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Annomayusn. Paccmompena paspabomka mexHono2uu 8blCOKOCKOPOCMHOU pezeprou 0bpa-
oomxu nonamxu I'T/] ¢ npumenenuem cpeocme paciema MemooOM KOHEUHO20 JJleMeHma om-
HCUMA U CODCMBEHHBIX Yacmom Konebanuu obpadbamuléaemoti 3a20moeku. buin evinonnen pac-
yem JHcecmKOCMU 3a20MOBKU U OnpeoesieH cnocob 3aKpeniieHus 6 paboueli 30He CHMAHKA,
obecneuusarowuti 0opabomKy nepa JONamKu 6 0OHOM ycmanoge. Pacuem cobcmeennvix ua-
cmom KoIebanull 3a20mMo6KuU NOKA3A, Ymo 00paboOmKa 03MONCHA C NPUMEHEHUeM NPUKpen-
JISIeMbIX MexXHoNIo2u4ecKux 2acumeneti euopayuu. Mecma ycmanosxku 2acumeneii 6w onpeoe-
JIeHbl HA OCHOBE NOJIYYEHHbIX 8 pacueme Gopm Konrebanuti 0opadamvleéaemoll 3a20MmoeKu.

Knroueevie cnosa: svicokockopocmHoe ¢hpezepoganue, yucmosgas obpabomixa, Oemaib
manou xcecmrxocmu, ronamka I'T]], cuna pezanus, pacuem dxcecmxocmu 0emant, mMemoo
KOHEeYHO20-3]leMeHma, CcOOCMBeHHble YACOmbl KOJeOaHUll 3a20MmosKuU, 2acumeib 8uopa-
yuil 3a20MoeKu

Gas turbine engine blade highspeed milling technology development
by means of workpiece deformation and eigen frequency calculation
using finite element modelling
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Abstract. GTE blade highspeed milling technology development by means of workpiece
deformation and Eigen frequency calculation using finite element modelling is considered.
Stiffness calculation were performed and workpiece mounting method providing machining
both sides of blade in one setup were determined. Workpiece Eigen frequency calculation
results showed that machining is possible just in case of using technological vibration
dampers attached. Dampers positions were determined based on workpiece Eigen forms
obtained in FEM computation.
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BricokockopocTHast ¢pesepHas obpadotka momarok ['TJl, xapakrepusyrommuxcs
MaJbIMA OTHOCHUTENIbHBIMHU TOJIIMHAMU W BBICOKOW CKJIOHHOCTBIO K BHOpAIHsIM,
npecTaBsieT co00i CIOXKHYIO WHKEHEPHO-TEXHUYECKYI0 3amady. [Ipu Tpamuiu-
OHHOM TOJIX0JI€ K pa3pabOTKe TEXHOJIOTUU Majlasl K€CTKOCTh 3arOTOBKM KOMIICH-
CUpYETCSl BBEJICHMEM JOMOJHUTEIbHBIX TEXHOJOTMYECKUX TPUITUBOB («ILJIATH-
KOB»), 3aKpbIBAIOUIMX 30HY OOpaOOTKH, NPEMSATCTBYIOLIMX pEJIaKCalluM JETalu
B pe3yJibTaTe MOBOJOK MpU YIJAJICHUU NPUITYCKa, YTO, KaK CIIEJICTBUE, TpeOyeT
BBEJICHUS JTOTIOJTHUTEIBHBIX 3TAllOB TEPMUYECKON O0OpaOOTKU U MepeKIIagblBaHUs
3arOTOBKH JIJIs1 TTOCJIEIOBATEILHON 00pab0OTKM OAHOM U IPYTOH CTOPOHKI iepa. Bee
3TO MOXET JI0 HECKOJBKUX pa3 YBEIHUYUTh TPYJOEMKOCTh M3TOTOBICHUS AETAIU
3a CYeT BPEMEHH TEPMUYECKON 0O0pabOTKH, MEXKOMEPAIMOHHBIX 3aTpaT BPEMEHH
W BCIIOMOTaTeJIbHOTO BpeMeHM Ha ctanke ¢ UITY mis 3amycka o6paboTku u 0as3u-
pOBaHHUA, a TaKXkKe CYIIECTBEHHO CHHM3UTh TOYHOCTh 00paboTku. CyliecTBEHHOE
COKpAILEHUE TPYIOEMKOCTH HM3IOTOBJICHMS 3aKJIIOYAETCS B COKpAILlEHUU Yucia
TE€XHOJOTUYECKUX MPUIMBOB, KOTOPOE MO3BOJUT OTKPBITH MOBEPXHOCTH IEpa JIo-
naTKy Juist 00paOOTKU Ha MATH KOOpAUHATHOM ¢pe3epHoM ctanke ¢ UITY B ogHoMm
YCTaHOBE.

Jlns paccmaTpuBaeMol JIOTIATKM C Majiol KECTKOCThIO Obla pa3paboTaHa
TEXHOJIOTHS (Ppe3epOoBaHMS HA MATH KOOPAUHATHOM OOOpPYAOBaHUU C (pUKcaIUeit
JIOTIATKY 32 «3aMOK» M B KOHILIEBOM CEYEHHUH MOCPEACTBOM CIEHUAIBHOIO MPHUCIIO-
cooOsienust. dukcarus B IPUCIIOCOOJICHUN TTO3BOJIMIIAa 00ecTieyuTh 00padOTKy Tepa
JIOTIATKY B OJTHOM YCTAaHOBE C 00EUX CTOPOH Iepa, 00eCleuyruB CHUKEHUE TPYA0EM-
KOCTH M3TOTOBJICHUS I€TAIN U BBICOKYIO TOYHOCTh OOpPabOTKH.

JIs1 OLIEHKU >KECTKOCTHBIX W BUOPAIIMOHHBIX XapaKTEPUCTUK oOpabaThiBae-
MOU 3aroTOBKM ObUT BBIMIOJHEH pPacdyeT METOJIOM KOHEYHOTO 3jieMeHTa [1, 2] cra-
TUYECKOM KECTKOCTH (ompenensuica oTkuM Ha ycunue 100 Krc) u coOCTBEHHBIX
4acTOT KOJIeOaHUH MPHU KPETUICHUH JIONMATKU «3a 3aMOK» W TIPH JBYCTOPOHHEH 3a-
JIEJIKE «3a 3aMOK» U 110 HEHTPY KOHIIEBOTO CEYEHMUSI.

[TokazaHo, YTO JKECTKOCTb MPU OJHOCTOPOHHEM 3aKPEIUIEHUH COCTaBJISET
4,3 Krc/MM U He MO3BOJISIET 00pabaThIBaTh JIOMATKY MPU YCTAHOBKE BEPTUKAIBHO
C KpeIuIeHHeM 3a 3aMok. [Ipu JBYCTOPOHHEM 3aKpeIIEHUHU KECTKOCTh COCTaBUIIa
68 Krc/MM, 4TO MO3BOJISIET BBIIIOJIHUTH 00pabOTKYy MpU HAacTpOWKe pexuma olpa-
OOTKM U COTJIACOBAHWUHU YacTOThI BPAICHMSI IIMUHIENS ¢ COOCTBEHHBIMU 4acTOTa-
MU KOJieOaHWM 3arOTOBKHM WJIM MPU HCIIOJIB30BAHUU MPUKPEIUIIEMBIX TEXHOJIOTH-
YyecKux racutenei Budpanmii [3].

BriOpanHble TEXHOJIOTHYECKHE TapaMeTpbl OOpaOOTKH: YacTOTa BpaIICHUS
mmuaaens n = 4000 06/mMuH (ckopocTh pe3anusi — 120 M/MuUH), IPUIYCK HA YH-
CTOBYIO 00paboTKy a, = 0,5 MM, mar mMexay cTpodkamu a. = 0,2 MM, rmojgaya Ha
3y0 f, = 0,05 mM. Mcnionp3oBanack dpe3a co cheprudeckoi pexyInel 4acTbio qua-
MeTpoM 10 MM, 4HCIIO pexkyluX 3yObeB Z = 4.

Bbu1 BBINIOJTHEH pacyeT CUilbl Pe3aHus C UCIIOJIb30BAaHUEM CTEIIEHHON MoJenu
C YJEIbHBIMM KacaTelIbHOW W HOpMaJIbHOUM cuiiamu pe3anusi [4]. [IukoBoe 3Haue-
HUE CUJIbI pe3aHusi coctaBuio ~ 17 H, cpennee 3nauenue — 3,4 H. [Iporno3upye-
MbIM 0TKUM Jetann — 0,005 MM 711 y9acTKOB nepa ¢ HAMMEHBIIEN )KECTKOCTHIO.
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Translatonad SEplciment COnponents

g 1

L33

Puc. 1. Pacyer 3eCcTKOCTM 3aroTOBKU NMPU KOHCOMIbHOM 3aKpernieHnu

Puc. 2. PacuyeT »ecTKOCTM 3aroTOBKMW NpPW ABYCTOPOHHEM 3aKpenjieHnn

Bl BBIMOTHEH pacdyeT COOCTBEHHBIX YACTOT KOJeOaHWil 3aroToBKU (TaOiu-
na). BugHo, 4To cCOOCTBEHHBIE YAaCTOTHI KOJIEOAHUI PacmojOKeHbl OJM3KO, UTO
3aTpyIHSET BEIOOP YaCTOTHI BpAIICHHs! IIMUH/IENS, HCKIIIOYAIOIe pe30HaHCHBIE U
aBTOKOJIeOaTenbHbIe BUOpamnuu [ 5, 6].

CoOcTBeHHBIE YaCTOThI K0JIeOAHUI 3ar0TOBKH

Homep moawl (popmbl KoJiedaHmit) Yacrora f; I'n
1 826,2
2 985,4
3 1105,3
4 1745,2
5 1987.8
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bbuto mpuHATO pelnieHre 0 MPUMEHEHUU MPHUKPEIUIIEMbIX TEXHOJOTHYECKUX
racuteneit [3]. Mcnonp3oBasiuch aBa racutens ¢ maccoi rpyza 300 r. ['acurenu
yCTaHABIIMBAJIMCh Ha OOpaTHON OTHOCUTENBHO (ppesepyemMoii CTOpoHE Iepa C Huc-
MOJIb30BaHUEM BaKyyMHOW MPUCOCKH (HMCIOIh30Bajlach aBTOHOMHAs BaKyyMHas
CTaHIM, pa3MeniaeMas B 30He 00padoTku). MecTa pacnoioKeHUs TaCUTEJICH BbI-
Oupanuch TakuM 00pa3oM, yTOObl BO3AECMCTBOBATH HA IYYHOCTHU COOCTBEHHBIX
dbopm kosebanuii. BrimogHeHHBIE IO pe3yibTaTaM 00paOOTKU KOHTPOJIBHBIE H3-
MEpEHUS MM0Ka3aJu OTKIOHEHUS OT HOMHHAJIBHOTO pazMepa oT —0,03 no —0,05 mwm,
a Tak)ke OTKJIOHEHHE 1Mo KpyTke B mpenenax 0,1 MM, 9TO COOTBETCTBYET 3a/laHHO-
My AOIYCKY. BBICOKOW TOYHOCTH U KadecTBa 00pabOTKH y/1aaoCh TOCTHYb 3a CUET
00pabOTKHU B OJTHOM YCTAaHOBKE BCEM JieTanu 0e3 u3MeHEeHUs «0a3y.

CNMUCOoK UCTOYHUKOB

[1] Bolsunovskiy S., Vermel V., Gubanov G., Kacharava I., Kudryashov A. Thin-Walled Part Ma-
chining Process Parameters Optimization based on Finite-Element Modeling of Workpiece Vi-
brations. Procedia CIRP, 2013, vol. 8, pp. 276-280.

[2] Bepmens B.J., boncynosckuii C.A., I'ybanos I'.A., Kauapasa W.H., By3ynyx B.U., bamxku-
pos N.I'., bapanoB A.A., IllunseB A.B. Ycrpanenne BuOpanuii npu ¢Gpe3epoBaHUU KOHCOJH
KpBUIa a3pOJAMHAMHYECKOW MOJIENH IyTeM KOPPEKIUH YacTOThI BpamieHus ¢pesbl. Asuayuon-
Has npomviuiiennocms, 2019, Ne 3—4, c. 47-51.

[3] boncynosckuii C.A., Bepmens B.JI., I'ybanoB I'.A., [Tymuun B.A., Hlunses A.B. Texnonorus
¢bpe3epHOit 00pabOTKH JOMATOK a’POJUHAMUYECKUX MOJEJCH Ta30TypOMHHBIX ABHraTelneil ¢
NPUMEHEHUEM TEXHOJOTMYECKOro JeMI(pupoBaHus BUOpauuil 3aroToBKHU. HMHHosayuonHble
mexHono2uu 6 mamepuanogederuu u mawurnocmpoernuu (MTMM-2022). VI Bcepoc. nayu.-
npaxkm. KoH@. ¢ medxcoynap. yuacm.: mamep. Ilepmb, U3narenscrBo Ilepmckoro HalmoHanbHO-
r'0 UCCIE0BATENBCKOTO MOJIUTEXHUYECKOTO YHUBEpcuTeTa, 2022, c. 89-93.

[4] Bolsunovskiy S., Vermel V., Gubanov G. Cutting Forces Calculation and Experimental Meas-
urement for 5-axis Ball End Milling. Procedia CIRP, 2013, vol. 8, pp. 235-239.

[5] Jlazapes I'.C. Aémoxonebanus npu pezanuu memannos. Mocksa, Beiciias mkona, 1971, 243 c.

[6] Xapxos U.I'. Bubpayuu npu oopabomre ne3sutinvim uncmpymenmom. MockBa, MalmmHOCTpoe-
Hue, 1986, 184 c.



