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Knrouesvie cnosa:

CTO#KOCTh HHCTPYMEHTA

M3HOoC pexyiiero "HCTpyMeHTa
10 3aJJHEH TTOBEPXHOCTH
[IIepoxoBaToCcTh MOBEPXHOCTH
Temneparypa pexymei miacTHHBL

bnazooaprocmu:

ABTOPCKHMH KOJNJICKTUB OYEHb HpH-
3HAaTeJICH YHUBEPCHTETY «ATMHSI» B
. PamkkoTe 3a mpefocTaBICHHE CTaH-
ka ¢ UIIY u npyrumu ycTpoiicTBamu,
a TaKke VHKEHepHOMY KOJICMXKY
VVP 3a npenocrasieHue o00pynoBa-
HHS JJIs1 ONTHYECKOTO MHKPOCKOIIA.

Bgenenne. O6pabaTsiBaeMOCTb SBIISICTCS TUITMYHBIM KPUTEPHEM, KOTOPBI HEOOXOMMO HCCIIeIOBATh, K MHO-
THe aBTOPHI NPEAIaraloT pa3lInyHbIC HapaMeTphl, ONUCHIBAIONINE ¢ KOTMUSCTBEHHYIO OLECHKY. TexHomornueckue
mapaMeTpsl, TaKHe Kak CKOpOCTb, MoJaua, [IyOuHa pe3aHus, KOMOMHAIUS HHCTPYMEHTA H JCTalH, TUIbI CTAHKOB
U UX COCTOSHHE, CMAa304HO-OXTa)KAAIOMAst )KUIKOCTh, ONBIT MEXaHHKOB U T. . HAIPSIMYIO BIUSIOT HA CTOUKOCTH
HMHCTPYMEHTA. PalronanbHbIi BEIOOp HHCTPYMEHTA CYHIECTBCHHO BIMSAECT HAa HIKOHOMHUYECKYIO IIeI1eCO00Pa3sHOCTh
00pabOTKH C TOUKH 3PEHHS YHEPronoTPeOIeHUs ¥ 3aTpaT Ha HHCTPyMEHT. MeToa ucc/iefoBaHus1. B ocHoBHOM HC-
CcJIe0BaIach CTOMKOCTh MHCTPYMEHTa Ha oOpasiax u3 msarkoi cramu ISRO 50, BIS 1732: 1989 u npu o6paboTke
C TIOCTOSIHHOM CKOpOCThIO pezanus V = 200 M/MuH. B MPOMBIIICHHOCTH MSTKast CTajib 0OBIYHO MCIONIB3YETCS IS
MIPOU3BOACTBA PA3INYHBIX AeTaneil. C ydeToM BBICOKOM MPONU3BOIUTEILHOCTH U YHCTOTHI IOBEPXHOCTH 00paboTKa
€0 ckopocThio 200 M/MUH OOBIYHO SIBJISAETCS MPEANOUTHTEIBHOM IS IOCTHKEHHUS XOPOLIEro KaueCTBa TOBEPXHOCTH
1 SKOHOMHYHOCTH TIporiecca pe3anus. [t TokapHOU 00paOOTKH HCIIONB30BAJICS CTAHOK C YHCIOBBIM IIPOrpaMM-
HbM ynpaBinerueM (UITY DX-150). B kauecTBe pexyIiero HHCTpYMEHTa ObUTH BHIOPaHBI CMEHHBIC TBEP/OCILIAB-
sele iactubl TNMG 120408. Yetsipe yria miacTHHbI NPUMEHSIIHCH JUTs pa3HOTo BpeMeHu obpadotku: 10, 15, 20
1 25 MUH COOTBETCTBEHHO. VI3HOC HHCTpyMEHTA 110 3aJHEl MOBEPXHOCTH U3MEPSUIN C HOMOIIBIO KAITHOPOBAHHOTO
ONTHYECKOTO0 MHUKpOCKoma. TeMmepaTypa HHCTpyMEHTa BO BpeMs 0OpaOOTKM MOCTOSIHHO KOHTPOJIHPOBANach Ha
IpeaMeT e¢ BO3MOXKHOTO BIMSHHS Ha CBOMCTBA CIEIICHUS BCTABKH MHCTPYMEHTA U KPaCHOCTOHKOCTS. Pesyibra-
Thl M 00cyxkaeHne. Ha ocHOBE yCTaHOBICHHOH (DYHKIIMOHAIBHOW 3aBUCHMOCTH M3HOCA TIO 3aHEH MOBEPXHOCTH
OT BpeMeHH 00pabOTKU CTAaHOBUTCS BO3MOXKHBIM OFHO3HAYHOE OINpECICHNE 3HAUCHHS CTOMKOCTH HHCTPYMEHTA.
B xoze mpoBeIeHHBIX HCCICIOBAHNH yCTaHOBICHA B3aUMOCBSI3b MEXK/Y CTOHKOCTBIO HHCTPYMEHTA, BpEMEHEM 00-
pabOTKH, KOTMYECTBOM CHATOTO METajIa, MIePOXOBATOCTHIO MOBEPXHOCTH M TeMIIepaTypoil pesma. B pesyasrare
BBITIOJTHEHHBIX HCCIIEI0BAHHUN Pa3paO0TaH METO H3MEPEHHS H3HOCA HHCTPYMEHTA M KOIMYECTBCHHON OIICHKU €ro
00pabaTbIBAEMOCTH. DKCIIEPHMEHTAIBHO HOATBEPIKICHO, UTO IPH IOCTOSHHBIX TapaMeTpax Mpolecca pe3aHus nu3-
HOC HHCTPYMEHTA, TEMIIEpaTypa U IIePOXOBATOCTh IOBEPXHOCTH 3aBUCAT HE TOIBKO OT BPEMEHH 00pabOTKH, HO U
OT KOJIMYECTBA yAaJICHHOTO MaTepHaa.

Josa umrupoBanusi: [leraouas M.B., Auapesa LI, Auapes I'/]. TexHOIOTHUECKOE HCCIENOBAaHUE BIUSHHS ITAPAMETPOB MEXaHUYECKOH
00paboTKH Ha CPOK CIry)Obl HHCTpyMeHTa // OOpaboTKa METayuIoB (TEXHONIOTHS, 000pyaoBaHue, HHCTpyMeHTHI). — 2020. — T. 22, Ne 4. —
C. 41-53. - DOI: 10.17212/1994-6309-2020-22.4-41-53.
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Beenenne

JlaBnenue u temrneparypa Ha IOBEpXHOCTH HH-
CTPYMEHTA, KOHTAKTUPYIOLIEN CO CTPYKKOM, OYEHb
BEJIMKH, U paboTa NPUBOAMUT K H3HOCY pexylIel
KpPOMKHU HMHCTpyMeHTa. OKOHYaHHE CPOKa CIIy’KObl
HMHCTPYMEHTA IPOUCXOAUT U3-3a MaCIITAOHOTO Tpe-
XKIEBPEMEHHOTO H3HOCA WJIA ITOCTEIIEHHOTO U3HOCA
B 3aBUCUMOCTHU OT ycjoBuil pezanus [1-3]. Oxu-
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JTAEMBIN M3HOC — 3TO MOCTENEHHBIN NPOTrPECCUpy-
IOIIMI W3HOC PeXyIIeld KPOMKH TP HOPMAIBHBIX
ycnoBusix. OH HacTymaet, Korga o0padoTka cTaHo-
BUTCS IIIyMHOM 1 MeHee 3 (EeKTUBHOM, a co3aBae-
Masi IOBEPXHOCTh — I1epoxoBaroil [4, 5]. Hapsny c
OXXHJIAEMBIM W3HOCOM €CTh M APYTHE TOKa3aTelu,
TaKye KaK CHIKCHHE TPOYHOCTH PEXYIIEH KPOMKH,
YBEIMYCHUE YCUIIHSI THCTPYMEHTA M TIOTPeOIsieMoit
MOIITHOCTH, TOBBIIICHHE TEMIIEPaTyphl pe3aHMUs,
MOTEPSI TOYHOCTH Pa3MEPOB JIeTaNIeH U, B KOHEYHOM
UTOTE, MOTEPsI MPOU3BOAUTEIBHOCTH. TakuM oOpa-
30M, JUTs 0OecTIedeHHS TyUIiei 00paboTKu HEOOXO-
MO KOHTPOJHMPOBATH U MUHHMHU3HPOBATh W3HOC
UHCTpyMeHTa [6, 7].

W3HOC MHCTpYMEHTA — CIIOKHOE SIBIICHHE, TIPO-
UCXOAAIIee B Pe3ylbTare HECKOJIBKUX IPOLECCOB
WA MEXaHU3MOB, KOTOPBIE BKITIOUAIOT a0pa3HBHBIH
U3HOC, AU(PPY3MOHHBIA, KOPPO3HUOHHBIH, SPO3HOH-
HBIM U3HOC U paspyuenue [8, 9]. U3Hoc no 3agHei
MIOBEPXHOCTH M KpPaTepHBIN M3HOC SIBISIOTCS HaAW-
Oonee BaXHBIMH HM3MEPSeMBIMH (OPMAMU H3HO-
ca mHCTpyMeHTa. V3HOC 1o 3a1Hell MOBEpXHOCTH
MPOMCXOIUT Ha OOKOBBIX CTOPOHAX WHCTPYMEHTA,
IJie OH KOHTaKTUpYyeT ¢ 00pabOTaHHOU MOBEPXHO-
CTBIO, KaK Pe3yJIbTaT aAre3nOHHOTO U a0pa3uBHOTO
u3Hoca [10]. Ilpu uzHOCe 1o 3aHEH MOBEPXHOCTH
HAOJTIOAaeTCsl MPUPOCT CHIT pe3aHusl. DTO B 3HAYH-
TEJIbHOM CTETIEHU BIUSIET HA MEeXaHUKY pe3ku. O0-
JacTh M3HOCA MO 33/JHEH MOBEPXHOCTH SIBISETCS
TUTOIIA/IKOM M3HOCA U U3MEPSETCS
LIMPUHOM ITOBEPXHOCTH M3HOCA
[11-13]. Kparepuslii u3HOC B OC-
HOBHOM IPOUCXOTUT M3-3a abpa-
3MBHOTO HCTUpaHUs U audPy3un.
OOBIYHO H3HOC 3aJHEH MOBEpX-
HOCTH MHCTPYMEHTa BBI3BIBACTCS
TPEHHEM MEXIY 3aJHEH TMOBEepX-
HOCTBIO MHCTPYMEHTa U 00pala-
THIBAEMBIMU MTOBEPXHOCTSIMH. Ero
MEXaHU3M OYCHb cIIokeH [14].

OBPABOTKA METAJIJIOB

/

Flank wear land

=

AIre3sMoHHBI M3HOC BO3HHUKAET,

KOT/1a TBEp/blE BKJIIOUYEHHS pado-
Yero MaTepuaia Uil yCKOJIb3HYB-
[IM€ YaCTUIBl MHCTPYMEHTa Ia-

TEXHOJIOI'MA

WHCTPYMEHTa KaK MEpy €ro HM3HOoca, HO y A3TOro
METOoJla €CThb OrpPaHMYEHMs, TaK KaK B IpoLecce
MeXaHHYECKOH 0OpabOTKH pe3ell MCIIBITHIBACT a/l-
Te3UI0 M UCTHpaHHEe. ANre3usi MPUBOIUT K TPHUIIU-
MAHUIO0 METAJNIMYECKUX dYacTull oOpabaThiBaeMOil
JIeTay, BEC MHCTPYMEHTA YBEJIMYMBACTCS, a (ax-
TUYECKUN M3HOC OyaeT TPyIHO ycTaHOBHUTH. Kpo-
M€ TOrO, CYLIECTBYET MHOXECTBO MPOTrPaMMHBIX
METOJIOB TPOTHO3UPOBAHUS, HO MOYKHO HCIIOJIb-
30BaTh U MPEJIOKEHHBIM METOJ], MOCKOJIbKY OH
OXBATBIBAET BCE ACIEKTHI, CBS3aHHBIC C (paKTHYe-
CKUMH ycIoBHsiIMH 00paboTku. Texkymme uccnemno-
BaHUS B OCHOBHOM COCPEIOTOYEHbI Ha N3MEPEHUU
n3HOca Mo 3aaHeid mosepxHocTu. Kak mnpasuio,
OH HaAOJIOMAETCsl Tam, TAe 00paszyeTcs CIUIONTHAs
CTpy’KKa (OOBIYHO B IUIACTUYHOM Marepuase).
B cootrBerctBumn co cranmaptom ISO 3685:1993
JUISL U3MEPEHUS] U3HOCA OCHOBHAS PEXKyIlas KpoM-
Ka pas/ielieHa Ha YeTbIpe O0JIaCTH, KaK IMOKa3aHO
Ha puc. 1. I3HOC MHCTpyMEHTa OOBIYHO U3MEPSET-
Csl C MOMOIIbI0 MHCTPYMEHTAJIBHOTO MHMKpPOCKOMA
(c cucreMoil BUJIEOCHEMKHU M pa3pellieHueM MEHee
0,01 MM) naK U3MEPUTETHLHOTO PUOOpPa CO LIYTIOM,
aHAJIOTUIHOTO NMpoduIomMeTpy (co nu(oBaHHBIMH
aJMa3HbIMU uramu) [17].

Kak npaBuiio, BEIXO U3 CTPOSI M U3HOC PEXKYIIIMX
MHCTPYMEHTOB 3aBUCUT OT Marepuajia ¥ TeOMETPUHI
MHCTPYMEHTA, MaTepuajia 3aroToBKH, IapaMeTpoB
pe3aHus (CKOPOCTH pe3aHMsl, CKOPOCTH IMOJauu U
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0o0pabaTbiBaeMyl0 JeTallb, a Tak-
JKEe TICPEMEIAOTCs 10 TIIOIIA N
KoHTakTa [15, 16].

Hexkoropsie HCClIe0BaTeIn
UCTIONB3YIOT YMCHBIIICHUE Beca
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Puc. 1. Tunbl n3HOCA MHCTPYMEHTA COTIACHO CTAHIAPTY
ISO 3685:1993
Fig. 1. Types of tool wear according to norm ISO 3685:1993
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TyOUHBI pe3aHus ), CMAa30YHO-OXJTAK TAFOIIHNX KU/
KOCTEW M XapakTepucTuk craHka. Ha puc. 2 noka-
3aHa TUMHMYHAs KpHUBasi TEUEHUS U3HOCA MO 3aTHEl
MOBEPXHOCTH VB, B 3aBUCUMOCTH OT BPEMEHH pe-
3aHMS JUIs pa3IMYHbIX CKopocTel pe3zanus [18].

Flank wear land (VBg)

A B C

Bl = L L

Culling time

Puc. 2. DBonronys INIOMIAAKH W3HOCA 1O 3aJHEH
TOBEPXHOCTH VB, B 3aBUCMMOCTH OT BPEMEHH
pe3aHust AJIsl pa3InIHbIX CKOPOCTEH pe3aHus
Fig. 2. Evolution of flank wear land VB as a func-
tion of cutting time for different cutting speeds

Kputepuu, pekomennoBannbie [SO 3685:1993
JUIS  ompeeNneHuss Oe30TKa3HOTO CpoKa  CITYX-
OBl TBEPAOCIUIABHOTO WHCTPYMEHTA, JaHbI HUKE:
VB, .. = 0,6 MM, eClti U3HOC 110 3aJHEH OBEPXHO-
CTH HEPABHOMEPEH B o0yiacTu B.

OO0mue pekoOMeHIAIlUK, UCTIONb3yEeMbI€ B MPO-
W3BOJICTBEHHOW TPAKTHUKE JIJIs1 ONPEASTICHUs Mpe-
JieJla M3HOCA M0 3aJHEH MOBEPXHOCTH VB, s
HEKOTOPBIX PEXKYIIUX MaTepHaOB, TPUBEICHBI
B TaoOm. 1.

OBRABOTKA METALLOV %

Heanio nanHoii padoThI ABJISIETCS YCTAaHOBIIEC-
HHE B3aUMOCBS3H MEXK]y CTOMKOCTBIO MHCTPYMEH-
Ta, BpeMEHeM OOpabOTKH, KOJIMYECTBOM CHSITOTO
MeTajia, IIEPOXOBATOCTHIO MOBEPXHOCTH U TEM-
neparypoil pesla, a Takke pa3pabdoTka MeTo/a u3-
MCPCHUSA M3HOCA MHCTPYMCHTA U KOJIM4YECTBCHHOU
OIICHKH ero 00pabaThIBaeMOCTH.

MeToab! uccie10BaHuA

DKcrnepUMeHTalbHasi YacTh BKJIOYala TO-
KapHYI0 00paboTKy 00pa3loB W3 MSTKOW CTalu
Ha ctaHke DX-150 ¢ 4HCIOBBIM NpPOrpaMMHBIM
ynpasnearem (UITY). Koneunele nuameTpbl BbI-
YUCJSUITUCH C TOMOUIBI0 aHAJIMTHYECKOTO pacdera
B MS Excel gyt o01iero BpeMeHH! MOCIIe10BaTeNb-
HOTO yJaJ€HUs CIIOEB B BUJE CTPYKKH. B Tabm. 2
MIpe/ICTaBICHbl HauaJbHbIN U KOHEUHbIN THaMETPbI
B KaueCTBE BBIXOAHOW (PyHKIIMM BpeMeHU oOpa-
6oTku. s moiydeHHUs pas3IMYyHOTO KOJIMYECTBa
MeTajia, yaajasieMoro B mpoiecce 00paboTku, Ha-
MEpEHHO 3aJ]aHbl pa3JInyHble HaYaIbHbIE YCIOBHS,
T. €. 3HAUCHMsI AMaMeTpa M JJIMHBI JUIsl BCEX DKC-
MIEPUMEHTOB.

CxkopocTb, mogaya ¥ TIyOrHa pe3aHus oOpada-
ThIBA€MOM JIeTajl BBHIOMpATNCh B COOTBETCTBHH C
pEeKOMEHAAIMAMH AJIs 3aJaHHONM KOMOWHAIIMU WH-
CTPYMEHTA M 3aroTOBKH [ 19]. BXOgHBIE U BEIXOIHBIE
NepeMeHHbIE NMpUBEACHBI Ha puc. 3. Ha ocHoBe Ha-
YaJIbHOTO Y KOHEYHOTO JMaMETPOB 3ar0TOBKU ObLia
MOJTOTOBJIEHA MpPOrpaMMa C MpeABapUTEIbHBIMU
U BCIIOMOTAaTeIbHBIMU KOMaHAaMH, T. €. G-Koi u
M-xon, kak yka3aHo B [Ipunoxenun 1.

[Tocne o06paGoTku yronm [ HMHCTpyMEHTa
TNMG120408 m3pammBancsg B Teduenune 10 mMuH,

Tabnuma 1
Table 1

Pexomenanum, ncnoJib3yemMble B NPOU3BOACTBEHHOI NMPaKTHKe JIJIsl ONpee/IeHHs mpeaesia n3Hoca
10 3a]{Hel MoBepXHOCTH VB, (MM) VIl HEKOTOPBIX PEXKYIIHX MATEPUAJIOB

Recommendations used in industrial practice for a limit of flank wear VB, (mm) for several cutting tool

materials
Tun Cneuennble TeepaocuIaBHbIN Kepamuku / Ceramics
BricTpopexyiime KapOuIp! / HHCTPYMEHT C U3HOCO-
o0Opabotku / .
Overation cramu / HSS Cemented CTOMKUM NOKPBITHEM / ALO Si N
P carbides Coated carbides 2 e
Heprosas / 0,35...1,0 0,3...0,5 0,3...0,5 0,25...03 | 0,25...0,5
Roughing
Hucrosa / 0,2...0,3 0,1...0,25 0,1...0,25 0,1...02 | 0,1...0,2
Finishing

Vol. 22 No. 4 2020 43



OBPABOTKA METAJIJIOB

Cm

TEXHOJIOI'MA

Tabnuna 2
Table 2

Bpems 00paboTku kak GyHKIMA HAYATbHOTO H KOHEYHOI0 THAMETPOB
Machining time as a function of initial and final diameters

Ne ni/m. / Hatanbupiit KOHeqHBIH )II./IaMeTp’ Jmaa, MM / Length, Bpewmst, mun / Time,
JaMeTp, MM / MM / Final Diameter, .
Sr. No. . . mm Min.
Initial Diameter, mm mm
1 46,0 20,0 235,0 25,15
2 50,0 33,5 235,0 20,22
3 33,5 19,5 215,0 9,929
4 50,0 32,0 165,0 15,20
Cxopoctb pe3anus, 200 m/MuH » CKopocTb ynajieHUs Marepuaa
IMoxaua, 0,25 MM/06. > O6pa60TKa »| Uncrora 06pabOTKH MOBEPXHOCTH
pPE3aHHUCM
I'my6una pesanus, 0,5 Mm £ »| H3HOC 110 3a1Hel OBEPXHOCTH
Bpewms 10, 15, 20 u 25 mun g »| Temneparypa pesua

Puc. 3. IlepemeHHBIE BBO/1a-BBIBO/IA

Fig. 3.1/ O variables

yroia 2 — B TedyeHue 15 muH, yron 3 — B TeueHue
20 MuH ¥ yroi 4 — B Te4eHHE 25 MUH.

Cxema o0pabotku Ha cranke ¢ UITY moka3ana
Ha puC. 4, i€ Ipe/icTaB/IeHa 3aKpEeTIeHHAs 3ar0TOB-
Ka B natpose (puc. 4, a). CHauana o0OpabarsIBaINCh
KyJIa4KH MaTpoHa JUIs HaJEeKHOTO 3aXBaTa, a TaKxkKe
UCTIOJIb30BAJICS LIEHTP 3aJHel 6a0ku, 4yToObI mpo-

BECTH MEXaHWYECKyI 00padoTkKy 0e3 BuOpaluu.
Temneparypa yria TBepOCIIaBHON IIACTUHBI UH-
CTpYMEHTa HEeNPEPhIBHO U3MEPSIIACh C UHTEPBAIOM
B OJIHy MUHYTY [20].

N3HOC 1o 3aaHEN TOBEPXHOCTHU VBmax IJIaCTH-
Hbl U3MepsUICs C TOMOIIBIO OTKaJIMOpPOBAaHHOIO
ONITUYECKOTO0 MMKpockomna cepuu RMM3 (npous-

a

9] 8

Puc. 4. Hactpoiika 00pab0TKH JeTany 1 u3MepeHre TeMIIepaTypbl TUIACTHHBI HHCTPYMEHTA:

a — TOUCHHE 3aKaToH B MaTpOHE 3aroToBKH; 6 — porpamma UITY; 6 — n3mepenne temreparypbsl HHCTPYMEHTA
C TOMOIIIBI0 HH(PAKPACHOTO JaTunKa

Fig. 4. Machining set-up of the workpiece and temperature of the tool bit insert measurement:

a — workpiece holding on a chuck and turning; 6 — CNC Program; ¢ — temperature measurement of tool bit by
infrared gun

44 Tom 22 Ne 4 2020
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BoacTBa Radical scientific Equipments), uaTerpu-
POBaHHOTO C KOMITBIOTEPHBIM HHTEpdEercoM, Kak
noka3aHo Ha puc. 5. [Ipubop mMeeT BO3MOKHOCTh
HOCTPOHTH JIMHUIO HA YBEITMYCHHOM HM300paKCHUH
yIja IIACTUHBI HHCTPYMEHTA, U JUIMHY 3TOW JIMHUU
MOXKHO M3MEpHTh. Takum 00pa3oM, M3HOC IO 3a/1-
HEH TOBEPXHOCTH VB w3Mepsuics It Kayoro
U3 YEThIPEX YIVIOB.

Ha puc. 6 mokazaHo W3MepeHHE MICPOXOBa-
TOCTH TIOBEPXHOCTH 00OpaboTaHHOTO OOpasia ¢
HOMOIIbIO TTpUOOpa JJIsi M3MEPEHHUsl IMIePOXOBa-
toctu. CHavayna kanuOpyercst mpubop, U OH MO-
KET JlaTh CpeJHee 3HA4YCHHE IICPOXOBATOCTH B
MHUKpoMmeTpax. Jliasi M3MepeHus WCIONIb3YITCS
pa3iuyHble KOMOMHALIMU JATYMKOB CKOJBKEHHS U
V-o6pazHoro 6moka [21, 22].

OBRABOTKAMETALLOV ~ CM

Pe3y.J1 bTaTbl U OﬁCY)K)ICHI/Ie

Hwxe mnpuBeneHbl HaOIIONEHUS, OCHOBAHHBIC
Ha 00paboOTKe W TMOCJEAYIOMEM KOJUYECTBEHHOM
OTIPEJICIICHUH BBIXOJIHBIX TTApaMETPOB.

CKOpOClﬂb U3HOCaA UHCmMpymeHma

no 3aouen nosepxnocmu (VB )

Msnoc no 3aaueii nosepxnoctu (VB _ ) cHava-
JIa OTIPENEIISIICS Ha YBEIIMYCHHOM BUJIE TUIACTHHBI C
MTOMOMIBIO IUPPOBOTO MUKPOCKOIA (pUC. 7), C TO-
CIICAYIONIMM HM3MEpPEHHEM MOCPEICTBOM COOTBET-
CTBYIOIIIETO KOMITBIOTEPHOTO UHTEpdeiica.

Cornacuo ISO 3685:1993 u3HOC MHCTpYMEH-
Ta COOTBETCTBYET BPEMEHHM HM3HOCAa HMHCTPYMEHTA
1o 3aaHei nmoepxHocty 600 MKM, Npu JTUHEHHON

a

6

Puc. 5 LludpoBoit MUKPOCKOI JUII M3MEPEHHUS] U3HOCA IO 3aJHEH TMOBEPXHOCTH IMJIACTHHBI
nHcTpyMenTa (10x):

@ — HaCTpOMKa IIACTHHBI Ha IH(POBOM MUKPOCKOIIE; 6 — Pa3MENIEHUE BCTABKH JUIS H3Mepenus VB

X

Fig. 5 Digital microscope for measurement of flank wear on tool insert (10x):

a — set-up of the insert on digital microscope; 6 — insert positioning for the measurement of VB __

X

—

Puc. 6. IamMepeHue 111epoxoBaTOCTH OBEPXHOCTH

Fig. 6. Surface roughness measurement
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Puc. 7. I3HOC TUTaCTHHBI THCTPYMEHTA 110 33/THEH TTOBEPXHOCTH MPH Pa3HOM BpeMEHHU 00padOTKH:

@ — M3HOC 110 3a]IHEN MOBepXHOCTH VB vepe3 10 MuH TOYEHHsT; 6 — M3HOC 110 38 IHEN TOBEPXHOCTH
VB .. 4€pe3 15 MuH TOYEHHS; 6 — U3HOC N0 3a1HEH noBepxHOCTH VB uepes 20 MuH TOYeHHS; 2
— M3HOC 110 3a/IHEH TOBEPXHOCTH VB 4epe3 25 MUH TOUEHHs

Fig. 7. Flank wear of the tool insert at different machining time:

a — flank wear VB_ after 10 Min. machining; 6 — flank wear VB__ after 15 Min. machining;
6 —flank wear VB ___after 20 Min. machining; 2 — flank wear VB after 25 Min. machining

WHTEPHOJSALUU CPOK CIYKObl WHCTPYMEHTa CO-
cTaBisieT 68 MUH JJii KOMOMHAIIUU 3arOTOBKHU W3
HU3KOYTJICPOIUCTON cTanmu W TuactuHel TNMG
1604208. Takoii e rpaguk mokaszaH Ha puc. 8.
JluHeliHass WHTEPNOJAIMS COIMOCTaBUMa C JiHa-
rpaMMOM paccessHusI CO 3HAUYCHHEM R* =0,9837,
YKa3bIBaIOIIUM Ha TO, YTO HPEANOJIOXKEHUE O €€
JUHEWHOCTU SIBJISIETCS BEPHBIM. OTO 3HAYCHUE
yKa3blBa€T Ha TO, YTO YpPOBEHb JIOCTOBEPHOCTHU
IIPEATNONOKEHUSA cocTaBiseT 98,37.

Illepoxosamocmo nogepxnocmu
oopadomannoii demanu

[IIepoxoBaToCTh MOBEPXHOCTH 0OpPabOTAaHHOTO
oOpa3ua u3Mepsuiach B MONEPEYHOM HalpaBlICHUH
YeThIpbMs METKaMU 11oJ1 yriioM 90° o ero nepude-
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pUU C TIOMOUIBIO U3MEPUTENS MIEPOXOBATOCTU TIO-
BepxHocTu Mitutoyo SJ-201. Ux 3HaueHus: mpuse-
JIeHbl B Ta0II. 3.

Temnepamypa pezuya 60 epemsa oopabomku

JIOTIOJTHUTENIBHO C MOMOIIBI0 U(PPOBOTO MH-
¢dpakpacunoro trepmomerpa HTC MT 6 usmeps-
Jach TeMIeparypa B YDy IUIACTHHBI BO BpeMs
o0paboTtku. ['paduku 3aBUCHMOCTH TeMIIepary-
pbl OT BpEMEHM IOKa3aHbl Ha puc. 9. [lus Bcex
OKCIIEPUMEHTOB 3HAUCHHE TEMIIEpaTypbl BCTaB-
KM HWHCTPYMEHTa B JII000H MOMEHT HE IpPEeBbI-
mano 80 °C, mosToMy MOKHO CKa3aTh, YTO TOY-
Ka KPAacHOCTOMKOCTH HE JIOCTUTaeTcs, HO IpHU
MOBBIIICHHOW TeMmmeparype (BbIlIe KOMHATHOM)
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38 48 58 68

Bpems, MUH

Puc. 8. I'paduk 3aBUCHMOCTH U3HOCA 110 3a/{HEH MOBEPXHOCTH OT BPEMEHH 00PaOOTKH

Fig. 8 Plot of flank wear vs. machining time

Tadonuna 3
Table 3
HN3mepenne mepoxoBaTocTH 00PadOTAHHOI JeTaau
Roughness measurement of the machined workpiece
Cpennsist mepoxoBaTrocTh, 3HadeHne Ra, MmkM / Roughness Average, Ra Value, um
[ep OXOBaTOCT/B 25 mun / 20 muH / 15 mun / 10 mun /
HOBEPXHOCTH 25 Min. 20 Min. 15 Min. 10 Min.
Surface Roughness
1 4,08 3,15 2,95 3,04
2 4,00 3,07 2,84 2,95
3 4,07 3,06 2,87 3,08
4 4,07 3,12 2,97 3,08
Cpeaiice/ 4,055 3,1 2,9075 3,0375
Average
MPOUCXOAUT pasMATdeHHE JI0O0ro MeTaia, YyTo 3akioueHue

OPUBOIUT K OOJiee CHIIBHOMY HM3HOCY, 4eM 000-
3HAYEHHOE 3HaYEHHUE.

Pesynprarthl Hay4HO-HMCCIIEIOBATENbCKONW pado-
ThI IPUBE/ICHBI B Ta0IN. 4.

AHanu3 TaOnuIbl MOKAa3bIBAET, YTO H3HOC
OOKOBMH U CpeJHEee 3HAUCHUE IIEePOXOBATOCTHU
MOBEPXHOCTH, a TaKKe TeMIeparypa SBISIOT-
ca ¢yHKIUMEH Macchl, yaaaseMol MexaHH4e-
CKOli 00pabOTKOW MPU MOCTOSHHBIX YCIOBHUSIX
pe3aHusi, TO eCTb CKOPOCTH, TMoJaye U TIyOnHe
pe3aHus.

Ha ocHOBe NpOBEJCHHBIX SKCIIEPHUMEHTATBLHBIX
WCCIICIOBAHMI pa3pab0TaH METOJ| U3MEPCHHS W3-
HOCA MHCTPYMEHTA U MPEAJIOKEHa KOINYECTBEHHAs
olleHKa ero oOpabaTtsiBaeMocTH. Panee mpenmnona-
rajJoCh, 4YTO €CJIN HapaMeTpH pe3aH1/1;1 IIOCTOSAHHBI,
TO M3HOC WHCTPYMEHTA, TEMIIEparypa U IHIEPOXO-
BATOCTHb HOBerHOCTI/I 3aBUCAT TOJBKO OT BpeMCHI/I
00paboTku. OHAKO B X0/ MPOBEICHHBIX HCCIIEIO0-
BaHWH OBLIO YCTAHOBJICHO, YTO YKa3aHHBIC TTapaMe-
TPBI ABISAIOTCSA (QYHKIIMCH KOJUYESCTBA YIAISIEMOTO
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Temnepartypa oT BpemeHu 06paboTrH 25 MUH T patypa oT Bp u o6paboTrm 20 MuH
78 68
.‘,J fa(v] __.d “,J /
g e 2" /
o
o —48 ]
38
o8 7 &Y
I 28 T T 1 28 T T T 1
-5 5 15 25 0 5 10 15 20
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Puc. 9. I'paduk 3aBUCUMOCTH TeMIIEpaTypbl B yIIIy IUTACTHHBI OT BPEMEHH 00PaObOTKH

Fig. 9. Temperature vs. time plot at the corner of the insert during machining

TabGununa 4
Table 4
CponHasi Ta0JIMIIa BCeX MapaMeTPoB HCCIe10BATeIbCKOI padoThl
Summary table of all parameters of the research work
= ~ (e} % =
2 2 . E | & E E
oy gl S & S _ % 50 -
5 & g o o) R= = \E S o 4 =
o .8 = @ [ e ~ P
s o 5) o~ o H s .E O =
< = gz 9 He_ 2 X = 8 T~ S o =
= £ s £ EE T o= 2 s %9 EC3 . =
SOR= = E - T2 S o = g o & 5 o2 2 < H =
=oor E[n EE CQE"QD c%c:s"d) QE)SE §¢€° S0 358
ig | 3¢ 28| 222 554 | Zg2 | EEE | BT | cg=
3 o s o o g = Q s X s & X .8
= = IS o= A S 5 < R
TE | 2£| 23 | @82 | SE8 | Sgxs | 285 | &2 | =S8k
46 20 235 25 316 719,7 4,055 2,486249 71,5 222,872
50 33,5 235 20 254 289,3 3,1 1,996171 63 234,967
33,5 20 215 15 121 959,6 2,9075 0,957383 52,4 119,423
50 32 165 10 191 275,9 3,0375 1,501516 63 126,943
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Mmetaiuta. Taxke HaOIogaeTcs TeHACHIUS U3MEeHe-
HUs TEMIIepaTypbl TBEPAOCIUIABHOM CMEHHOM ILIa-
CTHHBI HHCTPYMEHTA BO BpeMs 00paboTku. JlaHHas
3aBUCUMOCTb OIHCBHIBAETCSI NMPAKTHUUECKH JIMHEH-
HOU (yHKIHMEH cO 3HAYEHUEM CPEeTHEKBAIPATUIHO-
ro OTKJIOHEeHHUs R’ BbIle 0,90.
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IIpnaoxenne 1
Appendix 1

N10 G90 G53 G64
G71 G95;

N20 M03:

N30 G96 S200
LIMS=1370 M03;
N40T1;

N50 M16 D1;

N60 MOS;

N70 GO0 X51.5 Z2;
N80 X49.5;

N90 GO1 Z-235
F0.25;

N100 G00 X51.572;
N80 X49;

N90 GO1 Z-235
F0.25;

N100 G00 X51 Z2;
N110 X48.5;

N120 GO1 Z-235
F0.25;

N130 G00 X50.5 72;
N140 X48;

N150 GO1 Z-235
F0.25;

N160 G00 X50 Z2;
N170 X47.5;

N180 GO1 Z-235
F0.25;

N190 GO0 X49.5 72;
N200 X47,

N210 GO1 Z-235
F0.25;

N220 G00 X49 72;
N210 X46.5;

N220 GO1 Z-235
F0.25;

N230 G00 X48.5 72;
N240 X46;

N250 GO1 Z-235
F0.25;

N260 GO0 X48 72;
N270 X45.5;

N280 GO1 Z-235
F0.25;

N290 G00 X47.5 72;
N300 X45;

N310 GO1 Z-235
F0.25;

N320 GO0 X47 72;
N330 X44.5;

N340 GO1 Z-235
F0.25;

N350 G00 X46.5 72;
N360 X44,

N370 GO1 Z-235
F0.25;

N380 G00 X46 Z2;
N390 X43.5;

N400 GO1 Z-235
F0.25;

N410 G00 X45.5 72;

N420 X43;

N430 GO1 Z-235
F0.25;

N440 G00 X45 72,
N450 X42.5;

N460 GO1 Z-235
F0.25;

N470 GO0 X44.5 72;
N480 X42;

N490 GO1 Z-235
F0.25;

N500 GO0 X44 72,
N510 X41.5;

N520 GO1 Z-235
F0.25;

N530 GO0 X43.5 Z2;
N540 X41,

N550 GO1 Z-235
F0.25;

N560 GO0 X43 7.2;
N570 X40.5;

N580 GO1 Z-235
F0.25;

N590 GO0 X42.5 72;
N600 X40;

N610 GO1 Z-235
F0.25;

N620 G00 X42 72;
N630 X39.5;

N640 GO1 Z-235
F0.25;

N650 GO0 X41.5 Z2;

N660 X39;

N670 GO1 Z-235
F0.25;

N680 GO0 X41 Z2;
N690 X38.5;

N700 GO1 Z-235
F0.25;

N710 GO0 X40.5 7Z2;
N720 X38;

N730 GO1 Z-235
F0.25;

N740 GO0 X40 Z2;
N750 X37.5;

N760 GO1 Z-235
F0.25;

N770 GO0 X39.5 72;
N780 X37;

N790 GO1 Z-235
F0.25;

N800 GO0 X39 72;
N810 X36.5;

N820 GO1 Z-235
F0.25;

N&830 GO0 X38.5 7Z2;
N840 X36;

N850 GO1 Z-235
F0.25;

N860 GO0 X38 Z2;
N870 X35.5;

N880 GO1 Z-235
F0.25;

N890 GO0 X37.5 7Z2;

N900 X35;

N910 GO1 Z-235
F0.25;

N920 G00 X37 Z2;
N930 X34.5;

N940 GO1 Z-235
F0.25;

N950 GO0 X36.5 Z2;
N960 X34,

N970 GO1 Z-235
F0.25;

N980 GO0 X36 Z2;
N990 X33.5;
N1000 GO0 X100
750;

N1010 M09;
N1020 M30;

%

Ipuioxenue 2
Appendix 2

IIporpamma MS Excel nuist pukcupoBanus 3Ha4eHNs] MUHUMAJIBHOTO IHaMeTpa
HA OCHOBe BpeMeHH 00padoTku 15 MUHYT

MS Excel program for fixing minimum diameter on the basis of time for 15 minutes machining

Pass L Length Diameter Speed(RPM) Fee:li(nl;lm/ Time Time (sec) Cul:lil:;ztlve
1 165 165 49,5 1286,101 321,53 0,51 30,79 0,51
2 165 330 49 1299,224 32481 0,51 30,48 1,02
3 165 495 48,5 1312,618 328,15 0,50 30,17 1,52
4 165 660 48 1326,291 331,57 0,50 29,86 2,02
5 165 825 47,5 1340,252 335,06 0,49 29,55 2,51
6 165 990 47 1354,51 338,63 0,49 29,24 3,00
7 165 1155 46,5 1369,075 342,27 0,48 28,92 3,48
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Oxonuanue npuJ. 2

The End Appendix 2
Pass L Length Diameter Speed(RPM) Fee:lili(nn)lm/ Time Time (sec) Cul:?lﬂztwe
165 1320 46 1383,956 345,99 0,48 28,61 3,96
165 1485 45,5 1399,164 349,79 0,47 28,30 4,43
10 165 1650 45 1414,711 353,68 0,47 27,99 4,90
11 165 1815 44,5 1430,606 357,65 0,46 27,68 5,36
12 165 1980 44 1446,863 361,72 0,46 27,37 5,82
13 165 2145 43,5 1463,494 365,87 0,45 27,06 6,27
14 165 2310 43 1480,511 370,13 0,45 26,75 6,71
15 165 2475 42,5 1497,929 374,48 0,44 26,44 7,15
16 165 2640 42 1515,761 378,94 0,44 26,13 7,59
17 165 2805 41,5 1534,024 383,51 0,43 25,81 8,02
18 165 2970 41 1552,731 388,18 0,43 25,50 8,44
19 165 3135 40,5 1571,901 392,98 0,42 25,19 8,860
20 165 3300 40 1591,549 397,89 0,41 24,88 9,28
21 165 3465 39,5 1611,696 402,92 0,41 24,57 9,69
22 165 3630 39 1632,358 408,09 0,40 24,26 10,09
23 165 3795 38,5 1653,558 413,39 0,40 23,95 10,49
24 165 3960 38 1675,315 418,83 0,39 23,64 10,89
25 165 4125 37,5 1697,653 424,41 0,39 23,33 11,27
26 165 4290 37 1720,594 430,15 0,38 23,02 11,66
27 165 4455 36,5 1744,164 436,04 0,38 22,70 12,04
28 165 4620 36 1768,388 442,10 0,37 22,39 12,41
29 165 4785 35,5 1793,295 448,32 0,37 22,08 12,78
30 165 4950 35 1818,914 454,73 0,36 21,77 13,14
31 165 S115 34,5 1845,275 461,32 0.36 21,46 13,50
32 165 5280 34 1872,411 468,10 0,35 21,15 13,85
33 165 5445 33,5 1900,358 475,09 0,35 20,84 14,20
34 165 5610 33 1929,151 482,29 0,34 20,53 14,54
35 165 5775 32,5 1958,83 489,71 0,34 20,22 14,88
36 165 5940 32 1989,437 497,36 0,33 19,91 15,21

Konduaukrt narepecon

ABTOpLI 3asBIISIOT 00 OTCYTCTBHUU KOH(I)J'II/IKTa HHTCPCCOB.
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