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IIpencraBnen aHannu3 COBPEMEHHBIX HANPABICHUI COBEPIICHCTBOBAHNUS NPOQIIHHOTO (hPEe3epOBAHUS, BKIIOYAS
HOBBIE CXeMbI 00pab0TKH, KOHCTPYKIMHU (pe3 U METOAbl ONTUMHU3AIMHU Iporecca. PaccMOTpeHbl HHHOBALMOHHEIE
peleHusl, Takue Kak (pe3oToueHHe ¢ MEePEeMEHHBIMHU YTJIOBBIMH CKOPOCTSMH, MOAYJbHBIE U THOpuaHBIE (pe3bl
C YNyYIIEHHOW a’pOoJAMHAMHUKON, a TAK)KE€ CHCTEMbl BHYTPEHHETO OXJIKACHHS M JUHAMHYECKOW OalaHCHPOBKHU.
Ocoboe BHUMaHHE YAEIEHO BIHMSHUIO HOBBIX TEXHOJOTWI Ha KJIIOYEBBIC MOKA3aTEIH: TOYHOCTb, MIEPOXOBATOCTH
TIOBEPXHOCTH, KECTKOCTh, BHOPOYCTOWYHBOCTD, MIPOU3BOAUTEIBHOCTD. [IporpeccHBHBIC NMPEIIOKEHUS: ONTUMH3A-
LU PEXMMOB PE3aHUs, BKIIOYAsl aJTOPUTMBI KOMICHCAIMN OIIHOOK, IPUMEHEHHUE aJIUTUBHBIX TEXHOJOTHUH I
W3rOTOBJICHHSI UHCTpyMeHTa. Ha OCHOBE KpUTHYECKOro aHajM3a BBISBJICHBI HanOoJiee MEpCHEeKTUBHBIC HAIpaBiie-
HUSI Pa3BUTHS JUIS MOBBIIICHUs 3()()EKTUBHOCTH U KauecTBa NpoduibHOrO (pe3epoBaHus, Takue Kak pa3padoTka
cnenuanusupoBanHbeix CAIIP, BHenpenue loT-moHNTOpUHTA, HCTIONB30BaHNE HAHOKOMITO3UTHBIX MaTEPHAJIOB.

Knioueswie cnosa: npodunbpHOE (hpesepoBanne, MOAyNIbHBIE (Bpe3bl, (ppe3oToucHne, Hpe3bl-poyTepsl, KOMIICH-
canus OmnOOK, aJINTHBHBIE TEXHOJIOTHI
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OF PROFILE MILLING
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The article presents an analysis of modern trends in improving profile milling, including new processing
schemes, cutter designs, and process optimization methods. Innovative solutions such as variable-speed milling,
modular and hybrid cutters with improved aerodynamics, as well as internal cooling and dynamic balancing systems
are considered. Particular attention is paid to the impact of new technologies on key indicators: accuracy, surface
roughness, rigidity, vibration resistance, productivity. Progressive proposals: optimization of cutting modes, includ-
ing error compensation algorithms, the use of additive technologies for tool manufacturing. Based on the critical
analysis, the most promising areas of development for improving the efficiency and quality of profile milling are
identified. Such as the development of specialized CAD systems, the introduction of IoT monitoring, the use of
nanocomposite materials.
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[IpodpunsHOe ¢pesepoBanue uUrpaer Kirode-
BYIO POJIb B MalIMHOCTPOEHUH, OCOOEHHO NpH 00-
paboTKe CIOXKHBIX MOBEPXHOCTEH Aeraneit i as-
POKOCMHYECKOM, aBTOMOOWIILHOM M IPYTHUX BBICO-
KOTEXHOJIOTHYHBIX oTpacieil. TpeOoBanus mpu
9TOM: JOCTIKEHHE BBICOKOM TOYHOCTU (POPMEI
¥ pa3MepoB, HU3KOW IIEPOXOBATOCTH ITOBEPXHO-
ctd, 3¢QdeKTHBHON 00paboTKH TpyaHOACHOpMU-
PYEMBIX MaTepHalOB, TaKMX KaK THUTAaHOBBIE
U aJIOMHMHUEBBIE CIUIaBBl WIM KOMHIO3UTHL. Oco-
6eHHO BocTpeOOBaHO MpoduiIbHOE (hpe3epoBaHue
npu u3roroBneHun geraneii ¢ PK-mpodwsamuy,
PaBHOOCHBIMM ~ KOHTYpamH, LUKIOUIAIbHBIMU
¥ BHUHTOBBIMU TIOBEPXHOCTSMH, T/I€ TPAJAHMIINOH-
HbIE METO/IbI He 00ECTIEYUBAIOT HY)KHOTO Ka4eCcTBa
Y MIPOU3BOAUTENBLHOCTH [1].

Jns pemenus 3THX 3a1a4 NPUMEHSIOTCS pas-
JIMYHBIE BUIBI (Ppe3epoBaHMs, BKIIOYAs TOPLEBOE,
KOHTYpHOE, (pe30ToueHHE U BBICOKOCKOPOCTHYIO
o0pabotky. TopueBoe (hpe3epoBaHue odecreurnBa-
€T BBICOKYIO TOYHOCTb IPHU OOPabOTKE MIIOCKUX
MOBEPXHOCTEH, TOTa KaK KOHTYPHOE HCIIOJIb3yeT-
Csl JUISL CO3JaHUS CIOXKHBIX NPOQUIIEH, BKIIOYAs
paBHOOCHBIE KOHTYpHI [2]. @pe3oToueHue, code-
Tarolee BpamieHne (pes3sl U 3ar0TOBKH, TO3BOJISIET
JOCTHYb BBICOKOW NPOM3BOAMTEILHOCTH W Kaue-
cTBa, OCOOCGHHO TIpH o00paboTKe HeCTaHIaAPT-
HBIX (popM, TaKuX Kak TpeyroasHHUK Pero (puc. 1)
WIM UUKJIOWAanbHele npodwmin. Beicokockopoct-
Hoe (hpe3epoBaHNE MUHHMHU3UPYET JeQEKTHl MpH
paboTe ¢ KOMIIO3UTAaMHU M >KapOIPOYHBIMU MaTe-
pHanamH.
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Puc. 1. Tpeyronsnuk Peno

WHuCcTpymMeHTanpHas 6a3a mpodmibHOTO (pe-
3epoBaHUs BKJIIOYAET COOPHBIC TOPLIOBHIE (Ppe3bl
C TBCPAOCIIABHBIMM CMCHHBIMU ILIaCTUHaAMHU
(CMII), momyneHBIE (pe3bl ¢ HACTpaUBAEMBIMU
KOMITOHEHTaMHU, (Ppe3bI-poyTeps (puc. 2) s KOM-
MO3UTOB U LENIbHBIE TBEPIOCIUIaBHBIC (Ppe3bl st
Mper3nOHHON 00padoTku [4].

W3BecTHBI KOHCTPYKTUBHBIC MHHOBALMH, TAaKHE
Kak ONTHMHU3MPOBAaHHAS T€OMETPHUS PEXYLIUX Iia-
CTUH (HampuMmep, paauyc npu Bepmuae Re = 0,8 Mm
" 3aHUN yron o = 15° mis 06paboTKH Kaporpod-
HBIX CIUIABOB), YJyYIIEHHBIE CTPYXKOJOMBI (Ha-
npumep, Tana K85) u MmoaynbHbie Qpessl ¢ a3poiu-
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HAMUYECKHMH KOPITyCaMH, TMO3BOJISIIOT CHH3UTh
BuOparmu Ha 30 % u TOBBICUTH A(PPEKTHBHOCTH
pe3anus [5]. OnqHUM U3 NEPCIEKTHUBHBIX HaIpaBie-
HUH sBIsieTcsl ppe30ToueHre ¢ TepeMEHHBIMH yT-
JIOBBIMH CKOPOCTSIMH, TZI€ YIPaBJICHUE COOTHOIIIE-
HHEM CKOpOCTeH (hpe3sl M 3aroTOBKU (HAIIpUMED,
1:3) oOecreunBaeT BBHICOKYIO TOYHOCTb M HH3KYIO
mepoxoBaTtocTh (Ra < 0,8 mxwm) [2]. Jpyroit uaHO-
BallMell CTaJo BBICOKOCKOPOCTHOE (hpe3epoBaHme
C BHYTPEHHHM OXJIQKACHHEM, rae (pe3bl ¢ UHTeT-
pupoBaHHbIMHE KaHanamu nogaun COXX no3Bosnstor
YBEITUYUTH CKOpOCTh pe3anus Ha 20-30 % 3a cuer
CHIDKEHUSI TETUIOBBIX JIeopMariunii.

Puc. 2. ®pesa-poyrep A1 KOMIIO3UTOB

Ha puc. 3 mokasaHo cpaBHEHUE AOCTUrAEMOU
NPOU3BOJUTEIIFHOCTH M TEMIEPATYPhl IIPH TPau-
IIMOHHOM (ppe3epoBanuu, ppe3oToucHUH U ppe3e-
pPOBaHUM C BHYTPEHHHM OXJIQXKIICHHEM, MOATBEP-
Kaarotee 3PPEeKTUBHOCTh HOBBIX Pa3padOTOK.
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Puc. 3. IIpon3BOANTENBHOCT U TEMIEPATYpPa MPU TPAAULIMOHHOM (pe3epOBaHUH,
(pe3oToueHNH U Hpe3epoBaHUH ¢ BHYTPEHHUM OXJIaXKICHHEM

Jns pacdera pexXMMOB pe3aHUs IPUMEHSIOTCS
AJITOPUTMBI, YUUTBIBAOIINUE JUHAMHWYCCKUC OHII/I6-
KM MHCTpyMeHTa. Hampumep, nogava Ha 3y0 (fz)
ompezaenseTcs no Gopmyie:

f'* x * cos (0)
fz2= z% 314« Dm’
rae f — oceBas mojaya,x — IIar BHHTOBOM JIU-
HUH, O — yroJj CMEUICHHS.

JIOTIOJTHUTENIFHO MCTIOIB3YIOTCSl HEHPOCETEBbIC

MOJICIIN JUTsl TIPOTHO3UPOBAHMS THHAMHYECKUX OIIHU-

00k (Ad) ¢ TOYHOCTBIO IO 4 MKM, YTO TO3BOJISIET
koppektupoBaTh NC-KOJbI, KOMICHCUPYS OTKJIO-
HEHUS HHCTpyMeHTa [6].

HoBble TeXHOJOTMYECKHE PELICHUS BKIIOYAIOT
aJUINTUBHBIE TeXHOJIOTHHU Jijis 3D-mevati Kopiycos
(pe3, 9To COKpaIaeT BpeMsi 1 CTOMMOCTb TIPOU3BO/I-
ctBa Ha 30-50 %, MOBBIMIAET >KECTKOCTb WHCTPY-
MEHTOB, & TaKXXe CHCTEMbI OXJIaXJICHUS C MHOTOKa-
HaGHBIMU pactipenenuresivu COX, cHrxaromie
TeMIiepatypy B 30He pesanust Ha 40 % [6]. Junamude-
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cKasi OaraHCHpOBKa C MCHOIB30BAHUEM CIUPATTHHBIX
Ma30B U PETYIUPYEMBIX TPY30B YMEHBIIAeT BHOpa-
1 Ha 25 %, IOBBILIAsk CTOMKOCTh MHCTPYMEHTA.

[Ipumepsl BIMSHUS HOBBIX Pa3pabOTOK Ha OC-
HOBHBIE TTOKa3aTeNH MPO(PHIEHOTO (hpe3epoBaHMs
TIPUBEICHBI B TAOHIIC.

Biisinne HOBOBBE/ICHMI Ha ToKa3aTe/ M (ppe3epoBaHus

ITapametp BiusiHMe HOBOBBEICHUIHA IIpumep ynyumenus

Tounocts Kommencarus AMHAMHYECKUX OIIMOOK, ONTHMH3ALMA T'€OMETPUH | YMEHbIIEHHE OTPENTHOCTH
IUIACTHH 0 5 MKM

K ECTKOCTE I'nbpuaHble KOHCTPYKIHUH (TTOTHMMEPHbIE KOpITyca+MeTaTHIeCKIe [NoBsIeHNE KECTKOCTH
TJTACTUHBI) Ha 15%

BubpoycroitunBocts | BamaHcupoBouHBIE MEXaHH3MBI, a3POAUHAMUYECKHE KOPITyca CHmxeHne Bubparuii Ha 15 %

TIpousBonurensHOCTs | BBIcOKOCKOpOCTHOE dpesepoBanue, ppe30ToOUCHNE VBEIMHICHHE CKOPOCTH

p p pe3ep » P pe3anus Ha 20-30 %
IlepoxoBaTocTh Ontumu3anus CTpy:KKOJIOMa, TOYHOE YIPABICHUE PEKUMaMHU Ra <0,8 Mmxm
IIpy TPOEKTUPOBAHWH TEXHOJOTHMH  Ham0 2. Ucaes, A. B. Pa3paboTka CHCTEMBI UCXOJHBIX JAHHBIX

UMEThb B BHJy, YTO HECMOTpPS Ha MPEHMYIIECTBA,
HOBBIE METOJBI W KOHCTPYKIIMH WMEIOT U HEI0C-
TaTKW: THOPHUIHBIE (pe3bl CIOXHBI B HU3TOTOBIIE-
HUH, a aJITOPUTMbI KOMIICHCAIIUU OINUOOK TpeOy-
FOT OYEHb TOYHOU HACTPOUKH.

Kpome BpIlIEHa3BaHHOTO TEPCHIEKTUBHBIMA
HaTpaBICHUSIMA Pa3BUTHs MPOQUIBLHOTO (pe3e-
POBaHUsI SBJISIFOTCS:

— paspabotka yHuBepcanbHbix CAIIP st npo-
eKTHpOBaHUs (pe3 ¢ y4eToM adpoAMHAMUKH U Te-
TUTOBBIX JiepopMarimii;

— BHenpenne loT-MoHMTOpUHTa W3HOCA WHCT-
PYMEHTa B pealbHOM BpEMEHH;

— WCIMOJIb30BaHWE HAHOKOMIIO3UTHBIX MaTe-
puanos (nanpumep, WC-Co-Al,O;), mnoBslmaio-
UX TEPMOCTOMKOCTh Ha 20 %.

B 3akmodyeHne MOXXKHO OTMETHTB, YTO COBEP-
IICHCTBOBAHUE MPOPHUILHOTO (Ppe3epoBaHUs Tpe-
OyeT KOMILIEKCHOTO TMOMX0/a, OOBEIUHSIONIETO
ONTUMH3ALIMI0 WHCTPYMEHTOB, BHEAPEHHE WHHO-
BallMOHHBIX CXeM O0pa0OTKU U ITUPPOBBIX TEXHO-
Joruid. OTO MO3BOJMT MOBBICUTH TOYHOCTH, Kaue-
CTBO U NPOM3BOJIUTEIHLHOCTb 00pabOTKH CIIOXKHO-
NpodUIBHBIX JeTanel, odecreunBasi KOHKYPEHTO-
CIOCOOHOCTD B BBICOKOTEXHOJIOTUYHBIX OTPACIISX.
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