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Pedepat. TokapHas oOpaboTka JeTaieil THIIA BAIOB SIBISETCS HanOoJiee paclpoOCTPAHEHHBIM METOJIOM IPH H3TOTOBICHUH
Y3JIOB, MEXaHH3MOB ¥ MaluH. [Ipy 3TOM BBICOKOE KauecTBO 0OpabOTKH BAIIOB TOUCHHEM CBSI3aHO C H3HOCOM JIC3BUSI TBEPJIO-
CITABHOT'O MHCTPYMEHTA, KOTOPBIl B OOJBIIOI CTEHNEHH 3aBUCUT OT CKOPOCTH pe3aHus. Kak M3BeCTHO, CTOMKOCTh HHCTpY-
MEHTa, pecypc ero paboThl ¥ MPOU3BOJUTEIEHOCTh CBSI3aHBI C M3HOCOM JIE3BHSI TBEPAOCILIABHOTO MHCTpyMeHTa. OIHAKO
OTCYTCTBUE AHAJMTUYCCKOW 3aBHCUMOCTH IO OMPEACICHUIO ONTUMAIBHOW BEJIHMYMHBI CKOPOCTH PE3aHUs HE MO3BOJICT Ha
CTaIuH NPOSKTHPOBAHHS TEXHOIOTHYECKOTO MPOIlecca Ha3HAYNTh ONTHMAJBHBIE PEXKUMBI 00pabOTKH. Pexyiuii HHCTpyMEeHT
B 3aBHCHMOCTH OT YCJIOBHIi 00pabOTKM MOXKET IOJBEpPraThCsi MEXaHHYECKOMY, aOpa3uBHOMY, aJr€3HOHHOMY, OKHUCIHTEIb-
HOMY (XHMHYECKOMY), TEPMOYCTAIOCTHOMY H Au(Py3HOHHOMY BUIaM H3HOCA. [IpH 3TOM Mporecc H3HAIMBAHKS COCTOUT U3
JIBYX BHJIOB H3HOCA, OJJMH W3 KOTOPBIX B OIpEICeICHHbBI MOMEHT BIIHSIET Ha U3HOC B OOJIbIIE crernenu, yem apyroit. Ha oc-
HOBaHUM aHaNM3a CYIIECTBYIOIINX MPEICTaBICHUH 00 N3MEHEHHUH CTOMKOCTH TBEPIOCIJIABHOIO WHCTPYMEHTa OT CKOPOCTH
pe3aHus PU TOUSHUH BaJIOB pa3paboTaHa METOIMKA Ha3HAUYEHHUS PALMOHAIBHBIX PEKUMOB 00pabOTKH Ui CPETHHUX U OOJIb-
IINX CKOPOCTEH pe3aHuns, 00eCIeYnBaONINX MaKCHMANBHBIA pecypc paOoThl HHCTPYMEHTA. YCTAHOBJICH AWANa30H H3Me-
HEHHsI CKOPOCTH PE3aHMs, NPHBOIINKA K YBETHMYCHHIO MEPUOAa CTOMKOCTH HHCTPYMEHTa M COOTBETCTBEHHO IMPOH3BO-
JUTEIBHOCTH 00pabOTKH BaJOB U3 CTAIU MapKu CT. 45 MHCTPYMEHTOM CO CMEHHBIMH IIJIACTHHAMH M3 TBEPIOTO CIUIaBa Map-
kxu T15K6.
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Analysis and Selection of Rational Cutting Modes
while Using Hard-Alloy Tool for Shaft Turning
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Abstract. Turning machining of such parts as shafts is considered as the most widely-spread method formanufacturing units,
mechanisms and machinery. While doing so it is necessary to ensure high quality of shaft turning with the help of a hard-alloy
tool (accuracy and roughness, stability and predictability of steel edge dimensional wear), maximum tool durability, resour-
ce of its service life and productivity. As it is known all these operational parameters of the tool depend very heavily on
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cutting speed. However absence of an analytical dependence for determination of optimum cutting speed value does not per
permit to prescribe optimum operational modes at the stage of technology design process. The cutting tool can be subjected to
mechanical, anrasive, adhesive, oxidation (chemical), thermal-fatigue and diffusion wear types depending on turning condi-
tions. In this case wearing process consists of two wear types and one of them influences at a certain point on wearing process
to a greater extent than the other one. Methodology for prescription of rational turning modes for medium and high cutting
speeds ensuring maximum resource of the tool operation has been developed in the paper and it has been based on the analysis
of the existing viewpoints about changes in the hard-alloy tool durability due to cutting speed while turning shafts. The range
of cutting speed changes has been determined in the paper and it leads to an increase of the tool durability period and, corres-
pondingly, turning productivity of 45 steel grade shafts while using the tool with T15K6-hard-alloy replaceable inserts.

Keywords: shaft turning, hard-alloy tool, cutting speed, tool durability

For citation: Sheleg V. K., Shaturov D. G., Shaturov G. F. (2018) Analysis and Selection of Rational Cutting Modes
while Using Hard-Alloy Tool for Shaft Turning. Science and Technique. 17 (1), 14-20. DOI: 10.21122/2227-1031-2018-

17-1-14-20 (in Russian)

Jletanu TUma BajoOB IIUPOKO MPHUMEHSIOTCS B
y3JIaX, MEXaHU3MaxX ¥ MalllhHaX, a U3TOTOBJISIOTCS
OHM METOJOM TOKapHOW o00pabotku. Pa3pabot-
Ka TEXHOJIOTHYECKOTo Tporecca o0paboTKu Ba-
JIOB TOYCHHUEM TBEPJOCIUIABHBIM HHCTPYMEHTOM
JIOJDKHAa 00eCIeYnTh BBICOKOE KadecTBO 00pada-
THIBAEMBIX TOBEPXHOCTEH (TOYHOCTh M IIEPOXO-
BaTOCTh, CTAOMIBLHOCTh W MPEICKa3yeMOCTh pas-
MEpPHOT'O HM3HOCA JIE3BUS pe3lia), MaKCUMallbHbIE
CTOHMKOCTh HWHCTPYMEHTa, pecypc ero palboThl
U TIPOM3BOAMTENLHOCTh. Kak H3BECTHO, BCE 3TH
nokazarenu paboThl HHCTPYMEHTa B OOJIBIIONH cTe-
TICHHU 3aBUCAT OT CKOpOCTH pe3anus. OIHAKO OT-
CYTCTBUC AHAIUTHYECKOM 3aBHUCHUMOCTH IIO oripe-
JCJIICHHUIO ONTUMAIbHOM BEIWYUHBI CKOpOCTHU pE-
3aHUSl HE TO3BOJISCT HA CTAJIUM MPOCKTHPOBAHUS
TEXHOJIOTHYECKOTO TIpollecca HA3HAYUTh ONTHU-
MaJlbHBIE PEXUMBI 00paboTKH. DTO Tpeaonpese-
JUIIO aKTYaJIbHOCTh W II€Nb HACTOSIIUX HCCIE]O0-
BaHU, KOTOPBIE 3aKIIOYAIOTCS B ONpE/ICICHUH
palMOHANBHOTO JMana30Ha U3MEHEHUS! CKOPOCTH
pe3anus, oOecrieynBaroUIel BBITOJIHEHUE BhIILICHA-
3BaHHBIX IOKa3aTeJed PaboThl TBEPAOCILIABHOTO
WHCTPYMEHTa, U Pa3paboTKe METOJWKH HazHaye-
HUS palliOHATIHLHBIX PEXKUMOB PE3aHusl.

3aBUCUMOCTb IEPUOJia CTOMKOCTH WHCTPYMEH-
Ta OT CKOPOCTH pe3aHus Ipu 00pabOTKe BAIOB W3
CTaJll MapKH CT. 45 UHCTPYMEHTOM CO CMEHHBIMH
IJIaCTHHAMH W3 TBepAoro cruiaBa mapkm T15K6
NpEJICTABISIeT COOOW MEPUOMUECKH U3MCHSIONTY-
10CSl TUTaBHYIO KPUBYIO C IByMS MJIM TPEMs MaKCH-
MyMmamn («ropbamMm») W MHHAMyMaMH («BIaad-
HaMU»), paslelleHHbIMA MEXIy CcO0O0i TOYKaMu
nepernda, pacroioKeHHBIMH Ha Pa3HBIX YPOBHSX
MO CTOWKOCTH TIPH Pa3IUYHBIX CKOPOCTSIX pe3a-
Hus (puc. 1) [1-7]. YcraHoBneHO, 9TO CYyIIECTBO-
BaHHE «rOpOOB» CBS3aHO C MEPEXOAOM MPH HU3Me-
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HEHHWU CKOPOCTH PE3aHMsl U3 OJJHOTO (PU3NIECKOTO
BUJa M3HOCA pabovnX TIOBEPXHOCTEH pe3la B Apy-
roii [4]. Ilpu 3TOM «TOpOBI CBUAETEIHCTBYIOT
0 JIMHAMUYECKOW CTaOWIM3alii U ONTUMAaIbHBIX
YCIOBHUSX TPEHUS B KOHTAKTHBIX 30HaX WHCTPY-
MEHTa CO CXOZSIICH CTPY>KKOH M MOBEPXHOCTHIO
pe3anus 3arotoBku. [lo «ropba» M mocie Hero
YCIIOBUS TPEHHSA B KOHTAKTHBIX 30HAX MHCTPYMEH-
Ta HE CTAOMIIbHBI.

Kak n3BecTHO, pexynii HHCTPYMEHT B 3aBHCH-
MOCTH OT YCJIOBHH OOpaOOTKH MOKET MOABEPIaThCs
MEXaHHM4YeCKOMY, aOpa3sMBHOMY, aAre3MOHHOMY,
OKHCTIMTEIEHOMY  (XUMHYECKOMY), TEpMOYCTaJIO-
ctHoMy U Iud¢dy3MoHHOMY BHIaM u3Hoca [3, §].
[Ipu aTOM IpoLIecC U3HAIIKMBAHUSA COCTOUT U3 JBYX
BUJOB M3HOCA, OAMH U3 KOTOPBHIX B JaHHBI MO-
MEHT BPEMEHH BIJIMSIET Ha W3HOC B OounbLIel cTe-
neHu, yeMm apyroi. Tak, B Toukax My (Vin, Tyn) B
M (vy, Tyy) xpuBoit Ty = f(v) (puc. 1) umeeT MecTo
MUHHMANbHAs CTOWKOCTh WHCTPYMEHTA, 00YCIIOB-
JICHHas aJre3MOHHBIM BHIOM H3Hoca [3, 9, 10].
Ilon anre3sMoOHHBIM HW3HOCOM HMHCTPYMEHTa IOHU-
MaroT LUKIMYECKHH Cpe3 KacaTeNbHBIMH Hamps-
KCHUSMH WIH OTPBIB CUJIAMH aJre3uu (CUETICHNS,
CBapUBaHMSA, IPWINIIAHNSA) YaCTHIl OTJCJIbHBIX BbI-
CTYNOB Pa3ylMpOYHEHHOTO HWHCTPYMEHTAJIBHOTO
Matepuana cxojsmieit crpyxkkoi [3, 8]. Tak, mpu
HEOOJBINX CcKOpocTsAX pesanus (v < 10 m/MuH),
temmneparype pesanus (0 < 300 °C) u Gosbliom
JaBICHUN aAre3usl CIocOOCTBYeT 00pa30BaHHIO
YHUCTHIX OT OKHCJIOB 3JIEMEHTAPHBIX TTOBEPXHOCTEN
Ha TepeaHeil TOBEpXHOCTH pe3lla m HapocTa [3].
O6pa30BaBHIMIACS HAPOCT COCTOUT U3 IBYX YaCTEH:
HEMOJIBUKHOMN, «IIpUBApEHHOW» K MepeaHeill mo-
BEPXHOCTH «IOAOIIBBD), M KOHTAKTUPYIOIIEH C
«ropsuen» CTPYXKKOH, NPUBOJALIEH K CpBIBY
«UIATTKA.
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Puc. 1. 3aBucumocTs nepuoaa CTOMKOCTH JIE3BUITHOTO HUHCTPYMEHTA OT CKOPOCTHU PE3aHU

Fig. 1. Dependence of edge tool durability period on cutting rate

IIpu ckopoctu pesanus v = 20-45 mM/MuH U
temmeparype ® = 300 °C BbicoTa HapOCTa MaKCH-
MajgbHa, a M3HOC MUHUMAajieH (puc. 1, Touka A
(vor, Tg;™)). TBepocts HapocTa B 2,5-3 pasa mpe-
BBIIIAET TBEPIOCTh 00pabaThIBAEMOTO MaTepuaa.
[lo oTHOmIEHWIO K MHCTPYMEHTY OH BBITIOJHSAET
(hYHKIIUY peXYIIETo KIWHA U 3alUTHBIC (PYHKIIWH,
MIPETATCTBYS M3HAIIMBAHUIO KOHTAaKTHBIX TOBEPX-
HOCTEH WHCTpyMeHTa. B 30He 00pa3oBaHUs Mak-
CHUMAaJIbHOM BBICOTBHI HAPOCTA, KaK MPABHIIO, MIHH-
MAILHBIMH SIBIISTFOTCS KO3(D(UITUEHT TPeHuUs, KOd]-
(UIMEHT yCaJIKh CTPYKKH, TAaHTCHIMAIbHAS CHIIA
pe3aHusi, a MAKCUMAIIBHBIMUA — CTOWKOCTh WHCTPY-
MEHTa, epeaHuil (HaKTUISCKUI Yyrojl U IIepoxoBa-
TOCTh 00paboranHoi oBepxHocTH [9, 11]. Takum
00paszoM, IMamma3oH CKOpocTel pe3aHust o0pa3oBa-
HUS HAapoCcTa HE PEKOMEHIYeTCs HJs YHUCTOBOM
00paboTKH MOBEPXHOCTEH.

IIpy  TOBBINIEHHME  CKOPOCTH  pe3aHUs
10 40-50 m/MuH HaOMIOmAETCs IIOBBLIIIEHHE TEM-
neparypsl ot 300 1o 600 °C, npu KOTOpPOi HapoCT
UCYe3aeT — BHAYAJIC «IIIANKa», a 3aTeM «IIOJOIII-
Ba» [9]. B pesympraTe abpa3mBHO-aaTre3HOHHOTO
W3HOCA CTOHMKOCTh MHCTPYMEHTA MAJIACT IO MOMEH-
Ta (puc. 1, Touka M (vy, Ty,)) Hagana oOpa3oBaHU
OKHCHOM TUVICHKH, UMEIOLLEH staencTsIit Bup [12].

JlanpHeilliee yBeIMYEHHE CKOPOCTH pe3a-
HUst (v > vy) TOPHUBOJAUT K POCTY TEMIIEPATypPhI
B 30HE pe3aHWs H MPOIMOPIUOHATIBHO €l —
K YBEJIMYCHUIO TONIIWHBI OKUCHOW TUICHKH, a a0-
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Pa3MBHO-3JT€3UOHHBII W3HOC IIOCTEIICHHO YCTY-
MaeT MECTO OKHCIUTEIbHO-a0pa3uBHOMY, TJIC
MpH Vv > Vv, OKUCJICHHE SBISETCS Mpeodiamaro-
muM [8]. Crabumusanus B 30HE TPEHUS JIOCTH-
raeTcsi MPU CKOPOCTH pe3anmst vy (puc. 1, Tod-

ka Ay (vo, Ty )), BTOpOil «rop0» Ha KpHUBOIl 3aBU-

CUMOCTH TEpHOJia CTOMKOCTH OT CKOPOCTU pe3a-
Hus. OKucHas TUICHKA, PACHOJIOKEHHass B 30HE
TPeHHSI MSKAY PabOUYMMU TOBEPXHOCTSIMH JIC3BUS
UHCTPYMEHTA, CTPYXKOW M 3aroTOBKOM, MPenoT-
BpallaeT uX HEMOCPEICTBCHHBIN KOHTAKT, YTO IO-
JIO)KUTENBHO CKa3bIBAE€TCS Ha TOBBIIIEHUH CTOM-
KOCTU HUHCTpyMeHTa. OKUCIUTENBbHBIM H3HOCOM
Ha3bIBAIOT YCTAHOBUBIIMICS CTallMOHAPHBIN MpO-
ecc JTUHAMUYECKOTO PABHOBECHS pPa3pyIICHUS
¥ BOCCTAHOBJICHHSI OKHCHBIX IUICHOK, TI€ OKHCIE-
HUe sBiseTcs npeobnamarommM [8]. Takum obpa-
30M, JUIsl YBEJIMYCHUS MIEPHOJIa CTOMKOCTH UHCTPY-
MEHTa HEeOoOXOJAMMO Ha3HA4aTh TaKWe PEKUMBI
00pabOTKH, KOTOpPHIC TapaHTUPYIOT CYIIECTBOBa-
HUE OKHUCIIUTENBHOTO M3HOCA MEXAY KOHTAKTHPY-
IOIUMU TTOBEPXHOCTSIMU MHCTPYMEHTA, 3arOTOBKU
U CXOASIIEH CTPYKKH.

[Ipy MOBBIIEHUH CKOPOCTU pE3aHUs Vv > V)
M pOCTe TeMIepaTypsl B 30HE pPE3aHUs TOJIIHMHA
OKHCHOH IUICHKH YBEJIMUYMBACTCS, a €€ MPOYHOCTD
yMmenbmmaetcs [8, 11]. Oto nmpuBoaut K ee pa3py-
IICHHUIO, YTO PE3KO YBEIMYUBACT a0pa3HUBHO-OKHC-
JTUTENbHBIA W3HOC, TNIe B KadyecTBe aOpas3mBa Te-
Meph BBICTYIIAET cama OKWCHas IuieHKa. [Ipu Tem-

Hayka
urexHuka. T. 17, Ne 1 (2018)



Mechanical Engineering

neparype ©® > 850 °C aOpa3sWBHO-OKHCIHMTEIIb-
HBIM W3HOC MEPEeXOIUT B cTaiauio nuddy3noHHOTO
C PE3KUM YMEHBIIIEHHEM CTOMKOCTH HHCTPYMEHTA.

[IpakTudeckuil HHTEPEC MPEIACTABISIOT BOCXO-
nsmas (TIpu v > vy ) 1 HECXoasmas (v > vy) BETBH,
0o0ecrevnBaIMe MaKCHMAaIbHYI0 TPOU3BOJIH-
TENBHOCTH (puc. 1).

s yaactka xpuBoit 1y = f(v), Korma cKOpocTh
pe3aHus v > v, TA€ V; — CKOPOCTh PE3aHHs, COOT-
BETCTBYIOIIAs TOUKe B meperunda kpuBoit 1y = f(v),
YCTaHOBJIEHA PETPECCHOHHAs 3aBUCUMOCTBH IS
ompesieNicHUs] TIEPUOJia CTOMKOCTH WHCTPYMEHTa
npu ToueHuu [13] B Bume

SORC I
\% \%

C= CK, , )
t*Ss”
rae Ty — mepuoJ CTOMKOCTH WHCTPYMEHTA, MUH; 11 —
M0Ka3aTelb OTHOCUTEIBHOW CTOHKOCTH, ISl CTa-
mm=0,2][13]; C, C,, K,, x, vy — k03D pHLIHECHTHI
W TIOKa3aTeNM CTENeHH, omnpeaensemble n3 [13];
Vv — CKOPOCTh pe€3aHus, M/MUH; ¢ — TIIyOWHA pe3a-
HUSI, MM; S — mojada, MM/00.
B [14] Obuia monmyyena Oosiee mpocTas aieK-
BaTHas 3aBUCHMOCTH JIs OMpEJCNCHHs Mepruoa
CTOWKOCTH MHCTPYMEHTA TIPU V > Vy

T,=T, (V—) . 3)

v

Koopaunater Touku B (v, T,) meperuda Kpu-
Boit Ty = f(v), sBHAIONIMECS TpaHHUIEH MEXITy
abpa3uBHO-OKHUCIUTEILHBIM B TH(PGY3HOHHBIM W3-
HOCOM, OTIPEAENSIOTCS W3 CIEAYIOIUX 3aBUCUMO-
creit [14, 15]:

0,25

vo=O o |
10005,K,
10008,K, )
" anO ’
_sin@+sing,
» = tga,, (6)

sin(@ +¢,)

rae Uy — BeIUYMHA OTHOCHTEIBHOTO Pa3MEpPHOIO
W3HOCA JIe3BMsI WHCTpymeHTa, MKM/kMm (U, =
= (5-7) MKM/KM TIpH OOpabOTKE CTaHM PE3IOM C
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MHOTOTPaHHOM TUIACTUHKOM W3 TBEPJOro CIlJIaBa
Mapku T15K6 [13]); &g — onTuManbHas BeTUIMHA
M3HOCA 3aJJHEH IMOBEPXHOCTH pe3la, MKM; K, — Ko-
3¢ PUIKEHT nepeBoa JIMHEWHOTO W3HOcA 3aJHel
MOBEPXHOCTH pe3lla B pa3MepHsbIi; T, — mepuon
CTOWKOCTH WMHCTPYMEHTa IIPH CKOPOCTSAX pe3a-
HUS V; U Vy, MHH, @, (0 — BCIIOMOTATEIbHBIA U
TJIaBHEIN yIJIBI B TUTAHE pe3lia, Tpajl; o, — Yroi 3a-
TOYKH 3aJIHEH MTOBEPXHOCTH pe3Iia, Tpajl.

Kak nmoka3zanu nccnenoBanus, pu v < v, 3aBU-
cumocTsMu (1) u (2) MOIB30BaTHCS HEIB3S, II0-
CKOJIBKY JUIsl TIEpUOJIa CTOMKOCTH 7T, MOJydaeMm
3aBBINIIEHHOE €ro 3HaudeHue (puc. 1, mMyHKTHUpHas
muaus). [lostomy mnms ydactka kpuBoit Ty = f(v)
npu v < v, B [14] npennoxxena crneayromas ¢op-
MyJia JUIsl OTpeAeNieHUS MEepHoAa CTOWKOCTH WH-
CTpyMEHTa:

T e

T,= > (7

e vy < v < v, — palMoOHANBHBIA AWANa30H H3Me-
HEHUS CKOPOCTH PE3aHUsl.
W3 ananmza 3aBucumoctH (7) clieayer, 4To:

M =T, e; (8)
v, =0,8v,; )
v, =0,6v, (10)

rue Tomax — MaKCHUMAJIbHBIN MEPUOJl CTOMKOCTHU

WHCTPYMEHTA, MUH; V) — CKOPOCTh PE3aHHs, COOT-
BETCTBYIOIIAsS MaKCHUMAaJIBHOMY IIEPHUOIY CTOHKO-
CTH UHCTPYMEHTA, M/MHH; V;; — CKOPOCTh pE3aHus,
COOTBETCTBYIOIIAsE BTOpOH Todke B, mepermnda
kpuBoit Ty = f(v), M/muH (puc. 1).

OpnHako, Kak MOKa3bIBAIOT uccaeaoBanus [16],
CKOPOCTh Pe€3aHMsI Vy, COOTBETCTBYIOIIAS MaKCH-
MaJbHOMY TIEPHONY CTOHKOCTH WHCTPYMEHTA,
MEHBIIIE CKOPOCTH PE3aHHs V,, COOTBETCTBYIO-
mel MaKCHMallbHOMY pecypcy paboThl HHCTpPY-
MenTa. [log pecypcom pabOTHl MHCTPYMEHTA II0-
HUMAETCsl MaKCHMajbHas JUIMHA TYTH pE3aHus
3a TIEPHOJ €r0 CTOWKOCTH, IMOJCUYUTHIBacMas II0
3aBUCHUMOCTH [3—5]

(1)

rae L — pecypc pabOTHI HHCTPYMEHTA, M.
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ITonaras, gro 3aBucumocTh (11) mmeer Mmak-
CUMYM, JUIS OTpEJCIICHUS] CKOPOCTH Pe3aHUs, CO-
OTBETCTBYIOIIEH D3TOMY MAakKCHMyMy, BO3bBMEM
MPOU3BOAHYI0 dL/dv W momydeHHYI (YHKIUIO
MpHUpaBHSIEM K HymO. B pesynprare ckopocTh pe-
3aHMA V, U TIEPUOJ] CTOMKOCTHU T, COOTBETCTBYIO-
e MaKCUMaJIbHOMY pecypcy paboThl HHCTPY-
MEHTA L.y, OYIyT PABHEL:

v = 0,4+L v, =0,847v_; (12)

’ J5

T,, =1,6037,; (13)
Ly =1,36v,T, =13608,K, /U,,  (14)

rIe V, — CKOPOCTb PE3aHus, COOTBETCTBYIOLIAS
MaKCHMaIbHOMY pecypcy paboTbl HWHCTPyMEH-
Ta, M/MHH; T, — NEPHOJ] CTOMKOCTH MHCTPYMEHTA
IpU CKOPOCTH DPE€3aHMs V,, MUH; Lu,x — MakKcCH-
MaJIBHBIN pecypc paboThl HHCTPYMEHTA, M.

CrnemyeT OTMETHTD, YTO C YBEJIWYCHHEM I10]1a-
gyt S ¥ TIIyOMHBI pe3aHusi ¢ 3HAYEHHUE CKOPOCTH
pe3aHus v, YMEHbIIIAEeTCs, a NepUoJi CTOHKocTH Tj
yBenuuuBaetcd [16]. B pesynbrare neidcTBUS 3THX
JIBYX (haKTOpOB B MPOTHBOIOIOXKHBIX HaIpaBJie-
HUSX MaKCHUMAaJbHBIA pecypc paboThl MHCTPYMEH-
Ta SBJIAETCS MMOCTOSIHHOW BEJIMYMHOW, YTO U OTpa-
)keHo B (14). MakcuMmanbHBIM pecypc pabOTHI
MHCTpYMEHTa 00ecreYnBaeT YMEHbUICHNE KOJuYe-
CTBa €r0 MepeHaaJ oK, YTO, €CTECTBEHHO, MOBBI-
I1aeT IPOU3BOAUTENBHOCTD.

Ha ocHOBaHMM NPOBEIEHHBIX HCCIEAOBAHUI
Ha pHC. 2 TpPEeACTaBICHO HW3MEHEHHE Iepuoaa
CTOMKOCTH WMHCTpyMeHTa Tj, M CKOPOCTH pe3a-
HUSA V, OT INIyOuHBI pe3aHus ¢ (a) u nopauu S (b),
obecTeunBaOIIIX MaKCUMAJIBHBIN pecypc paboThI
WHCTpyMEHTa. Marepuai 3aroToBKH — CTallb Map-
KM CT. 45, ”HCTpyMEeHTa — CMEHHasi MHOTOTpaHHas
IUTaCTHHA U3 TBEpAOro cruaBa Mapku T15K6.

Kak BugHO U3 rpadukoB Ha puc. 2, ¢ yBennde-
HUEM TIyOWHBI pe3aHusl ¢ U MoJadu S CKOPOCTb
pe3aHus Vv, YMEHBIIAETCsA, a HEePHUoJ] CTOHKOCTH
uHCTpyMeHTa Ty, yBenuuuBaerca. IIpu sTom nona-
ya S B OoJbluedl cTeneHW BIUSACT HAa H3MCEHeE-
HHME CKOPOCTH V, M II€pHoja CTOMKOCTH Top.
Tak, yBenmuenue momauu or 0,2 mo 1,0 Mm/00,

18

T. €. B [I1Th Pa3, MIPUBOAUT K U3MEHEHHIO 3TUX I1a-
paMeTpoB NpHMEpHO B 1Ba pasza (234/120 = 2).
VBenuuenue rayounsl pezanus ¢ ot 0,2 1o 1,0 mm
BelIeT K N3MEHEHHIO TUX e mapameTpos B 1,35 pa-
3a (174/129 = 1,35). Ha ocHOBaHMHM TOTY4YEeHHBIX
3asucumocteit (2), (4), (5), (12) u (13) moxHO
OCYILLECTBUTh HAa3HAYEHHE DALMOHAJIBHBIX PEXU-
MOB TOKapHO#H 00paboTku. VMcxoas n3 M3BECTHBIX
HaydalbHBIX YCJIOBHUH, Ipellaraercs TpH MeToJa
Ha3HAUCHMS PEXUMOB PE3aHU.

20—\ 280

Vo,

MM/MUH 12 /TOP’ MUH
B0 <//

A 5
\\

100 10
0 02 14 06 S, mm/io6 10
b
20 — 220
MM/EMH 119 /1 Top, MUH
50 K»/ 70
/\
\\
/ P
100 0
0 05 10 15 20 tLmm 30

Puc. 2. U3menenue ckopoctu v, (1) u nepuosa
croiikocTu T, (2) oT mogauu S (a) u riryOuHbl pe3anus ¢ (b):
a— g t=0,8 Mm; b — s S = 0,5 Mm/00;

* — pacder; X — HIKCHEPUMEHT

Fig. 2. Changes in speed v, (1) and durability
period Tg, (2) due to cutting depth ¢ (a) and tool advance S (b):
a— for r=0.8 mm; b — for §=0.5 mm/rev;
* — calculation; x — experiment

[Ipu mepBOM MeTOJle pacCUMTHIBAETCSI HEOOXO-
VMBI PUITYCK, T. €. TIyOuHa pe3anud . Mcxoas
U3 TOJyYeHHUs] HEOOXOIMMON BEIMYUHBI LIEPOXO-
BaTOCTH, Ha3zHaydaercs mogada S. Jlanmelie mpous-
BOJIUTCS PacyeT CKOPOCTH Pe3aHus v, HauOboblle-
ro pecypca paboTbl HHCTPYMEHTa 0 aJITOPUTMY

t—> 85— CQ2)>vi(4) > Tu(5 >
— vp(12) = Top(13).
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BTopoit MmeTon ocHOBaH Ha OOECIIEYCHHUH Bpe-
MeHU paboThl MHCTPYMEHTA, PAaBHOTO WJIM KPAaTHO-
ro TaKTy aBTOMAaTHYECKOW JIMHUU:

T,=r1,N,

T€ T, — TaKT aBTOMaTU4YeCKON JIMHUU; N — KOJH-
YeCTBO JeTajeH (TiaH).

Torma mepwoa MakCUMallbHOTO pecypca pa-
00Tbl MHCTpyMeHTA T, IPMHUMAETCS PaBHBIM IIe-
puony Ty

Ty, =Ty =1,N.

Janee pacder MpOM3BOJUTCS MO TAONHIE WIH

0 aJTOPUTMY

Top=To = To(13) > vu(5) = vy(12) >
- C(4) > t—> SQ2).

Tperunii MeTon OcHOBaH Ha TOM (akTe, 4YTO
CKOpPOCTh pe3aHus Npu 00paboTKe KOHKPETHOM
MOBEPXHOCTH HE MOKET OBITh BBIOpaHa caMOCTOSI-
TEJTHHO, MOCKOIBKY YacTOTa BPAIEHUS 3arOTOBKU
CBSI3aHa C OJHOBPEMEHHOW OOpabOTKOW Ipyroi
JTUMHUTHPYIONIEH TOBEPXHOCTH NMPH MHOTOUHCTPY-
MEHTaJIbHOW 00paboTke. Torma cKOpocTh pe3aHus
JUTSL DTOW TIOBEPXHOCTHU Bajia ONpeJelisieTcs pacye-
TOM, UCXOJS M3 HEM3MEHHOH YacTOTHI BpAIIECHHUS
3aroTOBKH, W OHA JUIS JAHHOH TMOBEPXHOCTU IIpH-
HUMAeTCs PaBHOW CKOPOCTH HAMOOJNBIIETO pecyp-
ca pabOTBI HHCTPYMEHTA, T. €. v = V,,. Jlanee pacuer
MIPOBOAUTCS IO TaOJIHIIE WA aNTOPUTMY

v=v, 2> ve(12) > Tu(5) = Top(13) —
— C(4) > t—> S(2).

IIpy W3BEeCTHBIX BeNMYMHAX PACUETHOTO 3HA-
YeHMsI CHUMAEeMOTO MPHUIycKa (T. €. TIIyOHHBI pe-
3aHug {) U kodddunuenta C(4) mo tadma. 1 ompe-
JlesieM 3HaveHue monxauym S, oOecredynBaroIieh
BBITIOJTHEHUE YCIIOBUH:

TOZTOP HIIA V= Vop.

Takum 00pazom, B pe3yibTaTe MPOBEICHHBIX
HCCJICIOBAaHUH PEIIEeHB] BCE TOCTABICHHbBIC 3a1a4l
10 OTIPE/ICTICHUIO BETMYHMHBI U TUara3oHa U3MeHe-
HUsI CKOPOCTH pe3aHusi, oOecreuuBaroneii Mmakcu-
MaJIbHYIO CTOMKOCTh U MaKCUMaJIbHBIN pecypc pa-
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OOTHI TBEPIIOCIUIABHOTO HMHCTPYMEHTA IPH TOYe-
HHWH BAJIOB.
Tabauya 1
3nayenue napamerpa C(4)
JIJISl COOTBETCTBYIOIIMX PesKUMOB 00padoTkm [13]

Parameter value C (4) for relevant machining
conditions [13]

3nauenue napamerpa C(4) ona-
TIpY TIIyOWHE pe3aHus ¢, MM qa S,

0,210,3]0,4]0,5/0,6]0,7]0,8[1,0/1,5]2,0]2,5|3,0| M/06

847|797|764(739|719|702|688|665(626(600(580|565| 0,1

738694(665(643(626|611|600(579|545(522(505|491| 0,2

680(640({613(593|577|564|553|534|503(482(466|453| 0,3

614|578(553(535(521|509|499|482|454(435(420|409| 0,4

568|534(512(495|482|471|461|446|420{402(389|378| 0,5

533|501{480({464|452|442|433|419|394(377|365|355| 0,6

505|475(455(440(428|418|410|397|373|357(346|336| 0,7

4791450(431|417{406({397|389|376|354|338|328(319| 0,8

4331407|390|377{367(359(352|340|320{306|296{288| 1,0

Mpumeuanue. [punsrto, uro C, =420 (350; 340); y =
=0,20 (0,35; 0,45); x=0,15; K, = 1,0.

BbIBO/IbI

1. Paspaborana mMeToquKa Ha3HAYCHUS PaIlHo-
HaJBLHOTO pPEKUMa OO0paOOTKH ISl CPETHUX |
OOJBITINX CKOPOCTEH pe3aHus, 00eCIeUnBarOIIETO
MaKCHMalbHBIN pecypc paboThl HMHCTPYMEHTA W
MTPOU3BOAUTEIHLHOCTH.

2. YCTaHOBIIEH JMana30H U3MEHEHUS CKOPOCTH
pe3anus ot 0,6v,; no 0,8v,, Koraa yBeaudeHue CKo-
POCTH pe3aHus NMPUBOAMT K TOBBIIICHUIO CTOHKO-
CTH MHCTPYMEHTAa W COOTBETCTBEHHO IPOM3BOIU-
TEIHHOCTH.

3. BrIOop CKOpOCTH pe3aHms, COOTBETCTBYIO-
mel HauboJbIIeMy pecypcy pabdoThl MHCTPYMEH-
Ta, MIPU YBEIUYCHUU TIIyOWHBI PE3aHUs W TOJa4u
BEJIET K TMOBBINICHUIO TEPUONa CTOHKOCTH WH-
CTpYMEHTA.

4. YcTaHOBIEH palMOHANbHBIA AMAMA30H W3-
MEHEHHsI CKOpocTH pesanus ot 0,6v, mo v, obec-
MEYUBAIOIINN TOBBIIIEHHYI0 CTOWKOCTH HHCTPY-
MEHTAa.
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