢
00pobsimu 8axckoobpobdosarni mamepianu. IIpoyec opmysants o6podIeHOT NOBEPXHI 3anedcums, He
MITLKU 610 eNeKMPUYHUX PENCUMIE 00POOKU, a we Ul 810 Mamepiany 3a20moeKu, 6i0 po6o4oi piounu i
m.n. Lli napamempu He nog'sizami, omoice, KodxceH 3 HUX Oae ceiil eniue Ha xio npoyecy. Tomy
00CHIONHCEHHST 3AKOHOMIDHOCIeU 3MIHU WOPCMKOCMI 6 3aNedCHOCMI 6i0 eleKMPUUHUX PedCuMie
006pOOKU BUKOHYBANIOCSA 3 BUKOPUCIAHHAM IMOGIPHICHO-CIMAMUCIUYHO20 MOOeNI06aHHA. Y cmammi
npogeoeHo  UMOBIPHOCHO-CIAMUCIUYHE — MOOENI08AHHA — WOPCMKOCMI — NoGepxHi 6  npoyeci
€/1eKMpOepO3IOHHO20 WNIQYBAHIS 3i 3MIHHOIO NONAPHICMIO eNeKmpoois. BcmanosneHo 63aemMo36'a30K
MiIDIC eNeKmpPUdHUMU pedcumMami. 06pooKu i nokasHukamu akocmi oopobaenoi nosepxui. Ompumano
IMOBIPHICHO-CIMAMUCMUYHY MOO€b WOPCIMKOCH NOBEPXHI Oemali, wjo GopMyemvcs npu wiaighy8aHHi,
AKa 6CMAHOBNIOE  B3AEMO36'A30K MIJIC GUCOMHUMU NAPAMEmpami. NOGEPXHi md  eNeKmpUiHUMU
pedicumamu 06pobxu. Po3pobiena modens, 0036015€ po3paxysami GUCOMHI NApamempu WopcmrKocnmi
demani 8 3anexcHocmi 8i0 eleKmMpUHHUX pexcumie wiigpysanna. Bucoma mikponepienocmeil
BUBHAUAEMBCA MUMU JHC YMOBAMU 00pOOKU, wo i enubuna epositinux aynok. Ompumanis HU3bKOi
WOPCMKOCII MOJICIUBO NPU SHUIICEHHT eIeKMPULHUX Pedicumie 00pobKku. Bukopucmanis po3pobnenozo
aneopummy po3paxynky CYnpoeoodiCyEmMbCs 6eUKOI0 KiNbKICmIo o04ucienb i 3aCmocy8aHHam 00CUMb
CKIIAOHUX ~MAMEMAMUYHUX Npoyeoyp: PpIUeHHAM PIGHAHb HUCEIbHUMU MemoOaMl, 2eHepayicio
8UNaokoeux uucen ma in. Jlani obuucnents 0oyinbHO NPOGOOUMU 6 NPOPAMHUX naKemax. Y 363Ky 3
Yum BUHUKAE HeOOXIOHICMb pO3pOOKU aneopummie peanizayii cmeopeHoi mamemamuynoi mooeni 6
NPOSPAMHUX NAKEMAxX: MOOENOBANHs UWOPCMKOCHI 00pOONI08aHOI NOBEPXHI; BUSHAUCHHS NOJIOHCEHHS
6epuIUHU epO3IlHOT TYHKU, WO DO32TA0AEMbCSA 8 NAOWUHI POPMYSAHHS NONEPeUHO20 MIKpOnpoinio
Odemani npu pisHUX eNeKMPUYHUX DeXHCUMAX WINIQY8aHHA, PO3PAXYHOK MAMEMAMUYHO20 OYIKYBAMHS
2NUOUHU ePO3IUHOT TYHKU.

KarouoBi cioBa: npocmopose nonodicennsi epositiHux JYHOK; CMAmMUCMuyHi po3mipu, napamempu
WOPCMKOCMI; eNeKMPULHI PEHCUMU.
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AUTOMATIC CONTROL OF TEMPERATURE AND POWER
CONDITIONS DURING ROUGH GRINDING OF SLABS

Abstract. The production of high-quality rolled products (slabs), the formation of its surface phase-
structural composition, texture, stress state during rough grinding depends on the temperature in the
area of contact between the wheel and the slab. During processing, due to geometric errors of the
rolled surface, as well as due to local changes in hardness, periodic fluctuations of the instantaneous
depth of cut occur, which can be determined indirectly by controlling one of the technological
parameters, for example, the power spent on grinding, with subsequent recalculation it to online
temperature values. The grinding temperature is described as a control object in the form of an
aperiodic link. Computer simulation has confirmed the efficiency of the system for maintaining the
specified temperature of slab grinding under various operating conditions that simulate the situations of
real production.

Keywords: rough grinding; slab grinding temperature control; aperiodic link.

Introduction.

A significant part of Ukrainian exports are still products of the metallurgical
industry, including rolled products.

When supplying metal products for export, Ukrainian metallurgical
enterprises face tough competition from foreign manufacturers.

To obtain high-quality rolled products, the surface layer of billets (slabs)
containing small cracks, cavities and scale must be cleaned right in the shops of
metallurgical enterprises. The output of mill scale is on average 1 - 3% of the mass
of finished rolled products.

There are various methods of cleaning (chemical, electrochemical and
mechanical), however, in many cases, the processing of the surface layer with
abrasive wheels on a roughing and grinding machine is used.

Rough grinding machines differ significantly from grinding machines for
general machine-building use in terms of technological requirements for them.
This difference lies in the fact that they implement an “elastic" grinding scheme, in
contrast to the "rigid" one on conventional grinding machines. "Elastic" grinding
scheme - processing with a constant pressing force of the wheel to the rolled steel
is intended for the implementation of the process of removing metal of constant
thickness from the surface of the workpiece. In practice, inconsistency in the
grinding depth is often observed, which is noticeable by changes in the width of
the "line" being ground.

© V. Tihenko, V. Lebedev, T. Chumachenko, 2021
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The workpiece to be processed is fixed on a moving table, and a headstock
with a grinding wheel is lowered onto it from above. The speed of the table with
the workpiece can be varied in the range from 5 to 60 m / min. The clamping force
of the grinding wheel during roughing can reach 10,000 N.

Since metal defects are concentrated mainly in the surface layer of the
workpieces, only the surface layer must be removed to reduce metal waste during
peeling. This will reduce the unproductive consumption of expensive metal, which
is especially important when roughing alloy steels.

In roughing and grinding machines, the control action can be exerted on the
drive for the longitudinal movement of the table, however, the large masses of the
table and the workpiece make this channel very inertial and not very suitable for
the system for maintaining the grinding depth.

It is expedient to control the drive for moving the grinding head in the
direction perpendicular to the surface to be treated.

The temperature arising in the contact area of the grinding wheel with the slab
can reach 1200 - 1300°C and cause grinding defects (burns) - deep changes in the
phase-structural composition of the surface layer, which creates favorable
conditions for the formation of residual stresses and, as a result, cracks [1] ... As is
known from the literature [2], thermal grinding defects reduce the durability by 3—
4 times. During processing, due to geometric errors of the slab surface, as well as
due to local changes in hardness, periodic fluctuations of the instantaneous depth
of cut occur, which causes periodic changes in the value of the contact temperature
of grinding, as a result of which thermal defects of the surface layer can occur,
such as phase and structural transformations that sharply reduce the performance of
the surface layer.

The most rational way out of this situation is to automatically maintain the
contact temperature of grinding at a safe level. This can be done by compensating
for fluctuations in the depth of the cut with other components of the processing
modes. Thus, the purpose of this work is to consider a mathematical model of the
process of automatic control of the contact temperature of grinding the surface of
slabs.

To achieve this goal, it is necessary to solve the following tasks: select a
control object, select a controlled value, select control laws, develop an algorithm
and a block diagram of the control process.

This task can be accomplished with the help of an analytical study of the
process of heat generation during grinding, considering the process of cutting with
an abrasive grain with its contradictory laws [3,5].

It would be more rational to choose the grinding temperature as a controllable
value; however, practically insurmountable difficulties arise in the practical
implementation of this choice. In order to obtain information about the grinding
temperature of a particular slab at an arbitrary cutting moment, it is necessary that
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there is a temperature sensor in the grinding wheel, which cannot be installed in the
wheel without violating the integrity of the latter, which cannot be done during the
production process for safety reasons.

A large number of works have been devoted to the issues of adaptive control
of the grinding process, however, the issue of controlling the temperature regime of
grinding is practically not considered.

In the source [1] the authors consider the mathematical modeling of abrasive
processing processes, in [2] the source describes the processes of temperature
formation during grinding, in the work [3] discloses general issues and theoretical
provisions of the adaptive control of the grinding process, in [4] the work considers
adaptive feed control, [5] the work is devoted to general issues of adaptive control
and optimization issues, [6] - issues of control and optimization of the external
grinding process, in [7] - issues of adaptive control of metal-cutting machines, [8]
the work is devoted to general issues of saving tools and increasing labor
productivity in the use of adaptive control, in [9] the work considers the issue of
controlling the transverse feed during grinding, in [10, 11] - the process of adaptive
control of grinding forces, in [12] the work considers the effect of temperature
fields of the grinding temperature on the stress state of the coatings applied to the
part, but in The request for adaptive temperature control is not affected.

From the literature review, it can be concluded that the issues of controlling the
grinding temperature have not yet been fully considered.

Research Methodology.

Information about the temperature value can be obtained indirectly by
monitoring one of the technological parameters, for example, the power consumed
for grinding, with its subsequent conversion into temperature values in the online
mode. As shown in [2], the surface temperature during grinding can be related to
the power by the following relationship

112-7-Q-r

e-F
where ) is a coefficient indicating what proportion of heat is transferred to the part;
Q - grinding power, W; ¢ - coefficient of thermal activity of the part, J / m? deg s°;
F is the area of the contact patch of the wheel with the part, m?; 1 is the contact

time of the wheel with an arbitrary point of the ground surface, sec.
After some transformations we have:

0,896-Q

o, s

@:
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0,896 0,896

Jus F-e - D-t-v,-S-¢
where D is the diameter of the wheel, m; t is the depth of grinding, m; vs - part

speed, m/'s; S - the value of the cross feed, m.
The dependence of temperature on time during grinding is described by the

expression [2]
2
®,=®ma{l—e>qo[—v” Tﬂ (Y
4-a

where © max — is the maximum temperature, °C; v, — speed of the heat source, m /
s; T is the current time, s; a - coefficient of thermal diffusivity of the grinded
material, m? / s.

Assuming that the time constant of the temperature rise process is:

k:

da
VT = T '
We have: 0, = GW{l_eT)
and in operator form: ®. = O __ 1
P ®max(p) Tp +1

Thus, the grinding temperature in the control system can be represented as an
aperiodic link.
In general, the block diagram of the control system can be as shown in Fig. 1.

T e

lu

, [ ]
L

Figure 1 — Block diagram of the grinding temperature maintenance system
1 - block for converting power to temperature; 2 — grinding temperature regulator;
3 — amplifier; 4 — hydraulic valve with proportional control;
5 — hydraulic cylinder; 6 — processing process; 7 — grinding wheel drive;
8 — the sensor of the calculated temperature by power; 9 — table speed sensor
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The drive for the movement of the grinding head can be pneumatic or
hydraulic, but the hydraulic drive has higher dynamic properties.

A fragment of the hydraulic circuit of the drive is shown in Fig. 2 (a). For
experimental verification of the characteristics of the control system, a special
stand was used (Fig. 2 (b)), which consisted of a welded portal and a rotary frame,
the flywheel masses of which corresponded to the reduced flywheel masses of the
machine spindle drive.

a) 6)

Figure 2 — Diagram of the hydraulic drive (a)
and a stand for experimental research (b)

The body of the hydraulic cylinder and its rod were hinged, respectively, with
a portal and a frame. Under the influence of the cylinder, the frame rotated around
an axis mounted on the base of the portal.

At the end of the frame opposite to the pivot axis, there was a load imitating
the mass of the grinding headstock.

The graph of computer simulation of working off the task by the automatic
control system at various gain rates Kamp is shown in Fig. 3.
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Figure 3 — Computer simulation of the maintenance task constant temperature
of slab grinding by an automatic control system with a hydraulic drive:
1 — Kamp = 640; 2 — Kamp = 480; 3 — Kamp = 320

Results.

As a result of the study, a model of a system for adaptive control of the
temperature of grinding slabs during their cleaning has been proposed. The system
under consideration makes it possible to obtain a high-quality surface layer during
rough grinding of slabs.

Conclusions.

Computer simulation has confirmed the operability of the system for
maintaining the specified temperature of slab grinding under various operating
conditions that simulate the situations of real production.

The use of the system for maintaining the grinding temperature on roughing-
grinding machines makes it possible to automate the process of abrasive cleaning,
reduce the non-productive consumption of expensive billet metal, and increase the
competitiveness of domestic producers of rolled metal products.

References: 1. Chirkov G. V. Matematicheskoe modelirovanie rezhimov rezaniya pri obrabotke
materialov abrazivnymi instrumentami. Tekhnologiya mashinostroeniya. - 2004. - N 6. - pp.58-61.
2. Lebedev V., Klimenko N., Uryadnikova I., Chumachenko T., Ovcharenko A. The definition of amount
of heat released during metal cutting by abrasive grain and the contact temperature of the surface being
grinded. Eastern-European Journal of Enterprise Technologies. 2016. No 5/7(83) 2016. — pp. 43-50.
3. Amitay G, Malkin S, Koren Y. Adaptive control optimization of grinding. trans. The American
society of mechanical engineers. VVol. 103, No 1, pp. 131-136, Feb.1981. 4. ACM — Adaptive Control
& Monitoring.  Adaptive feed rate control and monitoring. siemens.com 2008
https://assets.new.siemens.com/siemens/assets/api/uuid:9b3f1c78-227b-488b-84cc-

e39127a0fec7/versionvondfmc-b10081-00acmde-72.pdf. 5. Ken Thayer. Grinding theory and adaptive
control  optimization. ~ Manufacture equipment and  accessories. October 5. 2018

90


https://assets.new.siemens.com/siemens/assets/api/uuid:9b3f1c78-227b-488b-84cc-e39127a0fec7/versionvondfmc-b10081-00acmde-72.pdf.%205
https://assets.new.siemens.com/siemens/assets/api/uuid:9b3f1c78-227b-488b-84cc-e39127a0fec7/versionvondfmc-b10081-00acmde-72.pdf.%205

ISSN 2078-7405. Cutting & Tools in Technological System, 2021, Edition 94

https://insights.globalspec.com/article/10106/grinding-theory-and-adaptive-control-optimization.

6. Xiu-Shou H. The Research of a Practical Adaptive Control System for on External Cylindrical
Grinding Process. In: Tobias S.A. (eds) Proceedings of the Twenty-Fifth International Machine Tool
Design and Research Conference. Palgrave, London 1985. pp. 169-175. https://doi.org/10.1007/978-1-
349-07529-4 18. 7. Petrakov lu.V. Adaptive control system for CNC machine-tools. 2016
Zavershennye nauchno-issledovatelskie raboty https://report.kpi.ua/en/node/1082 8. Larry Haftl.
Adaptive Controls Save Tools and Time.Technology Advances Supercharge an Old Process. JAN 23,
2007 https://www.americanmachinist.com/machining-cutting/article/21896290/adaptive-controls-save-
tools-and-time. 9. Gao Y BSc, MSc, Jones B. Discrete Control System Model for the Traverse Grinding
Process. Proceedings of the institution of Mechanical Engineers.Part 1:Journal of Systems and Control
Engineering. First Published February 1, 1992, pp. 19-27. 10. Zhan Qi Hu, Ming Li Xie, Yu Kun Li, Yi
Tong Zhang. Research on Adaptive Control of Grinding Force of CNC Cams Grinder. Key Engineering
Materials (Volume 416) September 20009. pp 360-364.
https://doi.org/10.4028/www.scientific.net/KEM.416.360. 11. Mingli Xie; Zhangi Hu; Yitong Zhang.
Research on Adaptive Control of Grinding Force of CNC Cam Grinder. International Workshop on
Intelligent  Systems and  Applications. Wuhan, China. 23-24 May 2009. (DOI:
10.1109/IWISA.2009.5073054). 12. Usov A., Tomnkonogyi V., Dasic P., Rybak O. Modelling of
Temperature Field and Stress—Strain State of the Workpiece with Plasma Coatings during Surface
Grinding. Machines, Switzerland, 2019, 7(1), 20; (DOI: https://doi.org/10.3390/machines7010020).

Banentun Tuxenko, Bomomumup Jledenes,
Tersna Uymauenko, Oneca, Ykpaina

ABTOMATHUYHE KEPYBAHHS TEMIIEPATYPHO-CUJIOBUM
PEXXUMOM IIPU OBJIUPHOMY IJII®YBAHHI CJISIBIB

AHoOTaNiA. [J1a OMpUMAHHA BUCOKOAKICHO20 NpOKANy NOGEPXHESUll wap 3a20moeoK (cisabie), ujo
Micmume  OpiOHI  MpiWuUHYU, PAKOBUHU | OKANUHY, NOBUHEH OYMU 3auUWjeHUll NpaMo 8 yexax
Mmemanypeiinux nionpuemcms. Icuyromv  pizni  cnocobu 3auucmku  c1a0ie, npome npiopumem
3anUMaEMsbCs 3a 00POOKOI0 NOGEPXHEB020 WAPY ADPAZUBHUM KPY2OM HA KONIIOSATbHO-UNIPYEATbHUX
sepcmamax. DopmyeanHs DIBUUHUX B1ACMUSOCMEN NOBEPXHEE020 wiapy cliba npu 060UPHOMY
wnighyeanus 3anedicums 6i0 memnepamypu 6 30Hi KOHMAKMY Kpyaa 3i ciA60M, wo 3abe3neuye negHuil
Gaszoeo - cmpykmypHuil cknad i mekcmypy yb0o2o wiapy, ozo nanpyscenuii cman. Temnepamypa, ujo
BUHUKACE 6 30Hi KOHMAKMY Wnihyeanviozo Kpyea 3i ciabom, moice cmanosumu 1200 - 1300°C. Bona €
OCHOBHOIO NPUMUHOIO YIMBOPEHHS WNIQy6anbHUX OeeKkmis — enubOKUX 3MiH azoe0 - CIMpyKmypHo2o
CKNIA0y NOBEPXHEBO20 UAPY, WO CMBOPIOE CRPUAINIUGT YMOBU 05l YIMGOPEHHS 3ANUMKOBUX HANDYIICEHD |
AK Hacniook — mpiwun. Tlpu 06pobyi, yepes zeomempuuHi noxXubKU NOBEPXHI CAOA, A MAKOHC Uepe3
Micyegi 3minu meepoocmi, 8i00Y8arOmMvbcsi nepioOudHi KOIUSAHHS MUMMEBOL MUOUHU DI3ants, wo
BUKIUKAE NEPIOOUYHI 3MIHU BeIUNUNHU KOHMAKMHOI memnepamypu wilighyeanus @ pesyibmami 4020
MOJHCYMb BUHUKAMU MeNN08i dedexmu nosepxrneso2o wapy. Ingopmayiro npo eenuyuny memnepamypu
MOJICHA OMPUMAMU HENPAMUM WLIAXOM, KOHMPOTIOIOUU OOUH 3 MEXHON02IYHUX NApaMempis, HanpuKIao,
NOMYAHCHICIb, 3aMpPaveny Ha WAiQyeanHs, 3 HACMYNHUM NEPEPAXYHKOM iT 6 3HaUeHHs meMnepamypu 6
peoicumi online. Temnepamypa winighy8anus OnUCYEmMbCs AK 06'€Km YnpaeuinHa y euenndi anepioouyHol
nanku. Komn'tomepne moolemosanns niomeepouno npaye3oamuicms cucmemu NiOMpUMKY 3a0anoi
memnepamypu winipyeants ciabié npu pisHUX YMOSAX (DYHKYIOHYGAHHs, WO IMIMylomb cumyayii
PeanbHo20 6UpoOHUYMEA.

Karo4uoBi c1oBa: o60upne winighysanns; ynpaguinns memnepamypoio wiaighyeanns cisaby,; anepioouina
namKa.

91


https://insights.globalspec.com/article/10106/grinding-theory-and-adaptive-control-optimization
https://doi.org/10.1007/978-1-349-07529-4_18
https://doi.org/10.1007/978-1-349-07529-4_18
https://www.americanmachinist.com/home/contact/21903716/larry-haftl
https://www.americanmachinist.com/machining-cutting/article/21896290/adaptive-controls-save-tools-and-time
https://www.americanmachinist.com/machining-cutting/article/21896290/adaptive-controls-save-tools-and-time
https://journals.sagepub.com/doi/abs/10.1243/PIME_PROC_1992_206_304_02
https://journals.sagepub.com/doi/abs/10.1243/PIME_PROC_1992_206_304_02
https://www.scientific.net/author-papers/zhan-qi-hu-1
https://www.scientific.net/author-papers/ming-li-xie
https://www.scientific.net/author-papers/yu-kun-li
https://www.scientific.net/author-papers/yi-tong-zhang
https://www.scientific.net/author-papers/yi-tong-zhang
https://www.scientific.net/KEM
https://www.scientific.net/KEM
https://doi.org/10.4028/www.scientific.net/KEM.416.360
https://ieeexplore.ieee.org/author/37088078116
https://ieeexplore.ieee.org/author/37088075331
https://ieeexplore.ieee.org/author/37088078410
https://ieeexplore.ieee.org/xpl/conhome/5072598/proceeding
https://ieeexplore.ieee.org/xpl/conhome/5072598/proceeding

ISSN 2078-7405. Cutting & Tools in Technological System, 2021, Edition 94

UDC 621.923 doi: 10.20998/2078-7405.2021.94.11
V. Fedorovich, D. Fedorenko, I. Pyzhov, Y. Ostroverkh, Kharkiv, Ukraine

MODELING THE INFLUENCE OF METAL PHASE IN DIAMOND GRAINS
ON SELF-SHARPENING OF GRINDING WHEELS ON CERAMIC BONDS

Abstract. The article presents the results of theoretical studies using finite element modeling, which
made it possible to determine the rational characteristics of diamond wheels based on ceramic and
polymer bonds. The effect of the parameters of the diamond-bearing layer on the change in its stress-
strain state in the process of microcutting of hard alloys and superhard materials has been studied. It is
established that the determining factor in the occurrence of critical stresses during grinding is the temperature in the
cutting area, the increase of which in the presence of metal phase inclusions in diamond grains with high values of
thermal expansion coefficient can lead to destructive stresses in grains and, consequently, their premature destruction.
It is advisable to use diamond grains with a minimum content of metal phase and the use in the manufacture of
synthetic diamonds solvent metals with a low value of this coefficient, which will significantly increase the use of
potentially high resource diamond grains.

Keywords: diamond grinding wheel; processed material; diamond grain; superhard materials; wheel
bond; stress-strain state; finite element method; equivalent stresses; self-sharpening; grinding modes.

Introduction. The development of computer technology opens new
perspectives for virtual integrated research of the processes of manufacture and
operation of diamond abrasive tools (DAT). In recent years, based on the finite
element method (FEM), a number of software packages with even more advanced
capabilities have been developed. These primarily include SIMULA Abaqus,
SolidWorks Simulation, ANSYS and LS-Dyna. Their use for simulation experiments
on the developed models makes it possible to significantly reduce the volume of
estimated machine research.

1. Articulation of the problem. As is well known, diamond wheels on
organic and ceramic bonds are designed mainly for operation in self-sharpening
mode. In world practice, one of the most promising approaches to improving the
processing of diamond abrasive tools is based on the creation of prerequisites for
the implementation of the necessary mechanisms for specific processing
conditions (macro- or micro-destruction or a combination thereof) of self-
sharpening of diamond grains and diamond layer as a whole. And for this you
need to know the physics of the processes that occur both in diamond grains in
particular and in the grinding system in general. Significant results in this direction
can be obtained in the case of using the methodology of 3D modeling of the stress-
strain state of tool systems and processing systems and refinement of the results by
using machine experiments. This will allow to predict and implement in practice
the optimal conditions for creating a controlled process of self -sharpening of
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diamond grains in particular and the diamond-bearing layer in general,
and,consequently, significantly increase the efficiency of the grinding process.

2. Literature Review. Along with the choice of the bond grade, grain and
grinding modes, the choice of the quantitative and qualitative composition of the
metal phase, which is part of the diamond grains (DG), is of paramount importance.
A significant number of studies are devoted to the study of the influence of the
metal phase on the specific consumption of diamonds, the productivity of grinding
and the roughness of the processed surface, [1, 2, 3, 4]. Most of the
recommendations for choosing a grade of diamond grains in wheels on ceramic
bonds apply to the processing of carbide products, high-speed steels, titanium
alloys. Model studies carried out by the authors
[5, 6] indicate that a comprehensive selection of the grade of grains and their
relative concentration can lead to a significant increase in the efficiency of the
diamond grinding process. By the calculation method, it is possible to determine
the stress-strain state (SSS) of the diamond-bearing layer not only during the
manufacture of diamond-abrasive tools, but also at the stage of grinding various
groups of processed materials (PM).

Modeling the limiting stress values by the finite element method [7] will
allow avoiding expensive experimental studies and in the future create
prerequisites for developing recommendations for grinding a wide range of grinded
materials.

3. Methodology of conducting model experiments. SIMULA Abaqus,
SolidWorks Simulation, ANSYS and LS-Dyna software packages were used for
computer simulation of DAT operation processes.

Models of the "bond - DG — metal phase - PM" grinding system were developed for
conducting simulation experiments (Fig. 1).

T T TPy

a) b) )

Figure 1 — 3D model (a), constructed finite element grid (b)
and the stress scheme of the model (c) in the study of processes and grinding
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When creating models, the shape, size and properties of its elements were taken into
account, which were considered as elastic solids. Since the most common form of
diamond crystals is considered to be an octahedron [8], DG was taken with its geometry.
Grain sizes varied according to the grain size of diamonds (50/40, 100/80, 125 x 100, 200
x 160). Local inclusions of the metal phase in the DG were created in the form of
arbitrarily oriented parallelepipeds, the volume content of which was set depending on the
grain grade (AC-4 - 7.5%, AC6 - 6%, AC15 - 2.2%, AC32 - 0.6 %) [9-10]. The bonds
were reproduced as prismatic fragments ranging in size from 250 x 250 x 125 pm to
1000 x 1000 x 500 pm depending on the size and concentration of grains in the diamond-
bearing layer. In the volume of the bond the grain placing surfaces were put in a free
order, the number of which varied depending on the concentration of diamonds (25%,
50%, 100%, 150%, 200%), which was set as a percentage ratio of the bond volume and
the total volume of DG. The element of the system "PM" was modeled in the form of
prismatic fragments with dimensions from 250 x 250 x 125 pym to 1000 x 1000 x 500
pm.

Finite element analysis was performed using octagonal SOLID elements. The
ANSYS program selected the type of finite elements from the package library for each
component of the system, the construction of a finite element grid and its selective
thickening. Elements such as Hex Dominant and Tetrahedron were used to create the grid
for metal phases. Grid thickening was performed in the areas of DG bonding, in the areas
of their contact with the PM and the inclusion of metal phases, as well as on the contact
surfaces of the system elements. This approach allowed to more accurately simulate the
deformation of fragments of the model, taking into account the distance of the areas of
ultimate effects.

Fixing of the model (setting of zero or other necessary displacements) was carried
out using the attributes of the geometric model (points, lines, surfaces) [11]. The model
was pt under stress with static uniaxial evenly distributed load in the form of pressure and
temperature values.

The choice of load limit parameters was made taking into account the temperature and
force loads that accompany the grinding process.

When modeling the process of diamond abrasive grinding, the model was loaded
with static uniaxial evenly distributed load Py in the form of added values of normal force
0.5-4.0 N, which simulates the clamping force of the wheel in accordance with the
technological parameters of diamond abrasive processing [12]. The feed motion of the Seq
and the rotation of the wheel were simulated by the longitudinal motion of the "bond - DG"
element along the element of the "PM" system. Depending on the simulated cutting speed,
different speeds of the "bond - DG" element were set. To increase the reliability of the
simulation results, the value of the temperature load in the range of 400-800°C was chosen
according to the data of works [13, 14], in which the values of temperatures in the grinding
area during processing of materials of different hardness were experimentally established.

The following characteristics of system elements were included in the calculation
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model: modulus of elasticity (E), modulus of volumetric compression (G), coefficient
(CTE) of linear thermal expansion (¢), Poisson's ratio (u), yield strength (o), coefficient
of thermal conductivity (1). Specifications of grain properties were performed according
to reference data [15-17], taking into account information on temperature dependences of
synthetic diamond properties (Fig. 2).
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Figure 2 — Temperature dependences of synthetic diamonds properties

Since in the real grinding process the considered system is loaded with both force
and temperature, in the course of researches depending on the total thermal and forece
load the value of equivalent stresses Geq in elements of the system "metal phase - DG -
bond - pore - PM" was determined. The bond was considered broken if the equivalent
Stresses (Geq) €Xceeded the corresponding strength limits.

4. The results of model experiments. The decisive factor in increasing the stability
of DAT, along with the rational choice of components of the diamond wheel is the use of
scientifically sound grinding modes, which can significantly increase the service life of
the tool.

To determine the rational parameters of grinding, a series of experiments was
conducted to study the effect of normal pressure and temperature in the grinding area on
the SSS of the microvolume of the diamond-bearing layer in the grinding area. The study
was performed on a model that simulates grinding with a single grain.

Since the temperature in the grinding area dominates among the factors that
determine the process of diamond abrasive processing, it is important to study the
influence of this factor on the behavior of the "bond - DG — metal phase - PM" system. It
is known that the temperature in the cutting area can rise significantly due to
"salinization" of the working surface of the diamond wheel with sludge particles, while
excessive heating of the bond and DG, which can lead to their destruction and premature
failure of the tool. Therefore, a comparative analysis of the SSS system that imitates
diamond grinding was performed at different temperature loads (400 °C, 600 °C and
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800 °C).

It is established that with the increase of the clamping force of DG in the specified
range of values, the level of maximum stresses ceq increases by 1.3%. More influential is
the temperature factor that occurs in the cutting area during grinding: an increase in
temperature from 400 °C to 800 °C causes an increase in the level of stresses in the grain
more than twice. On the one hand, the information obtained indicates the feasibility of
cooling the cutting area, and on the other hand, ceramic bonds are known to be heat-
resistant, which allows their use in dry grinding. Processing of the simulation results
showed that the dependence of equivalent stresses on the grinding temperature is linear
and is satisfactorily described by the equation ce=1.5265-Ty+1.328 (approximation
reliability R? = 0.99).

However, as shown in [18], the possibility of reducing the heat load during grinding
by optimizing the cutting modes is much lower than, for example, determining the optimal
characteristics of DAT, which reduces the friction of the wheel with PM. And this is an
important condition for reducing the energy consumption of the grinding process.

During the research, a model was used that allows to observe the change of SSS of
the system "metal phase - DG - bond - PM" depending on the qualitative and quantitative
characteristics of the metal phase (Fig. 3).

| | / = :a'!PM}

Metal phasej_ —

Figure 3 — 3D model for determining the influence of the metal phase
on SSS of the system "metal phase - DG - bond - PM"

To identify the role of shape, size and composition of the metal phase, calculations
were performed on models that imitate grains of grades AC6 and AC15 with a grain size
of 125/100. According to the literature data [9, 19], the metal phase was modeled both in
the form of rectangular parallelepipeds (simplified) and in the form of irregularly shaped
elements, the volume of which was 2.2% and 6% of the grain volume, respectively,
which corresponds to diamond powders of the AC15, AC6 grades. The level of
maximum equivalent stresses (ceq) and the volume of destructive stresses in the grain
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(Vouest) Were fixed as a criterion that determines the probability of self-sharpening of DG
during grinding due to their micro-destruction under the action of stresses caused by
temperature-force factors.

Oeq = 562,77 MPa Vodestr = 3,34% Geq = 575,06 MPa
Geq = 570,91 MPa Vosesr = 15,13 % Geq = 584,01 MPa Vodestr = 23,27 %
b)

S

Geq = 230,31 MPa Vodesr = 2,11 % Geq =263,65 MPa Vodesr = 2,8 %

Geq = 558 MPa Vodestr = 9,96 % Geq =572,05 MPa Vodesr = 17,57 %
d)

Figure 4 — Distribution of stresses in the grain in the contact area "grain - PM™:

a) inclusion of metal phase FegsSis of simple and complex shape in AC15 grains (2%); bond K1-01;
PM - VK8; T =440 °C; b) metal phase FegsSis in grains AC15 (2%) and AC6 (6%); bond K1-01;
PM — ASPK; T =800 °C; c) metal phase FegsSisi NizgsMnses (CraCz2)o,s in grains AC6 (6%) bond
K1-01; PM —alloy VK8; T =440 °C; d) metal phase FeosSis in grains AC15 (2%) and AC6 (6%);
bond K1-01; Sital AC-418; T =760 °C

97



ISSN 2078-7405. Cutting & Tools in Technological System, 2021, Edition 94

Examples of simulation results are given in Fig. 4, where it is seen that the areas
where the maximum load level is recorded, are localized mainly in the area of inclusions
of the metal phase, as well as in the area of contact of the DG with PM.

Calculation results showed that for cases of simple and complex shape of the
metal phase with the same size of inclusions (Fig. 4 a), the stresses ceq practically do
not change, and Vowesr differs by only 0.7%. This indicates the feasibility of modeling
the metal phase in the form of simple forms (plates), which reduces the calculation
time. As the size of metal phase inclusions of the same composition increases, other
conditions being same (Fig. 4 b), the stress level oeq increases by ~ 2 + 2.5%, while
Vodestr INCreases 2 times.

When grinding different PM in the case of identical in composition and size
inclusions of the metal phase with increasing hardness of PM there is a tendency to
increase the maximum stresses at the contact "DG - PM" and in adjacent areas (Fig. 4
c), while the value of Vogesr increases from 2.1 % to 3.65%. With increasing the CTE of
the metal phase for the considered solvent alloys while maintaining other equal
conditions (Fig. 3 d) recorded an increase in the level of ceq by 5 = 10% and almost
twofold increase in Vogesr (from 2.12% to 4.32%) in the row: NizgsMnses(CrsCo)og >
FegsSis > Fe44C044(Cr3C2)12.

The influence of the composition and size of the metal phase on the level of G can
be traced by the simulation results summarized in Table 1.

Table 1 — Maximum equivalent stresses (MPa) according to the results of modeling the
process of grinding with a diamond wheel on the K1-01 bond

Volumes of destructive

Local stresses in grain (Vodest, %)
temperature | \yhen using grains of different
Metal phase Processed of the ground grades
composition material surfage (grain size 125/100)
E”S“Zl(]: AC4 AC6 AC15
' (7,5%)* | (6%)* | (2,2%)*
ASPK 800 42.57 39.55 20.39
Niz9,6Mnsg6(CraCz2)os | Sital AC-418 760 26.37 23.35 13.24
Alloy VK8 440 5.81 2.80 0.38
ASPK 800 26.29 23.27 15.13
FegsSis Sital AC-418 760 20.58 17.57 9.96
Alloy VK8 440 5.13 211 0.29
ASPK 800 23.43 20.41 10.11
FeaCoaa(CrsC2)r2 Sital AC-418 760 14.73 11.71 6.64
Alloy VK8 440 4.43 141 0.19

* the relative volume of metal phase inclusions FegsSis, %
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Therefore, the composition of the metal phase is of great importance, especially in the
case when the CTE of the metal phase significantly exceeds the CTE of the diamond. The
shape of the metal phase inclusions plays a secondary role, as does the modulus of elasticity.
Based on the obtained data, it can be stated that according to the degree of influence on the
level of stresses arising in the volume of DG during grinding, the specified parameters
(shape, size, the CTE of metal phase, and hardness of PM) can be arranged in a row: metal
phase composition> metal phase size > type of PM> metal phase shape.

The grinding temperature of the material has a decisive influence on the stresses
arising at the contact of "DG - PM". According to [20, 21], the local temperature in the
cutting area differs significantly from 440 °C for VK8 alloy to 800 °C for ASPK diamond.
The results of the calculations showed that when grinding parts made of hard alloy VK8 in
the self-sharpening mode, it is advisable to grind without cooling. In this case, the formation
of wear areas on the grains will be accompanied by an increase in temperature in the cutting
area, which will ensure rational self-sharpening of the grains.

Wheels with AC15 grains will also provide rational self-sharpening during
dry grinding of the AC-418 sital under the condition of using diamond powders,
mixing the metal phase based on alloys of the growth system with reduced CTE
(for example, FegsSis a6o FeauCoua(CrsCy)i2). Instead, grinding of products from
ASPK and sital AC-418 with wheels containing grains of grades AC2, AC4, AC6
should be carried out with cooling to prevent their thermal destruction.

It is established that the difference between the CTE of DG and metal phase
determines the level of stresses at the contact of "DG — metal phase™, which cause the
appearance of microcracks in the grain during sintering of the diamond-bearing layer. Based
on this, it is concluded that with increase of the CTE of solvent alloys used in the synthesis
of diamonds, the effect of sintering temperature increases, which leads to the destruction of
DG during grinding. This conclusion is generally consistent with the data of [22], where it is
shown that with increasing grinding temperature above 650 ° C, the loss of grain strength is
greater, the greater the difference between the CTE of the metal phase and DG. This fact
should be taken into account in the manufacture of diamond wheels and the development of
grinding modes.

5. Conclusions

The influence of qualitative and quantitative characteristics of diamond wheels on
the SSS of the system "bond — metal phase - DG - PM" in the area of cutting diamond
grains of brittle difficult-to-process materials has been calculated. The factors that
determine the intensity of mutual destruction of the elements of the diamond-bearing
layer of the wheel during grinding were identified. It is shown that in the considered range
of force and temperature loads, that reproduce the real modes of diamond processing, the
wear of diamond wheels is determined by the process of accumulation and development
of microcracks in the bond and diamond grains.

It is established that the determining factor in the occurrence of critical stresses during
grinding is the temperature in the cutting area, the increase of which in the presence of
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inclusions in the DG metal phase with high CTE leads to destructive stresses in the grains
and, consequently, their premature failure. It is advisable to use DG with a minimum content
of metal phase and the use in the growth of synthetic diamonds of solvent metals with low
CTE, which will significantly increase the utilization of DG. Otherwise, the grinding area
must be forcibly cooled.
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MOJEJIOBAHHS BIVIMBY METAJIO®A3HU B AJIMA3ZHUX 3EPHAX
HA CAMO3ATOYYBAHICTb IUVII®YBAJIBHUX KPYT'IB
HA KEPAMIYHHUX 3B’SA3KAX

AHoTauiss. B ocmanni poku Ha ocHoei memody kinyesux enemenmie (MKE) po3spobreno pso
NpoOSPAMHUX nAKemis 3i uje OLIbU POSUUPEHUMU MOHCAUBOCIAMU. J]O HUX 6 neputy Yepay 8I0HOCAMbC
SIMULA Abaqus, SolidWorks Simulation, ANSYS ma LS-Dyna. Ix euxopucmanns ons npoeedenns: imimayisinux
eKcnepuMenmie no po3poodneHumM MoOemamM O0ae MOJICTUSICHIb 3HAYHO20 CKOPOUEHH 00 €My KOUIMOGHUX
sepcmamuux  Qocuiodicenb. B ceimosiii  npakmuyi 00HUM 3  HAUNEPCHEKMUGHIWUX NiOX00i6 00
YOOCKOHANIeHHs npoyecié 0OpOOKU anMaA3HO-A0PAZUEHUM THCIPYMEHMOM € MaKuil, wo 06azyemvcsa Ha
CMBOpeHHi nepedymMos Oiisl peanizayii NOMpPiOGHUX, CIOCOBHO KOHKDEMHUX YM0O8 00pOOKU, MexaHizmie
camo3amoyyeants aimasHux seper (A3) i aamasonocnozo wapy 6 yinomy. A 0na ybozo mpeba sHamu
Qisuxy npoyecie, ki 6i06y6a0OMbCsL AK 6 AIMAZHUX 3€PHAX 30KpeMd, MAK i @ cucmemi wigyeanus 6
yinomy. Ilpu cmeoperHi mooeneil 6paxogyéaiu opmy, poamipu i &IAcmusocmi i eleMenmis, sKi po3enaoaiu
npyoicHumMu - cyyinoHumu miamu. OCKIbKU - HAUROWUPEHIWOW (DOPMOIO  KDUCIATIIE AIMA3Y  68AXCAEMbCS
oxkmaedp, A3 nputivanu 3 iio2o 2eomempicto. Pozmipu 3epen eapioanu 6iONOGIOHO 3ePHUCIIOCE aIMA3Is.
Jloxamhi exmouennss memanogasu ¢ A3 cmeopiosanu y Ui 008IbHO OPICHMOBAHUX NAPATEIEnineois,
00 eMHUl @Micm AKUX 3a0A8a6CS 6 3ANEHCHOCMI 6i0 MapKu 3epHd. 38’83Ky 6i0meoprosamu y 6uenaoi
NPUBMAMUYHUX (QPASMEHMIE 3 POIMIPAMUL, 8 3ANIeHCHOCTE 6i0 POIMIPI6 | KOHYEHMPAyii 3epeH 8 aMAa30HOCHOMY
wapi. B 06’emi 36’a3ku 8 006LILHOMY NOPAOKY POIMIUYa NOCAOOYHI NOBEPXHI NIO 3ePHA, KUTbKICHb SIKUX
8api0BaL 6 3ANIeIHCHOCI GI0 KOHYeHMpayii anmasie, sKy 3a0asami sIK npoyeHntHe GIOHOWEHH 00 emy 36 sa3Ku |
3aeambHo20 06'emy A3. Bcmanogneno, wjo GUSHAUATGHUM aKmopoM Nosieu KPUMUHHUX HANPYJCeHb Hpu
wtighyeanHi € memnepamypa 6 30Hi pizamiisi, 30UIbUeHHS. SIKOL 3 HAAGHOCTI 6KTIouels 6 A3 Memanoghazu 3 eucokum
KTP npuseooums 00 BUHUKHEHHS PYUHYIOUUX HANPYHCEHb 8 3EPHAX I, K HACTIOOK, iX NepeduacHo20 pyuHy8aHHs.
Hoyimsnum € 3acmocysants A3 3 MIHIMATbHUM GMICHIOM Memanogasu ma GUKOPUCIAHHS. NPU BUPOULYEAHHI
CUHMEMUYHUX ammMasie Memanig-po3uuntuxie 3 nusekuv KTP, wo Ooseomumb 3nauHo 30imuumu Koegiyicnm
suxopucmannsi A3. B inuiomy eunaoky cio 301cHI08amu Rpumyco8e 0X0I00HCEHHS 30HU WITIQHY6aHHsl.

KimouoBi c1oBa: amvashuii Kpye, 06poOmosanuil Mamepian, ammaste 3epHo; Memanogasa;, 3653Kka Kpyea,
HANPYH#CeHO-0eqhoPMOBAHUIL CINAH; MEMOO KIHYEBUX eNeMEHIMIE; eKBIBAICHMHI HANPYHCEHHST, CAMO3AMOUYEAHICb,
PedxcuMU WLTiQhyBaHHS.
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FINISH MACHINING OF THE CUTTING INSERTS
FROM CUBIC BORINE NITRIDE BL GROUP COMPOSITE

Abstract. Finishing methods of machining of superhard composite’s working elements based on cubic
boron nitride BL group are considered. The results of the microgeometry formation research of the
cutting inserts” surfaces during machining by free powders of synthetic diamond, grinding wheels and a
method of vibro-magnetic-abrasive machining (VMAM) are presented. It is shown that during VMAM
the friction between the inserts’ surfaces and the abrasive particles result in microremoval of the
material, which reduces the roughness of the cutting inserts’ surfaces. It is established that additional
fine grinding with 14/10 mkm synthetic diamond powder provides the absence of microgeometry defects
of the cutting inserts’ surfaces left by pre-machining. The result of high-quality rounding of cutting
edges and the formation of surfaces of cutting inserts with less roughness is an increase in strength and
wear resistance of metal-cutting tools in high-speed machining under conditions of significant loads.
Keywords: diamond machining; vibro-magnetic-abrasive machining; cutting inserts; CBN; surface
roughness; friction forces.

1. INTRODUCTION

The development of modern mechanical engineering is associated with the
creation and implementation of new materials and advanced technological
processes of their machining. The unique properties of polycrystalline composites
based on cubic boron nitride (CBN) allow their use in various fields of technology,
including cutting tools, loaded parts of machines, devices, electronic equipment.
Due to the high level of hardness of the products formation from such composites
it is possible only with the use of technologies that use tools made of synthetic
diamonds. Improving the superhard composites machining is associated with the
study of the regularity of a complex multifactorial grinding process. At the same
time, a significant limitation of machining efficiency is insufficient scientific
substantiation of its finishing processes - grinding, finishing, polishing, conditions
of lubricants and coolants application in conjunction with the strength and
performance characteristics of the machined surface of the products [1].

One of the main reasons for failure of cutting CBN inserts is chipping of
cutting edges, which is caused by exceeding the allowable values of stresses in the
wedge of the tool [2, 3]. The studies show that rounding the cutting edges on tools
of any material can significantly (from 2to 8 times) increase the stability and
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reliability of tools, improve the quality of products machined surfaces [4]. At
present, diamond-abrasive machining technologies - grinding, finishing, vibro
abrasive machining - are used to form replaceable multifaceted cutting inserts with
given geometric parameters [5].

In vibro abrasive machining, the formation of the surfaces of the machined
product is carried out by simultaneous chipping, abrasion and microcutting of the
allowance fragments. The working tool in this process is an abrasive mix, which
includes abrasive powder (with the addition of synthetic diamond powder) and
abrasive granules. The components of the mix move under the influence of
vibrations in the working chamber of the device. Chipping occurs when single
peaks of grains from the abrasive mix collide with the product, abrasion occurs at
relative mutual, almost parallel, movement of the product and elements of the
abrasive mix, microcutting is accompanied by removal of the thinnest layers of
material from the product surfaces. In addition, the vibro-abrasive machining is
characterized by the impact stress on the workpiece, which can increase the defect
of the machined surfaces.

To improve the productivity of the machining process and the quality of the
machined surface is possible by using into the working area components that will
add more elastic component to the working, such as replacing abrasive powder in
the mix with ferromagnetic abrasive powder and applying a magnetic field to the
machining area [6]. In this case, the magnetic field is used as a bond of the abrasive
environment, and the vibration provides a gradual movement of the workpiece
together with the abrasive granules through this environment, providing the
forming process. Thus, the machining will take place with less intense chipping
and the impact stress, but with more intensive abrasive machining and micro-
cutting of the allowance. Machined surfaces of products, especially of brittle
materials, such as CBN BL group, after such machining do not have microcracks
and streaks which are characteristic to the conventional methods of abrasive
machining.

Synthetic diamond particles will be contained in the irregularities of the
abrasive granules and between the particles of ferromagnetic powder, and thus will
be able to participate in the machining process, increasing its productivity.

Given the above, a new method of finishing abrasive machining-vibro-
magnetic abrasive machining (VMAM), which involves abrasive removal of the
allowance in the presence of a magnetic field with relative movement of abrasive
grains and machined products due to forced vibrations in the machining area [7].
Machining is performed using various abrasive mixes, which include abrasive
powders (synthetic diamond powders), alumina granules, ferromagnetic abrasive
powders.

VMAM allows to form and control the surface roughness of composite
products that have high mechanical properties and are non-magnetic, such as
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cutting inserts with CBN, while increasing the productivity of finishing and the
ability to form some special areas, such as rounding radii of cutting edges.

Magnetic abrasive powder is located between the poles of the electromagnet,
forming an elastic environment. Thus, the magnetic field, creating elastic columns
of single grains of ferromagnetic abrasive powder, acts as a bond of the tool. The
elasticity degree of this bond is regulated by the change in magnetic field strength
according to the different stages of machining. Thus, VMAM can approach
grinding with free or bound abrasive, allowing you to take advantage of the first or
second type of machining in one work cycle.

The movement of the workpieces relative to the columns of the magnetic
abrasive tool is created by the vibration of the equipment working chamber, which
houses the workpieces and the abrasive mix.

The goal of the presented work is to study the roughness of the surfaces of
CBN BL group cutting inserts after additional machining by low-grain diamond
powder based tools and vibro-magnetic-abrasive machining.

2. RESEARCH METHODS

The planes grinding of CBN cutting inserts was performed by powders of
synthetic diamond «AC6» 160/125, 80/63, «ACM» 40/28, 28/20, 14/10 on cast
iron grinders. The machining of inserts’ back surfaces was performed by grinding
wheels 1A1 300x126x40x5 AC6 80 / 63-4 B2-01 and 1Al 300x126x40x5
«ACM» 40 / 28-4 B2-01.

A special device [8] was made for performing experimental work with
VMAM (Fig. 1).

14 ﬂm§: 9 ] 87
YN/ o

Figure 1 — The VMAM device scheme
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The base of the device is the frame 1, on which the electric motor KD-50 is
mounted (n = 2780 rpm, 50 W) 2, lowering gear (oscillation frequency ~ 25 Hz) 3,
bearing unit 4, which is the support of the shaft of the eccentric vibratory drive
(oscillations amplitude 4 mm) 5. On the racks 6 above the vibratory drive is a
housing 7 with a stator 8 of a three-phase electric motor that creates a magnetic
field. In the housing, in the inner space of the stator, there is a working chamber 9
for workpieces and abrasive mix. A cap 10 is fixed above the container and the
stator. A spring 12 is inserted between the cap and the container cover 11, which
provides the vibration of the working chamber. Power supply is carried out through
the input circuit breakers 13. Above the cap is a fan 14 to cool the stator.

Given the high mechanical characteristics of CBN, the process of cutting
inserts machining takes place in a container made of silicon carbide SiC, which
provides its high wear resistance and eliminates the possibility of shielding the
magnetic field. As the components of the abrasive mix (125 mm?3) were used
electrocorundum granules A1,03, «AC6» 28/20 synthetic diamond powder (in the
amount of 15% of the total volume of the mix) and the «Feromap» ferromagnetic
powder 200/100. 10 inserts were machined simultaneously. The processing time
was 40; 120; 180; 360 min. The amount of removed material was estimated by
weighing the inserts after the machining.

The CBN cutting inserts RNMN 070300 (CBN BL group 45-55%, TiC) were
used as machined inserts.

The study of the microrelief of the CBN inserts surfaces was performed using
the atomic-force microscope NT-206, which allowed to obtain microroughnesses
profilograms, surfaces topograms and distribution of conditional (lateral) frictional
forces (between the atomic-force microscope indenter and the studied surface) on
the surface area Spom = 169 mkm?. Analysis of microroughness profiles allowed to
establish the arithmetic average (Ra) and statistical average (Rq) values of the of
the microroughness profile ordinates deviation on the workpieces surface from the
average line, as well as the maximum height of profile irregularities (Rmax), total
surface area (Sract) and surface evolution coefficient k = + Spom /Sract. The absolute
estimates error was: £+ 0.002 mkm.

Parameters of roughness and mechanical stresses of the machined surfaces
measurement was performed at control points (area of 13x13 mkm) on the surface
of the workpiece using also profilograph-profilometer SurfTest SJ-201. According
to the distribution of lateral forces along the surface of the workpiece, which
indirectly (in nominal units) allows to establish the distribution of friction forces o.
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Workpieces were pressed into plastic materials such as aluminum or copper
wire and then the imprint was analyzed with an optical microscope to determine
the cutting edge radius of the CBN inserts after VMAM.

3. RESEARCH RESULTS

According to the technical conditions for CBN cutting tools, the working
surface roughness parameter Ra should not exceed: front surface — 0.16 mkm, rear
surface — 0.20 mkm, support surface — 0.40 mkm.

Based on the abovementioned, the processes of forming high-quality working
surfaces of CBN cutting inserts should be given special attention to additional
finishing.

Additional finishing of CBN BL group cutting inserts was performed by
working surfaces grinding on front and back planes by powder of synthetic
diamond «ACM»y 14/10. The results of topographic studies and lateral friction
forces for the CBN insert’s unpolished surface are given in a Table 1. The scanning
results, topographic studies and lateral friction forces for the CBN insert’s polished
surface are shown in Fig. 3, Table 2.

Table 1 — The topographic parameter values of the CBN insert’s unpolished surface

A point number Ra, nm Rg, nm o, C.U.
1 388 509 1200
2 275 336 5550
3 326 396 8800
4 393 460 9100

Table 2 — The topographic parameter values of the CBN insert’s polished surface

A point number Ra, nm Rg, nm G, C.U.

1 255 294 2000

2 232 257 2880

3 210 243 2000

4 209 254 5500

5 317 367 2160

6 264 367 4100

Table 3 — The topographic parameters values of the CBN insert’s rear surface

A point number Ra, nm Rg, nm G, C.U.
1 41 62 2100

2 141 162 9200

3 80 95 8500

4 75 94 2500
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04 Y, nm

Figure 2 — The results of scanning the polished CBN insert’s profile:
a — area’s surface 3D image; b — distribution of lateral friction forces

The study of topography on the rear surface and lateral friction forces at the
control points of polished cutting inserts was also researched (Fig. 3, Table 3).
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Figure 3 — The topographic research of the rear surface’s cutting insert:
a— area’s surface 3D image; b — distribution of lateral friction forces

Analyzing the available data, it can be noted that for both unpolished and
polished CBN BL group cutting inserts, areas with different roughness and
appearance of micro-irregularities and, accordingly, with different degrees of
friction force distribution are characteristic. It is determined that the value of
microroughnesses for the polished surface is in the range Ra 209-317 nm, Rq 243-
367 nm. The distribution of conditional friction forces on the inserts’ surface is in

the range: 2000-5500 c.u. for polished base and 1200-9100 c.u. for unpolished
base.
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3D images of the cutting plate surface (Fig. 2, a) after grinding by synthetic
diamond powder «AC6» 160/125 on the surface were analyzed. It is possible to
note the presence of individual material breaks, grinding lines, dents and craters of
different shapes and sizes. At the control points (Fig. 2, a) the topography of the
surface is represented by sharp grinding lines, which indicates the instability of the
machining process, which is due to the diamond powder particles heterogeneity in
size and strength. The existence of such defects does not have a significant effect
on the friction force distribution on the insert’s surface (Fig. 2, b), which is due to
the small size of the defects.

Surface defects have a slightly different appearance, namely the appearance
of craters with a smooth surface and smooth transitions, which is due to the action
of temperatures in the contact area of the machined surface and the grinding tool.
Such defects have a significant area and affect the friction distribution on the
insert’s surface.

When using a tool with CBN cutting inserts, especially at high cutting speeds,
the presence of such defects on working surfaces can significantly affect its
stability, as in such areas the stresses can be localized, sufficient to generate
microcracks and other microdefects that contribute to the cutting inserts’
destruction.

The topography of the surface of the cutting inserts after additional grinding
has a different look. It is mainly represented by the remnants of the grinding lines,
the surface is devoid of sharp peaks, and the grinding lines themselves have the
form of small depressions with smooth transitions. In some areas of the inserts it
was possible to obtain surfaces on which defects in the form of craters are
completely absent.

Additional grinding of cutting inserts’ surfaces with “ACM” 14/10 synthetic
diamond powder allows to improve the friction force distribution. Additional
finishing of the inserts on the back surface with a diamond wheel with “ACM”
14/10 diamond powder allowed to significantly reduce the surface roughness but
not its defectiveness (Fig. 4, a). The topography of the surface is mainly
represented by craters of significant depth (Fig. 4, b). A possible explanation for
this nature of the change in the rear surface topography is the imperfect technology
of polishing, especially for the radial cutting inserts.

VMAM of cutting inserts was performed after their machining by diamond
grinding. It should be noted that after diamond machining on the surface may
appear some defects in the form of grooves, the removal of which with VMAM is
impossible.

In the profilogram (Fig. 4, a) a roughness (Ra 0.250) of the cutting inserts’
surface after grinding was shown (Table 4). On the machined surface there are no
sharp transitions between depressions and peaks, and last ones are dominated (Fig.
4, b). The machined surface is smooth and has no abnormal defects.
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Figure 4 — The profilogram (a) and the surface area’s 3D image (b)
of the cutting insert after diamond grinding

Table 4 — Parameters of roughness of the machined surfaces of the CBN’s cutting inserts

Method and time of Values of surface parameters
machining Ra, mkm Rg, mkm S, mkm? k
Grinding 0.250 0.302 0.168 -
VMAM 40 min 0.225 0.303 0.181 0.933
VMAM 120 min 0.204 0.253 0.181 0.994
VMAM 180 min 0.197 0.253 0.170 0.994
VMAM 360 min 0.195 0.232 0.172 0.982

In Fig. 5 the relief of the surface and the distribution of the lateral friction
forces’ average values (Fig. 5, b) were shown. Lighter fragments correspond to a
greater value of the force.

I, mkm

Figure 5 — The relief (@) and distribution of conditional friction forces
on the insert’s surface (b) after diamond grinding

The distribution of the conditional friction forces’ values (Fig. 5, b) on the
insert’s surface processed with diamond grinding indicates that there are some
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defects with increased friction resistance compared to the average values on the
surface (white dots and spots). These defects are caused by the presence on the
surface of irregularities that exceed the average values or the adhesion of other
materials that accidentally hit the surface of the plate. The presence of such defects
allows us to conclude that the coefficient of friction at the micro level is not
constant and in the process of using cutting inserts may vary depending on which
part of its surface is in contact with chips at the moment.

In the first 40 minutes of VMAM is the most intensive removal of the
allowance material from the cutting insert, accompanied by changing the
roughness of the machined surface (Fig. 6, a, b, table. 4).

¥,nm 1, mkm |
300

100

0 2 4 6 8 10 2 14 16 Lmkm Y, nm 7 it

Figure 6 — The profilogram surface (a) and the area’s 3D image (b)
of the cutting insert after 40 min of VMAM

The analysis of the obtained results shows that the VMAM process most
intensively affects the vertices of microroughnesses, reducing their height
parameters. It can be concluded that according to the decreasing of the surface
evolution coefficient k depressions are predominant.

The distribution of the conditional friction forces’ values (Fig. 7, b) on the
cutting insert’s surface after 40 min of VMAM indicates that there are almost no
surface defects, as well as sharp transitions between depressions and peaks of
microroughnesses. The peaks of the micro-irregularities are devoid of sharp peaks
and have a flat character.

After 120 minutes of VMAM the machined surface is characterized by the
roughness’ decreasing (Table 4). And there is a balance of values between the
height of the peaks and the depth of the depressions of the microroughness on the
machined surface, as evident by the value of the surface evolution coefficient k,
which is close to one.

On the further evolution of the surface state after VMAM for 120 min can be
judged by the image of the relief and the distribution of conditional friction forces
on the machined surface (Fig. 8). As a result of machining the surface with smooth
transitions between peaks and depressions and with the minimum number of
defective zones with the increased degree of resistance to friction is formed.
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Figure 7 — Relief (a) and distribution of conditional friction forces
on the insert’s surface (b) after 40 min of VMAM
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Figure 8 — Relief (a) and distribution of conditional friction forces
on the insert’s surface (b) after 120 min of VMAM

The further processing for 180 and 360 min. does not have a significant effect
on the roughness of the machined surface (Table 4), which is associated with the
destruction of the abrasive grains of the abrasive mix and reduce their cutting
ability. It is advisable to renew the abrasive mix every 120 minutes to achieve a
more intense change in the inserts’ surface roughness.

The microroughnesses’ height on the machined surface and the magnitude of
the radius of the CBN insert’s cutting edge curvature change asymptotically during
machining (Fig. 9, a).

The roughness of the machined surface of the CBN cutting inserts was
decreased as a result of VMAM. The shape of the relief corresponded to the relief
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of the surface during the fatigue breaking, which leads to the removal of separate
CBN’s particles, as well as smoothing of separate grooves left during pre-
machining. The fatigue breaking of the material in the machining area at VMAM
occurs under the action of cyclic alternating loads, which are perceived by local
areas of the machined surface when interacting with the components of the
abrasive mix.

The fatigue mechanism of destruction at VMAM is realized in two stages: 1%
— gradual accumulation of defects in a surface layer of the machined insert without
visible destruction of the material; 2" — after reaching a certain concentration of
microdamages in the surface layer of the machined insert; there is a rapid
destruction with the wear particles formation.

Ra, mkm 7, mn
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Figure 9 — The dependence of the microroughnesses’ height of the machined surface (1)
and the radius of the cutting edge (2) of the CBN cutting insert on the VMAM time (a),
the cutting edge before finishing (b) and after 240 min of VMAM (c)

Rounding of edges (r) for the CBN cutting inserts is one of the main factors
for increase of durability of tools at high-speed machining, and also at impact
machining. During VMAM, the cutting inserts are most intensively machined in
the area where the surfaces of the inserts are connected, which is due to their lower
geometric strength, as well as the higher frequency of micro-impacts of the
abrasive particles of the mix on the edge rather than on flat surfaces. Machining
time and components of an abrasive mix depend on surface’s initial roughness
during VMAM. It is possible to receive the cutting edges radius r from 10 to 50
microns. The cutting edge after VMAM has the correct geometric shape along the
entire length with a smooth junction of front and rear surfaces (Fig. 9, b, c).

Based on the dependence presented in Fig. 10, a, the kinetics of rounding the
edges of the CBN cutting inserts can be divided into three stages depending on the
processing time: — 1% stage (0-40 min.) has a slight change in the cutting edge
radius, as the fatigue breaking is the main mechanism, which is characterized by
the presence of a certain time during which the surface layer of the cutting insert
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increases the concentration of defects under the action of the abrasive environment
to a certain critical level, after which the material is removed; — 2" stage (40-180
min.) characterized by an intensive removal of the material and, as a consequence,
an increase in the cutting edge radius due to the high concentration of surface
defects; — at 3 ™ stage (180-360 min.) the radius of the edge almost does not
change, which means that the process of material removal during VMAM at this
time interval practically does not occur because the abrasive mix is no longer able
to press a significant impact load on the machined surface due to great wear of
abrasive particles, as well as the strengthening of the insert’s surface layer as a
result of machining.

Due to the cutting edges rounding, increased rounding of the tops of cutting
inserts, reduced roughness of the insert’s surfaces, the use of VMAM increases the
strength and wear resistance of turning and milling tools which are operating in
hard load conditions — discontinuous cutting, medium and large feeds, uneven
allowance.

4. SUMMARY

The additional grinding of the surfaces of the CBN BL group cutting inserts
by the powder of synthetic diamond “ACM” 14/10 provides the reduction of the
lateral wear force on the insert’s working surfaces (2000-5500 c.u. for grinding
surfaces and 1200-9100 c.u. for a finished surface). Also a change in the
topography of the surface occurs — there are no defects like the sharp peaks and
craters, which appeared after previous machining in connection with which the
wear force distribution has much more uniform character.

VMAM of the CBN BL group cutting inserts is an effective finishing
operation. The abrasive environment is clinging to the insert’s surfaces during the
machining in the magnetic field, and due to the vibration effect, the process of
friction between the inserts’ surfaces and the abrasive environment, resulting in
micro-removal of the material, which reduces the roughness of the machined
surfaces of the cutting inserts. The cutting edges’ radius size of the CBN inserts
can be controlled by changing the parameters of VMAM in accordance with the
conditions of further operation of tools with such cutting inserts.

The cutting edge after VMAM has the correct geometrical form along entire
length with smooth junction of front and rear surfaces.
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@IHIINHA OBPOBKA PI3AJIBHUX IIJIACTHUH 3 KOMIIO3UTY
HA OCHOBI KYBIYHOI'O HITPUY BOPY I'PYIIM BL

AwuoTtauisi. Posensnymi giniuini memoou o6pooKu pobouux enemenmis 3 Ha0meepoo2o0 KOMRO3UMY HA
OCHO8I  KyOiuHo20 Himpudy 6opy epynu BL (CBN(45-55 00.%)-TiC). Hasedeni pe3yiomamu
docniddcerb POpMYBaHHSI MIKpO2eoMempii NOGepXHi pI3aNbHUX NAACMUH Npu 00podYi GilbHUMU
NOpOWIKAMU  CUHMEMUYHO20 AMA3y, WIQYSanbHUMU Kpy2amu ma MemoooM 8iOpo-MacHimHo-
abpasusHoi 0bpodku (BMAO). Po3pobreno cxemy ma CKOHCMPYUOBAHO NPUCMpIitl O1sl NPAKMUYHOT
peanizayii npoyecy BMAQO pizanbHux niacmuH, wo 8KIOYAE KOHMeEUHEP 0 00POOIOBAHUX NAACMUH,
gibpayitiny cucmemy i npucmpini 01 CMEOPEHHA eNeKmpOMAcHImHO20 noisi. Bcmanosneno, wo
000amKkose MoHKe WNiQY8aHHs NOBEPXOHb PISANbHUX NIACIUH NOPOUWKOM CUHMEMUYHO20 AIMA3Y
ACM 14/10 0o36015€ nokpawumu po3nooin 1ameparbHux Cui mepnsi N0 pO6OYUX NOGEPXHAX NAACUH
ma npu sabesnedye iOCymuicmy Oeekmis y 8uciadi 20Cmpux Gepuiun ma Kpamepis, 3aIuueHux
nonepednvoio 0bpoodkorw. Iloxkasano, wo 6 npoyeci oopodoku BMAO pisanbHux niacmuH, 3a808Ku
MASHIMHOMY MO0 MA GIOPAYIIHOMY 6NAUBY 30IUCHIOEMbCA NPOYEC MePMmsl MIdC NOGEPXHAMU NAACTIUH
ma abpazueHuM cepedosuuyeM, 8 HACIIOOK 4020 8i06Y8AEMbCs MIKPOBUOATIHHS Mamepiany, uo eede 0o
3MEHWeHHs WOPCMKOCmI 00pOOIeHUX NOEPXOHbL NIACMUH ma 3abe3neyye nompibHe 3a0KpyeieHHs
PI3anbHOT KPOMKU, KA MAE NPABUTLHY 2eOMEMPUUHY (HOPMY NO BCItl Q0BIICUHI 3 NAABHUM CROLYHEHHAM
nepeoHboi ma 3a0HbOI nogepxoHv. Pesynbmamom SKICHO20 3A0KpY2leHHs DI3AIbHUX KPOMOK md
opmyeants nosepxoHs pi3aibHUX NIACMUH 3 MEHWOI0 WOPCMKICIIO € NidgulerHs MiyHocmi ma
3HOCOCMIUKICMI MEMANOPI3ATbHO20 THCMPYMEHMY NPU 8UCOKOWGUOKICHIT 00pobyi demarneil 8 ymogax
SHAYHUX MEPMOBAPUUHUX HABAHMANCEHD.

KuarouoBi ciioBa: anmvasna o6pobka; ¢ibpo-maznimno-abpasusta o6pobka; pizanshi niacmunu; CBN;
WOPCMKICMb NOBEPXHI; CUNU MEPIN.
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INFLUENCE OF THE GEOMETRIC CHARACTERISTICS
OF THE DISCONTINUOUS PROFILE WORKING
SURFACES OF ABRASIVE WHEELS FOR PRECISION
AND TEMPERATURE WHEN GRINDING

Abstract. Grinding is the most common finishing method for hardened steel parts. Grinding is
accompanied by a large heat release in the cutting area, under the influence of which structural
changes appear in the thin surface of the processed parts, tensile stress and even microcracks, which
significantly reduce the operational reliability of machines that include these parts. The use of abrasive
wheels with an intermittent working surface makes it possible to reduce the temperature in the area of
contact of abrasive grains with the material of the workpiece and, as a consequence, stabilize the
quality of the surface layer of the workpieces. High-frequency vibrations in the elastic system of the
machine, accompanying the work of an intermittent wheel, are a positive factor that reduces the energy
consumption of the grinding process. However, under certain conditions of dynamic interaction of the
tool with the workpiece, parametric resonance may occur, which worsens the geometric and physical-
mechanical parameters of the quality of the surface layer of the processed part. The aim of the work is
to realize the possibility of predicting the quality parameters of the surface layer of parts during
intermittent grinding by studying the influence of the design features of the macrotopography of the
working surface of abrasive wheels and processing modes on the nature of the dynamic interaction of
the tool with the workpiece and the heat stress in the cutting area. It was found that the parametric
vibrations of the elastic system of the machine tool can be shifted to a more stable area, due to an
increase in the number of interruptions of the working surface of the abrasive wheel with a constant
ratio of the length of the protrusions and depressions. The increase in the number of breaks on the
wheel also contributes to a decrease in temperature in the cutting area. It was found that to maintain
the stable operation of the elastic system of the machine, it is necessary to reduce the number of cavities
on the grinding wheel with an increase in the cutting speed. However, both of these actions are
accompanied by an increase in the heat stress of the grinding process. It has been experimentally
established that for ordinary (pendulum) grinding, it is possible to achieve an increase in processing
productivity by increasing the speed of the longitudinal movement of the table.

Keywords: macrotopography of the working surface; surface roughness; degree of tempering; dynamic
interaction; processed material.

Grinding is the final method of mechanical restoration. High speeds of
rotation of grinding wheels make it possible to ensure, with this method of
processing, a high accuracy of shape and roughness of surfaces of parts. One of the
disadvantages of grinding is its high heat intensity, which can lead to a decrease in
the specified physical and mechanical properties of the machined surfaces and, as a
result, to a decrease in the durability of the mechanism. One of the reasons for the
increase in the heat intensity of the grinding process is a decrease in the cutting
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ability of the abrasive wheel due to the smoothing of the microrelief of its working
surface and the seizure of the processed material with cutting grains. [1,2,3]. The
studies [7,8,9] are devoted to the study of the influence of the shape of abrasive
grains on the heat intensity of the grinding process. Despite the difficulties
associated with ensuring the required physical and mechanical properties of the
machined surfaces during grinding operations, this method of processing continues
to be widely used in the industry. From works [10, 11] it is known that annually
consumed 240,000 grinding wheels with a diameter of 200-500 tons, used only for
flat grinding operations.

From works [12,13,14,15] it is known that the use of abrasive wheels with an
intermittent profile can reduce the temperature in the area of their contact with the
processed material by 30% or more. A decrease in temperature in the area of cuts
of the processed material by abrasive grains occurs due to periodic interruption of
the cutting process. [16,17] For the same reason, the cutting process is
accompanied by high-frequency oscillations, which facilitate the formation of
chips, promote periodic sharpening of cutting grains and, as a result, reduce the
energy consumption of the grinding process [18, 19, 20]. However, the periodic
interruption of the cutting process associated with the presence of cavities on the
grinding wheel leads to inconsistency, rigidity of the technological system, which
can lead to the appearance of parametric resonance [21, 22]. Parametric
oscillations lead to a cyclic change in the cutting temperature (to cyclic burns on
the processed surface) and a decrease in the accuracy of the shape of the ground
surfaces [21, 22]. The aim of this work is to study the effect of macrotopography of
the working surface of discontinuous-profile wheels and the parameters of
processing modes on the dynamics and heat intensity of the grinding process.

Theoretical studies were carried out on the basis of thermal physics of cutting
processes and theories of oscillations. Experimental studies were carried out on a
3G71M flat-grinding machine. As the test samples, we used flat rectangular tiles
made of 18 khgt steel, 150 mm long, 20 mm wide, and 10 mm high. Grinding was
carried out with three abrasive wheels PP 200 x 20 x 76 24A 40 CM2 7 K5, one of
which had a continuous working surface. The working surface of the second wheel
had 12 evenly distributed straight-profile depressions, the dimensions of which
were half the size of the cutting protrusions. On the working surface of the third
wheel, there were 30 depressions with the same ratio of the lengths of the
projections and depressions. The study of the surface roughness was carried out
using the "Profilometer 296" device.

Calculations were performed according to the following formulas:

@ > (1+¥)/2 @
(I):[sinnl‘ry(nf sinn, -1, —n? 'Sinn)—z'nl'”z -cosn, -1, -cosn, .(rl+r2)].ﬁ (2)
+
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Where: 11 — contact time of the abrasive tool with the processed material, s;
T2 — time during which there is no interaction of the wheel with the workpiece, s;
I, — gap width of the working surface of the abrasive wheel, m;
I, — distance between two adjacent discontinuities, m;
Co — reduced stiffness of the elastic system of the grinding machine, kg / m;
t) tr — theoretical and actual thickness of the workpiece removal in one pass, mm;
Wir,Rir— speed (m / s) and radius (m) of the grinding wheel, respectively;
n — number of gaps of the same width evenly distributed over the working surface
of the abrasive wheel,;
m!— is the reduced mass of the wheel, (N * S2) / m;
no— cutting hardness kg / m;
h — is the coefficient of damping of oscillations in time.

The results are shown in the figures 1-2.

117



ISSN 2078-7405. Cutting & Tools in Technological System, 2021, Edition 94

1.9 // e \Z\\\\
4} 1; /// pa— \Q\
(0)) 10 Y/ N=0.32 7 NN
4} = 7/ N=0.31; 0.33 BN
0.8 N=0.30: 0.34
0.6 N=0.29; 0.35
0.4 i l

e

Figure 1 — Dependencies @ = f (n) plotted for different values of N
taken from the interval 0.29<N<0.35
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Figure 2 — Dependencies @ = f (N), plotted for different values of n,
taken from the interval 11 <n <19

Fig. 1,2 shows the dependence of the left side of inequality (1) on the number
of depressions on the working surface of the wheel n and on the coefficient N,
which shows how many times the width of the depression differs from the length
respectively. It can be seen from fig. 1,2 that the dependence ®@ = f (n, N) is a wavy
surface. When this surface is cut by planes parallel to the coordinate plane (®, n),
semi-ellipses are formed, the major axes of which have the same length, and the
sizes of the minor axes depend on the numerical values of the coefficient N. When
cutting the surface @ = f (n, N) by planes parallel to the coordinate plane (@, N),
semi-ellipses are formed, the minor axes of which have equal dimensions, and the
values of the major axes significantly depend on the number of depressions on the
working surface of the discontinuous wheel.
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Figure 3 — Dependencies (1+y)/2=f (N) plotted for different values of n = 6,25,50

Fig. 3 shows the effect of the geometric parameters of the working surface of
the wheel N and n on the right-hand side of inequality (1).

Fig. 3 shows that the dependence (1+y)/2=f (n,N) looks like a plane that can
be considered parallel to the coordinate plane (n, N). It follows from inequality (1)
that the parametric instability of the elastic system of the machine arises when the
tops wavy surfaces, described by the graph @ = f (n, N), protrude above the linear
surface described by the graph (1+y)/2=f (n,N)

Fig. 4 shows the cut line by the plane (1+y)/2=f (n ,N) of one of the surface
waves ®=f (n,N).

The cut line looks like an ellipse, the major axis of which is parallel to the n
axis, and the small one is parallel to the N axis.
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Figure 4 — Line of intersection of a ruled surface (1+y)/2=f (n,N)
with a non-ruled surface ® = f (n; N)
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Figure 5 — Ellipse-like lines bounding the regions of parametric instability
of the elastic system of the machine

Fig. 5 shows the ellipse-like boundaries of the regions of parametric non-
stability of the elastic system of a grinding machine, which represent both lines
of intersection of the surface described by the graphs (1+y1/2=f (n, N) (linear
flat surface) and ®= f (n, N) (undulating nonlinear surface).

From analysis of the shape and size of ellipses, built in the coordinate system
(n, N), limited by the intervals 0,35<N<0,80;5 <n<55 it is seen:

-with an increase in the number of ruptures (n) of the working surface of
an abrasive tool, the areas of unstable operation of the elastic system of the
machine are lengthened (the sizes of large axes and ellipses increase; the
distance between these areas (areas of stable operation) also increases;

-with an increase in the discontinuity coefficient N, the parametric non-
stability area thickens (the size of the small axes of the ellipses increases). In
this case, the distance between two adjacent ellipses also increases;

- a decrease in the discontinuity coefficient N shifts the area of parametric
instability in the region of stable operation of the elastic system of the machine
in the direction of large values of the breaking numbers of the working surface
of the abrasive wheel.

It follows from everything that in order to ensure the stable operation of the
elastic system of the machine, it is necessary to increase their number on the wheel
when decreasing the size of the cavity in relation to the cutting protrusion.

For example, with N = 0.73, stable operation of the elastic system of the
machine is provided by two intervals of the number of cutting protrusions: 9 <n
<12 and 18 <n< 26, and with a decrease in the discontinuity coefficient to N =
0.375, the intervals of the number of cutting protrusions will change: 10 <n< 14
and 22 <n< 34.

From fig 6. it can be seen that an increase in the circumferential speed of the
wheel Wi, leads to a shift in the regions of stable operation of the elastic system of
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the machine (these areas are shaded) in the direction of a decrease in the number of
slots on the working surface of the wheel n.
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Figure 6 — Displacement of the areas of stable operation
of the elastic system of the machine when changing the cutting speed
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Figure 7 — Displacement of non-cut areas of intermittent grinding
when the temperature of continuous grinding changes

Fig 7. three curved lines are shown, each point of which is a set of such
geometric parameters of the working surfaces of the abrasive discontinuous wheel,
at which the surface temperatures of continuous grinding T = 600°C, 750°C, 900°C
decrease to values that do not cause structural and phase transformations. From
fig7. it can be seen that the areas of cut-free intermittent grinding with an increase
in the temperature of continuous grinding are displaced in the direction of an
increase in the number of depressions on the abrasive tool.
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Fig. 8 shows the graphical dependence of the tempering degree of the
workpiece surface layer on the longitudinal feed of the table of the surface grinding
machine is presented. The degree of tempering was determined by the formula:
N '= (Hm - H'm) * 100 / Him, where: Hy, is the microhardness of the starting material
before grinding, kg / mm?; H'y - microhardness of the layer lying at a depth of 20-
30 mkm after the grinding, kg / mn2 Samples of steel 12x2N4A were ground
without cooling with a continuous wheel 24A 25 CM2 7 K5 in the following
modes: Wi,=22 m/s; t=0.03 mm; Wg =3 m/ min; 6m/ min; 9m / min; 12 m /
min ; 15m / min. From fig.8 it can be seen that the degree of tempering of the
processed surface decreases with an increase in the longitudinal feed. After
grinding flat parts made of 18 KhGT steel with an intermittent wheel, which has 30
cutting projections, and a solid wheel with same characteristics, the roughness
heights of the machined surfaces have similar numerical values (fig.9). In other
words, as the number of cuts on the discontinuous wheels increases, the surface
roughness formed by these wheels approaches the surface roughness obtained by
continuous grinding.

A
20
10 a4
0
3 6 9 12 15
d , m/min

Figure 8 — Displacement of non-cut areas of intermittent grinding
when the temperature of continuous grinding changes

Fig. 9 shows the experimental dependencies of the roughness parameter R, on
the longitudinal feed rate Wy when grinding flat samples of steel 18 KhGT with solid
and two intermittent (N = 0.5; n = 12; n = 30) wheels 24A40 CM 2 7 K 5 at modes:
Wi =30 m /st =0.025 mm; Wg =3 m/min; 6 m/min; 9m / min; 12 m / min; 15m /
min, without cooling.
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Figure 9 — Dependence of the roughness height of the processed surface
on the longitudinal feed rate when grinding with a solid wheel (continuous line)
and broken wheels (dash-dot lines)

From fig 9 it can be seen that an increase in the speed of the longitudinal
movement of the table of the grinding machine surface leads to an increase in the
roughness height of the machined surface. Moreover, the surface formed during
grinding with a continuous wheel has a lower roughness in comparison with the
surfaces processed by intermittent wheels. With an increase in the number of
cutting protrusions on the wheel, the roughness parameter R, decreases.

After grinding flat parts made of 18 KhGT steel, an intermittent wheel with
30 cutting projections and a continuous wheel of the same characteristics of the
roughness heights of the machined surfaces have similar numerical values (Fig. 9).
In other words, as the number of cuts on the discontinuous wheels increases, the
surface roughness formed by these wheels approaches the surface roughness
obtained by continuous grinding.

Conclusions.

1. As a result of the research carried out, it became possible to predict the
dynamic and thermal phenomena during intermittent grinding, when changing the
operating parameters of the processing of the geometric parameters of the
macrotopography of the working surface of abrasive wheels.

2. It was found that in order to maintain the stable operation of the elastic
system of the machine, it is necessary, with an increase in the cutting speed, to
reduce the number of depressions on the grinding wheel. However, both of these
actions are accompanied by an increase in the heat stress of the grinding process. It
has been experimentally established that for ordinary (pendulum) grinding, it is
possible to achieve an increase in processing productivity by increasing the speed
of the longitudinal movement of the table.
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3. It was found that the parametric vibrations of the elastic system of the
machine tool can be shifted to a more stable area by increasing the number of
interruptions of the working surface of the abrasive wheel, with a constant ratio of
the length of the protrusions and depressions. The increase in the number of breaks
on the wheel also contributes to a decrease in temperature in the cutting area.
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Ouexciii SIkimoB, JIto6oB bosuerpa, Bononumup ToHkoHOTHH,
Bnanucnas Baiicman, Biktop Crpens6inbkuii, Inna Cinbko, Onmeca, Ykpaina

BIIVIMB TEOMETPUYHUNX XAPAKTEPUCTUK IEPEPUBYACTOI'O
MMPOPLIIO POBOYUX NIOBEPXOHDb ABPAZUBHUX KPYI'IB
HA TOYHICTDH I TEMIEPATYPY IIPU IIJII®YBAHHI

AHorauis. [nigysanns € Halbibwt nowupeHum memooom QiHiwHoi 06pobru demanei i3
3azapmoganux cmaneil. LLnighysants cynposoorcyemvcs BUOLICHHIM 6eIUKOL KIIbKOCMI Menid 6 30Hi
pi3anna, nio O0i€l0 AKO20 6 MOHKOMY MNOBEpXHe8oMYy wapi 006pobreHux Oemainell GUHUKAIONb
CMPYKMYPHI 3MIHU, HANPYIICEHHA pO3MA2Y | HAGIMb MIKPOMPIWUHU, WO ICTOMHO 3HUICYIOMb
EeKCHIYamayiiHy HAOIHICMb MAWUH 00 CKAAOY SKUX 6X00amb Yyi demasi. 3acmocysants abpazueHux
Kpy2ié 3 nepepuguacmoro pobouoio nogepxuelo 003601A10My 3HUUMU MeMNepamypy 6 30Hi KOHMAKNLy
abpasusHux 3epen 3 mamepiaiom 0emaiui i, SIK HACHIOOK cmMAOINizysamu SAKICMb NOBEPXHEBO20 UWApy
obpobmosanux  demaneii. Bucoxowacmomni xonusamms @ mpyjicuill  cucmemi eepcmama,  AKi
CYnposoodicyloms  pobonty nepepusuacmo20 Kpyed, € NO3UMUSHUM HYUMHUKOM, WO 3HUIICYE
enepeoemuicmv npoyecy winighysanns. OOHAK, npu NEGHUX YMOBAX OUHAMIUHOT 63A€MOOIT IHCIMpPYMenny
i3 3020MOGKOI0 MOJICe BUHUKHYMU NAPAMEMPUYHUL Pe3OHAHC, AKULL NOIPpULye 2eomempuyti i Qisuxo-
MeXaHiyHi napamempu AKOCMI NO8ePXHe8020 uapy o6pobrenoi demani. Memoro pobomu € peanizayis
MOJICTUBOCHI] NPOCHO3YEAHHS NAPAMEMPIE AKOCMI NOGEPXHEB020 wiapy demanetl npu nepepusuacmomy
Wnighyeanti 3a paxynox GuUEHeHHs 6NIUBY KOHCMPYKIMUGHUX 0COOIUS0CTeEl MaKpomonozpagii poboqoi
NOBEPXHI AOPA3UBHUX KPY2i8 MA PeHCUMi6 00pOOKU HA Xapakmep OUHAMIYHOI 83a€MOOIT IHCmpyMenmy 3
3a20MiBKOI0 I MENIOHANPYHCeHHICMb Y 30HI pi3aHHs. Bcmarnoeneno, wo napamempuuni KOAUBAHHS
NpY2*CHOT cucmemu 6epcmama MOJCHA 3pyuumu 6 Oinbus CMmIliKy 001acme 3a paxyHox 30inbutenHs
KinbKocmi nepepuéanb pobo4oi nOoepXHi abpas3ueHO20 Kpyea Npu HEe3MIHHOMY CRiB8IOHOUWEHHI
NPOMANCHOCMI GUCIYNIG | 3anadut. 30inbuents Yucia po3pusie y Kpy3i CHpUusic marKodic 3HUNCEHHIO
memnepamypu 6 30nui pizanns. Bcmanosneno, wjo 0na niompumxu cmiikoi pobomu npysucHoi cucmemu
eepcmama  HeoOXiOHO npu  30inbUleHHI WBUOKOCMI PI3AHHA 3MEHUY8amu Hucio 3anaouH Ha
winighysanvromy kpysi. Oonax, o6uosi yi 0ii cynpogooiICcyiomvcs 30IMbUEHHAM MENIOHANDYICEHOCNIT
npoyecy  winipyeanns.  Excnepumenmanvmum — winiaxom  6Ccmanoeneno, wjo  OAd  36UHAIIHOZO
(MAsAMHUKOB8020) Wiy BAHHA MOACHA OOMOSIMUCS NIOBULYEHHS NPOOYKIMUBHOCII 0OPOOKU 3a PAXYHOK
30IMbUWEHHS WUOKOCII NO3006IHCHBO20 NepeMiujelts pobouo2o cmoiy.

Karouosi cioBa: maxpomonozpaghis po6ouoi nosepxmi; wiopcmxicns NOepxHi; CMyniib GiONyweHHs;
OUHAMIYHA 83AEMO0is; 0OPOONIVBANLHUL Mamepiall.
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TECHNOLOGICAL PROVISION OF THE ACCURACY
FOR THE THREAD FORM OF ROD PUMPS

Abstract. Aspects of thread manufacturing used in downhole rod pumps are considered. Technological
defects of distortion of lateral surfaces of a thread profile arising in the course of processing on CNC
machines are described, and the factors which most influence formation of these defects are established.
The influence of profile defects on the reliability of the threaded connection during the operation of rod
pumps is analyzed, as well as the research on the dynamics and oscillations of machine systems is
analyzed. With the performed analysis the mathematical model of real technological system in the
course of machining process is created and investigated. The main technological factors that have the
greatest influence on the occurrence of error in the shape of the thread surface are identified. With the
help of software for analysis of dynamic systems, the necessarily calculations were performed and the
behavior of the dynamic system in the process of forming the thread profile was considered. Based on
the analysis of the obtained results, a system for managing the parameters of the technological process
of threading and technological solutions formulated. The introduction of which had a positive impact on
the stability of the machining process and reduce the frequency of the above defect.

Keywords: threaded connection; thread profile; technological system; cutting mode; oscillations;
amplitude; mathematical modeling.

Introduction. There are different types of rod pumps, which differ in the
layout and design of the fastening system in the downhole, the design of certain
components. The pump is a device with a length of more than ten diameters, the
structure of which includes working, basing and connecting elements. Movable
units are made with precise fits. The general design of the downhole pump consists
of tubular parts connected by threads. That is, each pump part has at least two
threaded surfaces. Rod pumps use different types of threaded connections, which
differ in the type of profile, and generating, and technological requirements. The
accuracy of the dimensions of the various threads is regulated by the relevant
standards, which contain formulas for calculating the tolerance fields and/or a
number of marginal deviations for individual dimensions and surface shapes [1,2].

Formulation of the problem. When machining threads with CNC lathes, a
defect appears from time to time, which is a significant deterioration in the
roughness of the side surfaces of the thread. The appearance of large notches,
cyclically located along the turn of the thread is seen. Figures 1 and 2 show
examples of parts with this defect on the internal thread. As can be seen in the
figures, one part has more notches at the end of the threaded area (Fig. 1), and the
other almost along its entire length (Fig. 2).
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Figure 1 — Part with notches on the thread

All performed threads are machined on CNC lathes of different brands and
year of manufacture, using turning cutters with replaceable plates. Plates with a full
profile, which select the surface of the thread top on the last passes are also used,
as well as general purpose ones, which are more universal.

Figure 2 — Part with notches on the thread along its entire length

Cutting modes are selected according to the recommendations of the tool
manufacturer, other standards and are adjusted depending on the conditions of the
installment.

The appearance of the described defect is unsystematic. It takes place when
making parts of different designs, the use of material from different batches,
processing on different machines, different tools. But we can say that more often
its appearance is observed while:

- processing of internal and conical threads,

- processing of large diameter threads,

- large departure of the processed surface.
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Uncontrolled excessive reduction of surface roughness parameters and
accuracy of the thread profile shape has significant negative effects in the process
of further pumps functioning:

- stress concentration — areas with a small radius of curvature serve as a
focus of local concentrations of mechanical stress and provoke the emergence and
development of microcracks;

- violation of the tightness of the thread due to uneven load distribution on
the side surfaces of the profile and, including at the macro level due to deviations
in the contact density;

- undesirable deviation in geometry of the location of the connection parts;

- negative impact on the quality of galvanic coatings — insufficient
uniformity and adhesion leads to local destruction of the protective layer, which
contributes to unpredictable corrosion;

- provoking more intensive corrosion wear of products due to accumulation
in the irregularities of aggressive substances.

The appearance probability of the abovementioned problems indicates that
the considered production defect is unacceptable. In practice, in case the rejected
parts cannot be corrected by elaborating the thread to a satisfactory quality, these
parts are rejected and are not allowed to be used in the product. To minimize such
cases, the technology of manufacturing parts must ensure the stable performance of
threading operations on a given equipment with maintained quality.

The purpose of this article is to develop a mathematical model of the
dynamics of forming the surface of thread profile on lathes based on the
identification and study of factors that determine the errors of the shape of the
threaded surface profile, as well as control the parameters of thread formation to
ensure stable quality of the process.

The deviation of geometric shapes from the theoretically given ones is caused
by the circumstances inherent in the method of threading and arises as a result of
the manifestation of a number of technological reasons [3]. For the non-systemic
nature of shape errors, the most important factors are: unsatisfying mechanical
properties of the workpiece material; workpiece locating errors; inaccuracies in the
adjustment of all technological equipment and, as a consequence, dynamic
phenomena of the cutting process, such as vibrations. When considering the
conditions of vibration, it is necessary to make allowance for the rigidity of the
entire processing system. And this: the lathe machine itself, the foundation under
the machine, the device for different turning conditions, the tool, the part itself and
the processing modes (Machine-Tool-Workpiece system or MTW) [4]. The most
common type of vibration when working on metal-cutting machines is self-
oscillation [5,6]. Self-oscillating or «autoexcitation» is a process in which non-
extinguishing oscillations can be excited due to an energy source that does not
have oscillatory properties. Intense self-oscillations of the tool occur mainly in the
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direction of the tangential component of the cutting force, where the rigidity of the
cutter system is the lowest. They occur under the influence of friction forces on the
back surfaces of the tool [7]. Prof. A. I. Kashirin and his followers consider this
reason, along with the change of friction forces in the process of machining and
wear of the tool, to be one of the main factors supporting self-oscillations [8].
Moreover, I. S. Amosov showed that the role of changes in the cross section of the
cut during self-oscillations can be estimated at 85%, and the role of all other causes
only in 15% [9]. These studies are mostly general in nature and do not take into
account modern technological systems and their capabilities.

In [10] the issues of intensity of self-oscillations at change of effort due to
intermittent cutting process and influence of oscillations on shape errors during
processing by cutting tool are considered, and conditions of excitation of
parametric resonances, and also their intensity at boring of intermittent surfaces are
studied. The discontinuity of the bored surface is described by the piecewise
constant functions @(t). The calculations according to the proposed model are in
good agreement with the experimental data when varying the cutting modes.
Studies of the Provincial Key Laboratory for Green Cutting Technology and
Lanzhou Institute of Technology, Lanzhou, China [11] are devoted to the mutual
influence of cutting process parameters and equipment condition on the occurrence
of vibrations and their intensity during machining on CNC machines. In the
research [12] the issues of damping of self-oscillations during machining with a
cutting tool due to variation of the cutting depth parameter are considered.

However, all the considered works take into account the specific processing
conditions and MTW system, which differ from the existing ones for the studied
problem, and the use of these models requires reliable and complete information
about the dynamic state of the mechanical cutting system. The analysis of the
considered sources allows to use to some extent the techniques offered by authors
for development of dynamic model of thread cutting process, its further research
and development of recommendations for production.

The main elements of the MTW dynamic system, interacting with each other,
in the study of its characteristics are hysteretic damping system (springing system)
the working processes of friction, cutting and processes occurring in the engines.

Mathematical modeling is based on solving the Lagrange equation (1) for
individual coordinate directions:

d /dT dT dll dR

&(d_x) Tax _d_xi_d_xi-l_ZQi' (€Y
where T — the kinetic energy,

IT — potential energy,

R — the dissipative function,

Qi — external forces,
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Xi — coordinates of displacements.

A dynamic machining system can be represented by a system with one degree
of freedom. Figure 3 shows the surface of the part fixed in the chuck of the lathe,
and the cutter in the carriage, which is set to turning with a depth of t, mm. The
carriage is connected to the frame by stiffness j, N/m and damping coefficient b,
Kg/s.
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Figure 3 — Scheme of the process of longitudinal turning
in the plane perpendicular to the axis of the part

When set to a given depth of cut (t) turning process provides a cutting force
(P), which causes deformation of MTW system (y), which in turn affects the actual
position of the cutter edge. This closed-loop system can be described by the
following block diagram (Fig. 4):

—+ tactudl—» W1 P—» W2 ——y——

Figure 4 — Block diagram of the turning process
with one degree of freedom

For a single coordinate it can be expressed by:

Wl=K=-
t

assuming that at the initial moment of time P, t, K are constants;
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W2 =—7p——"—,
m-s?2+b-s+j

based on the equation of forces (linearization of the Lagrange equation).
Then the total transfer function of this system will be:

W1-w2 K
T1+W1-W2 m-s24+b-s+(G+K)

where m, b, j — dynamic characteristics of the system, adopted on the basis of
experimental studies for a specific MTW system,

K — the coefficient of proportionality of the cutting force, which reflects the
influence of the turning depth on the resulting force and is calculated by the cutting
modes,

s — the complex variable of Laplace transformation.

For the proposed dynamic system as controlled parameters, it is advisable to
consider cutting modes (only depth and cutting speed, because it is not possible to
vary the feed when cutting threads), as well as the length of tool and workpiece as
elements that affect the rigidity of the system. The stiffness of other elements of
the MTW system was established experimentally, and in the proposed model is
taken into account as a constant. To control other characteristics related to the
rigidity of the equipment (design of the device and the machine) is also impractical
in this case, as it requires additional costs for equipment upgrades, in addition, the
equipment is used not only for machining threaded surfaces.

Simulation of process dynamics is performed using special software. Figure 5
shows an example of a simulated system, which is given by the block method (top),
as well as using a special block "transfer function™" (bottom). The second option is
more convenient, although it requires additional calculations to determine the
coefficients of the transfer function, which can be performed automatically in
Excel along with the variation of parameters.

Multiple simulations of the threaded surface forming with specific geometric
parameters with a step of 2 mm and a length of 40 mm was carried out.. In the
simulation process, the following parameters were varied separately: cutting depth
t, which depends on the number of passes of thread formation (and its dependent
cutting force P), cutting speed v, system rigidity j, which was set experimentally.
The values of all other parameters were fixed as constants. All parameter values
varied within the allowable ranges. The values of other parameters were constant
and equal to the previously accepted.

The cut depth (number of passes) varied from 0.236 mm to 0.071 mm. The
average of the values of the position deviation of the cutter from a set level was
0.0656 mm, and the average of the maximum position deviatons of the cutter from
the steady state was 0.121 mm.
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When changing the cutting speed (turning speed) in the range from 25 m/min
to 95 m/min, the average of the values of deviations of the cutter position from the
set level was 0.0805 mm, and the average of the maximum deviations of the cutter
position from the steady state was 0.1498 mm.
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Figure 5 — Modeling of a dynamic system

The rigidity of the system varied from 1-10° N/m to 1.9-105 N/m. When
changing this parameter, the average of the values of deviations of the cutter
position from the set level was 0.0688 mm, and the average of the maximum
deviations of the cutter position from the steady state was 0.1225 mm.

As shown by the results of the analysis of the proposed models, the position
of the cutting surface of the tool has not just a fixed position error, but is in an
oscillating state. Moreover, this condition has a significant amplitude during
surface cutting, and also has a clear relationship with the varied parameters.

For a more detailed assessment of the impact of the considered parameters,
the calculations were performed, which establish how the change of each
parameter is reflected in the change of the initial value. The considered parameters
have different degree of influence on the modeled system. For example, a small
relative change in the cutting depth parameter causes a larger relative change in
amplitude than the same or even a larger relative change in the cutting speed
parameter.
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This allowed to develop a software for managing technological parameters in
the processing of threaded surfaces. These calculations are valid only for the
considered specific processing system and the formed model of constant values of
parameters which are established experimentally, and ranges of the varied
parameters.

The calculation results, which were obtained on the basis of the proposed
model, were checked during the processing of specific threaded surfaces of rod
pump parts. The form errors in this case were avoided, which shows the adequacy
of the model and the software.

Based on the evaluation of the obtained data and analysis of the simulation
results, general technological measures are offered to improve the thread cutting
process for specific geometrical parameters and shapes of threaded surfaces used in
the manufacture of rod pumps (use of lubricants, timely control, sharpening and
changing of cutting tools for ensuring the energy characteristics of the process in a
given range, proper tightening of equipment connections, avoidance of imbalance
of movable joints, etc.)

The proposed general measures are fully in line with the abovementioned
recommendations.

Conclusions:

1. Based on the analysis of the defect nature, the causes and factors that
affect the appearance of defects in the side profile of the threaded surface of the
rod pumps parts are identified. The quantitative nature of the occurrence of
springing deformations in the MTW system during machining was also established,
which allowed to create a dynamic model of the thread machining process.

2. The proposed model allows to determine the technological parameters of
the operation (cutting speed and depth, tool departure parameters) for a specific
thread profile with specific geometric parameters (diameter, pitch, length, profile),
which will provide the required accuracy of the threaded surface shape. The
software block of models allows to define processing parameters from the point of
view of optimization of two factors: maintenance of stable process of cutting
without return of self-oscillations and maintenance of the maximum productivity
(minimum time of forming of a carving surface). The proposed model allows to
use it to determine the parameters of operations of processing of threaded surfaces
by cutters on similar equipment.
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TEXHOJIOI'TYHE 3ABE3INEYEHHS TOYHOCTI
®OPMHU IMTPOPLIIO PI3bBU HITAHTIOBUX HACOCIB

AHoOTaNinA. Posenanymo acnexmu 6u2omosnens pisoonets, AKi GUKOPUCHIOBYIOMbCA 6 CBEPONIOBUHHUX
wmanzosux Hacocax. ONUCAHO MexXHON02IuHI dedekmu cnomeoperHs: GOKOBUX NOSepXOHb Npoiis
Pi3bONeHHs, Wo BUHUKAOMb 6 npoyeci 0bpobku na eepcmamax 3 YIIK, ma ecmanoeneno pakmopu, sii
Haubitbw 6nauearomy Ha ymeopenns yux Oegexmis. IIpoananizoeano eniue oegexmie npoginio na
HaoiltiHicmb  pi3b006020 3’€OHAHHA 6 npoyeci ekcnayamayii WMAaHeO08UX HACOCIB, a MAKOMXMC
NPOAHANI308aHO OO0CNIONCEHHA 3 NUMAHb OUHAMIKU U KOJUBAHb BePCMAMHUX cucmeM. 3asosaku
BUKOHAHO20 AHATI3Y CIMEOPEHO | O0CTIONCEHO MAMEMAMUUHY MOOeTb PealbHOI MeXHONI02IYHOT cucmemu,
AKA 8UKOPUCMOBYEMbCA 8 npoyeci 06pobKu pizb0060i nogepxHi. Bcmanosneno ocHO8HI MexHON02IuHI
Gakmopu, sKi maiome HAUOITLWUL 6NIUE HA SUHUKHEHHS. NOXUOKU opmu pizb0060i noeepxmi. 3a
00NOMO2010 NPO2PAMHO20 3abe3neyentsi 05l OOCTIONCEHHA OUHAMIYHUX CUCeM GUKOHAMO HeoOXiOui
PO3paxyHKu ma posensinymo nogedirnka cucmemu Bepcmam-IIpucmocysanns-3azomoska-Incmpymenm
6 npoyeci Qpopmysanus npoginto pisvou. Ha niocmasi ananizy ompumaHnux pesyiomamis po3poonena
cucmema KepyeamHs Napamempamu MmexHon02iuHozo npoyecy 00pobku pizb06060i nosepxui ma
ChOpMYIbOBAHI  MEXHONOZIYHI  PIUIEeHHS, B6NPOBAONCEHHS. AKUX MANO NOUMUSHUN 6NIUE HA
cmabinbHicme aKocmi npoyecy 00poOKU Ma HA 3MEHWEHHS. YacmOmu NOSAGU PO3SIAHYMOZ0 BUlye
Odeghexmy mounocmi ghpopmu npoghinio pizboaeHNs Ma NIOGUWUNO epeKxmusHICmb UPOGHUYMEA.
KurouoBi ci10Ba: pizbb06e 3’ €OHaHHA; NPODinb pizbOIeH s, MEXHOIO2IMHA CUCMeMA; PEXCUM DI3aHHS,
KONUBAHHS, AMNIIMYOa; MAMeMamuiHe MOOeNOBAHHS.
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QUALITY MANAGEMENT OF CUTTING TOOLS
ON HEAVY MACHINES

Abstract. The work is devoted to improving the efficiency of cutting tools on heavy machines by
developing a quality management system for its operation, determining rational operating regulations
and developing general machine-building standards for cutting. The developed model of the tool
operation control system for the first time allowed to systematically consider the structure and
relationships of all components of the process. The qualimetric approach to the tool operation process
made it possible to develop methods for quantitative assessment of the process quality and substantiate
the structure of the preparatory information subsystem.

Keywords: quality management; cutting tool; machines; rational operation of the tool; system
approach; quality system.

Improving the efficiency of metalworking, introducing resource-saving
technologies in mechanical engineering, improving the quality and competitiveness
of products is possible without the development of scientifically grounded
regulations for the operation of cutting tools, which significantly affect the working
conditions and technical and economic indicators of mechanical engineering.
Ukraine is implementing international standards ISO 9000 version 2000, which
regulate the development of quality management systems for products and
processes, the development of standards and regulatory materials [1-3]. In this
regard, the issues of certification of production processes, in particular, the
processes of operating the cutting tool, the determination of scientifically grounded
cutting modes, consumption rates and other regulations for the operation of the tool,
are of particular importance.

The solution of these issues is especially important when using cutting tools
on heavy machines of high cost. This is what determines the need to reduce their
downtime and organize the rational operation of the tool. The large dispersion of
processing parameters on heavy machines, the variety of factors that affect the
operation process, require an integrated approach to determining the control
parameters of the tool operation process, the methodology of which requires
development.

Purpose of the present work: increasing the efficiency of using cutting tools
on heavy machines by developing a quality management system for the process of
its operation, defining rational operating procedures and developing general
machine-building standards for cutting.

The methodological basis of the work is a system approach to the study of the
process of operating a tool, its conditions and features, the patterns of processes.

© G. Klymenko, Y. Vasylchenko, Ye. Donchenko, 2021
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Theoretical research is based on the fundamentals of qualimetry, reliability
theory, operations research, decision making, probability, and mathematical
statistics.

Existing works considered certain aspects of the operation of tools, which
concerned medium-sized machines and did not comprehensively investigate the
whole process. As a result of the transition to market conditions for the operation
of machine-building enterprises, the operating conditions for cutting tools on heavy
machines have somewhat changed [4-7]. Foreign and domestic literature sources
indicate the growing interest in assessing the quality of various production
processes [8-10]. Nevertheless, there are no systematic studies of the quality of the
tool operation process, which allow one to take into account all the variety of
factors and their relationships that affect the control parameters, in the literature.

The current standards for cutting conditions in Ukraine give very
contradictory recommendations, do not take into account modern processed and
tool materials, do not take into account modern designs of cutting tools and their
reliability, do not fully contain mathematical models that allow the use of
computers to determine cutting conditions on heavy machines. The study of the
reliability of the tool was limited to operational tests of their reliability. The use of
tools for prefabricated structures requires the development of new mathematical
models, taking into account complex reliability indicators. The costs of the cutting
tool are calculated without taking into account the probabilistic nature of its
operation, without taking into account the design of the tool and cutting conditions.
Statistical studies of the processing parameters of parts on heavy machins allowed
us to establish more common operating conditions for the tool. The work shows
that 70% of the operations that are performed on rough heavy lathes are
longitudinal turning of parts with a carbide tool. All parameters of tool operation
on heavy machines have a large scatter, which confirms the need to consider the
stochastic nature of the tool operation process. All these factors determined the
main tasks of scientific research.

Based on the use of principles of the international standard ISO 9000: 2000, a
quality system model of the process of operating tools on heavy machines has been
developed. When building the structure of the system, the operation of the tool is
for the first time considered as a set of processes: organizational, resource
management, maintenance of the technological system, preparatory information,
processing of parts and providing feedback (assessment, analysis, improvement).

The rational operation of the cutting tool is understood as such a process of its
use, in which, along with high productivity and minimal costs, the lowest possible
consumption of the tool is achieved with a given reliability and psychophysical
load on the machine operator.

A qualimetric approach was used to quantitatively assess the quality of the
operation process. The developed hierarchical structure of properties that make up

136



ISSN 2078-7405. Cutting & Tools in Technological System, 2021, Edition 94

the quality of tool operation (Fig. 1) contains properties of purpose, which are
characterized by target functions for multi-criteria optimization of the quality of
the cutting tool operation process [1]. They represent a vector of process quality
management criteria (the number indicates the level of consideration).

ut =(U13,u§,u§,u2,u§).
Quality assessment is determined by:
KJ|:=f(P,/PPT)
where K,J - assessment of the complex i-property at the j-level of consideration;

P u P|3T - production quality indicators and reference (basic).

The operational quality level (which is considered at level j+1) is
determined by:

. n . .
J+1 _ J J
V5T =2 KB,
i=1
where BiJ - the weight of the i-property at the j-level of consideration.

Indicators of the levels of properties were determined on the basis of a
questionnaire survey, instant observations, long-term statistical studies, laboratory
experiments. The basic indicators adopted are the recommendations of norms,
standards, and other regulatory documents [2]. An expert assessment of the
properties that characterize the quality of operation made it possible to identify the
most important of them, which were taken into account when developing an
information and preparatory subsystem for the rational operation of the tool (Fig.
2).

Statistical studies of the quality of the operation of tools were used on the
basis of an information databank, which calculates more than 5000 cases of
machining parts on heavy machines, which are collected at factories in various
fields of mechanical engineering.

For theoretical studies of the quality of operation, a methodology and
software for a computer have been developed using the theory of qualimetry, as
well as a methodology for expert assessment of the quality of tool operation.

To select a tool design from an information databank of designs, it is
proposed to use the cluster analysis technique, which is developed on the basis of
applied mathematical statistics using a computer (Statistica 5.5 software package).

When forming clusters, the used agglomerative hierarchical cluster-procedure.
Instrument designs from the databank are combined into classes that are
characterized by the area of regulations for their rational operation.
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Operational and laboratory tests were carried out with VK8, T5K10, T15K6
carbide tools with wear-resistant coatings, vibration treatment and ion implantation.
The acoustic emission method was used to control the quality of the coatings. To
assess the mechanical properties of the studied steels (45, 40Kh, ShKh15SG,
12Kh18N9T, 9KhS), mechanical tests of the samples were carried out in
accordance with the standards (DSTU 1497-73). The study of the operational
strength of structures in order to determine the correction factors for the feed,
which depend on the type of structure, were carried out in accordance with the
method of stepwise increasing feed.

Quality of operation of the cutting tool

Properties The technical properties Properties Organizational
of purpose connected to processing of service properties
I
[ ] [ ]
Quality Quality Quality Other properties
of technological of technical of restoration of service
discipline training
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Figure 1 — The system of properties that make up the quality of the tool operation process
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Conclusions.

1. For the first time, the new model of the operational process management
system considered the structure and capabilities of all the constituent parts of the
process.

2. The qualimetric approach to the process of the tool operating made it
possible to develop methods for quantitatively assessing the quality of the process
and to substantiate the structure of the preparatory information subsystem.

3. The research results were used in the development of general machine-
building standards for cutting on heavy machines.
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T"anuna Kinumenko, SHa BacunbueHko,
€sreniii Jloruenko, Kpamatopcrk, Ykpaina

YIIPABJIIHHSA SAKICTIO PI3AJIBHUX IHCTPYMEHTIB
HA BAKKHUX BEPCTATAX

AHotauis. Poboma npucssauena niosuwyeHnio eghekmuHoCmi BUKOPUCTAHHSA PI3ATbHO20 THCIPYMEHNTY
HA 8AXCKUX 8EPCMAMAX WIIAXOM PO3POOKU cucmemu YRPAGIinHs AKICMIO npoyecy 1020 eKCnIyamayii,
BUBHAYEHHS PAYIOHATLHUX PeaMEeHmi eKchayamayii ma po3pooKu  3a2anbHO-MAuUHOOYOI6HUX
Hopmamusie pizannsn. Memooono2iunoio 0cHo8olo0 pobomu € cucmemHuil nioxio 00 UGUEHHs NPoOYecy
excnayamayii - IHCmpyMenmy, 1020  YyM08 md  0COOAUBOCMel,  3aKOHOMIDHOCHeU  npoyecis.
Cmamucmuuni 00CHIOdNCeHHs napamempie 00poOKU Oemainell HA BANCKUX 6EPCMAMAX O03601UNU
8CMAHOBUMU HATOITbUWL NOWUPEHi yMosu ekcnayamayii incmpymenmy. ¥V pobomi nokaszarno, wo 70%
onepayiil, w0 GUKOHYIOMbCA HA YOPHOBUX BAJICKUX MOKAPHUX BEPCMAMAX, CKIAOAE NOB300BICHE
o06mouyeans oemaneii meepoOCnIasHUM iHcmpymenmom. Bei napamempu excniyamayii incmpymenmy
HA BAJICKUX 6EPCMAMAx MArmy 6eluKe PO3CIIO8AHHS, WO NIOMBEPONCYe HeOOXIOHICmb po32isidy
CMOXAcmMuyHo20 Xxapakmepy npoyecy ekcnayamayii iHcmpymenmy. Ha ocHosi euxkopucmanus
npunyunie miscHapoorno2o cmanoapmy ISO 9000: 2000 cmeopena moodens cucmemu AKOCmi npoyecy
excnayamayii  iHCmpymeHmie Ha eadickux eepcmamax. s KinbKicHoi oyinku skocmi npoyecy
excnayamayii - 8UKOPUCMAHO — KéanimempuyHuti  nioxio.  Pospobnena  iepapxiuna  cmpykmypa
sracmueocmetl, WO CKIAOAIOMb SKICMb  eKCIyamayii iHCmpyMeHmy, MICmums  81ACMU8oCmi
NPUBHAYEHHS, WO XAPAKMEPUIYIOMbCs YinbosUMU PYHKYiamu 05 bazamokpumepiarbioi onmumizayii
sKocmi npoyecy excnayamayii pizanvhoeo incmpymenmy. Pospobiena modems cucmemu xepysamms
npoyecom excniayamayii incmpymenmy @nepuie O00360AUNA CUCMEMHO PO3STAHYMU CIMPYKmypy ma
83A€M036 A3KU YCIX CKIA00GUX uacmun npoyecy. Kearimempuunuii nioxio 0o npoyecy excnayamayii
incmpymenmy 0ag 3Mo2y po3pooumu Memoou KinbKicHOi OyiHKu AKOCMI npoyecy ma oOIpyHnyeamu
cmpykmypy nideomogyo-ingpopmayitinoi niocucmemu. Pezynomamu 0ocniodcenv euxopucmaui npu
PO3pobYi 3a2anbHO-MaWUHOOY OI6HUX HOPMATMUGIE DI3AHHS HA 8ANCKUX 8EPCMAMAX.

KatouoBi caoBa: ynpasninnsa axicmio; pizanbuuil iHCmMpyMenm; @epcmamu; payionaivha poboma
incmpymenmy, cucmemHuil nioxio; cucmema AKOCmi.
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EVALUATION OF THE FORECASTED EFFICIENCY
OF PERFORMANCE OF RATIONAL ORIENTATION OF THE
PRODUCT IN THE WORKSPACE OF ADDITIVE INSTALLATIONS

Abstract. Preliminary evaluation of the predicted efficiency of the optimization problem of the rational
orientation of the product in the working space of layered construction of additive units is proposed to
perform based on the analysis of the original triangulation 3D-model of a complex product by its
spherical mapping. The condition of reflection on the sphere is that the values of angles in the spherical
coordinate system for the faces normal of the triangulated model of product fall into the range of values
of a certain triangular face of the sphere model. Examples of evaluation based on the analysis of
spherical mapping of the original 3D model of products are considered. Industrial products with
different surface complexity were selected as test 3D models. This approach allowed to perform a
comparative analysis of the results depending on the design features of the products. The practical
implementation was performed in the subsystem of visual assessment of geometric characteristics of
triangulated 3D-models, which is part of the technological preparation system for the complex product
manufacture by additive methods. This system was developed in NTU "KhPI" Department of Integrated
Technologies of Mechanical Engineering named after M.F. Semko.

Keywords: technology planning; additive manufacturing; triangulated model; assessment of
manufacturability, product orientation in the workspace.

Introduction. The current direction of research aimed at improving the
efficiency of the assessment of manufacturability, design improvement and
reasonable choice of manufacturing strategy by additive technologies is the
development of DfAM (Design for Additive Manufacturing) approaches [1].

When it comes to additive technologies, the source geometric information for
manufacturing is a triangulated 3D-model of an industrial product, usually in STL
format [2]. The triangulated model unifies the representation of the product
surface, which creates the preconditions for the analysis of the system of triangular
faces without restrictions concerning the structural complexity.

One of the main optimization problems of the technological preparation of
additive processes is to determine the rational orientation of the product in the
workspace of the layered build of the installation [3, 4]. The possibility of solving
this optimization problem significantly depends on the geometric complexity of the
product surfaces. Preliminary assessment of the design (component surfaces) of the
product in the technological preparation for adaptation to the definition of rational
orientation is of interest to ensure the required level of efficiency of the processes
of the layered build.

Literature analysis. As a rule, the choice of the rational orientation of the
product is performed by solving the optimization problem using a set of criteria

© Ya. Garashchenko, N. Zubkova, 2021
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[3, 5]. The orientation option is chosen to take into account the most important
factors. Since the orientation affects many factors, its choice during construction is
based on the following:

- surface quality characteristics, building time, complexity, and volume of
auxiliary support structures [6];

- the number of construction layers [7];

- the height of the product on the coordinate axis Z [8, 9];

- the area of the surfaces in contact with support structures (the area of the
faces of the triangulated model with the coefficient of the normal on Z-axis in a
given range of values) [8];

- surface error (the area of the faces with normal that are not perpendicular or
parallel to the Z-axis, ie [Nz| # 1 and Nz # 0 [7], the area of the faces with normal
INz| =1 and Nz =0 [10], the difference between the volumes of the original 3D-
model and the ready-made product [8]);

- physical and mechanical properties of the product [8].

Despite a large number of works [3-13] to solve this problem, there is still no
scientifically based quantitative assessment of the manufacturability of the product
to the definition of rational orientation. Therefore, to test the design for adaptability
to determine the rational orientation of the product in the working space, it is
necessary to develop a special assessment that takes into account the features of
layered manufacturing.

Taking into account the works [6, 14], to determine the rational orientation the
angle between the normal of the triangular faces and the vector of the build
direction (Z coordinate axis) is chosen as the studied feature of the triangulated 3D-
model of the product. This investigated feature is the most significant of the
geometric properties of the triangulated 3D-model, because it determines the
roughness and errors in shaping the surfaces of the product, and therefore, the
building step. Surfaces with a negative angle of inclination of the normal towards
the Z-axis determine the design of support structures and, therefore, the complexity
of post-processing processes for their removal.

The purpose of the article is to substantiate the possibility of a quantitative
assessment of the manufacturability of the structure as for the task of determining
the rational orientation of the product in the working area of layered building based
on the analysis of the spherical reflection of the triangulated 3D-model.

Research methodology. The research was performed using the subsystem of
visual analysis of the triangulation 3D-model of the product (screen form is
presented in Fig. 1), designed to test its design in solving problems of
technological preparation. The subsystem is a part of the system of technological
preparation for the materialization of complex products by additive technologies,
developed at the Department of Integrated Technologies of Mechanical
Engineering named after M.F. Semko in NTU "KhPI". This system allows to

143



ISSN 2078-7405. Cutting & Tools in Technological System, 2021, Edition 94

assess the manufacturability of the product design and analyze the effectiveness of
additive technologies in its manufacture.
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Figure 1 — Screen form of the subsystem of visual analysis of the product 3D-model

When developing the subsystem of visual analysis (color visualization) of the
triangulated product model, the following main tasks were solved:

- assessment of correctness and rationality of triangulation of CAD-model;

- testing the subsystem manufacturability;

- visual assessment of the possibility of determining the rational orientation of
the product in the working area of construction (examples are presented in Fig. 2).

The subsystem allows to perform color visualization on the surface of the
model and statistical analysis of the distribution of values according to the selected
feature of the 14 proposed characteristics [15, 16];

For additive technologies with layered building, the greatest roughness and
deviations from the correct shape of surfaces are observed for faces that have an
angle between their normal and the vector of the building direction (coordinate
axis Z) anz in a certain range of values. The following intervals of values are
conditionally distinguished: onz (0°, anziimit) and onz  (180-omz limit, 180°) [17].
The threshold value of the angle anz limit (30°, 50°) depends on the chosen AM-
method, technological characteristics of the equipment, source material and for
some AM-methods (SLA, SLM, FDM, etc.) on the requirements of support
structures [18]. Surfaces with the smallest deviations of the form have an angle anz
(onz_timit, 180-anz iimir). The minimum value of deviations is a characteristic for
surfaces with angles anz = {0°% 90°}, i.e., for horizontal (directly formed without
contact with the support structure or with the medium from the source material)
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and vertical surfaces. For horizontal hanging surfaces, i.e., those which are with an
angle anz = 180, for example, for FDM such surfaces are ideal only if they are
adjacent to the table.

Kco = 0,134 Keo = 0,480

2

ace:
5001000 100+500
1000+4000 500--3000

Kgo = 0,369 Keo = 0,690

\

Face: MM _ ZSrace, am®
- 0+50
200+400 100+500
400742 5001000

Figure 2 — Examples of color visualization by mapping to a triangulated sphere the total area
of the faces of triangulated models of products at intervals of angles 6 and ¢ for vectors of
normal faces in a spherical coordinate system (the obtained calculation data and their
statistical analysis for the presented test 3D-models a-d are shown in Fig. 3 and in Table 1)

©)

In technological preparation, the visualization of a product 3D-model by
adding color to the surface areas depending on the value of the coefficient Nz,
offers information for decision-making on creating support structures and
subsequent processing. But such visualization has obvious limitations for products
that have internal surfaces (cavities) and a large number of complex-shaped
surfaces. Therefore, to remove the restrictions imposed by the features of the
studied design, it is proposed to perform the mapping of the product model to the
sphere (color scale of the studied feature - the total area of the faces). The
condition for mapping to the sphere is that the angles in the spherical coordinate
system for the normal faces of the 3D-model of the product fall into the range of
values of a certain face of the triangulation sphere model [19, 20]. The angles in
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the spherical coordinate system for the normal faces of the 3D-model are
calculated using the coefficients of the unit vector of the normal Nx, Ny, Nz [20].

The examples of spherical display of test 3D-models of products, presented in
Fig. 2, show a high enough level of informativeness to determine the rational
orientation. The problem of determining the rational orientation of the product in
the workspace using a spherical map is to orient the surface with a larger area so
that the normals of their faces are in a given range of values of their angles in the
spherical coordinate system. In this case, the minimum error of layered shaping of
the product surfaces is provided [3-13].

The proposed approach (visualization) also demonstrates the possibility of
working out the design (assessment of the suitability of the 3D-model) for the
rational orientation of the product in the working area of construction [19]. This
creates the conditions for quantitative assessment of the manufacturability of the
product based on the data of the distribution of the area of the 3D-model faces
taking into account the intervals of reflection on the sphere.

It seems most appropriate to assess the suitability of the structure to the
orientation by determining the deviations from the uniform distribution of the areas
of the faces reflected on the sphere. The sphere model, as a product, is the least
suitable for solving this problem. Therefore, the hypothesis is proposed that the
efficiency of the rational product orientation can be a coefficient of concentration
of the density of the surface area distribution along the triangular faces of the
sphere reflection (by the angles of inclination of the normals of the triangular faces
of the 3D-model 6 and ¢ in the spherical coordinate system) [21]:

1 n,m
Keo :§;|Dij _dij ) 1)

where n, m is the number of intervals for angles 6 [0, 180) i <pe[0,360) in the

spherical coordinate system for the normals of the triangular faces of the 3D-
model, respectively (recommended value n = 4 + 6, m = 2n; Dy, djj - the relative
area of the faces of 3D-models of the product and the sphere, respectively, that fall
into the ij-th region of the values of angles 6 and ¢ for the normals, d; =1/nm;

In case of uniform distribution of the investigated feature (product surface
area) when mapping to the sphere d; =1/n, ..., Where Ny _spnere is the number of

triangular polygons of the sphere.

Spherical display of the sphere 3D-model as a function (1) will have a
coefficient Keo = 0. Such value of the coefficient demonstrates the lack of a
rational solution for the orientation of the sphere. Obtaining a larger coefficient of
Keo will indicate the possibility of determining the smaller area of values of the
product rotation angles for its rational orientation. That is, a smaller relative
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number of variants of the rational orientation of the product model, and
accordingly a simpler solution of the optimization problem.

Results of the research. The hypothesis was tested by calculating Keo
coefficient using dependence (1) for test 3D-models of complex products mapped
to the triangulation model of the sphere (n=6, m=12, respectively
AB = Agp = 20°). The chart of the distribution density of the number of 3D-models
by Keo coefficient is presented in Fig. 3.

26

24

22

Number of 3D-models
S

00 01 02 03 04 05 06 07 08 09 10
Coefficient Ko

Figure 3 — Chart of the distribution density of the number of 3D-models
by the value of coefficient Keco

The set of test 3D-models is a sample of a sufficiently large group of products
that were manufactured on SLA (laser stereolithography), SLS (selective laser
sintering), and FDM (fused deposition modeling). The sample size was 100
products.

Statistical analysis of Kgo coefficients allowed to determine the following
characteristics:

-minimum, maximum and arithmetic mean  {Kgo}min = 0.107,

{Kco}max = 0.909, K, = 0.611, respectively;

-lower and upper quartiles Qi{Keco}=0.519 and Qz{Kso} =0.733,
respectively;

- standard deviations {Kgo} = 0.016.

Comparative analysis of Kgo coefficients (Fig. 2, 3) on the example of a
sample of 3D-models of products also confirmed the hypothesis. As the value of
Ko coefficient decreases, the predicted efficiency of the problem of determining
the rational orientation of the product in the construction workspace reduces. The
evaluation of the product design by Keo coefficient is justified for the cases of
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solving this optimization problem according to the criteria that depend on the
location of the surfaces, i.e. the area of the 3D-model faces and their orientation.
Such optimization criteria include statistical characteristics of surface roughness
and deviation from the correct shape of surfaces.

Based on the analysis of the results of calculations and manufacturing practices
of the considered products for models with coefficient Kgo < 0.4+0.5 (for 15+25%
3D-models of products) the surface quality and accuracy of shaping should be
neglected and the following optimization criteria should be chosen for rational
orientation of the product: the height of the product gravity center, construction
height, number of layers or construction time. For Kgo > 0.5+0.6 (for most product
3D-models), multicriteria optimization should be considered.

It is important to determine the rational degree of detail (the number of
intervals of values of the angles of inclination of the normals) reflection on the
sphere. Therefore, Kgo coefficients were additionally determined for a small group
of 3D-models of products (Fig. 2) for several intervals of values of angles
0, ¢ = {5° 10° 20°; 30°}. The values of Kgo coefficients are given in table 1.

Analysis of the values of Kgo coefficient presented in table 2 shows their
growth as the sphere detail increases, and therefore, the number of intervals of
values of angles 0, ¢ rises. This increase in Kgo demonstrates the increase in the
manufacturability of the structure as the accuracy of determining the rational
orientation of the product in the construction working space rises. To ensure a
comparative assessment of manufacturability of products, it is proposed to use a
sphere to display 3D-models with the interval of values of angles 6, ¢ = {20°; 30°}.

In the case of mass customized additive production to ensure automated
technological preparation, it is of interest to group products according to Kgo
coefficient. This approach will allow using uniform technological techniques for a
group of products with similar Kgos to solve the problems of orientation and their
placement in the working space of layered construction. This approach creates
opportunities to minimize the cost of technological preparation and increase the
efficiency of the subsequent problem of forming a set of layers according to the
adaptive strategy with a variable construction step.

Table 1 — Coefficients of the suitability of test 3D-models of industrial products to
determine the rational orientation of Kco

Test model The intervals of values of angles 6, ¢ in the spherical coordinate system
30° 20° 10° 5°

1 (Fig. 2a) 0.109 0.134 0.173 0.202

2 (Fig. 2b) 0.429 0.480 0.500 0.572

3 (Fig. 2¢c) 0.323 0.369 0.437 0.496

4 (Fig. 2d) 0.581 0.690 0.778 0.802
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Conclusions. The proposed relative indicator Ko to assess the effectiveness
of determining the rational orientation of the product according to the quality
criteria of the obtained surfaces allows with high informativeness to assess
manufacturability (design suitability) for its manufacture by additive technologies.
Keo coefficient determines the relative number of rational options from the set
regarding the orientation of the product in the workspace of the layered building.

Manufacturability assessment to determine the rational orientation in the
workspace allows to group products with similar indicators. This approach will
allow ensuring the greatest efficiency of manufacturing technology in terms of
roughness and accuracy of the resulting surfaces by defining a unified
manufacturing strategy for a group of products with similar design features.
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Spocnas I"apamenko, Hina 3yokoBa, XapkiB, Ykpaina

OIIIHKA ITPOTHO30BAHOI EGEKTUBHOCTI
BUKOHAHHS 3AJAYI PAIIIOHAJIBHOI OPIEHTAIIIl BUPOBY
Y POBOYOMY NPOCTOPI AIUTUBHUX YCTAHOBOK

AHOTaniA. 3anpononoéano  GuKOHysamu Nonepeonio  OYIHKY NPOSHO306AHOI  egheKmusHocmi
onmuMIizayitiHoi 3a0avi payioHaIbHOI opicHmayii upo6y y pobouoMy npocmopi ROwaposoi no6y0osu
AOUMUBHUX YCMAHOBOK HA OCHOBI ananizy 6uxionoi mpiaueynayitinoi 3D-moodeni ckiaonozo eupody
wisixom i cghepuunoco 8i000padiceHHs. YMm060t10 6i000padcenHs HA chepy € NOMPANisiHHA 3HAYEHb
Kymig 6 chepuuniti cucmemi KOOpOUHam O/ HOpMael Zpaneu mpiauneyisayitiHoi mooeni eupoby 6
obnacme 3naueHb NegHoi MpuxymHoi epani mooeni cgepu. Pozensnymo npuxiadu oyinku Ha OCHOSL
ananizy cgpepuunoeo idobpasicenns guxionoi 3D-modeni supody. B sxocmi mecmosux 3D-moodeneti
06pani npoMUciosi eupodbu 3 piznolo CcKIaonicmio nogepxondv. Taxuil nioxio 003601u8 SuKOHamMu
NOPIGHANbHUL AHANI3 Pe3yIbmMamié 6 3aNedCHOCHI 8i0 KOHCMPYKMUBHUX 0cobaugocmeti 8upodis.
Hauibinbw Ooyinbnum 6u0acmvcsi OYiHKa NPUCmMoco8aHocmi KOHCMPYKYil 6upoby 00 GUKOHAHHS
onmumizayiinoi 3a0aui payioHanbHoi opieHmayii WIAXoM GU3HAYEHHA GIOXUNEHb 6I0 PIGHOMIPHOO
pO3n00iny niaow epaell 8i0obpaxceHux Ha cgepy. 3anpononosanuil 8iOHOCHUN NOKASHUK Ol OYIHKU
epexmusnocmi usHauenus payionanvHoi opicumayii eupoby 3a Kpumepiamu AKOCHI OMpPUMAHUX
Nn0BEPXOHbL  003607€ 3  0OCUMb  BUCOKOIO  THGHOPMAMUGHICIIO — OYIHIOBAMU — MEXHOIOIYHICTD
(npucmocosanicms KOHCMPYKYii) O 11020 6UOMOGNEHH aOumueHumMu mexuono2iamu. Taxuil
NOKA3HUK BUBHAYAE GIOHOCHY KIMbKICMb DAYIOHATGHUX 6APIAHMIE 3 MHOMCUHU MOJICTUGUX U000
opicnmayii  eupody 'y pobouomy npocmopi adumugnoi ycmanogku. Ilpaxmuuna peanizayis
BUKOHYBANACH ) niOcUcmeMmi 8i3yanbHOT OYIHKU 2eOMemPUYHUX Xapakmepucmux mpianeyiayiinux 3D-
Mooenel, wo 6xooumv 00 CUCMeMU MEeXHOIO2IYHOI NI020MOGKU GUSOMOBNEHHS CKIAOHUX BUPODIE
aoumuenumu  memooamu. Jany cucmemy pospobreno na xagedpi «lnmeeposani mexmonozii
mawunodyoysannay HTY «XI11y.

KuarouoBi cioBa: mexuonoeiuna niocomogka, aoumueni mexnonoeii; mpianeyiayitina Mooens, oyinka
mexHoa02iuHOCmI, opieHmayis supoody y po604oMy npocmopi.
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