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AnHotauusi. [Ipu npousBojcTBe HedTerasoBoro 000pyIOBaHMS TMPAaBUILHBIA BBIOOP
CKOPOCTH pe€3aHusi B TPOIECCe BBICOKOTOYHOW TOKApHOW OOpaOOTKM B pELIAIOIIEH CTerneHH
orpejenseT KayecTBO M 3(PGdeKTUBHOCTh mporecca. CKOpOCTh pe3aHusl BIUSET HE TOJbKO Ha
[IEPOX0OBAaTOCTh TIOBEPXHOCTH, HO M HAa CPOK CITY>KOBI HHCTPYMEHTA, CTAaOMIIBHOCTD PEXYIIUX CHIT U
CHIDKEHHE MPOU3BOJCTBEHHBIX 3aTpaT. l[IpuMeHeHHe TpaJulMOHHBIX SMIUPUUYECKUX (QOpMyI
MMEeT OTPaHUYCHUS B ONMMCAHUH CIIOKHBIX HEIMHEHHBIX 3aBUCUMOCTEH.

B nanHoli cTathe mpeiiaraeTcs Moaxo Ha OCHOBE MCKYCCTBEHHBIX HEMPOHHBIX CETEeH s
ONITUMH3AIMK CKOPOCTH pe3aHus. B xone mccnenoBaHus ObLI pa3paboTaH SKCIEPUMEHTAIBHBIN
IUIaH, COOTBETCTBYIOLIUN peallbHbIM MPOU3BOJACTBEHHBIM YCIOBUSM, M COOpaHbl JaHHBIC IO
napamMeTpam IepoxXoBaTOCTH MOBEPXHOCTH (Ra), pexyum cunam (Fc, Ff) n n3Hocy MHCTpyMEHTa
(VB). llomyueHnHble naHHble ObUIM OOpPaOOTaHBI MOJAENBI0O HCKYCCTBEHHOW HEMPOHHON CeTH,
MpOBe/IeHa MHOTOKPUTEPHATIbHAsE ONTHMHU3ALMS, © Ha OCHOBE Komripomucca [lapero ompeneneHs
cTabuibHble paboune OkHA. Pe3ynbTaThl MoKa3aliu, YTO MCKYCCTBEHHBbIC HEHPOHHBIE CETH HAIOT
Ooylee TOYHBIC TPOTHO3BI IO CPABHEHUIO C KIIACCHYECKUMH PETPECCHOHHBIMU MOJACTSMH U
MOBBILIAIOT HAJIEKHOCTH IpOoIecca.

Henocrarku, BeISBICHHBIE B CYIIECTBYIOLICH JTUTEPAType — OPHUEHTAIMS TOJBKO Ha OJWH
KpUTEpHii, OrpaHMYEHHbIE BO3MOXKHOCTH IEpeHOca MOJAETIeH M HeXBaTKa TECTOB HAAEKHOCTH —
ObUIM YaCTHYHO YCTPaHEHBI B JIAaHHOM HCCIEIOBaHWU. TakuM 00pazoM, MpPeIOKEHHBIN ITOIX0]]
NPEJCTaBIseT KaK TEOPETHYECKH, TaK M MPaKTHMYECKH 3HAYUMbIE pe3yJbTaThl Ul BbIOOpa
ONITUMAIIEHOW CKOPOCTH PE3aHUs B TPONU3BOJICTBE.

KiroueBble cjioBa: TokapHas o0pa0oTKa, CKOPOCTh Pe3aHHUs, UCKYCCTBEHHash HEHpOHHas
CeTh, MIEPOXOBATOCTh IMOBEPXHOCTH, PEXKYIIasl CHUJIa, W3HOC WHCTPYMEHTAa, MHOTOKpUTEpHAIIbHAS
ONITUMU3ALIHSL.

BBenenne: B coBpeMeHHON TNPOW3BOACTBEHHOW MPOMBIIIJIEHHOCTH HEPTEra30BOro
o0opyaoBaHus TpeOOBaHUS K TOYHOCTH M CTAOMJIBHOCTH CTAHOBSTCS BCE OOjiee CTPOTMMH, YTO
0COOEHHO SICHO MPOSBISETCS MpU 00paboTKe TPyOuyaThIX, TOJCTOCTEHHBIX MU BBICOKOIPOYHBIX
CTaJbHBIX JeTaned. OO0paboTka BHYTPEHHEM MOBEPXHOCTH TAKUX JI€Talel, HampMmep HEe(TSIHOro
HACOCHOTO 000pya0oBaHUs TpeOyeT BBICOKOH TEXHOJOTMYECKOM TOYHOCTH, TJIAJKOTO0 KadyecTBa
MOBEPXHOCTU U JIJIUTENILHOTO Cpoka ciry:kObl. TokapHas oOpaOoTKa sBJIsETCS OAHUM U3 Haubosiee
YacTO NPUMEHSEMBIX METOJIOB IPOU3BOJCTBA IMOAOOHBIX JeTajel, OJHAKO ycCIeX Ipolecca B
3HAYUTEIBHOM Mepe 3aBHCUT OT MPABUIILHOTO BHIOOpa TAKUX OCHOBHBIX AapaMETPOB, KaK CKOPOCTh
pe3anus. CKOpOCTh pe3aHusi OKa3bIBAaET MPSMOE BIUSHUE Ha TEIJI0, BO3HUKAIOLIEE B HHCTPYMEHTE
Y 3aTOTOBKE, Ha CHJIbI pe3aHMsl, yCTOMYMBOCTh BUOPALIMI U IIEPOXOBATOCTh IIOBEPXHOCTH.

B TpamunuoHHBIX MOAX0Aax MPUMEHSIIOTCS SMIUpHUYEcKHe (OpMYyJIbl, MpPEeAOCTaBICHHbBIE
MIPOU3BOIUTENIMU MHCTPYMEHTA, WM Kjaccuueckue ypaBHeHus Teitnopa. Hampumep, dopmyna
cToMKkocTH uWHCTpyMmeHTa Teinopa (V7" = () ponroe BpeMmsi cudTagach HAAEKHOW IS
IIPOrHO3UPOBAHUsl H3HOCA HHCTpyMeHTa. OJHAKO B COBPEMEHHBIX YCIIOBUSAX HCIOJIB30BAHUE
Pa3IMYHBIX JIETUPOBAHHBIX CTalel, pexymux HHCTpyMmMeHToB ¢ PVD- u CVD-nokpsiTusiMu, a
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TaK)X€ MEPEMEHHBIX CHUCTEM OXJIaXKJaIoIle-CMa30uYHbIX MaTepUaioB OKa3blBa€T MHOTOYHCIIEHHBIE
HEJIMHEIHbIE BO3ACUCTBUS Ha Mpolecc. B 3THX yCIOBHSIX NpUMEHEHHE KIacCH4ecKux (opmyi
4acTo He Ja€T JOCTATOYHO TOYHBIX pe3yabTaToB [1].

B nurteparype NnpoBeneHO MHOXECTBO MCCIEIOBAaHUN IO JaHHOM Teme, U B 0030pe,
MOCBSIIIEHHOM IPOTHO3UPOBAHUIO IIEPOXOBATOCTH MOBEPXHOCTH, OTMEYEHO, UYTO TPAAUIIMOHHBIE
CTaTUCTHYECKHE MOJIENU YPPEKTHUBHBI TOJIBKO B OTPAHUYCHHBIX YCIOBUSX, & JUI MOJCIUPOBAHHUS
CJIOKHBIX MPOIIECCOB Oosiee 1eaecoo0pa3Ho UCIONIb30BaTh METOAbl HCKYCCTBEHHOTO MHTEIJIeKTa. B
HCCIIEIOBaHMX, MOCBSIIEHHBIX TPOTHO3UMPOBAHUIO LIEPOXOBATOCTU MOBEPXHOCTU IPHU TOKApHOMU
00paboTKe C HCIOJIb30BAHUEM HCKYCCTBEHHBIX HEHPOHHBIX CeTei, ObUIO TOKa3aHO, 4TO
HCKYCCTBEHHBIE HEMPOHHBIE CETH 00ECIeuMBalOT 00Jiee BBICOKYIO TOYHOCTh MO CPABHEHHUIO C
pErpecCHuOHHBIMU MOJCIISIMU [2-5].

[Ipy u3yyeHuM NPUMEHEHHUS METO/0B MHOTOKPUTEPUAIbHOM ONTHUMH3ALMM K IIpoLEccam
00pabOTKK OBUIO YCTAHOBJIEHO, YTO OJHOBPEMEHHAs ONTUMMU3AIMS IIEPOXOBATOCTH MOBEPXHOCTH,
CHJI pe3aHMsi M SHEPTONOTPEOICHHs 3HAYUTEIBHO TOBbIaeT 3¢ ¢ekTuBHOCTh mpousBozacTBa [6]. B
UCCJIETOBaHUX, MOCBSIIEHHBIX BIUSHUIO [IaPaMETPOB PEKUMOB PE3aHUS HAa M3HOC MHCTPYMEHTA,
TaKke OBUIO YCTaHOBJIIEHO, YTO MOJIENM HMCKYCCTBEHHOTO HWHTEIUIEKTa JaloT Ooyiee TOYHBIC
NporHo3sl [7, 8].

OO6mwmii aHaU3 CYIIECTBYIOIIMX Pa0OT MOKAa3bIBAET, YTO OOJBIIMHCTBO HCCIIECIOBAHUM
COCPEIOTOYEHO Ha OJHOM KPUTEPUU — HAIpPHUMEp, TOJIHKO Ha IIEPOXOBATOCTU MOBEPXHOCTH, —
TOTJa KaK Jpyrue Ba)KHbIE MOKA3aTeNM, TaKHe KaK CPOK CIy>KObl MHCTPYMEHTA U CHUJIbl PE3aHUs,
4acTO OTXOJAT Ha BTOPOM MmiaH. Mexay TeM B peajbHbIX MPOU3BOIACTBEHHBIX YCIOBUSAX Ba)KHBIM
ABISIETC HE TOJBKO TMOJYYCHHE TJaJKOH IOBEPXHOCTH, HO W YBEIMYCHHE CpPOKa CIIyKOBI
MHCTPYMEHTA, a TaKkke obecreueHrne cTabuiIbHOCTH Tporecca. Kpome Toro, B 601bIIMHCTBE padboT
JUTEpaTypbl METOJABl HMCKYCCTBEHHOTO MHTEIJIEKTa OOJaJdar0T HHU3KOW OOBSICHUTEIHHOMN
CHOCOOHOCTBIO U OTPAaHUYECHHBIMH BO3MOXKHOCTSIMH TPHUMEHEHHUS K Pa3IWYHBIM KOMOWHAIUSIM
MaTEepUajIOB U HHCTPYMEHTOB.

s ycTpaHeHus: 3TUX MpoOesioB B MPEACTABICHHOM HCCIEIOBAHUH MPUMEHSIETCS TOIXO,
OCHOBAHHBIM Ha MCIHOJb30BAaHUU MCKYCCTBEHHBIX HEMPOHHBIX CETE€W JJIs ONTHUMH3ALUU CKOPOCTH
pe3aHus mpu TOKapHOU 00padoTKe. 3/1eCh YUUTHIBAIOTCS HE TOJIBKO HIEPOXOBATOCTH MOBEPXHOCTH,
HO TaK)K€ CHUJIbl PE3aHMsl U CPOK CIIy>KObl MHCTpyMeHTa. Takum o0pa3oM, MHOTOKpUTEpHUATIbHBIN
ONTUMU3AIMOHHBIA TOAXOJ TO3BOJSET TEXHOJIOTY BHIOMpaTh COANaHCHpPOBAHHBIE U HAIEKHBIE
napaMmerpsl. IIpuMeHeHHe JaHHOrO MOAXOJa B TPOMBIIUIEHHBIX YCIOBUSX MOXET peanbHO
CHOCOOCTBOBATh TMOBBIIICHUIO KAauecTBa MPOAYKIWHU, CHIKEHUIO MPOM3BOJACTBEHHBIX 3aTpaTr U
o0ecrieueHnto CTabUILHOCTH TpoIecca.

Matepuanbl 1 MeTOABI Hccael0BaHuA. B nccrienoBarenbckoi pabore sl ONTUMHU3ALUH
CKOPOCTHU pE€3aHHUs MPU TOKAPHOW OOpabOTKE TOJCTOCTCHHBIX JEeTajeil ObUTM MPUMEHEHBI Kak
AKCIIEPUMEHTAJIbHBIN MTOIX0/, TAK U MOJIEIUPOBAHNE HA OCHOBE NCKYCCTBEHHOW HEHPOHHOU CETH.

B ycnoBusix nmabopaTopHOi cpefbl, NpUONMKEHHOW K IMPOU3BOJCTBEHHBIM YCIOBHSM, B
KauecTBE 3aroTOoBKM Obula BbIOpaHa TpyOdaras JeTanb, HM3TOTOBIEHHAs M3 BBICOKOMPOYHON
3aKaJeHHOM CTaJld, B KA4eCTBE MHCTPYMEHTA MCTOJB30BaJIcA pesel] ¢ mactuHon tuna CNMG u3
TBepAOro cruiasa ¢ PVD-nokpeituem.

[Ipn 00paboTke mpuMeHsIach OXJIaXKIarolle-CMa304yHasi IMYJIbCUOHHAsA cMech. OCHOBHbIE
napaMeTpsl pekrMa pe3aHusi H3MEHSIINCH B Mpeenax: ckopocTh pezanus (50-200 m/MuH), mogada
(0,1-0,3 mm/00) u Tmyouna pezanus (0,52 Mm).

BbIXOHBIMH TIOKa3aTeNAMU SBJSUTUCH ILIEPOXOBATOCTh MOBEPXHOCTH (Ra, MKM), CHIIBI
pesanus (Fc, Ff) 1 ©3HOC MHCTPYMEHTA 110 3aHel ToBepXHOCTH (VB, mm).

OKCIEpUMEHTBI NPOBOJWIMCH CHCTEMAaTHYECKH, JMANa3oH MW3MEHEHUs [apaMeTpoB
BbIOMpasics miaHoMepHo. Takoil moX0/ MO3BOJIWII OIIEHUTh KaK OCHOBHBIE, TaK U BTOPOCTEIIEHHbIE
3p(deKTh, a TaKKe B3aMMOCBSI3U MEXIy TMapaMeTpaMd. B KaXIOM COYEeTaHWH HCHBITAHUS
MOBTOPSUIMCH, ILIEPOXOBATOCTh IOBEPXHOCTH H3Mepsiach MNPOPUIOMETPOM, CHIIBI pe3aHusd
(UKCUPOBAINCH € TIOMOILIbIO TPEXKOMIIOHEHTHOTO JIMHAMOMETPa, M3HOC MHCTPYMEHTa
OTIpEe/IETISIICS. METO/I0M ONTUYECKUX U3MEPEHUHN MO MUKPOCKOIIOM.
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[lonydyeHHble pe3ynbTaThl Ha MEPBOHAYAIBLHOM J3Tame MPOBEPSUIUCH C  ITOMOIIBIO
KJIACCHMYECKOH perpeccuoHHoi moaenu. C 3Tol 1enblo OblIa MOCTPOCHA TOJMHOMHUATBHAS MOIEITh
BTOPOT'O TOpsIKA:

Y = Bo + B1v + Bof + Baay + Bravf + Przvay, + Pasfay + P1av* + Baaf* + Pazayt +e (1)

rae Y — BbIXOAHOW mokazatens (Ra, Fc wma VB), v, f, ap — COOTBETCTBEHHO CKOPOCTh
pe3anus, nmojaya v riryonHa pe3anus, f; — KodPUIMEHTh MOJIENH, £ — CIydaiHas OIIMOKa.

XoTs gaHHas MOJIENb B IEJIOM OTpakalsla BIUSHHUE ITapaMeTPOB, PE3yIbTaThl MOKA3aJIH, YTO
MHOTOYHCJICHHBIE B3aUMOCBSI3W M HEJIMHEWHBIE 3aBUCHMOCTH OTPaHMYMBAIOT TOYHOCTH
PErpeCcCHOHHOTO MOIX0AA.

s Oonee TOYHOTO MPOrHO3a ObUIa MOCTPOEHA MOJENb Ha OCHOBE MCKYCCTBEHHOI
HEHPOHHOW CeTH INpezacTaBieHHas Ha pUc. 1. MHOrocioiHbIN NepCenTPOH BKIHOYAJI TPU BXOAHBIX
HelipoHa (v, f, ap), nBa CKpbIThiX ciost (16 u 32 neilpona, ¢pyukuus aktuBauuud RelLU) u Ttpum
BBIXOJIHBIX HelipoHa (Ra, Fc, VB).

Input Layer (v, f, ap) Hidden Layer 1 Hidden Layer 2 Output Layer (Ra, Fc, VB)

Pucynok 1 - ApxurekrypHas quarpamma UCKyCCTBEHHOM HEHPOHHOM ceTu.

OOyueHne MozenH OCYILECTBISIIOCh C MCIOJIb30BaHUEM onTuMu3aropa Adam, mpu 3ToM
¢GbyHKIMA oTeph ObLIAa NPUHSATA B BUJIE MHOTOKPUTEPUAIBHON CpeHeN KBaJpaTHUHONW OIIMOKHU:

L = wg, - MSE(Ra,Ra) + wy, - MSE(F,, E.) + wyp - MSE(VB,VB) )

[1€ Wgq, Wg,, Wyp OTIPECISIOTCS B COOTBETCTBHHU C TIPUOPUTETAMHU TIPOU3BOJICTBA.
TO4YHOCTH MOZENM OIEHMBAJIACH METOJOM S-KpAaTHOW TNEPEKPECTHOM IPOBEPKHU, a

YCTOMYMBOCTH MAPAMETPOB K BapUaALIUSIM MPOBEPsIach C MOMOUIBI0 MoaenrpoBanust Monre-Kapio.
Ha »Ttane onTtumm3anuu B KayecTBE IEJIEBOM (PYHKIMU OBLIO MPHUHSATO OJHOBPEMEHHOE

MHHUMHU3UPOBAHKE LIEPOXOBATOCTU IMOBEPXHOCTH, CHJIBI PE3AHUS U U3HOCA HUHCTPYMEHTA:

min (Ra(v,f, ap),FC(v,f, ap),VB(v, f, ap)) 3)

v,f,ap
HpI/I 3TOM C yquOM TCXHUYCCKHUX yCJ'IOBI/Iﬁ 6I)I.]'II/I HAJIOXKCHBI CHeJIYIOHII/Ie OFpaHI/I‘IeHI/IH .
Ra < Ramin' VB < VBminr Fc < Flim (4)
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OnTuMu3aius MpoBOAMUIIACE HAa OCHOBE mojaxosa [lapeto, puc. 2, B pe3yabTare 4ero ObLIo
MOJIYUYCHO MHOXCCTBO KOMIIPOMHUCCHBIX pemeHm"L BBI6paHHI>I€ OIITUMAJIbHBIC AHAIla30HbI GBIHI/I
orpejeNieHbl TaKUM 00pa3oM, 4TOOBI YAOBJIETBOPATh KaK TEXHUYECKHUM, TaK M HKOHOMUYECKUM
TpeOOBaHUSAM POU3BOJICTBA.

Pareto Front in Multi-objective Optimization
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Pucynok 2 - @pont I[lapeTo B MHOrOKpUTEpUATILHONW ONTUMU3AIIHH.

Cepble TOYKM TIOKa3bIBAIOT BO3MOXKHBIE pEIIEHUS, a KpacHble TOYKU OTPaKaIOT
KOMIIDOMHUCCHBIE pE3yJIbTaThl KaK C TOYKM 3PEHHUS LIEPOXOBATOCTU MOBEpXHOCTU (Ra), Tak U
u3Hoca uHcTpyMeHTa (VB). Touku, pacloyio)KeHHbIE BJOJIb KPAacHOW IyHKTHUPHOW JIMHHH,
yKa3blBalOT Ha HanOoJjiee oNTHUMalibHble paboune OKHa, U3 KOTOPBIX TEXHOJOI MOXKET CHENaTh
BBIOOD.

Jlig mOBBILIEHUS] UHTEPIPETUPYEMOCTH JAHHBIX ObLT nmpuMmeHeH aHanu3 SHAP, xoropsbrit
MIO3BOJIMJI OLEHUTHh CTENEHb BIWSAHUSA IPU3HAKOB Ha PE3yJbTaTbl. JTO A0 TEXHOJIOTY
BO3MO)XHOCTh IMOHSTh HE TOJBKO UTOTOBBIM PE3yJbTaT, HO U MEXaHU3M B3aWMHOTO BO3JEHCTBUS
I1apaMeTpoB.

CpaBHUBalINCh 3HAYEHUS, IOJYYEHHbIE B pE3YyJbTaTe HKCIEPUMEHTOB, U IPOTHO3HI,
CIENIaHHBIE MOJEIBI0 HCKYCCTBEHHOW HEMPOHHOW ceTH. Pe3ynpraTel mIOKa3anw, 4TO MOJEIb
JIEMOHCTPHUPYET BBICOKOE COOTBETCTBUE C peallbHbIMM HM3MepeHusMu. Hampumep, npu ckopocTu
pe3anuss 60 M/MHH IIEpPOXOBATOCTb MOBEPXHOCTH (Ra) 3KCIEpUMEHTAbHO cocTaBuia 2,1 MKM,
nporuozupyemasi — 2,0 Mkm. OZHOBpeMEHHO H3HOC MHCTpyMeHTa (VB) Obl1 3adpuikcHpoBaH Kak
0,05 mm (u3mepenssiit) u 0,048 mm (mporHo3upyemsliit). [Ipu ckopoctu 100 m/MuH Ra cocraBuia
1,2 mxMm (u3mepenHslif) u 1,1 MkM (mporaoszupyewmsiii), a VB — 0,10 mm (u3mepenssiit) u 0,11 mm
(mporHosupyemsiil). B ontumanbHOM WMHTEpBaie, ONpeaeileHHOM Ha ypoBHe 120 wm/MuH,
nokasarenb Ra coctaBui 0,9 MM (u3mepenHsiil) u 0,95 MM (mporuosupyewmsiii), a VB — 0,14 MM
(u3mepennsiit) u 0,13 MM (TpOrHO3upyeMbIi), UTO Aano 6au3kue pe3yibTatsl. [Ipu 6osee BEICOKHX
ckopocTsx (Hampumep, 160 M/MUH U Bbilie) HaOIIOJANICSd MOBTOPHBIM pocT 3HaueHUN Ra u3-3a
TEIUIOBBIX 3((HEKTOB, a TAKIKE YCKOPEHHBIH pOCT M3HOCA HHCTPYMEHTA.

OTu cpaBHEHHUS IOKa3bIBAIOT, YTO MOJENIb HCKYCCTBEHHOM HEWPOHHOH ceTH crocoOHa
TOYHO OTCJIEKUBATh U3MEHEHUs, IPOUCXOIAIINE B PEATbHOM Ipolecce, U 001a1aeT 3HAaYUTeNbHO
00J1ee BHICOKOM TOYHOCTHIO TPOrHO3UPOBAHMS 110 CPABHEHUIO C TPAJIULMOHHBIMU PErPECCUOHHBIMU
noaxonaMu. Takum 0Opa3oM, MOJIENb MOXKET HCIOJIb30BATHCS KaK HAJEKHBIA WHCTPYMEHT IS
cOamaHCUpPOBAaHHOW ONTHUMM3AIMH KaK KayecTBa MOBEPXHOCTH, TaK U CPOKa CIIy>KObl HHCTPYMEHTA.
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Ilenp mnporpammbl, CO3JaHHOW Ha s3bIKe MporpamMMupoBanus C#, 3akiro4aeTcsi B
MIPOTHO3UPOBAHMUH IIEPOXOBATOCTU MOBEPXHOCTH (Ra), cuibl pe3anus (£¢) u U3HOCAa MHCTPYMEHTA
(VB) omHOBpEMEHHO Ha OCHOBE BXOJHBIX MapaMeTpoOB: CKOpocTh pe3anus (V), momava (f) u
rnyOuHa pe3anus (ap). [IporHo3MpoBaHHME BBINOJIHSACTCS C HCHOJIB30BAHUEM MHOTOCIOWHOTO
neprentpona (MLP); oOydeHune mpoBOAUTCS ¢ NMpUMEHEHHEM omnTtuMmu3aropa Adam; ¢QyHKIUS
noteps (hopMynHpyeTcs Kak B3BEIICHHAas cpenHekBaapartwuHas ommbOka (Weighted-MSE), uto
MO3BOJISIET HA3HAyaTh pa3MYHbIE Beca BBIXOJHBIM [apamMeTpaM B  3aBUCUMOCTH  OT
TEXHOJIOTMYECKUX IPUOPUTETOB (Hampumep, coxpaHeHue Ra u VB). Ha ocHOBe MNOIy4eHHBIX
MIPOTHO30B MpOBOJAUTCS mpocTas ¢uibTpauus Ilapero, B pe3ynbraTe KOTOpOW BBIOMpaeTcs
MHO’KECTBO HEIOMUHHUPYEMBIX PEIICHUN ¢ TOUKU 3peHus (Ra, VB).

OO6muit pe3yapTaT paboThl MPOrPaMMbl MOKHO IIPEICTABUTH CIEAYIOIIUM 00pa3oM.

ANN for Turning: Predict [Ra, Fc, VB] from [v, f, ap] with Adam
optimizer.

Epoch 100: loss~0.33 RMSE(train)=0.30 RMSE (test)=0.34

Epoch 200: loss~0.18 RMSE(train)=0.22 RMSE (test)=0.27

Epoch 300: loss~0.13 RMSE(train)=0.19 RMSE (test)=0.23

Epoch 400: loss~0.10 RMSE(train)=0.17 RMSE (test)=0.21

Epoch 500: loss~0.09 RMSE(train)=0.15 RMSE (test)=0.20

Epoch 600: loss~0.08 RMSE(train)=0.14 RMSE (test)=0.19

Epoch 700: loss~0.07 RMSE(train)=0.14 RMSE (test)=0.18

Epoch 800: loss~0.07 RMSE(train)=0.13 RMSE (test)=0.18

=== One test sample (denormalized) ===

Pred: Ra=1.10 um, Fc=232.1 N, VB=0.182 mm

True: Ra=1.10 um, Fc=235.0 N, VB=0.180 mm

=== Pareto-like candidates (minimize Ra & VB) ===

v= 100 m/min, f=0.12 mm/rev, ap=0.6 mm -> Ra~1.080 pm, VB~0.120
mm

v= 115 m/min, f=0.12 mm/rev, ap=0.6 mm -> Ra~0.980 pm, VB~0.135
mm

v= 115 m/min, f=0.16 mm/rev, ap=0.6 mm -> Ra~1.040 pum, VB~0.130
mm

v= 130 m/min, f=0.12 mm/rev, ap=0.9 mm -> Ra~1.070 pm, VB~0.155
mm

Done.

B nannom otpsiBke (1) ymenbiienne RMSE 1o smoxam oTpakaeT cTabuiIbHOCTh 00yUeHUs,
(i) BbICOKas CTEMEeHb COBMAJACHUS NPOTHO3a M (HAaKTHMUECKUX TaHHBIX HAa TECTOBOM IIpHUMEpe
MOATBEPKIAET TOYHOCTh Mojenu, (ill) a KaHAuaatel, noaoOHbie Ilapero, mpemocTaBisIOT
MIPAKTUYECKYIO MOIIEPKKY B IPUHATUM PELICHUN 110 KoMIpoMuccey Ra—VB.

PesyabTarsl uccaenoBanus. [IpoBe€HHbBIE SKCIIEPUMEHTBI U MOJEIIMPOBAaHUE HA OCHOBE
MCKYCCTBEHHOW HEWPOHHOM CETH MOKa3aJiM, YTO MEXKAY CKOPOCTHIO pe3aHus, Mofauei U rIyOnHON
pe3aHusl CYHIECTBYIOT CJIOKHBIC HEIMHEHHBIE 3aBUCUMOCTH, W BJIMSHUE STHUX IMapaMeTpPOB Ha
[IepOXOBATOCTh MOBepXHOCTU (Ra), cunbl pezanus (Fc) u u3Hoc uHCTpymeHTa (VB) umeer
paznnuHbIi Xapakrep. Kiaccuyeckne perpecCHOHHBIE MOJAENN JEMOHCTPUPOBAIN ONPEIEIEHHOE
COOTBETCTBHE, OJIHAKO UX TOYHOCTH MPOTHO3HPOBAHUS ObLIa 3HAUUTETFHO HUXKE M0 CPABHEHUIO C
MOJIETBIO UCKYCCTBEHHOW HEMPOHHOM CETH.

[IpeaBaputenbHble pe3yiabTaThl MOATBEPAWIM, UYTO YBEIMYEHHE CKOPOCTU pe3aHusi B
ONpefeIEHHOM JUana30He CHUKAeT IIEPOXOBATOCTh IOBEPXHOCTU. IJTO O0O0bBsICHseTca Oolee
cTaOuIbHONW paboTONl WMHCTpyMEHTa M 0OoJiee YHCTBHIM CpPe30M MaTepuaja PexXyIled KpPOMKOH.
OpHako 1mocie JOCTHXKEHUS KPUTHYECKOIro MOpora JalbHEWIee YBETUYEHHE CKOPOCTH pe3aHus
BHOBb MIPUBOJUT K POCTY 3HAYEHUH Ra. DTO CBA3BIBAETCS C YCUJICHHEM TEIIIOBBIX d(h(PEeKTOB B 30HE
pe3aHus W JIOKAJbHBIM pa3MsrdeHueM HHCTpyMeHTa. [locTpoeHHble Tpaduku TOKa3ald, YTO
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3aBUCUMOCTb MEXKIY CKOPOCTBIO PE3aHHs M IIEPOXOBATOCTHIO MOBEPXHOCTHM HarnoMuHaer U-
00pa3Hy0 KPUBYIO, YTO MOJTBEpKAAETCS B TuTepatype [8-10].

W3meHeHns cuil pe3aHus MOKa3aiM aHAJIOTMYHYIO TEHACHIUIO. YBEJIWYEHUE MOJauu
MPUBOAMIIO K POCTY CHJI, YTO OTPHULIATENIFHO CKa3bIBAIOCh HA KAayecTBE MOBEPXHOCTU. I myOmHa
pe3anus B OoJbllel CTEMEHH BIIMsIa HA KOMIIOHEHT Fc¢, YTO COOTBETCTBYET 3aKOHOMEPHOCTSIM
MeXaHMKH pe3anus [11, 12].

PesynbTatel 1o u3HOCY HHCTpyMeHTa (VB) mokazanu, 4TO HpU YBEIMYEHUU CKOPOCTHU
pe3aHust CPOK CIIyKObI MHCTPYMEHTa MMEET TEHACHIHUIO K COKpaIleHuI0. Moienb NCKYyCCTBEHHON
HEWPOHHOW CETH MPEB30IJa KJIACCHYECKHUE MOJEIHM B IPOrHO3MPOBAHUM HM3HOCA MHCTPYMEHTA,
0CcO0EHHO B CiIydasix ¢ OOJBIIMM KOJIMYECTBOM M3MEHSIOLIMXCS MapamMeTpoB, oOecrieunBas Oojee
cTaOwibHBIC pe3ynbTaThl [13, 14].

B xoxe MHOTOKpUTEpHaTbHON ONTHMM3AaNUU ObUT ocTpoeH ¢poHT [lapeTo m ompeneneHs
onTuMaibHble paboune okxHa. J[marpamma Ilapero mokaszama, 4yTO BO3MOKHO OJHOBPEMEHHO
MUHHMH3HPOBATH LIEPOXOBATOCTH MOBEPXHOCTH M YBEIMYHUTH CPOK CIIY:KOBI HHCTPYMEHTA, OJJHAKO
JUIS 3TOTO TpedyeTcsi KOMIPOMHUCCHBIN MOIX0/. TeXHOJIOr MOXKET BBIOpAaTh HanboJee MOAXOASILYI0
TOYKY B 3aBUCUMOCTU OT IIPUOPUTETOB IIpOIECCA — HAIPHUMEP, BBICOKOIO KayecTBa WM
JUTUTEIBHOTO CPOKA CITYKObI HHCTPYMEHTA.

[Ipeumy1iiecTBO MOAEIM HCKYCCTBEHHOW HEHPOHHOM CETH IPOSIBIAETCS HE TOJIBKO B
BBICOKOM TOYHOCTH HPOTHO3UPOBAHMS, HO U B IPUMEHEHUU CPEJICTB MHTEpIIpeTauuu. Pe3yabTaThl
ananm3a SHAP mokasanu, 9To CKOpOCTh pe3aHusl SBISETCS HanOojee 3HAaYMMBIM ITapaMeTpoOM IS
Ra v VB, nonaya B 60JbIlIel CTENIEHH BIUAET HA MIEPOXOBATOCTh MOBEPXHOCTH, a TTTyOHMHA pe3aHUs
—Ha cutel [15].

B uenom mpoBenéHHOE WHCClIEOBAaHUWE MOKAa3ajlo, 4YTO MPUMEHEHHE TpPaJULMOHHBIX
SMIUPUYECKUX IMOAXOJOB HE TMOJHOCTBIO OTPaKaeT CJOXKHBIE pPEaJTUd COBPEMEHHOI'O
MPOU3BOJICTBA. MeETOAbl HUCKYCCTBEHHOTO HWHTEIJIEKTAa MPEIOCTaBISAIOT Ooliee HaAEKHBIE,
aJanTUBHbIE M TPAKTUYHBIE pEIIEHUs J[UId MHOTOKpUTEpHadbHOW onTumuzauuu. OnHako
CYILIECTBYIOT U ONpE/eNIEHHbIE OrpaHuueHus. B nepByto ouepeab, HaAEKHOCTh MOJIENN 3aBUCUT OT
KauecTBa COOpaHHBIX JaHHbIX. Kpome TOro, s pa3iauuHbIX KOMOMHAIMIl MaTepuajoB U
MHCTPYMEHTOB TpeOyeTcsi IOBTOPHOE 00YUYECHHE MOJIETIH.

TakuMm oOpa3om, JaHHOE UCCIIEOBAHNE JOKA3bIBAET, YTO ONTUMHU3ALNS CKOPOCTH PE3aHHUS C
UCMOJIb30BAHUEM MCKYCCTBEHHOW HEHpPOHHOHM ceTH MO3BOJIIET MOJdydarh Oosiee CTaOWIIbHBIE U
HaJEKHbIE pe3yibTaThl B PEalbHOM IPOM3BOJACTBE. DTO HMMEET 3HAYUTEIbHYI0 IPAKTHUYECKYIO
LEHHOCTh C TOYKHM 3pEHMs IOBBIIIEHUS KauyecTBa MPOMYKIUH, YBEIHUEHHsS CPOKa CIy>KObI
MHCTPYMEHTA U CHUKEHMSI IPOU3BO/ICTBEHHBIX 3aTpar.

3akmrouenue. [IpoBenénHoe Hecne10BaHUE MMOKA3aJI0, YTO ONTUMH3ALUS CKOPOCTH PE3aHus
IIpU TOKapHON 00paboTke TpyOuaThIX JeTajiell OKa3blBaeT pellaolllee BIHUSHME Ha KayecTBO M
3¢ exTUBHOCTh Tporuecca. Ha OCHOBE NOJIY4YEHHBIX pPe3yJbTaTOB CPOPMHUPOBAHBI CIEIYIOIINE
OCHOBHBIE€ HAayUHbIE€ U TPAKTUUYECKHE BHIBOJIBI:

1. CBsA3b MEX]y CKOPOCTBIO PE3AHUS U LIEPOXOBATOCTHIO IIOBEPXHOCTH HOCUT HEJIMHEWHBII
XapakTep. YBeJIWYeHHe CKOPOCTHU JI0 ONpeIeIEHHOIO MHTEpBajla yiydllaeT nokasareinb Ra, oqHaKo
II0CJIE KPUTUYECKOTO TpeJea EPOXOBATOCTh MOBEPXHOCTH CHOBA BO3pACTAET M3-3a YCUIJICHMS
TEIJIOBBIX dA(PdekToB. DTOT (akT TNOATBEPAUICS KaK B OKCHEPUMEHTAIBHBIX, TaK U B
IIPOrHO3UPYEMBIX PE3YJIbTATaX C UCIOJIb30BAaHUEM HCKYCCTBEHHON HEUPOHHOM CETH.

2. U3Hoc mHcTpymeHTa (VB) pe3ko yBETWYMBAETCSA C POCTOM CKOpOCTH pesanus. [lpu
HU3KHUX CKOPOCTAX 3HaueHHs VB ObUIM MMUHUMAJIBHBIMHU, a TIPU BBICOKHX CKOPOCTSAX CPOK CIIY>KOBI
WHCTPYMEHTA 3HAYMUTEJIBHO COKpamaics. ITO COOTBETCTBYET KIACCHUYECKOMY 3akOoHy Teinopa u
NOTYEPKUBACT BAXKHOCTH BEIOOpA HHCTPYMEHTA B ONTUMAJILHOM PEXHUME.

3. Cuna pesanus (Fc) Obuta Oojiee TECHO CBsi3aHA C TOJaYel W TIAyOMHOW pe3aHus.
VYBenn4yeHne nojaud yxyAllalo HIepOXOBATOCTh MOBEPXHOCTH, a TNTyOMHA pe3aHHs B OCHOBHOM
BbI3bIBAJIa POCT CUJI. DTO MOJHOCTHIO COOTBETCTBYET TEOPETUUECKHM OCHOBAM MEXAHUKH pEe3aHus
METAJIJIOB.
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4. Monenb UCKYCCTBEHHOW HEHPOHHOM ceTH MoKasajia 0ojiee BHICOKYIO TOUHOCTh IMPOTHO3a
10 CPAaBHEHUIO C KJIACCUYECKMMM PETPECCUOHHBIMM MOJAEISAMU. BiM30CTh MEXy N3MEPEHHBIMU U
MPOTHO3UPYEMbIMU 3HAYEHUSIMU MOJATBEPXKIaeT 3(P(GEKTUBHOCTh MOJIEIM B OXBaTe pPeabHBIX
IIPOLIECCOB.

5. B pe3ynbraTe MHOTOKpUTEPHAIBHOM ONTUMHU3aluu Obul mocTpoeH (poHT Ilapeto u
OIIpe/eNIeHbl PA3JIMYHbIE KOMIPOMHUCCHBIE BapUaHThl PEIICHUN JJIs TEXHOJOra. OTO IO3BOJISET
BBIOMpaATh ONTHMAaJIbHBIE pabouue OKHA, 00eCleYnBaIoN[ie KaK BBHICOKOE KaueCTBO MOBEPXHOCTH,
TaK ¥ YBEJIMYCHHUE CPOKA CITYKObI HHCTPYMEHTA.

6. Ananmu3 SHAP 1o3Bosiii1 OLICHUTH BIUAHHUE MTapaMeTpoB. CKOPOCTh pe3aHus OmpeiesieHa
Kak OCHOBHOM (akrtop mnst Ra w VB, mojgaya — Kak TJIaBHBIA (PakTOp Al IIEPOXOBATOCTU
MOBEPXHOCTH, a ITyOMHa pe3aHus — JIJIsl CUJI Pe3aHHUs.
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KACAHJbI UHTEJVIEKT KOMEI'IMEH TOKAPJIBIK OHAEYIE KECY
AKbLIIIJAMAbIFBIH OHTAUJIAHABIPY

Bammpos P. /1.1, 3akenos C. T.2, Hacupos H. 1., *Hypmaxanosa JI. K.
'O3ip6aiixan TeXHUKANBIK yHUBEpcUTeTi, baky K, O3ipbaiixkan
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Anparna. MyHaii-ra3 >kaOObpIKTapblH OHAIPYJE KOFAphl JAQJIIKTErl TOKApJbIK OHICY
MPOIECIHAC KeCy KbUIIaMIBIFBIH JYPBIC TaHJAy MPOIECTIH camachl MEH THIMIUIITIH IICIIyI
Iopexene aHbIKTaiapl. Kecy JKbUIaMIbiFbl OCTTIH KeOip-OyIbIpibIFbIHA FaHA €MeC, COHBIMEH
Karap KypalJblH KbI3BMET €Ty Mep3iMiHe, Kecy KYIITEpiHIH TYpaKThUIbIFbIHA KOHE OHJIpIC
IIBIFBIHIAPBIHBIH TOMEHCYiHe ne acep eTeni. JocTypii sMmupukansk (opmyanapasl KOJITaHy
KYpJeJi ChI3BIKTBIK €eMeC TOYENIUTIKTEP/Il CUIaTTayAa MIeKTeyIepre ue.

Bbyn makanana kecy *bUIIaMABIFBIH OHTAWIAHBIPY YIIIH XKacaHIbl HEUPOHIBIK JKeJiiepre
HETi3JIeNITeH TOCUI YCHIHBLIAABL. 3epTTey OaphIChlHIAa HAKThl OHIIPICTIK >KaFdailapra coiikec
KEJIETIH AKCIEPUMEHTTIK JKOCHap »acajabl koHe OeTTiH Kemip-OyablpibiFel (Ra) mapamerpiiepi,
kecy kyurepi (Fe, Ff) »koHe KypannblH TO3ybl (VB) Typaibl MoNIMeTTep >KUHAIIBL. AJBIHFaH
MOJIIMETTEp KacaHAbl HEHPOHIBIK >KeIi MOJeNiMEH OHIEINIl, KOl KpUTepHaNIbl OHTAWIAHIBIPY
Kyprizuiai skoHe [lapero KoMmpoMuci HETi3iHJIE TYPaKThl J>KYMBIC Tepe3eliepl aHBIKTaJJIbI.
Hotwxenep skacaHabl HEHPOHIBIK JKEIUIEp KIACCHKAIBIK PETPeCcCHUsUIBIK  MOJAEIbIACPMEH
CaNBICTBIPFaHA JOJIipeK Ooynkamaap OEpeTiHiH JKOHE MPOIECTIH CEHIMAUINTIH apTThIPAaThIHBIH
KOPCETTi.

KonnanbicTarsl onebueTTep/ie aHbIKTaFaH KEMIIUIIKTEp — TeK Oip KpuTepuiire Haszap
aynapy, MOJAENbEpAl TachIMaIAay/ IbIH MIEKTEYJ1 MYMKIHIIKTEP1 )KOHE CEHIMIIIK ChIHAKTaphIHBIH
KETICIIEYUIUIIIT — OCBI 3epTTeyAe illiHapa >koibuiabel. OcbuTaiilna, YChIHBUIFAH TOCIT OHIIpICTeTl
OHTaWJIBl KECy KbUIAAMJIBIFIH TaHAAY YIIIH TEOPHUSIIBIK KOHE TXKIPUOENIK >KY31HJE MaHbI3/bI
HOTIOKENEp/ll YChIHA/IBI.

Tyiiin ce31ep: TOKapIbIK OHJEY, KECY >KbUIIAM/IBIFBI, JKaCaHIbl HEUPOHIBIK K€, OeTTIH
KeJlip-OyABIPIIBIFBL, KECy KYII, KypasJblH TO3YbI, KOT ©JIIIeM/i OHTAHIaHBIPY.

OPTIMIZATION OF CUTTING SPEED IN TURNING USING ARTIFICIAL
INTELLIGENCE

Bashirov R., Zakenov S., Nasirov N., * Nurshakhanova L.
! Azerbaijan Technical University, Baku, Azerbaijan
2Yessenov University, Aktau, Kazakhstan
e-mail: senbek.z@mail.ru; e-mail: aitore2010@mail.ru

Annotation. In the production of oil and gas equipment, the correct choice of cutting speed
during high-precision turning crucially determines the quality and efficiency of the process. The
cutting speed affects not only the surface roughness, but also the tool life, the stability of cutting
forces and the reduction of production costs. The use of traditional empirical formulas has
limitations in describing complex nonlinear dependencies.

This article suggests an approach based on artificial neural networks to optimize cutting
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speed. During the study, an experimental plan was developed that corresponds to real production
conditions, and data was collected on the parameters of surface roughness (Ra), cutting forces (Fc,
Ff) and tool wear (VB). The data obtained was processed by an artificial neural network model, a
multi-criteria optimization was performed, and stable operating windows were determined based on
the Pareto compromise. The results showed that artificial neural networks provide more accurate
predictions compared to classical regression models and increase the reliability of the process.

The shortcomings identified in the existing literature — focusing on only one criterion,
limited model portability, and a lack of reliability tests — were partially eliminated in this study.
Thus, the proposed approach presents both theoretically and practically significant results for
choosing the optimal cutting speed in production.

Keywords: turning, cutting speed, artificial neural network, surface roughness, cutting
force, tool wear, multi-criteria optimization.
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