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BunsiHue yrijia HAKJIOHA pexXylleil KPOMKH BPalaloIerocsi HHCTpyMeHTa
Ha CHJIY pe3aHMs IIPU CKOPOCTHOH 00padoTke
CJIOKHONPOMIBHBIX MOBEPXHOCTEH JAeTasneil Ha cTankax ¢ UITY
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Pedepar. Llensio paGoTs! sIBIsIETCS HOBBIMICHUE TPOU3BOAUTEIBHOCTH 00PaOOTKH CIOXKHONPO(DIIBHBIX OBEPXHOCTEH JeTa-
neit Ha crankax ¢ YITY. J{ns nocTrkeHus OCTaBJICHHOM Liesu pellaeTcs 3aJaua UCCIe0BaHUs COCTABIIAIOIUX CHUII PE3aHuUs
npu 00paboTke 3aroTOBOK BPAIIAOIIMMCS MHCTPYMEHTOM C KPYTOHAKIOHHOM peXyIledl KpOMKOH Ha paslUuuHbIX PEKH-
Max pe3aHus. [IpuMeHSIOTCS TeOpeTUUECKU U DKCIEpUMEHTAIbHBIA METObl UCCIEI0BaHUN. B pesynbraTe TeOpeTHUECKUX
HCCIIeI0BaHUN NOJTy4YeHB! (POPMYIIBI JUIsl pacueTa HOPMAJIBbHOM CHIIBI pe3aHus IIpu 00paboTKe IIOCKOH MOBEPXHOCTH Bpalla-
IOIeHcsT AeTadd KOHLEBOH (pe3oil, yYHTHIBAIOIINE BIMSHUE yIVIa HAKIOHA PEXYIUeH KPOMKH M COOTHOIUCHHUSI COCTaB-
JSTIOIIMX CHJIBI Pe3aHusl. Y CTAHOBJIEH JHMAIA30H M3MEHEHHs YIa HAaKIOHA PEeXyIleH KPOMKHU, 00ECIEeUNBAIONINI CHIKEHHE
cuiibl pe3aHus. s OpOBEPKU TEOPETHUYECKUX 3aBUCHMOCTEH IPOBEICHBI SKCICPUMEHTAIBHBIC HCCIEI0BAaHUs COCTaBIIO-
IIUX CHJIBI pe3aHusi Npu o0paboTKe 3aroTOBKH M3 alroMuHMEeBOro cruraBa J[16T koHIEBBIMHU (pe3aMu pa3iuuHbIX (QHPM-
npousBoauTeneil. C UCIOIb30BaHUEM CIELUATBHOTO MPOrPAMMHO-U3MEPUTENIBHOI0 KOMIUIEKCA MOTYyUEHbl OCIMIIOrPaMMBI
aAMIUTUTY AHBIX U3MEHEHHH COCTABIISIONINX CHJIBI PE3aHMS IPH PA3IHIHBIX 3HAUCHUSIX TTTyOUHBI pE3aHUs U BPE3aHUs, OAaqN
Ha 3y0 M CKOpOCTH pe3aHHs. YCTaHOBJIEHBI 3aBUCHMOCTH BIIMSHHS yTJIa HAKJIOHA PEXyIIeil KpOMKU Ha CHIIy pe3aHHs, MOA-
TBEPXKJAIOIHME PE3yJIbTaThl TEOPETUUECKUX UccieoBaHui. OnpeneneHbl 3HaYCHHUs ONPaBOYHBIX KOA()(GHUIMEHTOB Ha CKO-
POCTh pe3aHMsi, YIUTHIBAIOIINE YTOJl HAKJIOHA PEeXyINeH KPOMKH HHCTPYMEHTa M CBOHCTBa 00pabaThIBAEMOro MaTepHaia,
YTO II03BOJISIET KOPPEKTUPOBATh 3HAYCHUSI CKOPOCTU PE3aHUSI U OOECIECUHUTH MOBHIIICHHE HPOU3BOAUTEIEHOCTH 00pabOTKH
JI0 ABYX pas.
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3aHMs1, MOLITHOCTh MPUBOJIA, IPOU3BOJUTEIBHOCTD, cTaHOK ¢ UITY
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Effect of the Angle of Inclination of the Cutting Edge of a Rotating Tool
on the Cutting Force during High-Speed Machining
of Complex-Profile Surfaces of Parts on CNC Machines

N. N. Popok", V. S. Anisimov"
YEuphrosyne Polotskaya State University of Polotsk (Novopolotsk, Republic of Belarus)

Abstract. The aim of the work is to increase the productivity of processing complex-profile surfaces of parts on CNC ma-
chines. To achieve this goal, the task of studying the components of cutting forces when processing workpieces with a rota-
ting tool with a steeply inclined cutting edge in various cutting modes is solved. Theoretical and experimental research me-
thods are used. As a result of theoretical research, formulas have been obtained for calculating the normal cutting force when
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processing a flat surface of a rotating part with an end mill, taking into account the influence of the angle of inclination
of the cutting edge and the ratio of the components of the cutting force. The range of change in the angle of inclination of the
cutting edge is set, which reduces the cutting force. To verify theoretical dependencies, experimental studies of the compo-
nents of the cutting force were carried out when processing a billet made of aluminum alloy D16T with end mills from various
manufacturers. Using a special software and measuring complex, oscillograms of amplitude changes in the components
of the cutting force at different values of cutting depth and embedding, feed to the tooth and cutting speed were obtained.
The dependences of the influence of the cutting edge inclination angle on the cutting force are established, confirming
the results of theoretical studies. The values of the correction coefficients for the cutting speed are determined, taking into
account the angle of inclination of the cutting edge of the tool and the properties of the processed material, which allows
to adjust the values of the cutting speed and ensure an increase in processing productivity up to two times.

Keywords: complex profile surface, part, end mill, angle of inclination of the cutting edge, cutting force, drive power,
productivity, CNC machine
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BBeneHne K{ IIOCKOM MOBCPXHOCTHU Bpama}omeﬁm JACTalln

BpallaoNIMMcs HHCTPyMEeHTOM (puc. 1).
[Ipu mexanmueckolr 00pabOTKE CIIOKHOIIPO-

(WIBHBIX TIOBEPXHOCTEW neTajieil OoJbIIoe 3Ha-

YacTh TIJIaBHOM COCTaBJISIONIEN CHIIBI pe3a-

Hus P,
HCHUE MMCIOT BEIMMHHBI CHJIBI PE3AHUS, COBEp- PP _F, (1)
maeMol TpH 3TOM pPaboOTel W TOTpedIIsIeMoin 2712 Tz
MOIIHOCTH NPHBOJAaMH cTaHKa. OCOOEHHO aKTya- YacTh cHThI oaun Py
JIeH y4YeT JTUX MapaMeTpoB Ipu 00paboTke Ha
crankax ¢ YITY, st KOTOpBIX XapaKTepeH HecTa- Py =Py —N,. 2)
UOHAPHBIN MPOIIeCcC Pe3aHus ¢ U3MEHSIOIUMUCS .
BO BPEMEHU KUHEMATHYECKUMHU M JUHAMUYECKHU- Benomorarenbibii yrom §
MU ToKasaTensiMu. Kak MpaBuio, COBpPEMEHHBIC P
crauku ¢ YIIY nossonsaoT (pUKCMpOBaTH MOUI- th:—Y. 3)
HOCTh B IIpOllecce pe3aHusi U KOPPEKTUPOBATh Py
9NIEMEHTHl peXuMa pe3aHusd. JlOTONHUTENIbHbIE HopmanbHas K pexyeil kpomke cumia Ny,
BO3MOXXHOCTH TIO YIPABJICHHUIO MPOIECCOM pe3a- JIEHCTBYIOMAS B0 TOBEPXHOCTH PE3AHHS:
HUsI O0ecleunBaeT NPUMEHEHHE DPEXYLIMX WH-
CTPYMEHTOB C prToUHaKHOHHoﬁ peXyIIeH KpoM- N,, =P, cos(A —9) ‘ @)
KOH, COBepHIaMIIei KacaTeIbHOE JBHIKCHHE cos 9
K oOpaOatsiBaeMoil moBepxHOocTH [l1]. Bimsaue N
- BcmomorarenbHblii yron 0

WU3MEHEHUS Yrjla HakJOHa PEeXYyIeH KpOMKH 3a
CYeT KMHEMAaTHYeCKHX OCOOEHHOcTel 00paboTKu P
neTanei, popmMa KOTOPBIX coYeTaeT IUINHAPHIC- tgh = N &)
CKHe, KOHUYECKHe, CepruecKue, MIOCKUe U KpH- 7
BOJIMHEHHBIE TIOBEPXHOCTH BpaLIAIOIIUMCS HWH- HopmanbHas K TepeiHell  MOBEPXHOCTH
cTpyMeHToM ((hpe3oii), Ha AMHAMUYECKHE Xapak- cuna N
TEPUCTHKH TIpoIiecca Pe3aHus B HACTOSIIEE BPEMsI
M3yYeHO HEIOCTaTOYHO. Pe3ynpTaThl paccMoT- N = Nyz cos(6+7). 6)
PECHHBIX HIDKE UCCICIOBAHUM MOJIOKEHBI B OCHO- cosO
BY COBEPIIICHCTBOBAHHS W Pa3BUTHSA 00pPabOTKH
CIIOXKHONPO(MUIIBHBIX TIOBEPXHOCTEH JeTaneil Bpa- Hopwmaibhas cuia Tpenns Fy
MIAIOIIMMCST WHCTPYMEHTOM, pealn3yeMoi Ha co- Ny .
BPEMEHHBIX TPEX- U MATHOCEBBIX cTaHKax ¢ UITY. Fy = o0 sin(0 + y). @)

OcroBHas JacTh Kacarenbnas cuna Tpenus Fr

CormnacHo METOAMKE, U3J0KEHHOM B [2], ompe- sin(h—9)
JIeTAM HOpMaibHylo cuiy N, cuiny TpeHus F Fr=P———. (8)
U ee cocTaBisiiomue Fy u Fr A cxeMbl 00paboT- cos3
e 24, Ne 3 (2025) 205
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Puc. 1. Cxema Juist onpezieieHHs HOpMaIbHOM CHJIBI M CHJI TPEHHMS Ha NepeTHel TOBEpXHOCTH MHCTPYMEHTa C yIiIoM A # 0

Fig. 1. Diagram for determining the normal force and friction forces on the front surface of a tool with an angle A # 0

Yron Mexay HOpPMajdbHOW W TOJHOW CHIIOMN
TpEHHUA N

tgn = L1 9
gn P €))
ITonnas cuna tpenus F
F
F=— (10)
cosn

Cpemauit K03QGUITHEHT TPESHUS L

MZN. (11)

OnpenenuM BeIUYUHBI XapaKTEPUCTUK IPO-
necca peszaHusi, Bxogsamux B dopmynst (1)—(11),
JUISL PacCMaTPUBAEMOT0 CiIy4ast 00paOOTKH JIBICKU
(TMoCcKoi TOBEPXHOCTH) JAETAld BPALIAKONUMCS
HHCTpYMEHTOM (KOHIIEBO# (ppesoit). [Ipumem, ato
mupuHa 00padaThiBAEMOI MOBEPXHOCTH (TyOH-
HAa pe3aHus) COCTaBJIAeT 7 MM, TIyOMHa Bpe3a-
Hus 1 MM. Bech mpunyck cHuMaercs 3a OIUH
npoxoJ. MaTepuan 3aroTOBKM — CIUIAB aTFOMU-
aus [[16T c og =440 MIla. B xadgecTtBe pexytie-
ro WHCTPYMEHTA MCIOJIb3yeTcsl 4-3y0ast TBEpIO-
CIUTaBHasi KOHIeBas ¢pe3a guamerpoMm 10 mwm,
CKOPOCTb pe3aHusl MPUHUMAETCS paBHOM 250 M/MUH.
3Has UCXO/HBIE NaHHBIE 00 00pabaThiBaeMOM Ma-
Tepualie ¥ PEeXYyIIeM HHCTPYMEHTE, PaCcCUUTHI-
BaeTCs TJIaBHAs COCTABJSIONIAs CHJIBI pe3aHus P

no obmenpunsTtoii opmyne Pz =Cpzt™ 57 x

X UZPZKPZ [3]
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[Ipu ompeneneHny BIUSHUS yriia HAKIIOHA PEXy-
el KpOMKH A Ha TIPOIeCC pe3aHHs MPUHUMAIOT-
Csl CIEAYIONIME 3HAYECHUS COCTABIISIONIMX CHIIBI
pesanust: Py=0u Py=0.

PesynbTaThl pacueToB NpeNCTaBIEHBI B BHIE
(dbparmenTa rpauKoB Ha puc. 2.

Ecnu y4uTBIBaIOTCSI BCE TPU COCTABISIOIINE
cuitbl pe3anus Py, Pyw Pz To, corimacHo (opmy-
ae (3), U3MeHsAETCsl MOJIOKEHHE Pe3yIbTUpPYIOIIe-
r0 BEKTOpa CHJIBI PE3aHUS OTHOCHUTEINBHO DPEXY-
el KpOMKH MHCTPYMEHTa. DTO MPUBOAUT K H3-
MeHeHHIo yria 9. B cBoro odepenp, yron 9, BXxo-
mamuid B dopmyny (4), BiIMseT Ha 3HAYEHHUE
yria A, yMEHbIIIas WIA YBEIUUMBas €ro. JTO U3-
MEHEHHE A B 3aBUCHMOCTH OT 3a/IaHHBIX YCIOBHUI
pesanus (B Hamem ciydae A = 0-27°) mpuBoauT
K HEKOTOPOMY CHWKEHHIO HOpMAaJIbHOM cuiibl N
(puc. 2). Ecam yuuThIBaeTcs TONBKO TaHI'CHLU-
aNbHAsI COCTABIIAIONIAs CHIIBI pe3aHus Pz, KoTopas
“MeeT HauOoJblliee 3HauYeHHE 10 CPABHEHHIO CO
3HaueHusIMH Pyu Py, To npu A =0 HOpMalbHast
cwia N WMeeT MaKCHUMallbHOe 3HadeHUe, KOTO-
poe 1o Mepe yBenmueHus A (ot 0 o 90°) ymeHs-
maetcs 10 0 (puc. 2).

AHanornyHpIM 00pa3oM aHATM3UPYETCS BIUS-
HHE yIJla HAKJIOHA PEeXKyIIel KPOMKH Ha HOpMalb-
Hyto cuiay N mo ¢opmyine (6), HA HOPMAJIBHYIO
1 KacaTelbHyIO CHIBI TpeHus — 1o (7) u (8) ¢ yue-
toM yrioB 0 (dbopmyna (5)) u n (popmyna (9)),
a TaKke Ha paboTy nedopMariuu, CABUra U TPEHHUS.
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Vron HaKIOHA A, Tpam.

Puc. 2. BnusiHue yriia HAaKJIOHA PeXKYILIEeH KPOMKH A Ha HOPMAJIBHYIO CHILY PE3aHUs IIPY COOTHOLICHUH COCTABIISIOLINX
cuiibl pe3anust Py=0u Py=0

Fig. 2. Influence of the angle of cutting edge inclination angle A on the normal cutting force at the ratio of the components
of the cutting force Py=0and Py=0

i TpOBEpKH TONyYEHHBIX TEOPETHYECKHX
(opMyn M pPacyeTHBIX [aHHBIX IPOBEIEHBI 3KC-
NIEPUMEHTAIbHBIE ~ HCCIIEAOBAHMUS CHJI  PE3aHusl
Ha BepTUKaIbHO-(pesepHoM cranke ¢ UITY FANUC
Robodril cepun 0-D21LiB. TexHuueckue xapakre-
PUCTHKM CTaHKa: 4YacTOoTa BpAIUCHUsS ILIIHHIE-
ns 10000 mMus ', mporpaMmupyemast paGodas moga-
ga 30000 MM/MHH, MOIIHOCTE TJIABHOTO JBHTATEJIS
7,5 kBT, pazmepsr padoueii 30H61 700%400%330 Mm.
dopmMa 3aroToBKM — LWIMHAPHYECKAsl, MaTepHal
3arOTOBKM — CIUIaB ajmoMuHust Mapku J[16T.
B kauecTBe pexyliero HHCTpyMEeHTa UCIIOJb3YIOT-
sl KOHLIEBBIE (hpe3bl Pa3InYHbIX (HUPM, HAUMEHO-
BaHME U TEOMETPHYECKHE MapaMeTpbl KOTOPBIX
MIpeaCcTaBlIeHbI B Tabm. 1.

W3mepeHue cui pe3aHusi MPOU3BOAUTCS C HC-
[I0JIb30BAHUEM CIEIMAIBHOIO CKOHCTPYHPOBaH-
HOTO M M3TOTOBJIEHHOTO B YCIOBHSAX HAay4HO-

HCCIIEIOBATENbCKON J1a00paTopiuu  MPOTrpaMMHO-
mmepurensHoro kommuiekca (ITMK), Bkirodaro-
mero (puc. 3): yCTaHOBOYHOE TPHUCIIOCOOJICHHE
¢upmer System3R (IIBeuns); maccu 00paboOTKH U
peructpauuu gaHHBIX QupMbl National Instru-
ments (CILIA); ¢pyHKuMOHANBEHBIE MOAYIU cOopa
JAaHHBIX, C TOMOIIBI0 KOTOPBIX OCYIIECTBIISIOT-
csl TIEPBUYHOE TPeoOpa3oBaHUE M OLU(POBKA JlaH-
HBIX C aKcelepoMeTpa, M TEH30METPUIECKHUil Tpeoo-
pasoBarens ¢upMel National Instruments (CILIA);
miaccu cOopa JaHHBIX, ¢ TOMOIIBK KOTOPOTO
OCYIIECTBIISIFOTCS Tiepenavya onnupOBaHHBIX JaH-
HBIX Ha cucTeMy o0pabOTKM W perucTpauus AaH-
Heix Qupmsel National Instruments (CLIA); mep-
BUYHBIH TEH30METPHUUCCKUN IPeoOpa3oBaTelib.
I[MIMK mno3Bosnsier (QUKCUPOBATH CHIIBI PE3aHUS
B HampasiieHuu oceil X, Y, Z KoopAuHaTHON cHcC-
TEMBI CTaHKa.

Tabruya 1
HanmeHnoBaHMe U reoMeTpHYecKHe MapaMeTpbl KOHIEBBIX (pe3
Name and geometric parameters of end mills
VYroia HakioHa VYron HakiioHa
HaumeroBanHe dpessi Paaunyc BepIunHbl | TJIaBHO pexymiei 3aauuii BCTIOMOTaTeIbHOM KonmuectBo
(dacka), Mm KPOMKU JIE3BUSL | YIOJ O, Tpaj. | pexylield KpOMKH 3yObeB

¢pe3sl A, Tpaj. A1, Tpam.
USSHARP 10-R0.5-4F HRC 65 0,5 30° 9°+5' 1°+ 10 4
SECO JS514100D2C.0Z4-NXT . . , o2y ,
5115144-059 0,1) 46 9°+10 3°30°+ 10 4
Guhring #19978 10 WN R-N (0,1) 30° 9°30" + 5' 1°30" + 10’ 4
Guhring #6765 10 WN R-RF1 (0,2) 48° 10°+ 10° 2°30" + 10’ 4
Guhring #19964 10WNR-HRF
(war 3y6neB 1 mm, 7, = 0,6 MM; 0,1) 20° 10°30' £ 10° 2°+ 10 4
7o = 0,3 MM)
Guhring #5504 12R-NRF
(urar 3yoweB 1,3 Mm, (0,5) 30° 10°30" £ 10’ 27+ 10 4
7 = 0,6 MM; 7y, = 0,3 MM)
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CrnenyeT y4YuTBIBaTh, YTO B OOIICTIPUHATOMN
KOOPJMHATHOM CHCTEME, CBS3aHHOU C PEXYyIIUM
UHCTPYMEHTOM, 10 ocu X OyneT nelcTBOBaTh pa-
JaNbHAs COCTABISIONIAS CHIBI pe3aHust Py, 1o
ocH Y — TaHTEHIMAJIbHAS COCTABJISIONIAS CHIIBI
pe3anus P; v 1o ocu Z — OCeBas COCTABIISONIAS
CUIlbl pe3anus Py.

Puc. 3. TIporpaMMHO-H3MEPUTENBHBIH KOMILIEKC:

1 — ycTaHOBOYHOE MPUCTIOCOOJICHHUE; 2 — maccu 00padoTKu
U PErHCTPALMK JAHHBIX; 3 — QyHKI[MOHAIBHEIE MOJYJIH
cOopa maHHBIX; 4 — maccu cOopa JaHHbIX;

5 — mepBUYHBIN TEH30METPHUYECKHI Tpeodpa3oBaTeb

Fig. 3. Software and measurement complex:
1 — installation device; 2 — data processing and recording
chassis; 3 — functional data acquisition modules; 4 — data
acquisition chassis; 5 — primary strain gauge converter

3aroToBka quaMeTpoM D pa3MeniaeTcs B yCTa-
HoBouHOM mipucnocotsennn [TUK (puc. 4) u nme-
€T BO3MOXKHOCTb MOCTYMATEILHOTO MEePEeMEIECHUS
BIOJL ocell Xwmm Y B aBwkeHuH mogadn Ds.
®pe3a ycTaHABIMBACTCA B IIMHUHJEIE CTAaHKA 11O

a
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a
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2 | ®pe3a
) I
S ! IDS
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1
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3ozomobka

ocu Z Ha r1yOouny Bpesanus A (a.) u ryOuHy pe-
3aHus ¢ (IUMpUHY (Qpe3epoBaHus b) ¢ BO3ZMOKHO-
CTBIO ITIAaBHOT'O BpaIaTeIbHOTO ABMKeHHs DI .

30zomobka
D
| 5
Y 5 Yemarobouroe npucnocodneue MK

Puc. 4. Cxema 00pabOTKH TIOCKO TOBEPXHOCTH
IIPU NIPOBEAECHUHU SKCIIEPUMEHTa

Fig. 4. The scheme of processing a flat surface
during the experiment

B xome skcmepuMeHTa TPOW3BOIUTCS ITOCHE-
JoBaTenbHass 00pabOTKa TUIOCKOW ITOBEPXHOCTH
CETMEHTA JIBICKU 3arOTOBKH JJIMHOW [ U TITyOMHOM
Bpe3aHus d, (puc. 5).

Ha xaxpgprit mocienyrommid mpoxoy ¢ppes3sl B
JBIDKEHUU Tofauu Dg 3aroTOBKa MMOBOPAYNBACTCA
Ha odYepeaHoW oO0pabaThIBaGMBI CETMEHT JIH-
HOM / JBICKH, TIPU 3TOM YYUTHIBAETCS JJTUHA TIOJI-
Bona ¢pesbl /. ns mpuBeNEHHBIX HA puc. Sb
JAHHBIX @, YTOJ Bpe3aHus (Ppe3bl B 3aTOTOBKY O,
u3MeHsieTcs B npenenax 9-20°.

b
Dr

. Manoxerue dpessl

npu g, =08 mm
MonoxeHue dpeasl
npu g, = 06 MM
MonoxeHue gpeasl
npu g, = 04 mm

MonoxeHue dpeasl
npu g, = 02 mm

Z X

3azomobka

Puc. 5. Cxema 00paOOTKH JIBICKH 3arOTOBKH () M HAYAIBHBIE TIOJIOKEHUST (PPE3bI TIPU CPE3AHUH CIIOA C TITyOHHOH Bpe3aHus d,; (b)

Fig. 5. Processing scheme of the workpiece (a) and the initial positions of the cutter when cutting a layer with a cutting depth a,; (b)
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B IIMKe mnpenycMOTpeHO MOTOIHUTEIHHOE
BpaIllaTeIbHOE JIBIKEHHE 3arOTOBKH BOKDYT CO0-
cTBeHHOH ocu. TakuMm o00pa3oM, TeXHHYECKHE
Bo3MOxHOCTH cTaHka u [IMK mo3BonsroT peanu-
30BaTh OOpaOOTKY IUIOCKWX, IHJIUHIPHUYECKUX U
KPUBOJMHENHBIX MOBEPXHOCTEN JAETalH Bpallaro-
mieics (Gpe3oil ¢ Bpe3aHHEM IO KacaTeIbHOW K
00pabaThIBaeMOii MOBEPXHOCTH 3arOTOBKH.

[Ipu 0OpaboTke 3aroTOBOK BBIOMPAIOTCS pe-
koMmeHayemsie [3, 4, 10] aneMeHThI pexuma pesa-
HUS v, S, ¥ COIVIACOBBIBAIOTCS C TEXHUYECKUMHU
XapakTepUCTUKAaMH CTaHKa (Tabi. 2).

[TocnenoBaTenbHOCT M3MEHEHHS JJIEMEHTOB
peKuMa pe3aHus B OMBITaX COCTABISACTCS TAKUM
00pa3oM, 4TOOBI y4eCTh 0COOEHHOCTH KaK OJHO-,
TaK ¥ TpeX(PaKTOPHOTO IKCTiepuMenTa (Tadm. 3).

Tabnuya 2
DJIEMEHTBI Pe;KHMA Pe3aHusl, COTJIACOBAHHbIE ¢ TEXHHYECKHMH XapaKTEePUCTHKAMH CTAaHKA
Elements of the cutting mode, consistent with the technical characteristics of the machine
IMpu nuamerpe ¢pesst d = 10 Mmm
KomnugecTBo 3y0OneB z 4
IMopaua Ha 3y0 f7, MM/3y0 0,03 0,04 0,05 0,06 0,07
MuHyTHas nojava f,,, MM/MUH 572,96 891,27 1273,24 1718,87 2228,17
I'myGuna Bpe3anus a,, MM 0,2 0,4 0,6 0,8 1
CKOpOCTb pe3anus v, M/MUH 150 175 200 225 250
YacroTta BpalleHus! IIITHHIEIS 7, MuH"! 4774,65 5570,42 6366,2 7161,97 7957,75
IMpu nuamerpe ¢pesst d = 12 MM
KonuuecTBo 3yObeB z 4
Ionaua Ha 3y06 f7, MM/3y0 0,03 0,04 0,05 0,06 0,07
MuHyTHas mojava f,,, MM/MUH 477,47 742,72 1061,03 1432,4 1856,81
I'myGuna Bpe3anus a,, MM 0,2 0,4 0,6 0,8 1
CKOpOCTb pe3anus v, M/MUH 150 175 200 225 250
YacroTta BpaleHus [WIHHIENS 7, Mun! 3978,87 4642,02 5305,17 5968,31 6631,46
Tabnuya 3

3HaveHHs 31€eMEHTOB peKuMa pe3aHus B ONBITAX IKCIEPUMEHTA

Values of the elements of the cutting mode in the experimental tests

Ne I'nmy6una TTonmaua na 3y0 f7, MunyTHas noxaya f,,, CkopocTth YacToTa BpamieHus
omnbITa | BpE3aHus d., MM MM/3y0 MM/MUH pe3aHus v, M/MUH LIAHIEIS 71, MHH |
1 0,2 0,07 2230 250 7960
2 0,4 0,07 2230 250 7960
3 0,6 0,07 2230 250 7960
4 0,8 0,07 2230 250 7960
5 1 0,07 2230 250 7960
6 1 0,03 955 250 7960
7 1 0,04 1274 250 7960
8 1 0,05 1592 250 7960
9 1 0,06 1910 250 7960
10 1 0,07 2230 250 7960
11 1 0,07 1337 150 4775
12 1 0,07 1560 175 5570
13 1 0,07 1782 200 6366
14 1 0,07 2005 225 7162
15 1 0,07 2230 250 7960
16 0,2 0,03 955 250 7960
17 0,2 0,07 1337 150 4775
18 1 0,03 573 150 4775
19 0,2 0,03 573 150 4775
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Ha puc. 6 mokaszanbl (pparMeHTBI OCIMILIO-
rpamm ¢ gucruies [TMK aMminTy AHbIX U3MEHEHHM
COCTaBJISIONINX CUJIBl pe3aHusl B TEUCHHUE BpeMe-
HU monBoja (pe3sl u 00pabOTKH CEerMEHTa JIbIC-
KM HEBPAIIAIOIINXCS U BPAIAIOUUXCsS 3aroTo-
BOK Ipu TiyOmHe Bpesanus a, = 1,0 MM, mupu-
He (rimy6une) pe3anus a, = 7,0 MM, MUHYTHOH 10-
nade  f, 1300 MM/MUH, 4YacTOTE€ BpallCHUS
wmuHEens 7 = 6400mun . Kak BuaHo Ha puc. 6,
OCIAJUIOTPAMMBI TTO3BOJISIFOT YCTAHOBUTH M3MEHE-
HUS 3HAYEHUH COCTABIIAIOIINX CHIIBI PE3aHUs MPU
BXOJIC M BBIXOJIC (Ppe3bl B 30HY PE3aHUS U 3HAYC-
HUS CHJIbI PE3aHus M0 JJIMHE 00pabOTKU CerMeHTa
JIBICKA 3aTOTOBKH.

Hozppka H

0000 0S00 1000 iS00 2000 2500 3000 3500 4000 4500 5000 S0 6000 6500
Bperq c

Hozppka, H

Hozpyska, H

' ' ' | ' ' | ' ' I
0,000 1000 2,000 3000 4000 5000 5000 7000 8000 5000 10,000

Bpems, C.

Hazpuaka, H.

1060 ZD‘DD ED‘DD kD‘DD SDIDD SD‘DD 70‘00 BD‘DD QD‘DD 10, SDD 110‘00
Bpevs C
Puc. 6. DparMeHTH! OCUMIIIIOIPAMMBI aMITIUTY THBIX
N3MCHEHUH COCTABIISIOINX CHJIbI PE3aHMs MIPH IOy THOM
(hpesepoBaHHN HEBpAIIAIOLICHCS 3arOTOBKH ()
U TpH BCTpeuHoM ¢pesepoBanui (b)
BpallaoLIEiics 3ar0TOBKU

Fig. 6. Fragments of the oscillogram of amplitude changes in
the components of the cutting force with passing milling
of a non-rotating workpiece (a) and when counter milling (b)
a rotating workpiece
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Bpemsi ¢ukcanmmm cuibl pe3aHus Ha JWCI-
nee [NIMKa comocraBnsercs co BpemMeHem oOpa-
00TkH JbIcKH. [lomydeHHble ocIMIOrpaMMBbl 00-
pabaThIBarOTCSI COOTBETCTBYIONIMM 0Opa3om (Te-
PECUUTBHIBAIOTCS) MO MAaKCHMAaNbHBIM W MHHU-
MQJIBHBIM IIMKaM H3MEHEHUS] CHJIBl pEe3aHusi U
MPUBOJATCS K BUIY, (hparMeHTapHO MpeACTaBlIeH-
HOMy Ha puc. 7. B maHHOM ciy4ae KOJINYECTBO
3aIlMCAHHBIX OJIOKOB JaHHBIX XapaKTEPU3YeT dyB-
CTBUTEJILHOCTh ~ MPUMEHSIEMOW  PEruCTpUPYIO-
meld amnmapatypbl, KOTOpas HO3BoJIsieT (ukcu-
poBatb 25000 curnanoB B cexkyHay (1 ¢ cooTBet-
ctByet 20 Omokam).
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100

80

60

40

20

I
|

1
9
7
RS
B3
41
A9
57
(S
73
oottt R

20
-40
—60
-80
-100

\

I
I
105

13

121

125

187

145

:
"

KONHYECTEO 3aMHCAHHRIX OIIOKOB IOAHHBIX

Puc. 7. ®DparmeHT 00pabOTaHHON OCIHIIIOTPAMMEL:

__PX; ...... _PY;____ _PZ
Fig. 7. Fragment of the processed waveform:
— Py e —Py, ———— —P,

Ilo pesynpraTaMm 3KCHEpUMEHTa CTPOSTCS 3a-
BHCHUMOCTH M3MEHEHMSI COCTaBISIOIIMX CHIIBI pe-
3aHusi Py, Py, P; oT TiyOMHBI pe3aHus, MOAa4H
Ha 3y0 U CKOPOCTH pe3aHus Ul Pa3iIMuHbIX (pe3
M 3HAUYEHUI yrIja HakKJIOHA pEeXyIled KPOMKH.
®parmeHTsI rpaduKoB OKa3aHbI Ha puc. 8.

Kak BunHO u3 rpadukoB, ¢ yBenTuueHHEM 3Ha-
4yeHu# ckopoctu pezanust ot 150 mo 250 m/mMuH
COCTaBJIAIONINE CWIbl pe3anus Py, Py u P; usme-
HAIOTCS HE3HAUYMUTENBHO.

ComnocraBieHue 3Ha4eHUI COCTaBIAIOLINX CHU-
1l pe3anust Py, Py, Pz ans paznu4sbix ¢pe3 U npu
M3MEHEHUHU DJJIEMEHTOB pPEXHMMa pE3aHHs Mpea-
CTaBJICHBI Ha pHC. 9.

Kak BuaHo w3 rpa¢ukoB, HauOoJbllIee BIHS-
HHE Ha cocTaBisiomue Py u P; OKa3pIBaeT yBeEIU-
YeHWE 3HAYeHWH d, W fz, IpUYEM yMEHBIICHHUE
IUTMHBI pexxy1ueil kpoMku (ppessr Guhring #19964
10WNR-HRF (20°) n Guhring #5504 12R-NRF
(30°)) mpUBOAWT K HAUMEHBIIUM 3HAYCHUSIM Py
u Pz. YBenuueHue CKOPOCTH pe3aHus v 10 3Haue-
HUi 250 M/MUH NPaKTUYECKU HE BIMACT HA U3Me-
HEHUS COCTABJIAIOLIEHN CHIIBI pe3aHus Py.

I Hayka
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a
P.H Guhring 19978 10 WN R-N (30°)
20
80 -----------------------------------------------
70
A._
60 [
/ T — PX
50
S Py
20
10
0 T T T T 1
150 175 200 225 250
v, M/MHH
b
P.H Guhring 6765 10 WN R-RF1 (48°)
120
00—
80 1 tetreseseessaeent TTeeeeent
—— Py
B0 T —————— i Py
40 ————————— R PZ
20
0 T T T T 1
150 175 200 225 250
1, M/MHH
c
P H USSHARP 10-R0.5-4F HRC 65 (30°)
120
100 T T et e i e e
80 — — PX
6 +—m— — — — .. Py
40 === Py
20
0 T T T T 1
150 175 200 225 250
D, MM/MHH

Puc. 8. 3aBucMMOCTH N3MEHEHHS COCTABIIAIONINX CHIIBI pe3anust Py, Py, Pz OT CKOPOCTH pe3aHus
ipu 06padoTke ppezamu Guhring 19978 10 WN R-N (30°) (a), Guhring 6765 10 WN R-RF1 (48°) (b),
USSHARP 10-R0.5-4F HRC 65 (30°) (c)

Fig. 8. Dependences of changes in the components of the cutting force Py, Py, Pz on the cutting speed when processing with
Gubhring cutters 19978 10 WN R-N (30°) (a), Guhring 6765 10 WN R-RF1 (48°) (b), USSHARP 10-R0.5-4F HRC 65 (30°) (c)
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P, H
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=—p=—=TSSH 30
100
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= == = Guhring 20 gepH
==@— Guhring 30 gepr

0,03 0,04 0,05 0,06 0,07
[z, MM/3y0

Puc. 9. T'paduku u3meHeHust COCTaBISIOUMX Py, Py, P7 CUIIbI pe3aHus [Uis pa3invHbiX (pe3
B 3aBHCHUMOCTH OT INTyOUHBI Bpe3aHus d, (a), ckopoctu pe3anus v (b) u mogauu Ha 3y0 f7 (c)

Fig. 9. Graphs of changes in the components Py, Py, P of the cutting force for various cutters depending
on the cutting depth a, (a), cutting speed v (b) and feed to the tooth f7 (c)

C y4eToM NOJTYYeHHBIX TEOPETUIECKHX M JKC- CUJIBI U COCTaBJISIIOIIMX CUJIbI pe3aHusi Py, Py, Pz
NEPUMCHTAJIbHBIX 3aBUCUMOCTEN HOpMaJILHOﬁ OrnpeaciIsaeTCAa HOHpaBO‘IHLIﬁ KO3(1)(1)I/IHI/IGHT Ha
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CWIy pe3aHus NMpH U3MEHCHHH YIJIa HaKJIOHA pe-
KYIIEH KPOMKH JIe3BHs MHCTpyMeHTa K.
3uaueHus ko3 duimenta K; pacCUYUTHIBAIOTCS
T0 CEIYIUM (hopMyJIam:
— JIJI1 HOPMAJIbHOM CUJIBI

N _—N
K)\N =1+ Hanb HauM

N,

2

Hanob

— JIJISl COCTaBIISAIONIEH CUiIbl pe3aHus P

przlim_

Hanob

PaccmarpuBaetcst muanazon A ot 30° mo 60°,
MPUYEM  Ayauy COOTBETCTBYET 3HAYEHUAM Nyayo
U Praus, @ Maus — Nian ¥ Pramy. [IpUHEMAETCS, UTO
HOpManbHass cwia N TPSIMO MPOMOPIHOHATHHO
CBs3aHA C COCTABIISIONIUMU CUILI Py, Py, Py.

B pesynbrare pacdeTroB MONydYEHBI CIEAYIO-
[IMe 3HaUCHHS MOMPABOYHBIX KOA(PPHUINEHTOB HA
YTOJI HAKJIOHA PeXyIIeH KPOMKH:

— IV TEOPETHIECKUX 3aBucuMocTeit K,y = 0,773;

— AN OKCTIEPUMEHTAJIbHBIX ~ 3aBHUCHMOCTEN:
Kyp, =0,775-0,820; Kyp =0,783-0,842; K;p, =
=1,158—-1,167, koTopsie CBUACTEILCTBYIOT O CO-
BIAJE€HNH 3HaUeHNH Ky U Kjpy, K py, TOTy4EHHBIX
Ha OCHOBAaHHWH TEOPETHUYECKUX PACUETOB M DKCIIe-
PUMEHTAIBHBIX UCCIICIOBAHUM.

Kak crnenyer W3 pacyeroB, yBEIMYCHUE yriia
HaKJIOHa pexymel kpoMku oT 30° mo 48° mpu-
BOAUT K POCTYy COCTABIISIIOIIEH CHJIBI pe3a-
HUs Pz (0ceBOil) M MAJCHUIO COCTABIISAIONICH CHIIBI
pe3anust Py (tanreHumanbHoi) B 1,19-1,28 pasa
u Py (pamunanpHOii) — B 1,22—1,29 pa3za.

Jns ucnonp3oBaHUS TOMYYEHHBIX PE3yJIbTa-
TOB Tpu 00pabOTKE MaTrephalioB CO CBOWCTBa-
MH, OTJIMYHBIMU OT AJIOMHHUEBOTO CILIaBa Map-
ku J[16T, Bocmonb3yeMcs AAaHHBIMU CIIPABOYHU-
Ka [3], B KOTOpOM BIUSHUE CBOICTB MaTepualia Ha
CKOPOCTh pE3aHUsl YYUTHIBAETCH TIOMPABOYHBIM
ko3 durenroMm K,. CKOpOCTh pe3aHus omnpeje-
nsieTcs mo Gpopmyrie

Cl)
L =VT6K, = WKMUKHUKHU, (12)
I7ie LUt — TaOJIMYHOE 3HAa4YeHHWE CKOPOCTH pe3a-
Hus; K, — MONpaBOYHBI KO3 QHUIMEHT Ha CKO-

Hayka
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pocth pe3anus; C, — TOMPaBOYHBIN K03 Du-
[MEeHT Ha CBOWCTBa 00pabaThiBaeMOTO MaTepHua-
na; T — mepwoJ CTOMKOCTH WHCTPYMEHTA; ! —
rryOuHa pe3aHus; S — monada; m, X, y — IOKa-
3aTenu crteneHu; Ky, — K03POUIUEHT, YIUTHI-
BAaOIIUH BIHMSAHHE CBOICTB 00pabaThIBaEMOIo
MaTepualla Ha CKOpOCTh pe3anus; Kp, — TO Xe,
YUHUTBHIBAIOUINI COCTOSHHE MOBEPXHOCTH 3aro-
TOBKH; Ky, — TO K€, YUMTHIBAIOIIUN MaTepual
UHCTPYMEHTA.

Taxoke yuTeMm JAaHHBIE, IPUBEICHHbIE B pado-
Te [8], M0 KOTOPBIM MTONPABOYHBIA KOA(DPUITHECHT,
VYHATHIBAIOIINN BIMSIHUE CBOMCTB oOpabaThiBae-
MO0 MaTepHaja Ha CKOPOCTh Pe3aHusi, MpHpaB-
HUBaeTcd K KodpdummueHTty oOpabaThIBaeMO-

L
ctu K, =K,=—- u K0>()(DHULUUEHT CpaBHHU-

st
TENBHON 00pabaThHIBAEMOCTH IBETHBIX METaJIOB
paccMaTpuBaeTCs IO OTHOLICHHIO K cramu 45,
T. €. Ko ans cranu 45 npuHUMAaeTcs 3a €IUHULLY.
C yueroM Takoro mojaxojaa koddduimeHt oopada-
TBIBAEMOCTH AJTIOMUHHMEBOTO CIDIaBa KOHIIEBBIMHU
¢pe3amu U3 TBepAoro ciuiasa paseH 1,3 [8, c. 33,
tabm. 1-3].

Bocrnonp3oBaBmuchk pekoMeHmanmusaMu - up-
Mmbl Guhring [Ta0i. 2] Mo CKOPOCTH pe3aHus CTa-

m ve = 175 M/MuH, pu 00paboOTKe AITOMUHHE-

Boro cmiaBa 16T, mnomyuum vg=vc-Ko=
=175-1,3=227,5 m/mMun. IlomyyeHHOEe 3HaueHHE

U; HaxoOUTCSi B PEKOMEHIYEeMOM JIHaraso-
He 200—415 m/muH.

C yderoM NOMPaBOYHOTO KOX(PGUIMEHTa Ha
YIOJI HaKJIOHA PEXkKyIled KpoMku Kj CKOpOCTh IIPH
00paboTKe AJIIOMUHUEBOTO CIIaBa OyneT paBHA
v = Ve - K =200-(1,16+1,23) =232 + 246 m/MuH.
Torpa ckopocTh pe3anus IJisi CTaiau OyleT paBHA
vmp  232+246
Ko 13

HECKOJBKO BBIIIE PEKOMEHAYyeMoro (upmoii

VoL = =178,5+189 m/MuH, 4YTO

Guhring 3Ha9eHus L = 175 M/MuH.

[MompaBouHeli KOX(QGUIMEHT HA MaTepual
B (hopMyJie Uil pacueTa CKOPPEKTUPOBAHHOM CKO-
POCTH pe3aHusi MOXET OBITb MOJY4YEeH U3 COOT-
HOIICHMSI TIOTPAaBOYHBIX  KOX((DHUIIMEHTOB Ha
yroin A — Kj, 1 Ha obpabaTeiBaeMocTh Ko:
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KMU_ﬁ;
KO
Ko=x-200_ 14
U,y 175

rae K, =1,16-1,23; v, =200 M/MUH — CKOPOCTh
pesaHus amoMuHUeBoro cmiasa [4, 10];
Uyr =175 M/MUH — CKOpOCTH pe3aHusi cTaiu (3Ta-
JIOHHAS).

T K, < 1123

HCCKOJIBLKO MCHBIIIC peKOMeHHyeMOFO 3HAYCHUA
Ko=1,3[8].
TO €CTb 3HAUCHHC CKOpOCTI/I pe3aHI/I$I CTa-

=1,02+1,14, wuro

o OymeT paBHO: Uc =VUrgKyy, Tae Kyy OY-
JeT YYHUTHIBaTh CPABHHUTENBHYI  00pabaThl-
BaeMOCTh CTajJH M aJIOMHHHEBOIO CILIaBa M BIIHS-
HUE yIJIa HaKJIOHa pexyulell kpomku. Toraa ve =

=175-(1,02+1,14) =178,5+199,5 m/MuH.

3HavYeHUs] CKOPOCTU PEe3aHUsl CTalld, MOTyYeH-
Hble TIepBBIM (Ve = 178-189 M/MHUH) W BTOPBIM
(vc=178,5+199,5 M/MUH) TpeUIOKEHHBIMH CIIO-
cobaMy, MPaKTHYECKH COBMAJAIOT, 4YTO CBHC-
TENBCTBYET O MPABUIBHOCTH TOJX0Ja MPUPABHU-
BaHUs TONPABOYHOTO KO3(D(DUIMEHTa, YUHUTHIBA-
IOLIETO BIMSHUE CBOMCTB 00padarbiBaeMoro Ma-
TepHayia Ha CKOPOCTh pe3aHus, K KOIPHHUITHECHTY
CPaBHHUTEJIBHOW 00pabaThIBAEMOCTH aFOMHUHHE-
BBIX M CTAJIbHBIX MAaTEPUAIOB.

[TonmyyeHHBIE pEeKOMEHIAIMK HCIOIb30BANINCH
MPU HW3TOTOBJICHWU JIeTallel, MpelCcTaBIeHHBIX
Ha puc. 10. Coderanwe CIOXHONPOPUILHBIX
ITOBEPXHOCTEH aeraneit o0pabaTeiBaIoch, Kak Ipa-

BWJIO, OJJHUM HMHCTPYMEHTOM — KOHIICBOM M OXBa-
ThIBarOIEH (hpesamu 3a nBa ycraHora (puc. 10a, b)
u onuH ycraHoB (puc. 10c, d) Ha TOKapHOM CTaHKe
¢ UIIY wmomemu EMCO S45 u BepTHKaIbHO-
tdpesepaom cranke ¢ UITY momenmu FANUC Ro-
bodrill cepun a-D21LiB cooTBeTCTBEHHO.

Puc. 10. O6pasiibl H3roTOBJICHHBIX JCTANCH C NWIMHIPUICCKUMHE U TIOCKUMH (a), chepruueckumu (b), KOHUIECCKUMH (C)
U KpUBOJIHHEWHBIMY (d) TOBEPXHOCTAMH

Fig. 10. Samples of manufactured parts with cylindrical and flat (a), spherical (b),
conical (¢) and curved (d) surfaces
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ITpu 3TOM 3Ha4YEHUS] CKOPOCTH Pe3aHMsI Ha3Ha-
YaJKCh BBILIE PEKOMEHAYEMBIX B KaTanore [4, 10],
YTO MO3BOJMJIO YBEJIMYHUTH MHUHYTHYIO IOJAdy
Y TIPOM3BOIUTENLHOCTE 00paboTku B 1,2—1,3 pa3sa,
a TaKke MOBBICUTb TOYHOCTH IIOJIyYaeMbIX IIO-
BEpPXHOCTEH JeTanell 3a cYeT COKpalleHUs KOJIHU-
YecTBa yCTAaHOBOB U CMEHBI 0a3.

BbIBO/IbI

1. Paccmotpena cxema ¢pesepoBaHUS IIIOC-
KOM TOBEPXHOCTH Bpallarolllelcss 3aroTOBKUA Ha
TOKapHOM CTaHKE W TONy4YeHBI (OPMYIBI ISt
HOpPMAJIBGHOM CHIIBI U CHIIBI TpeHus. B pesynbrare
aHanm3a (OpMyJI yCTaHOBIIEHO YMEHBIIIEHHE HOP-
MaJBHON CHIIBI TIpY yBEIMYCHHWU yTia HaKJIOHA
pexyiiel KpOMKH, YTO IMO3BOJISET 32 CUET U3Me-
HEHUS TOCJICJHETO YIPABISATh CHJIOW M MOIIHO-
CTBIO PE3aHMUS.

2. Pe3ynbTaThl 3KCIIEpUMEHTANBHBIX HCCIIEN0-
BaHUM MNOATBEPKAAIOT ITOJYYCHHBIEC TCOPETHUYC-
CKHE 3aBHCHUMOCTHU TP (Ppe3epOBaHUU 3arOTOBOK
KOHITeBOH ¢pe3oit. C yBeTUUIeHHEM yTiia HaKJIOHA
pexXymux KpoMok B mpenenax 30+48° ycraHoBIIe-
HO YMEHBIIEHHE CHJbl pe3aHuss Ha 19-29 %.
YMEHBIIEHUIO CHJIBI Pe3aHMs TaKKe CIIOCOOCTBY-
€T Bpe3aHue (pe3bl B 3ar0TOBKY 10 KacaTelIbHOH,
normyTHoe (hpe3epoBaHKE BpallaroIIeicss 3aro-
TOBKH W TPEPBIBUCTOCTH (YMEHBIIEHUE JIAHBI)
pexymelr kpomku. IlodydeHHBIE 3aBUCHUMOCTH
MO3BOJISIIOT  ONTHUMU3UPOBATh PEXKUM  pPE3aHus,
MIOBBICUTH MTPOU3BOAUTEILHOCTh 00Pa0OTKU U 3(-
(heKTUBHOCTh UCMOJIB30BAHUS MOITHOCTH IPHBO-
Jla CTaHKa.

3. Ilo pesynbpTaTam SKCIEPUMEHTAIBHBIX HC-
CJIeIOBaHUN yCTAaHOBJIEHO, YTO YBEIUYCHHE YIJIa
HaKJIOHA TJIABHOH PEXyIeH KPOMKH Jie3BHs (pe-
361 A ¢ 30° mo 48° mpu 00paboOTKe JILICKH HEMO-
IBYOKHOM 3aroTOBKH OOECTIEYMBAET CHIDKEHHE
TaHMCHUUAIbHOW M PaJHAIBHON COCTaBIISIOIINAX
cunsl pe3anns Ha 20-30 %. IIpu obpaboTke Bpa-
IIAFOIIEHCs 3aTOTOBKH 110 CXE€Me TOMyTHOTO (pe-
3epOBaHMS MPOVCXOIUT CHIKEHUE aMIUIATYIHBIX
3HAQUEHUH TaHIMCHUUANbHOW U paJualbHOM Co-
CTaBIIIONINX CHJIBI pe3aHus N0 3 pa3 Mo CpaBHe-
HUI0O C 00pa0OTKON HEMOJBU)KHON 3arOTOBKH,
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aTIpH BCTpPEeYHOM (ppesepoBaHUU, HA0OOPOT, aM-
IUINTYAHbIE 3HAYEHWS TAHTCHIMAIILHOW W pajiu-
QITBHOIN COCTAaBJISIOMINX CWIJIBI PE3aHHs YBEIHYH-
Barorcd ¢ 400 o 3000 H.

4. YcTaHOBIEHBl  3HAYEHHS  IOMPABOYHBIX
KO3 (UIIUCHTOB, YYUTHIBAIOIIUX BIHSHUAC YIJa
HaKJIOHA pPeXyIleld KpoMku K, W CBOWCTB 00-
pabareiBacMoro Matepuana Ky, Ha CHIYy M CKO-
1,19-1,29
u Ky, = 1,02—1,14 cOOTBETCTBEHHO, YTO TO3BOJIS-

pocTh pes3aHuss B mnpexpenax K

€T TpU YBEIMYCHWM 3HAYCHUH yria HaKJIOHa
pexymeit kpomku ¢ 30° go 48° obecreynTs CHU-
JKeHue cuibl pezaHus Ha 19-29 %, yBenmuenue
CKOPOCTH ¥ TIPOU3BOJAUTENBHOCTH 00paboTKH
B 1,19-1,29 pa3a mpu morpy3ke MOITHOCTH IPH-
BozoB Ha 20-30 %.

5. PekoMmeHayeTcs CleAyroluil alroputM pe-
ANMM3alid  CKOPOCTHOH 00paOOTKH CIOMXKHOIPO-
(bMITBHBIX TIOBEPXHOCTEH (COUeTaHWE IWIINHIPH-
YECKUX, KOHHMYECKUX, CPEPUIECKHX U TUIOCKHUX)
netaneit: 1) BBIOOp KOHIIEBOH (pe3bl ¢ YoM
HaKJIOHa pexyineld KpoMku A = 30-60°; 2) BeiOOp
CXEeMbI 00pabOTKM MOBEPXHOCTH JIETAld C Kaca-
TENBHBIM JIBUKCHUEM pEe3aHus; 3) yBEeIUUCHUC
ckopoctu pe3anus B 1,2—1,3 pasza, uto obecneuu-
BaeT MOBBINICHUE MPOU3BOAUTEIBHOCTH 00paboT-
ku 110 1,3 pasa.
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