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Beegenne. OnHOM M3 BakHEHWIIMX 3a7ad NpPU PE3aHUM METAJIOB M CIUIABOB SBIISIETCS KOHTPOJIb
TeMIIepaTypHoro (akropa, Tak Kak TeMIIeparypa sBIISIETCS OJHHM U3 OTPAaHUYCHUH IIPU ONPEASNICHHU PEXUMOB
pe3aHust. DTOT IOAXOA ITO03BOJSIET ONPENEIISTh PAMOHATBHEIE (B HEKOTOPBIX CIIYYasX U ONTHMAIIBHBIC) PEKHUMBL
(pe3epoBaHUs. DKCIIEPUMEHTAIILHBIC METOBI OIIPEeIeTICHHS TEMIICPATy Pl TPYLOEMKH, JKOHOMHIECKH 3aTPAaTHBIC U
HE BCer/a JOCTYIHBIL. Tpyl0eMKOCTh 3aKIIF0UAeTCsl B HEOOXOAMMOCTH OCTOSIHHON HACTPOHKH SKCIIEPHMEHTAIILHOTO
000pYIOBaHHSI B CBA3U C MEHSIOIIMMHCS YCIOBHSIMH DPE3aHHs, DJIEKTPOM3OJIIIUH HHCTPYMEHTa M 3arO0TOBKU,
nosiBeHny TapasuTHoit TepMoDJIC (ecim pedb HMAET O MeEToNaX HM3MEpEeHMs TeMIIepaTypbl TepMOollapaMiu),
MIOCTOSIHHOIl KaJMOpOBKEe HPHOOPOB M MOAOOPY KOd(D(UIMEHTOB TEIUIOBOTO HM3ITydeHHs (eCIH pedb HAET O
OeCKOHTAKTHBIX METO/IaX M3MEPEHUs TeMIIepaTypsl). B cBsI3M ¢ THM BO3HHKaeT HEOOXOAUMOCTD B TEOPETHUECKOM
oIpeielIeHHH TeMIIepaTyp Ipu (Gpe3epoBaHHU ¢ MUHUMAIBHBIM HCIIOJIB30BAHUEM JKCIICPHMEHTAIBHBIX JaHHBIX.
Lens padorbl. PazpaboTaTh METOAMKY TEOPETHUECKOTO pacdeTa TeMIepaTyphl IMpH (pe3epoBaHHU (PE3aHHH)
JKapOIIPOYHBIX MaTepUaIoB Ha HUKENeBOi ocHOBe (Ha mpumMepe crutaBa XHS6BMKIO-B/L (O11109-B/1)). Metoanka
HccaenoBaHus. [ TEOpeTHUECKOro OIpeeNeH s TeMIIepaTyp pe3aHus ObLIa chOpMUpOBaHA MaTeMaTHYecKast
MOJIelIb, YYUTBIBAIOIAs MEXaHHYEeCKHe M TeIUIOpH3NUeCKUue CBOMCTBA 00pabaThiBaeéMOro MarepHala U HX
M3MEHEHHE B 3aBHCHMOCTH OT H3MEHEHHs TEMIICPATyphl P (hPe3epoBaHUH, TCOMETPHUIO PEXYILETO HHCTPYMEHTA
1 0COOEGHHOCTH CXEMaTH3aluH IIponecca Gppe3epoBaHms. DKCIEPUMEHTAIbHASL YacTh HCCIEI0BaHNs IIPOBOIIIIACH
Ha (QpesepHoMm cranke K®IID-250 ¢ cucremoir YITY Mask-610. ObGpabareiBancs marepuain OI1109-BJ]
¢pesoit pupmsr Seco JS513050D2C.0Z3-NXT ¢ pa3nnuHBIMH 3HAYCHUSIMU CKOPOCTH M IHojadd. Temmeparypa
u3MepsiIach ¢ nomoipio TeroBuzopa moxenu Fluke Ti400. Pesyabrarhl m ux o6cyxnenue. Pazpaborana
TeopeTHYecKas MOZeNb pacyera Temieparypsl (Juist rpymms citasos XH77TIOP, XH62MBTIO, XH73MBTIO
n XH56BMKIO-B/) npu ¢pe3epoBaHHU KapoOIPOUHLIX CIUIABOB HAa HHKEJICBOH OCHOBE, MO3BOJISIOIIAs IIPH
M3MEHECHUH YCIOBHH pe3aHus (CKOPOCTS, IToava, NIyOHHa, TeOMETPHS PEKYILEero HHCTPYMEHTa) CIIPOTHO3UPOBaTh
3Ha4YEeHHE TEMIIEpaTypbl Ha MEpeiHel M 3aJHeil MOBEPXHOCTH PEXYIIEro MHCTPYMEHTA, a TakXkKe TeMIeparypy
pe3aHus. AHalIU3 KCIIEPUMEHTAIbHBIX M TEOPETUUECKM CIIPOTHO3UPOBAHHBIX 3HAYEHMI TEMIIEpaTypbl pPe3aHus
110Ka3aJl yJ0BJIETBOPUTEIILHOE COBIAJEHUE COOTBETCTBYIOILUX 3HAUCHUI.
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BBenenue

JKaponpouHble CIuIaBbl Ha HUKEJIEBOW OCHOBE
LIMPOKO HCIIONB3YKOTCS B KOCMHUYECKOW OTpaCiH,
ABUALIMOHHOM W DHEPreTUYECKOW ITPOMBIIUICHHO-
CTH JJIsl IPOEKTUPOBAHMS JeTajei ¢ 0oJbIIoil Me-
XaHUYECKOM Harpy3koil W BBICOKOH paboueil Tem-
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Kucenv Aumon I'ennaovesuy, K.T.H., TOUCHT

OMcKuit rocy1apCTBEHHbIH TEXHUYECKUI YHUBEPCUTET,
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nieparypoii. [Iporeccy obpabotku (dhpesepoBanue,
TOYEHHE U Jp.) KapOMPOUHBIX CIUIABOB BCETIA CO-
MyTCTBYIOT BBICOKHE TEMIIEpaTypbl pe3aHusi. ITo
BBI3BAHO OOJBIIMMH 3HAYCHUSIMH MEXaHUYECKUX
XapaKTepUCTUK (Tpefen MPOYHOCTH M JIEUCTBHU-
TEJILHBIN TIpeesl MPOYHOCTH), HU3KUMHU KOdhdHU-
LMEHTaMH TEIUIONPOBOJAHOCTH U TeMIIepaTypoIpo-
BogHocTu [1—4]. MccnemoBaHue TeMmmepaTrypHBIX
SBIICHUI TIPU pe3aHUM MaTepUaliOB BBI3BIBAET WH-
TEpeC B CBSA3M C TE€M, UYTO TEMIIEpaTypa MOXKET BbI-
CTyIaTh Kak OJMH M3 OTPaHUUYMBAIOIIUX (aKTOPOB,
MIO3TOMY Ba)KHO MTPOTHO3UPOBATh TEMIIEPATYPy IS
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ONTUMM3AIMK TpolLlecca Pe3aHUusl U yBEIUYCHUS
cpoka ciyxObl mHCTpyMeHTa [5,6]. Tak, mpu BbI-
COKHMX 3HAUEHHUSAX TEeMIIepaTypbl HAOIIOMAeTCs IMOo-
BBIIICHHBI HM3HOC MHCTPYMEHTa (TIacTHYecKas
nedopmarus), morepss GOpMOyCTOWYUBOCTH U ObI-
CTphIN BBIXOI U3 cTpoA [5,7,8]. 1o »Toil mpuunHe
TEMIIEPaTypy CBSA3BIBAIOT C TaKUM (PAKTOPOM, Kak
WHTEHCUBHOCTh M3HAIIMBAaHUSA, U B JalbHEUIIEM
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Puc. 1. 3aBUCUMOCTS HTHTCHCHBHOCTH M3HOCA Pe3Ia U TEMIIEpaTyphl pe3aHmsl OT BUaa oOpabaTriBa-
€MOTO MaTepHayia i CKOPOCTH pe3aHus [5]

Fig. 1. Dependence of the wear rate of the cutter and the cutting temperature on the type of workpiece
and cutting speed [5]

Tak, umeroTca pexomeHganuu [5,9], coracHo
KOTOPBIM PEKHUMBI pe3aHus 1es1ecoo0pa3Ho Ha3Ha-
4aThb, BBIAEP)KUBAs pallMOHANIbHBIE (ONITUMAJIbHbIE)
3HaueHus1 TeMriepatypsl. B padore A. JI. Makaposa
[5] OBLTO TIPEITOKEHO YUUTHIBATH BIIMSHUE TEMIIC-
patypbl Ha CKOpoCThb pe3aHusi. bein chopmynupo-
BaH IMPHUHIIMII, KOTAA MPU Pa3INuHbIX KOMOWHAIU-
X CKOPOCTH pE€3aHus, MOAAYM U IITyOUHBI pe3aHUs
MOKET ObITh HalJieHa MOCTOSIHHAsSI TeMIleparypa B
30HE pe3aHus (ONTUMAaJIbHAsI TeMIlepaTypa), COOT-
BETCTBYIOIIass MUHUMAJIbHBIM CPEIHUM HHTEHCHUB-
HOCTSIM M3HAILIMBaHUS.

B psne pa6or, nanpumep [10—12], remmeparypa
pe3aHusl ompenensiach JUO0 3KCIEPUMEHTAIBHO
(METOIOM €CTeCTBEHHOM — HWCKYCCTBEHHOW Tep-
Momnapsl), b0 Teoperndecku [6,13]. M3mepenue
TEMIIEPaTyphl IKCIEPUMEHTAIbHBIMU METOJaMU
B MPOM3BOJACTBEHHBIX YCJIOBHIX HEIDPEKTUBHO U
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MIPUBOAUT K OONBIINM 3aTpyaHeHUsIM. OHH CBS3aHbI
MPEXKJIe BCErO C HACTPOUKON JOPOTOCTOSIIIIETO 000-
PYZIOBaHUS AJIsl MOCTOSSHHO MEHSIOIINXCS YCIOBUM
pe3aHus (HampuMmep, M3MEHWICS MaTepual 3aro-
TOBKH, U3MEHUJIACh TEOMETPUSI PEIKYILETO UHCTPY-
MEHTa W Jp.) U KAIUOPOBKOM MOJTYyYEHHBIX CUTHA-
noB TepMoIJIC (mst Tepmomnap). Ecnu usmepenue
TEeMIEPaTyphl MPOU3BOIUTCS OECKOHTAKTHBIMU Me-
TOoJlaMU (TETJIOBU30PHI), TO B JJAHHOM CITy4dae BO3-
HUKaeT HEOOXOIMMOCTh MOCTOSHHO KaiauOpoBaTh
nmpudOp MpU HU3MEHEHUH 00pabdaThIBAEMOTO Mare-
puana u Mpou3BOIUTH MOCTOSHHYIO (POKYCHUPOBKY
MpU JBIKEHUU PEXyIIero uHcTpymeHTa. Kpome
TOT0, OECKOHTAaKTHBIM METOJIOM HEBO3MOXHO HU3Me-
pUTH TeMIieparypy npu ¢ppe3epoBaHUU C UCIIONIb30-
BarneM COX 1160, Koria 30Hy pe3aHus 3aKpbIBaeT
oOpabarpiBaeMblil MaTepual 1u0o cTpykka. [ToaTto-
My IIeJIeCO00pa3HO MPUMEHATH TPOTrPaMMBbI (METO-
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JTUKW), TIO3BOJISIIOIINE TEOPETHUYECKH PacCUUTaTh
(ciporHO3UpPOBaTh) TEMIIEPATypy ISl ONpenesieH-
HOM rpynnbl 00padaThiBaeMbIX MaTepUaoB C yye-
TOM BIMSHUS U3MEHEHUS MEXaHUYECKHX XapaKTe-
PHUCTHK B IIPOIIECCE pe3aHusi, He Mpuoderas mpu 3TOM
K 0OJIBIIIOMY KOJTUYECTBY SKCIIEPUMEHTOB.

Tak, O3enb u ap. [14] npeasioxunu TeopeTuye-
CKyI0 MOJIeTIb pacueTa TEeMIEpPaTyphl AJIsi BHICOKO-
CKOPOCTHOTO KOHIIEBOTO (ppe3epoBaHUS IITAMIIO-
BbIX CTajeil, OCHOBaHHYIO Ha METO/leé KOHEYHBIX
aneMeHToB. Ha OCHOBE SKCIepUMEHTANbHBIX JaH-
HBIX OBLIN TOJYYeHBI KOA(DPHUITUEHTHI MOIEIH, KO-
TOpBIE 3aKJIabIBAJIUCh B MporpaMMHOe olecrieue-
Hue DEFORM-2D. Takum 00pa3oMm, YHCIICHHBIN
MeToA ObUT OrpaHUYEH KOHKPETHBIM MaTepuaioM U
KOHKPETHBIMH YCJIOBHUSIMH O0OpaOOTKH, a TOUHOCTh
Obl1a HapyllIeHa MpU JOMYIIEHUH HE3aBUCHMOCTH
npenena TeKy4decTH Marepuana oT aedopMaiui,
ckopocTH AedopMaIi U TeMIepaTypbl B Mpoliecce
bpesepoBaHus.

JlanHast crarhs MOCBALIEHA pa3pabOTKE Teo-
PETHUECKOTO METOJa pacuera TeMIlepaTyphl MpHU
bpeszepoBaHUU ISl TPYIIBI CIUIABOB HAa HHKEJE-
BOM ocHOBe. /{711 JOCTHOKEHHS 3TOM IEIU HEO0O-
XOAMMO pa3paboTarh MaTeMaTHYECKYI0 MOJENb,
YUHUTHIBAIOIIYIO BIUsAHHUE JedopMaiiu, CKOpo-
ctu aedopMaluu U TEeMIlepaTyphl Ha U3MEHEHHE
mpenena TEKy4dyecTH B mpoliecce (pesepoBaHus.
Kpome Toro, moaTBepAuTh pe3yabTaThl TEOPETH-
YECKOTO MPOTHO3UPOBAHUS TEMIEPATYPhI PE3AHUS
9KCIIEPUMEHTANIBHO (OECKOHTAKTHBIM METO/IOM U3-
MepeHus TeMneparypsl). B kauecTe npumepa teo-
pPETUYECKHE U DKCIIEPUMEHTAIbHBIC UCCIEA0BAHMS
OyayT TPOBOAUTHCS MJIsl KapOMPOYHOIO CIIaBa
XH56BMKIO-B/I.

MeToauka uccjaeaoBaHuil

[lepBoe, U3 4ero Hy>KHO UCXOAUTH IPU pacdeTe
TEMIIEPATYPBI IPU PE3aHUH, — ITO MEXAHUYECKUE U
¢du3nueckue CBOWCTBa MaTepuaa.

Bropoe — HyXHO Y4YUTBIBaTb T€OMETPHUIO pE-
JKYILEro MHCTpyYMEHTA (TepefHuil yroia y°, 3aJHUI
yroi 0°, yroJ B IJIaHe (°, yroj HaKJIOHA pexyllel
KPOMKH A°) M TaK)Ke CXeMaTU3aIMIo mpoiecca ppe-
3epoBaHUs, a UMEHHO IIyOWHY Bpe3aHus e, y4u-
TBIBaTh KOJMUYECTBO OJHOBPEMEHHO DPaOOTAIOIIMX
3yObeB, OTHOIIEHUE IIUPUHBI (pe3epoBaHuUs K AHa-
meTpy ¢pe3bl. [eomeTpust pexyiero HHCTpyMeH-
Ta y4MThIBAJIaCh yepe3 kpurepuil Ilexie, koropslit
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OTIpe/ieTIsieT TeMI000MEH MEX Ty 00padaThIBaeMbIM
MaTepuaioM, OKpYyKarollel cpefol 1 HHCTPYMEH-
TOoM, U yepe3 kodhdunuent [lekne, yunTsiBaromuit
CKOPOCTh OTBOJIa Teria [15]:

v a 1
SE A ——— 1
7601000 o D
1-exp(Pe-t -
Ko =1+ p(Pe-tgo)) ’ 2
Pe - tgo,,
a=S§,sing-cosh, 3)
cosy
=arctg———, 4
et B -siny @

TJ€ a — TOJIIMHA CPE3aeMOTO CIIOS, MM; V — CKO-
pOCTh pe3aHusi, M/c; ® — KOIPPUIIMESHT TeMIepa-
TypOIPOBOJHOCTH, m/c (cripaBOYHOE 3HAUYEHHE);
S_ — mozmava Ha 3y0, MM/3y0; ¢ — JEHCTBUTENbHBIH
IVIaBHBIN yroj B IJIaHe, Ipaj; A — yroJl HakjoHa pe-
KyIIeW KpPOMKHM, Ipaja; Y — MEpEeJHU yroi, rpaj;
(¢, — YTOJIl HAKJIOHA YCJIOBHOM IIIOCKOCTH C/BHIA,
rpaz; C — ycaaka CTpYXKH.

Tperbe — HYXHO YUYUTHIBaTh BIMSHUE Ca-
MOW TeMIeparypbl Ha M3MEHEHHE MEeXaHMYeCKHUX
CBOWCTB Marepuana. Belcokue 3HaueHus Temrepa-
TypBI B IIpOLIECCE PE3aHUs MOTYT IPUBOJUTH K 3Ha-
YUTETPHOMY HM3MEHEHHIO MEXaHHYECKHX CBOMCTB
MeTaJIJIOB U ciiaBoB. M3sectHo [16—18], uTo B mipo-
[[ECCe PEe3aHUs MOJI BIUSHUEM BBICOKHX CKOPOCTEH
negopmanui 00pabaThiBaeMblii MaTrepuanl MOXKET
CYIIECTBEHHO YIIPOUHATHCS, a MOJ BIUSHUEM TEM-
nepaTypbl — pa3ynpoOvHATHCS.

Jns uccnenoBanus Obuta BeIOpaHa Tpymma ka-
POIIPOYHBIX CIUIABOB, KOTOpasi TOMYHHSACTCS OfI-
HOMY U TOMY JK€ 3aKOHY pa3ynpoyHeHus (puc. 2).
B cBsi3u ¢ 3TUM H3MEHEHHME Tpeaena TeKy4YecTH
BBIIICYKA3aHHBIX CIUIABOB MOXXHO OIMCATh OJHUM
0000IalOIIMM YpaBHEHUEM U Ul HCCIIEAOBaHUN
JOTTYCTUMO BBIOpPATH JTFO00M U3 HUX.

Jns  wmccnemoBaHuid  ObLT  BBIOpaH — CILIaB
XH56BMKIO-BJI. ®usnko-mexaHH4YeCKHUE CBOM-
CTBa JJAHHOIO Marepuaja INpeJcTaBieHsl B Talm. 1
[17, 18].

3a OCHOBY pacueToB OBbLIN B3STHI 3aBUCUMOCTH
W3MEHEHHUs JIeHICTBUTENIBHOIO IMpejiena MPOYHOCTH
OT TEMIIEPATYpbl IPU BBICOKOTEMIIEPATYPHBIX HC-
IBITAHUAX KAPOIPOYHBIX CIIABOB HA PACTSHKEHUE
(cm. puc. 2), a Takke CBEIEHHUS O BIUSHUU Jedop-
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Puc. 2. IaMeHeHle MEXaHUYECKNX CBOMCTB HUKEIE-
BbIX CILJIABOB IIPU CTAaTUYECKUX MCIBITAHUSIX Ha pac-
TsokeHue [15, 16]

Fig. 2. Change in the mechanical properties of nickel
based alloys during static tensile tests [15, 16]

MaluH, CKOpocTu edopMalii Ha U3MEHEHHE Tpe-
JieJia TeKy49eCTH BhIOpaHbIX cruiaBoB [19]. Tlo atum
JTAaHHBIM OBbUIO MOCTPOEHO OMNpEAEIAIoNIee ypaBHE-
HUE JUIsl ONPEIeNICHNUs Tpeielia TEKYyUeCTH, KOTOpoe
MOJAXOIUT Jis JII0OOro CIuiaBa, MpeCTaBICHHOIO
Ha puc. 2:

2P gk exp(-B,AT") (5)
Sbo pe q >

TEXHOJIOI'MA

A:{Bﬁﬁmu+%ﬂm}a (6)

T
rac L OTHOILICHUC 3HAYCHUA I[GFICTBI/ITCJIBHOFO

Sy
Hpej:[ena l'IpO‘-IHOCTI/I HpI/I TeMnepaType HUCIIBITAHUA
K 3HAUCHUIO Hpe,ueﬂa HpO‘-IHOCTI/I HpI/I KOMHaTHOﬁ

m
Temmneparype; Ag, — ypaBHEHHE YIPOYHAEMOIO

Marepuana (IpocToe HarpykeHue); m — kodhduim-
eHT AehopMannonHoro yrnpounenus; K —smmmpu-

yeckass KOHCTaHTa, XapaKTepu3ylollas BIUSHUE
ckopoctu JedopMalil Ha TMpelnen TeKy4ecTH;
B, — smnupuyeckas KOHCTaHTa, XapaKTepU3yIOIIast

BIIMSTHUE TEMIIEPATypPHOTO Pa3ylNpOYHEHHS MaTepH-
anma; AT’ — mpupalieHre roMoJIOru4ecKoi Temrie-
parypsl.

B nmreparype MMEIOTCS TMOXOKHE MOAETH H3-
MCHCHHUA IIpcAciia TCKy4CCTU B 3aBUCHMOCTHU OT
nedopmanuy, ckopocTH AehopMaIiy U TeMIIepary-
pBl, HanpuMep, Mozienb Jxoncona — Kyka [20]:

o=(a+Be” )ascmea-1). ()

Opnako kak ompenenstoniee ypaBHeHue (5),
Tak u mojenb Jlxxoncona — Kyka (7) umeroT Heno-
ctarku. Hanpumep, B 000UX ypaBHEHUSX TeMIiepa-
Typa BBICTYNaeT KaK HE3aBUCHUMBIH (akTop, T. €.
MOXKHO U3MEHUTH TEMIIEpaTypy, IPOCTO MOAOTPEB
Matepuan. s Toro 4todbl y4ecTh 3aBHCUMOCTH
COBMECTHOTO BIIMSIHUSI TeMIeparypsl, nedopma-
1IMU, CKOPOCTHU AedopMalnu B mporecce ppesepo-

Tabnunpa 1
Table 1

MexaHn4ecKHe XapaKTepUCTHKH M (pU3HYeCKHe CBOHCTBA KAPONPOYHBIX CINIABOB, HEO0X0AHMBbIe
JJISl pacueTa TeMIeparypsbl

Mechanical characteristics and physical properties of heat-resistant alloys required for temperature

calculation
R I e I
P p II0eMKOCTh, C), patyp [InotHocTs P,
Mapka varepuana / CTH, G,, YIIMHE- BOJHOCTH, A, KT/ / TIPOBOAHOCTH, <ot /
P . MIla / uue, 8, % / Bt/M'K/ . o, Mm/c/ .
Material grade . Volumetric heat . Density p,
Ultimate | Percentage Thermal-con- capacity C.. KJ/ Thermal dif- Ko/
strength  , | elongation | ductivity coeffi- P mgl.K‘” fusivity coeffi- &
MPa %EL, % cient A, W/m-K cient o, m%/s
OI1109B/]
(XH56BMKIO-BJ1)/ 106
56% Ni_Cr—W-—Mo— 1050 17 10,53 4,39 2,858'10 8400
Co-Al
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BaHUs, HY)KHO 3aMEHUTH B ONPEIENSIONIEM ypaB-
HeHuH (5) OTHOLIEHUE AEHCTBUTEIBHOTO Mpesena
IPOYHOCTH MPHU TEMIIepaType UCHBITAaHUS K 3HaYe-
HUIO JEHCTBUTEIBHOTO Ipejesia MPOYHOCTH MpPHU
KOMHATHOM TeMIeparype Ha yaeiabHyl0 paboTy Je-
dbopmaruu [15]:

T, dA

_r _ 7w
Sy dz,’ (8)
A, = [ ~2de. )
0 Sty

B cBsi3u ¢ TeM 4TO pu (pe3epoBaHUU YCIOBHUS
SIBIIIIOTCS  KBa3WaIMA0ATHICCKUMU  (IPOUCXOIUT
00MeH C OKpy’Karollei cpefoi 1 00padaTsiBaeMbIM
MaTepHalioM), TEMIIEpaTypy MOXHO OIpPEIeTuTh
CJIEIYIOIIM 00pa3oM:

AT' = Kp A, Ay, (10)
S
A =—b (11)
CVTrm

Torna onpezaensoliee ypaBHEHUE NPUMET Clie-
JYOILIMI BU;

A, = Ae K, exp(-B, A4 A, Kp)de.  (12)

[locne unrerpupoBanus ypasHenus (12), a 3a-
teM auddepeHnrpoBanusi, ObUTH HANIEHBI TOYKH,
B KOTOPBIX JOCTHTAIOTCS HAWOOJbIINE 3HAYCHHS
npezena MPOYHOCTH MPH PE3aHUH Ha TepeIHEN 110-
BEPXHOCTH:

—-m
. mexp
P (m+1j

T

= , 13
Sbo Sbeo B (13)
Bql I_T A KpeEry,

by

1

= 7 (14

Sho
AKsanlAl KPe 0

Sty

me

Jliis pacdera Temieparyp Ha 3aHel IOBEPXHO-
CTH HMHCTPYMEHTa HCIOJB30BAIHUCH TE ke (hopmy-
JIbl, HO C IPYTUMU 3HAYEHUSIMU KO3 (HULIUEHTOB:

-m
N mexp
Tp (m+1j

Shy Sho i
& Bq2 I_Sboo A KpeE s

) (15)
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1
ém _ m m+1 . (1 6)
Spo,
AKaquZAlKPe - T
by

B cuny ypaaenuit (10—-12) 3aBucumoctu (13
u 15) ABIAOTCS UCTOYHUKAMHU TEIlIa Ha TepeaHen
U 33JHE MOBEPXHOCTU COOTBETCTBEHHO. [lanee ¢
MIOMOIIbI0 METO/Ia UTEPALUN B MPOTrPAMMHOMN Cpe-
ne Excel paccunThiBanuch TemMnepaTyphbl Ha mepes-
Hel U 3aJHeil TOBEPXHOCTU U CTPOMIIUCH TPaUKH.
Hwoxe npencraBiensl rpadKu TEOPETUYECKOTO pac-
yeTa TeMIlepaTyp Ha MepeHell MOBEPXHOCTH PExy-
11ero je3Bus (puc. 3) u 3a1Heil TOBEPXHOCTH PEXKY-
miero Jie3Bust (puc. 4) Ha mpumepe (dpe3epoBaHus
crutaBa XH56BMKIO TBepnocmiiaBHoi pesoii Seco
JS513050D2C.0Z3-NXT (mmamerp 5 MM, KOJIH4e-

750
700
650 = ™~

" 600
550

§ 500 r/
Z 450 /
400
g 350
300

o

0 001 002 003 004 005 006 0,07 0,08
Koopaunara nepeaHeii noBepxHocTH, MM

Temneparypa Ha nepeaHei

Puc. 3. Pactpenenenne TemmepaTypbl MO IEpeaHEi
MOBEPXHOCTH TpU (Ppe3epoBaHUN HHUKEICBOTO CILUIaBa
OI1109B/] (XH56BMKHIO-B/I) — TeopeTndeckmii METO

Fig. 3. Temperature distribution over the face surface
during milling of nickel based alloy 56% Ni—Cr—W-—
Mo—Co—Al — theoretical method

500

=
2 &) 450
3 °. 400
0 =
S 5 350
=
52 300
g 2250 \ ——
E 3 I
E £ 200

150

0 0,02 004 0,06 0,08 0,1 0,12
Koopaunara 3aaHeii moBepxXHOCTH, MM

Puc. 4. Pacnpenenenue TteMmmeparypsl IO 3agHEH

MMOBEPXHOCTU TPH (PPE3epOBaHUN HUKEIEBOTO CILIaBa
OI1109B/] (XH56BMKIO-BJI) — Teopetndeckuii MmeTos

Fig. 4. Temperature distribution over the flank surface
during milling of nickel based alloy 56% Ni—Cr—W-—
Mo—Co—Al — theoretical method
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CTBO 3yObeB 3, yron moabeMa crnupainu 46°, yron
B I1ane ¢ = 90°, yroa HaKJIOHa PeXyIIeH KPOMKHU
A = 0°, nelcTBUTENbHBIN NepeaHUi yron y = 8°)
CO CIEeNyIOIUMHU pexuMaMu (pesepoBanus: V =
= 15,7 m/Mun; S =52 mm/mun; S, = 0,0175 Mmm/3y0;
n=1000 o6/mum; ¢t = 0,1MM.

JlanHble TpaduKH TOMOTAOT OLUEHHTHh M KOH-
TPOJMPOBATh TEMIIEPATYPHBIA Tporecc mpu ¢pe-
3epOBaHNM, TaK KaK M3MEHEHHE TEeMIIEpaTyphbl He-
MIOCPENICTBEHHO CBS3aHO C M3MEHEHUSIMHU PEKUMOB
bpe3epoBanus (pe3aHus).

Pe3yabrarsl H HX 00Cy:KIeHHE

TeopeTuueckue pacdeTbl TeMIEpaTypbl pe3a-
HUs OBUIM TOATBEPKIEHBI PAJIOM JKCIEPUMEH-
TaJdbHBIX MCCIen0BaHuN. MccienoBanus Temmepa-
TYpbI pe3aHus MPOBOJIUIUCH Ha (hPE3EPHOM CTaHKE
K®II2-250 ¢ cucremoii UITY Mask-610 npu cum-
MeTpudHOM (pesepoBanun cmaBa IDI1109B]]
(XH56BMKIO-B/l) TBepaocmiaBHo# ¢pe3oit dhup-
Mbl Seco JS513050D2C.0Z3-NXT. I'myouna ¢pe-
3epoBaHus JUIsl BCeX OmbITOB cocrasisa 0,1 mwm.
Jlns u3MepeHus TeMiepaTypsl pe3aHus UCIOIb30-
Basics TerioBuzop Moaenu Fluke Ti400 ¢ morper-
HOCTHIO HM3MEPEHUs HECTAI[MOHAPHOTO TeMIiepa-
TypHOTO oA 5 %. dpe3zepoBaHre NPOBOIUIU C
pPa3NUYHBIMKM TOJIa4aMH U CKOPOCTSIMU PE3aHUS
(Tabm. 2).

Temmneparypa pe3aHusi pacCUMThIBAIaCh UCXOS
W3 CPEIHUX TeMIIepaTyp Ha 3aJHEe U NepeaHen mo-
BEPXHOCTH 10 (hopmyie (puc. 5):

TEXHOJIOI'MA

T - Tnn,e + T3, s ’
(c+hy)

rae T”“cp u T3]—[Cp — Cpe/lHue 3HaYEeHUs TeMIepa-

(17)

Typbl Ha MEPEIHEN U 3aHEN MOBEPXHOCTAX PEXKY-
IETO JIC3BHS; ¢ M /; — KOOPAMHATHI TIEPEIHEH |

3a/lHel MOBEPXHOCTH PEXKYIIEro JIE3BUs, MO KOTO-
pBIM pacrpeziesieHa TeMIeparypa.

BoiBoabI

B pesynbrare uccnenoBanuii ObLIO BBISABICHO,
YTO MAaKCHMallbHOE€ 3HAa4Y€HHE TEeMIIepaTrypbl IMpHU
dpesepoBanun cmnaBa XH56BMKIO-B/[ co cko-
pocTeio pesanus V= 15,7 m/muH, miyounoit ¢pese-
posanus ¢ = 0,1 Mmm 1 mogadeit S, = 0,0175 mm/3y0
JOCTUTaJOCh Ha TMepelHel MOBEPXHOCTH HHCTPY-
MeHTa u coctaBisuio 730 °C, B TO Bpemsi Kak Ha
3a/Hell MOBEPXHOCTH WHCTPYMEHTa TEMIIEpPaTyphbl
nocturanu 3HaueHuit 450 °C. Ilpu stom Temnepa-
Typa pe3anus coctasisiia 327 °C. ConocraBieHue
SKCIIEPUMEHTANBHBIX HCCIIeOBaHUN (pe3epoBa-
Hus xapornpouHoro cruiasa XH56BMKIO-B/I npu
M3MEHEHUU YCIOBUI pe3aHus (M3MEHsUIach IMoja-
4ya Ha 3y0 ¥ CKOPOCTb pe3aHusi) C TECOPETUIECKUMU
JAaHHBIMU J1aJI0 YOBIIETBOPUTEIBHBIN PE3yIbTaT C
JOBEpUTENbHBIM UHTepBajoM 5 %. Ha ocHoBaHumn
SKCMEPUMEHTAIBHBIX JAHHBIX MOXXHO CHENaTh BbI-
BOJI, YTO 9Ta METOJMKA MO3BOJISIET O€3 MPOBEICHUS
TPYIOEMKUX U 3aTPaTHBIX AKCHEPUMEHTAJIbHBIX
UCCJIEJIOBAHUN TEOPETUYECKH paccuuTarh (CIpor-

Tabnuna 2
Table 2

Pesysbrarnsl H3MepeHHs TeMIIEPATYPbl U COOTBETCTBYIOLIME UM TEOPeTHUYECKHE PacyeThl
A ppesepoBaHus

Temperature measurement results and corresponding theoretical calculations for milling

Howmep
JKCIIEpUMEHTa / 1 2 4 5 6 7
Experiment No
T ,°C/
oKe oC 327 280 294 374 206 273 237
exp’
T,°C/
P 342 276 316 349 216 264 231
Tcalc’ °C
V, m/ms / 15,7 15,7 15,7 22 7,9 22 15,7
V, m/min
S, MM/3y0 /
z 0,0175 0,0095 0,0135 0,0095 0,0055 0,0055 0,0015
S_, mm/tooth
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390
370
350 © Sz mm/3y6 - 0,0015; 0,0095;
0,0135 1 0,0175 - sxciepuMeHT
© 330 /
S ‘L['—‘ / O Sz wmm/3y6 - 0,0055 1 0,0135 -
5 310 SKCTIE PUMEHT
= / /,4 // A Szmw/3y6 - 0,0055 -
2 9KCIIEPUMEHT

Sz mm/3y6 - 0,0055; 0,0095 u

290
iy /
2
z 270 / /

0,0135 - pacuer

Sz mm/3y6 - 0,0015 u 0,0055 -

)
£ 250 ,

Z F pacuet
5 Z——""" Sz Mm/3y6 - 0,0055 10,0135 -
= 210 HIH pacuer
190 Sz Mm/3y6 - 0,0055 1 0,0175 -
pacuet
170
150
6 9 12 15 18 21 24

Cxkopoctb pezanus V, M/MUH

Puc. 5. 3aBucuMocTh TEMIIEpaTyphl pe3aHus OT CKOPOCTH PE3aHUs U OAauu
npu ¢pesepoBanuu xaponpounoro crasa SI1109B/ (XH56BMKHO-B/I)

Fig. 5. Dependence of the cutting temperature on the cutting speed and feed during
milling of nickel based alloy 56% Ni—~Cr—W-Mo—-Co—-Al

HO3UPOBAaTh) TEMIIEPATyphl HA MepelHeld U 3aaHei
MOBEPXHOCTHU PEXKYILETO JIE3BUS, a TAK)KE TeMIIepa-
Typy pe3aHus. DTy ke METOAUKY MOXHO pacIpo-
CTPAaHUTh U Ha APYTUE MAPKHU KAPOMPOUHBIX CILIa-
BoB (XH62MBTHIO, XH73MBTIO, XH77TIOP),
MOCKOJIbKY OIpeNeNsIioiee ypaBHEHHE sl HUX
OTHO U TO K€, MPU pacyeTe HEOOXOIUMO JIUIIb
U3MEHUTh 3HAYeHHs] X (PUIUKO-MEXaHUYECKUX
XapakTepUCTUK. B nanpHeiieM 5Ty METOIUKY
TEOPETUUECKOT0 pacuera TeMIeparypbl MOKHO HC-
MOJIb30BaTh MPU ONPEEIeHNH MUHUMAIbHOU (Ie-
Jeco00pa3Hoi) MHTEHCUBHOCTH M3HAIIMBAHUS pPe-
JKYILEro HHCTPYMEHTA.
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Introduction. One of the most important tasks in cutting metals and alloys is the control of the temperature
factor, since temperature is one of the limitations in determining cutting conditions. This approach makes it possible
to determine rational (in some cases, optimal) milling modes. Experimental methods for determining the temperature
are labor-consuming, costly and not always available. The labor-consuming nature lies in the need for constant
adjustment of experimental equipment due to changing cutting conditions, electrical insulation of the tool and
workpiece, the appearance of parasitic electrical micro-voltage (if we are talking about temperature measurement
methods with thermocouples), constant calibration of instruments and selection of thermal radiation coefficients (if
we are talking about non-contact measurement methods). In this regard, there is a need for a theoretical determination
of temperatures during milling with minimal use of experimental data. The purpose of the work: to develop a
method for theoretical calculation of temperature during milling (cutting) of nickel-based heat-resistant materials on
the example of 56% Ni -Cr-W Mo-Co-Al alloy (56% Ni, 0.1% C, 10% Cr, 6.5% W, 6% Al, 6.5% Mo, 0.6% Si, 13
% Co, 1% Fe). Research methodology. To determine theoretically the cutting temperatures, a mathematical model
is formed that takes into account the mechanical and thermophysical properties of the material being processed and
its change depending on the temperature variations during milling, the geometry of the cutting tool and the features
of the schematization of the milling process. The experimental part of the study is carried out on a console milling
machine KFPE-250 with a CNC system Mayak-610. The 56% Ni -Cr-W Mo-Co-Al material is processed with a Seco
JS§513050D2C.0Z3-NXT cutter with different speeds and feeds. The temperature is measured using a Fluke Ti400
thermal imager. Results and discussion. A theoretical model for calculating the temperature (for the group of 77%
Ni-Cr-Ti-Al-B, 66% Ni- Cr-Mo - W -Ti- Al 73% Ni-Cr-Mo-Nb-Ti-Al and 56% Ni -Cr-W Mo-Co-Al alloys)
during milling of heat-resistant nickel-based alloys is developed, which makes it possible to predict the temperature
value at the face and flank of the tool when changing cutting conditions (speed, feed, depth, cutting tool geometry),
as well as the cutting temperature. An analysis of the experimental and theoretically predicted values of the cutting
temperature showed a satisfactory agreement between the corresponding values.

For citation: Gubin D.S., Kisel’ A.G. Calculation of temperatures during finishing milling of a nickel based alloys. Obrabotka metallov
(tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science, 2022, vol. 24, no. 1, pp. 23-32. DOI: 10.17212/1994-6309-

2022-24.1-23-32. (In Russian).
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