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Pedepat. Obecrieuenre TOUHOCTH MEXaHUYECKOW 00pabOTKM — aKTyalbHas 3a/la4ya TEXHOJIOTHH MAIIMHOCTPOEHUS, peLIeHUE
KOTOpOI1 MO3BOJISIET TapaHTHPOBATh TOYHOCTh PAOOTHI MEXAHU3MOB M MAIINH, UX HM3HOCOCTOMKOCTB, HAJEKHOCTh U JOJIO-
BEYHOCTb. [1J151 BHIOIHEHHS JaHHOW 331a4M NPEAIOKEH Croco0, MO3BOIAIOINI CO3aTh HauOOBIINII 3ar1ac TOYHOCTH 00pa-
OOTKM Ha OCHOBE MHOTO()AaKTOPHOIl ONTHMH3ALMK NApaMETPOB TEXHOJIOTMYECKOrO Mpoliecca C HMCIOJIb30BaHUEM METO/OB
UCKYCCTBEHHOro uHTewiekra. C nenbio obecreyeHuss TOYHOCTH 0OpaOOTKM KOHLIEBBIMH MHCTPYMEHTaMH pa3paboTaHa WH-
TEeJUIEKTyasIbHas CHCTeMa, 0a3UpyIoIascs Ha TEXHONOTHAX (QYHKIMOHAIBHBIX CEMAaHTHUECKUX ceTel. [Iyis BBIABIEHHS KOp-
pekTHocTH (YHKUHOHHpOBaHUs HHTe/ekTyansHoi cucteMbl SEMANTIC npoBenena skcrnepuMeHTanbHas MpoBepka ee
paboTocnocobHOCTH. B cTaThe ommcaHa METOJMKA 3KCIEPUMEHTANBHBIX HMCCIEJOBAHUM, 1IENbI0 KOTOPBIX SBISUIOCH CPaB-
HeHHe (PAKTUYECKUX IOrpemrHocTeii oO6paboTKU OTBEPCTHH C MOTPEIIHOCTSIMU OOpabOTKH, MPOTHO3HUPYEMBIMH CHCTE-
moit SEMANTIC Ha ocHOBe HcHonb30BaHMs (GYHKINOHATIBHBIX CEMAaHTHYECKUX ceTeil. B xone mccienoBaHuii ycraHaBiIu-
BaJIMCh 3aBUCHMOCTH CMEILEHUH oceil oOpabaThiBaeMbIX OTBEPCTHH OT MOAAYM M YAaCTOTHI BPAILEHUS] MHCTPYMEHTa IpU
CBEpJIEHUM OTBEPCTHI CBeploM U3 ObICTpopexkylel cramu. IIpuBeneHbI pe3ynbTaThl aHAN3a MPENEIbHBIX U BEPOSITHBIX
3HAQUYEHHH COCTaBJIAIOUINX CyMMapHOW morpeumHoctd oopadotku. IlokazaHo, 4TO mpH OLlEHKE TOYHOCTH 0OpabOTKH cieayeT
YUYHUTBIBATh BEPOSITHOCTHBIM XapakTep MPOSIBIEHHUs COCTaBILIONIMX CyMMapHOH MOTPEIIHOCTH, 3a/al0INX €€ BEPXHIOI0 Ipa-
HHILY, KaK 3TO U PEaJN30BaHO B OMHCAHHON MHTENIEKTYyalbHOH crucTemMe. C MOMOIIBIO CEMaHTUUECKOH CETH COMOCTAaBIECHBI
TIOTPEITHOCTH PACHOIOKEHUsI OCel OTBEPCTHi, 00pabaTHIBAEMBIX MPHU JOIyCTHMBIX I0JadaX M 9acTOTaxX BPAIIEHMS CBEpia,
W COOTBETCTBYIOIIME WM OSKCIIEPUMEHTaNbHbIe 3HaueHUs. Ha OCHOBE SKCHEPHMEHTAIbHBIX HCCIENOBAHHUN IOATBEPIKACHA
BO3MOXXHOCTb HCIIOJIb30BAHUS ITOJX0/a MPOTHO3UPOBAHMS CyMMapHOH IOrpemrHocTH 00paboTky, 6a3upyromerocs: Ha MpH-
MCHEHHH TEXHOJIOTUH (DYHKIMOHAJIBHBIX CEMAaHTHIECKHX CETEH.

KniodeBble cJI0Ba: TOYHOCTh MEXAaHMYECKOH 0OpPaOOTKM, MCKYCCTBEHHBIH WHTEIUICKT, (YHKIMOHAJIBHBIC CEMAHTHYECKHE
CeTH, MOTPELIHOCTE 00padoTKU
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Experimental Approbation of Intellectual System
for Machining Accuracy Control

M. N. Mironova®

YBelarusian-Russian University (Mogilev, Republic of Belarus)

Abstract. Provision of machining accuracy is a relevant objective in technology of mechanical engineering and its solution
allows to guarantee an operational accuracy of mechanisms and machines, their wear resistance, reliability and durability.
In order to solve the given task a method has been proposed in the paper that permits to ensure the highest machining accuracy
margin on the basis of multiple-factor optimization of parameters for technological process while using methods of artificial
intelligence. To ensure the machining accuracy by point tools, an intellectual system has been developed and it is based on
technologies of functional semantic networks. For revealing correctness of SEMANTIC intellectual system operation an ex-
perimental inspection of its working capacity has been carried out in the paper. The paper contains description of the metho-
dology for In article the technique of experimental investigations and their purpose is to make a comparative analysis of actual
errors in opening machining with the machining errors predicted by the SEMANTIC system on the basis of functional semantic
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network application. The investigations have made it possible to determine dependences of axial misalignment in the ma-
chined openings on tool advance and its rotation frequency while making openings by high-speed steel drills. The paper pre-
sents analysis results of limiting and probable values for components of a total machining error. It has been shown that while
making assessment of machining accuracy it is necessary to consider probabilistic nature of occurrence of total error compo-
nents that are setting upper boundary as it is realized in the described intellectual system. The semantic network permits
to compare errors in arrangement of opening axes which are machined in accordance with admissible drill advance and rota-
tion frequency and corresponding experimental values. The experimental investigations prove the possibility to use an ap-
proach for forecasting a total machining error which is based on application of functional semantic network technology.

Keywords: machining accuracy, artificial intelligence, functional semantic networks, machining error
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BBenenne

OO0ecmnieyeHre TOYHOCTH MEXaHHYECKOW oOpa-
OOTKM TMpencTaBisieT COOOH aKTyallbHYIO 3ajady
TEXHOJIOTHH MAaIIMHOCTPOCHUS, pEIIeHne KOTOPOr
MO3BOJISIET TapaHTHUPOBATh TOYHOCTH pabOTHI Me-
XaHU3MOB M MAIllMH, UX U3HOCOCTOHKOCTh, HaJEeK-
HOCTh W JIONTOBEYHOCTH. lIOBBINIIEHNE TOYHOCTH
MEXaHMYECKOH OO0pa0OTKM YMPOIIAET MPUTOHOY-
Hble paboThl pu cOOpKe, JaeT BO3MOKHOCTh OCY-
MIECTBUTH MPHUHIUI B3aWMO3aMEHSIEMOCTH JeTa-
Je W y370B, BECTH MOTOYHYIO COOpKY, YTO He
TOJIBKO COKpaIllaeT €€ TPYAOEeMKOCTh, HO TaKXKe
o0yeryaer W yJAEUICBISeT NPOBEICHHE PEMOHTA
MallliH B YCIIOBUSX MX DKCIUTyaTanuu. B cBs3u C
STHUM YIpaBlieHHE MPOIECCOM MEXaHHYECKOH 00-
paboTku npeactapisiercss Hanbonee 3PPEKTUBHBIM
METOJIOM obOectieueHus TpedyemMoit TouHoCcTH. B TO
K€ BpEMs COBPEMCHHBIC METOABI YIIPABJICHUA HE B
MOJHOM MEpEe YYWTBHIBAIOT TEKYIIEE COCTOSHUE
TEXHOJIOTHYECKOT0 000pyIOBaHMs, a TaKkxke (yHK-
IMUOHAJIIBHBIC B3aMMOCBA3U MCKAY IapaMEeTpaMu
00pabOTKHU M TEXHOIOTUIECKOW OCHACTKH.

AJBTEpHATHBY TaKUM TOJXOaM MOTYT COCTa-
BUTH METO/IBI, TTO3BOJIIOIINE 00EeCIIeUNTh HAnOOIb-
WA 3arac TOYHOCTH 0O0pabOTKHM Ha OCHOBE perlie-
HUS 331244 MHOTO(AKTOPHOH ONTHMH3AIUU TeX-
HOJIOTHYECKHX MPOIIECCOB, B TOM 4HMcIlie Ha 0Oase
METOJIOB MCKYCCTBEHHOTO HWHTEJUIeKTa. Takoe pe-
[IeHNE JacT KOMIUIEKCHBIN IMOIX0] K 00eCTIeUYeHUIO
TOYHOCTH ¥ TTO3BOJIUT OCYIIECTBUTH MHOTO(AKTOP-
HYIO ONTHMH3ALHUIO KaK [apaMeTpOB TEXHOJIOrHYe-
CKOT'O TIpoIiecca, TaK U TEXHOJIOTUYECKOH OCHACTKH.
Jns peanuzaliiuy JaHHOTO IMOJXoja ObUIa CO3JaHa
WHTEIUIEKTyallbHasl CUCTEMa, TpeHa3HauYCHHAs JIIs
peleHus IPUKIaIHbIX 3a7a4, ONUCHIBAEMBIX (QyHK-
IMOHAJIBHBIMU 3aBUCUMOCTSMHU [1].

OcCHOBOIl Mojenu MNpeACTaBlICHUs 3HAHUA B
CUCTEME CIYKUT QYHKIIMOHATIbHAS CEMaHTHYeCKast
CeTh, KOTOpasi B OOIIEM CiIydae — 3TO HEOPUEHTH-
POBaHHBIN NBYAONBHBIN Tpad ¢ ABYMS THIaMH
BepiuH. lepBrIif THIT TIpecTaBIsIeT cOO0H mapa-
METPBl pacCYMTHIBAEMBIX 3a7ad, B TOM YHUCIIE HC-
XONHbBIE JaHHBIE [2—7]. BTOpol THI BepIIMH OIH-
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CBIBa€T OTHOULICHUS, OMNpeAessromue QyHKIHO-
HaJTbHBIE 3aBUCHMOCTH MEXAY MapaMeTpaMH CETH.
[Ipu mocTpoeHny ceTH Al JaHHON CUCTEMBbI OBLIH
WCTIONBb30BaHbl  MaTeMaTU4ecKue 3aBHCHMOCTH
MeXIy MmapamerpamMu oO0paboOTKH OTBEPCTHH KOH-
LUEBBIMH MHCTPYMEHTAMU W OTACIBHBIMH COCTaB-
JISFOLTUMHE OOIIEH MOTrpemrHoCTH 00PadOTKH.

[lepBast BcmoMorarenpHas 3amada, KOTOPYIO
pelaeT MporpaMMHBIH KOMIUIEKC, 3aKI04aeTcs B
oTpefieieHN MUHUMAIBFHO 3aMKHYTOH CHCTEMBI
OTHOULIEHUH, MO3BOJSIOLIEN PEMIUTh MOCTABJICH-
HYI0 3aJa4y. Y OTHOILLIECHUU BBISBISIOTCS BXOABI U
BBIXOJbI, YTO IMPHUBOAUT K CTAHOBJICHHIO MX KaK
(YHKIMA ¥ TTpeoOpa3oBaHUI0 HEOPUEHTHPOBAHHO-
TO JIBYIOJIEHOTO Tpada OTHONIEHWH B OPUEHTHPO-
BaHHBIN Tpad pemreHus 3agaun. Takum o0pazom
MPOUCXOANT CUHTE3 pabodell mporpamMmbl pere-
HUS 3aJ]aud W3 LEMOYKH MPOTPAMMHBIX MOIYJEH,
COOTBETCTBYIOIUX KXION QyHKIHH [8].

PazpaboraHHasi cucTeMa YyBEpEeHHO pelIaeT
pa3iIuYHBIC 33291 B OOJIACTH YIPaBIEHUS TOYHO-
CThIO 00paboTku netaneit MamuH. OHa MO3BOJIACT
KaK YCIIEIIHO peliaTh 3a/1ady, CBI3aHHYI C o0ec-
MEeYeHNEeM TOYHOCTH, TaK U MaTeMaTH4ecKd KOop-
pPEKTHO obecreynTh HAaUOONBIIUI 3amac TOYHOCTH
Ha OCHOBE pEIlIeHHUs 3a/1a4d MHOTO(AKTOPHOMH OII-
TUMHU3AIMU Ha ceMaHTu4eckou ceTu [9]. Jlyst BbI-
SBJICHUST KOPPEKTHOCTH (DYHKIIMOHWPOBAHHS WH-
temekryansHoi cucreMbel SEMANTIC mposene-
Ha DKCIIEpUMEHTaJbHAs MpOBEpKa ee padoTo-
CITOCOOHOCTH.

MeToauka IKCnepuMeHTATbHBIX
HccJIe0BaHuil

[enpr0 AKCIEPUMEHTANBHBIX  HCCIEA0OBAHUN
SIBIISTIOCH CpaBHEHUE (haKTUIECKUX TIOTPEITHOCTEH
00pabOTKN OTBEPCTHH C TOTPEIIHOCTSIMH OOpa-
00TKH, porHo3upyembiMu cuctemoii SEMANTIC
Ha OCHOBE HCIOJB30BaHHUA (PYHKIIMOHATBHBIX Ce-
MaHTHYeCKHux cerell. OO0paboTKy 3aroTOBOK OCY-
IIECTBISUIN Ha PaJdabHO-CBEPIMIHBHOM CTaHKE
monenu 2K522. B kauecTBe 3aroTOBKH KCIIOIL30-
BaJll CTaNbHYIO BTYJIKY C 0a3WpoBaHUEM IO OT-
BepcTuio 50 MM (puc. 1).
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Puc. 1. 3arotoBKa, UCTIONB3yeMast Ul 3KCIIEPUMEHTAIBHBIX UCCIIEIOBAaHUN

Fig. 1. Work-piece used for experimental investigations

B xozme skcmepuMeHTa ONpenessyli TOUYHOCTb
pacronoxenus: orBepctust J10 MM (TOYHOCTD BBI-
nojHeHus pazmepa L =35+ 0,31 mm).

Jlnst yCTaHOBKHM 3arOTOBKH Ha CTaHKE HCIIOJNb-
30BajJil KOHAYKTOP (puc. 2), KOHCTPYKTHBHAS CXe-
Ma KOTOpOr'o MPEeACTaBIeHa Ha PUC. 3.

Puc. 2. Kongykrop ass uccie1oBaHUs
Ipollecca CBepJIeHHs OTBEPCTHs AuameTpoM 10 Mmm

Fig. 2. Conductor for investigation of process
for drilling opening of 10 mm diameter

B mpouecce wuccnemoBaHuil ycTaHaBIMBAIU
3aBUCUMOCTH CMeUIeHUi ocedl oOpadaTbiBaeMBIX
OTBEPCTHH OT TOJa9X ¥ YaCTOTHI BPAICHUS MHCT-
PYMEHTa TpU CBEPJIICHUU OTBEPCTUH JHAMET-
pom 10 MM cBepjoM U3 OBICTPOPEKYIICH CTa-
mu P6MS.
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Puc. 3. KOHCTpYKTHBHas cXeMa KOHIYKTOpa:
1 — ocHOBaHWUeE; 2 — TUINTA; 3 — BTYJNKA; 4 — KOHIYKTOpHAS
BTYJIKA; 5 — 0Ch; 6 — OBICTpOCHhEMHas M1aiiba; 7 — raiika

Fig. 3. Constructive conductor scheme:
1 - basis; 2 — plate; 3 — bush; 4 — jig bush; 5 — axis;
6 — quick-detachable washer; 7 — nut

Wsmepenust cmemeHnii oceii oopadaThIBaeMbIX
OTBEPCTUI IPOBOJIWIN HAa KOOPAMHATHO-U3MEpU-
tenpHOM MammHe DuraMax 5/5/5 ¢upmer Carl
Zeiss (puc. 4).

[lonmy4yeHHble pe3ynbTaThl IO3BOJIAIOT CPaB-
HUThb HMX C TEOPETUYECKUMH MOIPEIIHOCTIMU
00paboTKH, MPOTHO3UPYEMbIMH cuctemoinr SE-
MANTIC. Tlpu 3TOM YYHUTBIBAIHCH CIEAYIOIINE
mapaMeTpsl 0OpabOTKH: JIOMYCK Ha PacIIONOKEeHHE
ocu otBepctHsa Tos, = 620 MKM; pomyck 6a30Boi
MOBEPXHOCTH 3aroTOBKH 1D = 25 MKM; TBEpJOCTb
MaTepuana 3arotoBku mno bpunemmo 197 HB;
nuametp cBepna Dj, = 10 MM; IOTpemIHOCTh CTaH-
Ka €, = 22 MkM; anuHa oOpabotku L= 10 mwm;
CTOWKOCTh HMHCTpyMeHTa 1 =25 MuH; uMHA
KOHAYKTOpHOHM BTynmku L, = 13 MMm; paccrosHue
OT MOBEPXHOCTH 3arOoTOBKH [0 KOHIYKTOPHOM
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BTYJIKHU L,y = 5 MM; MakCUMaNbHBIA 3a30p MEKIY
mMNoHKOH M T-00pa3sHBIM Ma30M CTaHKA Sgnp =
= 0,025 mm; ToJte momycKa Ha BETMYUHY OOpaTHOU
konycHoctH Ty = 0,06 MM; mosie HoIycKa Ha pa3Mep
OTBepCTHsl KOHAYKTOpHOU BTynku OA = 0,019 mwm;
mmoJie JOMycKa Ha pa3Mep HaIlpaBIsIoIed 4yacTh
uHcTpyMmenTta 6B = 0,036 MM; 3a30p B CONPSHKCHUN
«BTYyJIKa — HHCTpyMeHT» S; = 0,017 M.

Puc. 4. VI3mepenune cMelleHuii oceill 00pabaThIBaeMbIX
OTBEPCTUI HA KOOPAMHATHO-U3MEPUTENLHON MaIlIHE
DuraMax 5/5/5 ¢upmsr Carl Zeiss

Fig. 4. Measurement of misalignments in machined
openings while using DuraMax 5/5/5 coordinate
measuring machine of Carl Zeiss company

TTorpenHocTs ONpEeAessIA  TIOCPEICTBOM CH-
ctembl SEMANTIC ¢ y4eToM KOMIIOHOBKH IIPH-
CHOCOOJICHHUSI HA OCHOBE pPa3MEPHOTO aHaIHu3a
uenu B (puc. 5) [10]

Oce namsa

Ocs npucnocadnenus

' Ocv omBepcmus Bo Bmynxe
/) Oce ombBepcmus 6 naume

B,=B+B,+B,+B,+B;+B,—-B,, (1)

rae B; — 9KCUeHTpUYHOCTDh Hapy>KHOW W BHYTpPEH-
Hel MOBEPXHOCTEH MOCTOSHHOM BTynkd; B, — oT1-
KJIOHEHHE OT COOCHOCTH OC€H Hapy>KHOH IOBEpX-
HOCTH TIOCTOSTHHOHM BTYJIKM U OTBEPCTHUS B IUINTE;
B; — MEXIEHTpPOBOE pacCTOSHUE MEXIY OCSIMU
orBepcTuil B Iuute; B, — 3KCLEHTPUYHOCTH Ha-
PY)KHOH W BHYTPEHHEW IOBEPXHOCTEH BTYIIKU;
Bs — OTKJI0HEHHE OT COOCHOCTH OCEH OTBEPCTUS BO
BTYJIKE M Najibla; Bs — SKCIEHTPUYIHOCTD MAJIBLIA;
B; — paccTosiHEE OT ocu 00pabaTHIBAEMOTO OTBEP-
CTHS 10 OCH Majblia.

Jnst pacuera 3aMbIKaroOIIEro 3BeHa pa3MepHOU
uenu (1) B pe3ynbraTe NpsAMBIX U3MEPEHHUH Ha KO-
OpIMHATHO-U3MepHTenbHON MatrHe DuraMax 5/5/5
ObUIN TIONy4YeHB! ACHCTBUTEIIBHBIE 3HAYEHHS I€O0-
METPUYECKUX IapaMeTpoB AeTajleldl KOHIYKTODa,
BIUSIONINX Ha TOYHOCTb O0pabOTKH OTBEpC-
TH# (puc. 6):

e DKCIIEHTPUYHOCTh HApy>KHOM W BHYTpPEHHEU
noBepxHocTeil nocrosHHON BTyIKHN 0,02 MM;

e MEKLIEHTPOBOE PACCTOSHUE MEXKAY OCAMHU
OTBEpPCTHUH B KOHAYKTOpHOM mute 34,997 MMm;

 OKCLEHTPUYHOCTh HAPYKHOW U BHYTpPEHHEH
noBepxHocTel BTYNKH (puc. 3, mo3. 3) 0,094 mm;

 DKCIIEHTPUIHOCTH nabia 0,007 M.

ITocne mpsiMbIX U3MEPEHUN pa3MEPOB COOTBET-
CTBYIOLIMX JI€Tajiel ObUIN TaK)Ke BBIYMCIICHBI 3a-
30pel MexAy BTynkor W mambiem (0,079 mm) u
MEXIy BTYJIKOM U OTBEPCTHEM B KOHIYKTOPHOM
mute (0,086 Mm).

Ocw ombiepcmus 6 naume
Oce ombepcmus B nocmosHHou bmynke

iy :
/. Oce ombepcmus B dsicmpocrenyou Gmynke

4, 8 5,

oy
o

E? By

Puc. 5. PazmepHas 11e1b 2JIEMEHTOB PUCIIOCOOICHUS

Fig. 5. Dimension chain of fixture elements
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Puc. 6. I3mepenus reoMeTpUYECKUX IapaMeTpOB JeTalei
KOHIYKTOpa Ha KOOPJUHATHO-U3MEPUTEIBHON MalIkHE

Fig. 6. Measurement of geometrical parameters
of conductor parts while using coordinate measuring machine

AHaJH3 norpemrHocTei 00padoTkn

CrnexyeT OTMETHTH, YTO 3aMBIKAIOIIEE 3BEHO
nenu B OyAeTr MpuHUMATh pa3luvHbIe 3HAUYCHUS B
3aBUCUMOCTH OT COYETaHWW HalpaBJIeHUH YyKa-
3aHHBIX TOTPENTHOCTEH B Tpeaenax HMEOUTXCS
3a30pOB W TMIOTPEIIHOCTEH JJIEMEHTOB MPHCIIO-
cobnenus. HauOosbliiee 3HaueHwe B, IpUMET
MPU COHAMPABICHHOM TMPOSBICHUHA TOTPEIIHO-
CTEH, B 3TOM ClIy4yae

Bi*=B,+B,+B,+B,+B, +B,—B, =
=0,02+ 0,086 + 34,997 + 0,094 + 0,079 +
+0,007 —35=0,283 mm. )

Haumenbiiee 3HaueHue B, OyaeT IpPUHH-
MaTbh MPH B3aMMHON KOMIIEHCALIMH TTOTPELUTHOCTEH,
YTO MOXKET OBITh XapaKTepHO IJisi 00pabOTKH ¢ Ha-
JIMYUEM CHJIOBBIX BO3ACUCTBUI HA 3JIEMEHTHI IPH-
CHOCOOJICHHsI, HAllpUMep TepeMelIeHUe 3IIeMeH-
TOB TIPHUCIIOCOOIEHUS IO AEWCTBUEM CHII pE3aHus
B HAIIPABJICHUH BBEIOOPKH 3a30poB. OmuIeM mops-
JIOK OTpeAeNeHNs] COOTBETCTBYIOIIEH BEIHYH-

Hel B,

OueBUIHO, YTO YyKa3aHHBIC MOTPEIIHOCTH MO-
TyT OBITh pa3/escHbl Ha JIBe rpymnmbl. [lepBas cBs-
3aHa C YCTAHOBKOW IOCTOSSHHOM KOHIYKTOPHOM
BTYJIKH M BKJIFOUaeT morpemHoctu By, B,. Bropas
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BKJIFOUYAET MOIPEIIHOCTH, CBI3aHHBIC C YCTAHOBKOM
KOHIYKTOPHO# uThl (By, Bs, Bg). 3Hauerne By
COOTBETCTBYET TOMY CIIy4ar0, KOTJa CyMMapHBIC
MOTPEIIHOCTH JABYX YKa3aHHBIX TPYII KOMICHCH-
pyrot apyr apyra. [Ipu stom norpemnoctu By u B,
JIOJDKHBI OBITH Pa3HOHANPABICHHBIMHU, B Pe3yJIbTa-
T€ 4ero CMEIICHHE OCH BHYTPEHHEH MOBEPXHOCTHU
KOHJIYKTOPHOW BTYJIKH, 3aBHCSIIIEE TOJBKO OT TO-
TPenTHOCTe TepBOM Trpymnmbl, OyIeT COBIAAaTh
C HaIIPaBJICHUEM CMeEIIeHus B,.

[Morpemmoctn By, Bs Takke B 3TOM criydae
KOMIICHCUPYIOT IpYT ApPYyra, MpH 3TOM Pe3yJIbTH-
pyHolliee CMEIICHHE OCH OTBEPCTHUS B ILIUTE OyAeT
COBMNaJaTh ¢ HampaeieHueM B, Tak kak B, > Bs.
JIng KOMITEHCAIMK TMOTPEITHOCTEH JBYX TPYIII
MOTPEIIHOCTEL By MOMKHA coOBMAamaTh MO HampagBiie-
HHUIO ¢ By, TO ecTh

BM =-B,+B,+B,-B, +B,—B,-B, =
=-0,02+ 0,086 + 34,997 — 0,094 +
+0,079-0,007-35=0,041 mm.  (3)

Bunno, yro Benmmumesl B un Bl'™ omimua-

IOTCSL IpYT OT JIpyra mo4TH B ceMb pa3. Ciemyet
OTMETHUTh, YTO XOTSl TaKUE 3HAUCHHUS MOTPEIIHO-
cTelf 1 BO3MOXKHBI, OJHAKO YKa3aHHOE CYMMHpPO-
BaHHE 10 MAaKCUMAaJbHBIM M MHHHMMAaJbHBIM 3Ha-
YEHUSIM HE COOTBETCTBYET CIy4YalHOMY XapakTepy
COYETAaHUM HAIPABJICHUM 3JIEMEHTAPHBIX MOrPEL-
HocTed. [l HaxokaeHus HaumOojee BepOsATHOH
MOTPEITHOCTA ~ WCTIOIB3YIOT  TEOPETHKO-BEPOSIT-
HOCTHBIA METOJ, COTJIACHO KOTOPOMY

BiP = \[B} + B} + (B, —B,)> + B} + B + B} =

= /0,022 + 0,086 + (35—34,997)2 + —>

— + 0,094% +0,079% + 0,007 = 0,152 mm. (4)

AHaJOTUYHBIN aHAJIH3 MPEIETbHBIX  BEPOIATHBIX
3HAYCHUH TIOTPEITHOCTEH MOXKET OBITh MPUMEHEH
JUIST CYMMapHOH TorperTHocTr 00paboTku. Tak, mst
oTIpeieTIeHUs] CyMMAapHOH TMOTPENIHOCTH PAacIoo-
JKEHUSI OCH OTBEPCTUSI MPHU YKa3aHHBIX HMCXOIHBIX
JAHHBIX C TIOMOIIBI0 CEMAaHTHYECKON CeTH ObUIN
OIPEICTICHBI €€ COCTABIISIONINE: TIOTPEIIHOCTh 0a3u-
poBaHusi 3arotoBku &z = 0,025 MM; HOrpemHoCTb
3aKpeIUIeHHs 3ar0TOBKH €, = 0; MOrpenHocTs oopa-
ootku Ay = 0,0003 MM, 00ycroBIeHHas! yHpyTHMU
CMEIICHUSIMA OCH KOHIIGBOTO HWHCTPYMEHTA; TII0-
rpemrHocTh 00padoTku A = 0,042 MM, 00yclOBICH-
Hasi TEOMETPUIECKIMHU CMEIIEHUSIMI OCH KOHIIEBOTO
HWHCTPYMEHTA; morperHocTh A, = 0,003 MM, BBI3BI-
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BaeMasi TEIJIOBBIMH Ae(opMalMsIMUA TEXHOJOTHYe-
CKOU CcHCTeMBI; TorpemHocTs A, = 0,022 MM, CBsI-
3aHHas C HETOYHOCTHIO, M3HOCOM U jaedopmanmeint
CTaHKOB; TOrpemHocTh A, = 0, Bo3HUKaromas B
pe3ynbpTaTe pa3sMEpHOr0 H3HOCA PEXYIIUX HWH-
CTPYMEHTOB.

Ou4eBUIHO, 9TO 3HAYCHUE CYMMAapPHOU TOTPEIII-
HOCTH 00pabOTKH Ay B pEAIbHBIX YCIIOBUSIX TAKKE
MOXXET HM3MEHSATHCS B IMHPOKUX TIpEaenax, IpH
9TOM JIEUCTBUTEIbHBIE 3HAYEHUS MOTPEIIHOCTEHN
MOTYT OTJIMYAThCsA Ha MOPSAAOK U Oojee. Hampu-
Mep, HauOosbllee 3HaUeHue Ay OyleT MPUHUMATh
MPH MaKCUMAJIBHOM TMOTPENIHOCTH MPUCTIOCO0IIe-

uus (g, = B'™) W 1npu coHampaBIEHHOM IIPOsB-
JICHUU €€ COCTaBIISIOIIUX

AT™ =gs+e, +e, +A +A +A +A +A, =
=0,025+0+0,283+ 0,0003+ 0,042 +
+0,003+0,022+0 = 0,3753 MmM. 5)

Hawmmensiiee 3Hauenue Ay OyJeT MpUHUMATH
Opyd MUHUMAaJIbHOM MNOTPEIIHOCTH MpUcHocooie-

Hus (€, = BY"") W Npu B3aMMHOI KOMIICHCALIUH €€

cocraBisitonux. Hanpumep, B ciydae, Korjaa mo-
TPEIIHOCTh 00pabOoTKH, OOYCIIOBICHHAS TE€OMET-
PUUYECKUMH CMEIICHUSME OCH KOHIIEBOTO WHCTPY-
MeHTa, OyJIeT KOMIEHCHPOBATHCS TMOTPEITHOCTHIO
npucrnocoOneHus. B pe3ynbprare momyyum

A" =gg+e,—g, —A A —A —A +A, =

=0,025+0-0,055-0,0003+ 0,042 —
-0,003-0,022+0 = 0,0007 mm. (6)

Kak BUAHO U3 MNPCACTABJICHHBIX PC3YJIbLTATOB,

CyMMapHbIe TOTPEIIHOCTH 00pabotkn AJ™ u

A" OTIMYAIOTCA HA HECKONIBKO MOPSIKOB. JlaH-

HOE 00CTOSATENHCTBO MOKA3BIBACT, YTO MPH OLICHKE
TOYHOCTH 00pabOTKHU CIeqyeT yIUTHIBATh BEPOSAT-
HOCTHBIIl XapakTep MpPOSBIECHUS COCTABISIOIIUX
CyMMapHOH NOTPEUIHOCTH, 3aJarolluil ee BepX-
HIOIO TPaHHUILy, KaK 3TO M PEAIn30BaHO B OMMCAH-
HOU WHTEJUIEKTYalbHOU cucTeme. Takum oOpaszom,
IpU OLIEHKE CyMMapHOH HOTPEIHOCTH OyJaeM Hc-
MOJIb30BaTh 3aBUCUMOCTh

Bep _ |2 2 2 2 2 2 2 2
Ag —\/86+83+8H+Ay+Ar+AT+AC+AH- (7)

Kak mpaBuno, Ha mNpakTUKE IEUCTBUTENbHbBIE
3HAYEHUS MOTPEITHOCTEH 00paObOTKH OKa3bIBAIOTCS
MEHbIIE AaXe AaHHOW omeHku. C ydyeToM IMpoBe-
JEHHOTO aHalln3a C IOMOILUBI0 CEMaHTHYECKOH
CETH COMOCTABJICHBI MOTPEIIHOCTH PACTIONOKEHHS
oceil oTBepcTuii, 00pabaThIBAEMBIX MPH IOMYCTHU-

Hayka
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MBIX TI0J[a4aX W 4acTOTaX BpallleHHs CBeplia, U CO-
OTBETCTBYIOIIME WM SKCIEPUMCHTAIILHBIE 3Haue-
Hus (puc. 7, 8).

0,20

Puc. 7. 3aBHCUMOCTD NOTPEIIHOCTH PACTIOIOKEHHS OCCH
06pa6aTBIBaeMBIX OTBepCTI/Iﬁ OT 1MoJiavu CBEpJIa
mpu N =355 mun % 1 — ouenka CyMMapHOHU NOTPELIHOCTU
IIPOrpaMMOI IPU BEPOSTHOCTHOM MOTPEIHOCTH
npucrnocobienust ALY, 2 — SKCIepHMEHTAIbHbIC JaHHBIC;
3 — olleHKa MUHUMAJIBHOM CyMMapHOH MOTPENIHOCTH
nporpaMmon A7
Fig. 7. Dependence diagram of error in axis location
of the machined openings on drill feed at n = 355 min™:
1 — assessment of total error while using a program

and with a probable fixture error AF™; 2 — experimental data;

3 — assessment of minimum total error A"
while using a program

0 250 500 750 1000 1250
n, MUH

Puc. 8. 3aBHCUMOCTD NOTPEIIHOCTH PACIIONIOKEHHS OCCH
00pabaTeIBaeMbIX OTBEPCTHH OT YaCTOThI BPALLICHUS

mmHaens npu S = 0,32 MmM/006: 1 — olleHKa cyMMapHOit
MOTPEIIHOCTH MIPOTrPaMMOH MPH BEPOSITHOCTHOM

HOTrPEeLIHOCTH MpHcHocobnenus Ay™;
2- OKCIECPUMCHTAIIbHBIC JaHHBIC, 3- OLICHKa MHHHAMAJIBHOM
CYMMAapHOH MOrPEHIHOCTH IIPOrpaMMOil Agi”
Fig. 8. Dependence diagram of error in axis location

of the machined openings on spindle rotational speed
at S = 0.32 mm/rev: 1 — assessment of total error while using

a program and with probability fixture error AY®;
2 — experimental data; 3 — assessment of minimum total
error A3 while using a program
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Mawiunocmpoenue

U3 rpadukoB Ha puc. 7, 8§ BUAHO, YTO DKCIIE-
PUMEHTAJIbHBIE JaHHBIE HAXOIITCA B IIpeAeiax

orpannueHnii [AS"... ASP], TONyYeHHBIX CHCTe-

MOM, YTO JIEMOHCTPUPYET KOPPEKTHOCTh ¢ PyHK-
MUOHUPOBaHUs. By rpaukoB, MOCTPOCHHBIX IO
pe3ynbratamMm pabOThl HMHTEIUIEKTYAIbHOW CHUCTe-
MBI, OOBSICHIETCS TMPEHUMYIIECTBEHHBIM BIMSHUEM
Ha TOYHOCTh OOPAOOTKM MOTPEIIHOCTH TIPHUCIIO-
COOJIEHUSI W TIOTPENTHOCTH, OOYCIIOBIECHHON reo-
METPHUYECKUMH CMEIICHUSMHU OCH KOHIICBOTO HH-
CTPYMEHTA, KOTOpPbIE HE 3aBHUCAT OT MOJAYH U Ya-
CTOTHI BpaleHus cBepiia. JJaHHoe 00CTOSTENbCTBO
MOJTBEPKIACT TE3UC O TOM, YTO 3a/a4y MPOCKTH-
pOBaHUSI CTAaHOYHOTO TPUCIIOCOOJICHUSI CIIEIyeT
paccMaTpuBaTh Kak 10j3a1ady oOecreueHus TOY-
HOCTH OOpabOTKH, pEIICHUE KOTOPOH JOJIKHO
VUUTHIBATh JICHCTBUTEIHLHOE COCTOSHHUE TEXHOJO-
THYECKOT0 000PYIOBaHUS.

BBIBOJIbI

1. B pe3ynbraTe 3KCIIEpUMEHTAIBHBIX HUCCIIEN0-
BaHUM YCTaHOBIICHO, YTO ACHCTBUTENbHBIC 3HAUYCHUS
o0miel morperHocT: 00pabOTKH 3aKIIOYEHbI B HH-
TepBajie MporHo3upyembix cucremoir SEMANTIC
3HAYCHUH, YTO TOATBEP)KAACT KOPPEKTHOCTH €€
(YHKIIMOHMPOBAHMS, a TAKXKE BO3MOXKHOCTb €€ HC-
MOJIB30BAHUSI Ha 3Tare MOATOTOBKH MPOHM3BOJCTBA
JUIl TIPOTHO3UPOBAHMSA TIOTPEIIHOCTEH 00paboTKH
OTBEPCTUHM KOHLIEBBIM MHCTPYMEHTOM M IIPOEKTUPO-
BaHUSI TEXHOJIOTHIECKOI OCHACTKH.

2. YcTaHoBiIE€HO, YTO HanOoJbllIee BIUSHUE Ha
TOYHOCTb O0OpabOTKH KOHIIEBEIM HHCTPYMEHTOM
OKa3bIBAET MOTPEIIHOCTh MPUCIIOCOOIEHUSL.

3. Tloka3aHo, 4YTO 3agadyy MPOEKTUPOBAHUS
CTaHOYHOT'O NPHUCIIOCOOJICHUSI CIeAyeT paccMmart-
pUBaTh KakK IoA3agavdy O6CCHC‘ICHI/I$1 TOYHOCTH
00paboTKH, peleHre KOTOPOH TOJDKHO YUYUTHIBATH
JEHCTBUTEIIBHOE COCTOSIHUE TEXHOJOIMYECKOTO
000pyTOBaHUS.

4. Ha ocHOBE SKCIEPHUMEHTAJIBHBIX HCCIIEA0BA-
HUI MOJTBEPXKICHA BO3MOXXHOCTh HCIIOJIb30BaHUS
MOJX0/a TMPOrHO3UPOBAHUS CyMMAapHOW IOTperl-
HOCTH 00paboTKH, Gasupyromerocss Ha MpUMEHE-
HUHM TEXHOJIOTHH (PYHKIHOHAJIBHBIX CEMaHTH4e-
CKHX ceTel.
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