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PacuyéT cunoBbIX napameTpoB npouecca chopmoobpasoBaHUA
3aroToBOK KOHLEeBbIMM hpe3amu

M.A. llekBenwsunun'~, A.B. Ilroxtep?, H.H. laBbigoB®

HayyHo-06pazosamenbHbIl UeHmp 8HEOPEHUS Nla3epHbIX mexHonoauli Bradumupckoao 20cydapcmeeHH020
yHusepcumema umeHu Anekcaropa lpueopbesuya u Hukonas puzopbesuya Cmonemosslx, . Bnadumup, Poccus

Pestome. Llenb — cosgaHve n anpobaums onepaTviBHON METOAMKM pacyeTa CUIIOBbIX NapameTPoB M XapakTepUCTHK
MHCTPYMEHTa U npouecca (hpe3epoBaHNs KOHCTPYKLUMOHHbIX MaTepuanoB KOHUEBbIMU dpe3amu. MNpu paspaboTtke me-
TOAVKM NpeaBapUTENBHOMO pacyeTa CyMMapHOW OCEBOW CUMbl, AEACTBYIOLLEN HA PEXYLLEN KPOMKE KOHLEBbIX (hpes, uc-
Morb30BaHbl CTPYKTYPHBIE CXEMbI MEXaHO0BpaboTKM U CMMOBbIE MOAENM NPOLIECCOB KOCOYTOMNIbHOMO PE3aHNs B PEXMMAX
0CEBOW NOAAYM MHCTPYMEHTA U HENPEPBIBHOTO MIlacTUYeCcKoro AedopMupoBaHus obpabaTbiBaemoro matepuana. OnbiTbl
C BpaLLAKLLMMCA UHCTPYMEHTOM MpoBefeHbl Ha 3-oceBoM obpabateiBatoem ueHTpe UWF 1202 H cupmbl «Hermley,
ZOMOMHEHHOM Mbe303NeKTpuYeckuM auHamometpom cupmbl «Kistlers (Mogenb 9272). MpeanoxeHa, paspaboTtaHa u
anpobupoBaHa MeToguKa MpenBapuUTENbHOTO pacyeTa CUMOBBIX XapakTEPUCTMK Mpouecca MexaHuyeckol obpaboTku
3aroTOBOK KOHLEBbIMU (hpe3amu, yYUTbIBAIOLLASA BIIMSIHUE BENWYMHBI 3HEPreTUHECKON MOLLHOCTY BS3KOrO pa3pyLueHus
obpabatbiBaemoro matepumana. OBycrnoBneHo, YTO KOHTaKTHOE TpeHMe, BO3HUKAlOLEee Ha NepegHe U 3agHen noBepx-
HOCT$IX PEXYLLEro MHCTPYMEHTa, He [OCTUraeT NpeaeribHOW BENMYMHEI U NoguuHsieTcs 3akoHy KynoHa-AMOHTOHa, TO ecTb
OL|EHMBAETCA 3aBUCUMOCTBIO MPSIMO NMPOMOPLMOHANBHON HOPMaribHOMY AaBneHuto. B pesynsrarte BbINOMHEHHbIX BbIYMC-
NeHun NpegonpeaeneHbl Matepuansl 3arotoBku Ans gpesepHon 06pabotkn — ctanb 45 (AISI 1045), n KoHUEBON ABY3y-
6on dpesbl — cnnae T14K8 6e3 NoKpbITUSA, 13 KOTOPOrO ObINM M3rOTOBIEHL! OMbITHLIE 0OPas3Lbl. YCTAHOBMEHbI PEXUMBI
tbpesepHon 0bpaboTku: rmybuHa 3acsepnmBaHus — 4 mM; ckopocTu pesanms — 50, 100 1 150 m/MuH; nogaya pexyLLero nH-
ctpymenTa — 0,05 1 0,1 Mm/06. BbISIBNIEHO, YTO OTKIMOHEHNE U3MEPEHHBIX 3HAYEHWI OCEBOW CUITbl PE3AHNS OT PacyETHbIX
B AMana3oHe U3MEHEHWSI 3HAYEHWIA CKOPOCTW ModadYM MHCTPYMEHTa cocTaBnseT He bonee 11%, a B guanasoHe U3MeHe-
HUS 3HAYEHUI CKOpPOCTK pe3aHus He bonee 15%. PaspaboTaHHast pacyeTHO-aHanUTUYecKast METOAMKA OLIEHKN CUITOBbIX
napaMeTpoB npouecca popMoobpa3oBaHWs 3aroTOBOK KOHLIEBLIMM hpe3aMu 0b6ecnevnBaeT NOBbILLEHNE ONEPATUBHOCTM
1 JOCTOBEPHOCTW NpeaBapUTENBHOMO NPOrHOCTUYECKOTO pacyeTa paboynx napameTpoB U XapaKTEPUCTUK PEXYLLMX are-
MEHTOB KOHLEBbIX (hpes.

Knroyeenle cnosa: dpesepHas 06paboTka, KoHLEeBbIE (hpesbl, KOCOYrorNbHOE pe3aHne, 4eopMaLMOHHOE YPOYHe-
Hue, KynoHoBo TpeHue, yaenbHas paboTa paspyLeHms

®uHaHcupoeaHue: PaboTa BbINOMHEHA B paMKax rocy4apCTBEHHOTO 3aJaHns B cpepe HayqHon gestensHocty Mu-
HUCTEPCTBA Haykm 1 BbicLiero obpasoBaHus Poccuickon ®egepauum (Tema FZUN-2020-0015, roc3aganwe Bnly).

Ans yumupoearus: Neksenwsunn M.A., Jlloxtep A.b., JasbigoB H.H. Pacyét cunosbix napameTpoB npolecca
thopmoobpasoBaHms 3arotoBok KoHueBbiMM dpesamu // iPolytech Journal. 2023. T. 27. Ne 4. C. 645-654. https://doi.
0rg/10.21285/1814-3520-2023-4-645-654. EDN: KHEWIQ.
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Calculation of force parameters of workpiece machining
process with end mill cutters

Maria A. Lekveishvili'*, Alexander B. Lyukhter?, Nikolay N. Davydov?

“Research and Educational Center for Laser Technology Implementation of Vladimir State University
named after Alexander and Nikolay Stoletovs, Viadimir, Russia

Abstract. The aim is to develop and validate an operational methodology for calculating the force parameters and
characteristics of the tool and the process of milling structural materials with end milling cutters. The structural schemes of
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machining and force models of oblique cutting processes in the modes of axial tool feed and continuous plastic deformation
of the processed material were used when developing the method of preliminary calculation of the total axial force working
on the cutting edge of end milling cutters. The rotating tool tests were conducted on a Hermle UWF 1202 H 3-axis machining
center supplemented with a Kistler piezoelectric dynamometer (model 9272). Authors suggested, developed and tested the
preliminary calculation method applied to the force characteristics of the machining process of workpieces by end milling
cutters, considering how the energy power of ductile fracture of the machined material affects the process. Contact friction
arising on the front and rear surfaces of the cutting tool does not reach the limiting value being subject to the Coulomb
— Amonton law, that is, it is estimated by the dependence directly proportional to the normal pressure. After calculations,
we defined the materials of the workpiece for milling, that is 45 steel (AISI 1045), and the end two-tooth cutter, uncoated
T14K8 alloy, which was used to produce samples. The following milling modes were established: 4 mm boring depth; 50,
100 and 150 m/min cutting speeds; 0.05 and 0.1 mm/rev cutting tool feed. Deviation of the measured values of axial cutting
force from the calculated values in the range of changing values of tool feed rate was found to be no more than 11%, and
in the range of changing values of cutting speed no more than 15%. The developed calculation and analytical methodology
for estimating force parameters of the machining process by end milling cutters provides an increase in the efficiency and
reliability of the preliminary prognostic calculation of operating parameters and characteristics of cutting elements of end
milling cutters.

Keywords: milling, end mills, oblique cutting, strain hardening, Coulomb friction, specific work of fracture
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BBEOEHUE

lNporHosnpoBaHWe CWMOBLIX MapameTpoB
(bpesepoBaHNa KOHLEBbIMM (bpe3amn  UMeeT
BaXHOE 3Ha4yeHWe AN MOBbILLEHWUS TOYHOCTU
00paboTkM M3Oennn Ha CTaHKax C YKUCOBbIM
nporpamMmmMHbiM ynpasneHuem (Yr1Y). 3tu sHaHus
obecneynBaloT BO3MOXHOCTb MonyyeHus bonee
[OCTOBEPHON MHGOPMaLMK O npeanosniaraeMom
U3HOCE UHCTPYMEHTA 1 BO3MOXHOWN €ro NONoMKe.
YBENUYUTL CPOK CyxObl MHCTPYMEHTA U MOBbI-
CUTb Ka4yecTBO 0bBpabaTbiBaemMoV NOBEPXHOCTU
BO3MOXHO 3a CYeT BblOopa ONTUMarnbHbIX PEXu-
MOB pe3aHus 1 YrnoB pexyLuei KpoMKM pesbl®.

13BeCTHO, YTO OCHOBY METOAONOMMN MOEN -
poBaHUs npouecca pesaHus coctasnawoT [1]:

— AMNUPUYECKNN METOS;

— aHanUTUYECKUA MEeTOoN;

— METOZ, KOHEYHbIX 3JIEMEHTOB.

[ns nporHo3vMpoBaHWs CUMOBbLIX MNapame-
TPOB (hpe3epoBaHUs KOHLIEBLIMU bpe3amn psaa
aBTOPOB WCMOMb3YKT 3IMMNUPUYECKUA  METOA,
B paHHOM cnyyae napameTpbl (hpesepoBaHus
3aBUCAT OT YyOenbHbIX KO3(MULMEHTOB pesa-
HUS, KOTOpblEe, NO CyTU, YYUTLIBAIOT BUSHWE Ha
pe3ynbratbl NPOrHO3MPOBAHNA (PU3UKO-MEXaHU-
YeCKMxX CBOWCTB obpabaTbiBaeMoro marepuana,
reoMeTpUYEeCcKMX MnapameTpoB WHCTPyMeHTa W
peXmMmMoB pe3aHus. [pn 3ToM yaesnbHble koadhdu-
LUMEHTbI pe3aHus OnpeaensrTcs, Kak npasuno,
aKCnepuMeHTanbHo [2-7].

IMnupuyeckoe MOLENUPOBaHWE, MOCTPO-
€HHOe Ha pesynbratax 9KCrnepyuMeHTanbHbIX
“cecnenoBaHwii, SBNSETCS YHUBEPCanbHbIM, Tak

kak obecnevnBaeT BO3MOXHOCTb y4eTa KOHCTPYK-
TOPCKO-TEXHOMOMMYECKMX (HaKTOPOB, BIUSIIOLLMX
Ha npouecc pesanus. OgHako yBENUYEHME Ynucna
n3yyaembix hakTOpPOB NPUBOANT K BO3PACTaHMIo
obbema akcnepuMeHTanbHbIX pabot. Mpu atom
MoZenn afeksaTHbl MULWb NPU U3yYEHUN TEXHU-
YECKMX, TEXHOMOTMYECKUX W KOHCTPYKLMOHHBIX
napaMeTpoB B OrpaHUMYEeHHOM [JuanasoHe WX
3HaYeHUI, B KOTOPOM NPOBOANUINCH AKCNEPUMEH-
TanbHble uccnenosaxns [8].

[puMeHeHne MeToga KOHEYHbIX 3JneMeH-
TOB 3a4acCTyld HEBO3MOXHO M3-3a OTCYTCTBUA
peonornyeckmxmogenenobpabdbartoiBaeMbixmaTte-
p1anoB, ONNCbIBAKOLLMX KaK AedhOopMaLMOHHOE 1
CKOPOCTHOE YNPOYHEHME, TaK 1 pasynpovHEHMe,
obycrnoBneHHoe TemnepaTypHbiM  (DaKTOPOM.
Kpome Toro, pazpaboTyvkam MHCTpyMEHTa B psiae
CrnyyaeB HeaoCTynHa MHdopmaums o6 ageksar-
HbIX MOZENSX KOHTaKTHOro TPEHUS N KpUTEepUsIX
paspyleHna matepuana. MNpu atom goctosep-
HOCTb pe3yfbTaToB pacyeTa npu UCNofb30BaHWK
[AaHHOro MeToAa 3aBUCUT Kak OT OnepaTUBHOCTY
00paboTkM AaHHbIX, TaK U OT BbIYUCIUTENBHOW
MOLLHOCTN  MH(OPMALIMOHHO-TEXHOSOMMYECKOrO
obopynoBaHus [1, 9].

CyLLeCTBEHHOMY MOBLILLIEHNID LOCTOBEPHO-
CTW pacyeTa CWNOBbLIX XapakTEpUCTUK pe3la-
HWS CNOCOBCTBYOT TEOPETUKO-aHANMUTUYECKUE
MOZenu, OCHOBaHHblEe Ha MpPUMEHeHUU MeToaa
(pn3mko-maTemMaTUHECKOrO MOAenupoBaHus
MPOLECCOB MNacTU4ecKoro AeopMmUpoBaHus.
Ncnonb3oBaHue Takux mogenen obecneynBaet
BO3MOXHOCTb ONepaTUBHOIO MPOrHO3MPOBaHMS

4Sandvik Coromant (Firm). Modern metal cutting: a practical handbook. Sandvik Coromant, 1997.
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KaK Cunbl, TeMnepaTypbl 1 MOLHOCTU pe3aHus,
Tak 1M ONTUMarnbHbIX YCIOBUIA U PEXUMOB 0bpa-
60TKM, B TOM Y1CrEe reOMeTPUYECKMNX NapamMeTpoB
N XapaKTEPUCTUK PeXYyLLIEeN KPOMKM dpesbl C yye-
TOM WX BMUSHWUSA Ha XOf npouecca pesanus [10,
11]. CosgaHue nogobHbIX Mogenen sBnseTcs
aKTyanbHOW Hay4YHO-MPaKTUYECKON 3afaden.

Mpyu peanusauum aHanUTUYECKoro MeToda
pacyeta CWNoBbIX NapaMeTpoB hpesepoBaHUs
KOHLeBbIMU (hpe3amn padpaboTymkamu, kak npa-
BWMO, BbIAENSAOTCA  (MAEHTUMUMPYIOTCS) Ha
PEXYLLEN KPOMKEe GECKOHEYHO Manble pexylume
anemeHTbl. CyMTaeTcs, YTOo Kaxabl NoLOGHbIN
PEXYLMA 3MEMEHT ocyLiecTBnseT 06paboTky
MOBEPXHOCTW MaTepuana B yCroBMsX KOCOYronb-
Horo pesaHus [12]. PacyeT cunoBbix napameTpoB
pe3aHus B 3TOM Cryyae BeeTCA Ha OCHOBe marTe-
MaTU4eCcKoro anmnapara, CO3[JaHHOro B pesyrnbrare
aHanu3a 3akoHOMepHOCTEN (U3NKO-MeXaHNYe-
cKoro gedopmmpoBaHus nosepxHocTn [13-16].
OpHako B aTUX paboTax He yuuTbiBaeTca napa-
METP MOLLHOCTY BSA3KOrO pa3pyLLeHns MaTtepuana,
CBSA3aHHbLIN C MpOTeKaHWeM npouecca HopMoo-
Bpa3oBaHus HOBbLIX MOBEpXHOCTeN [17, 18].

B panHOM paboTe ans pacyeta CUMOBbIX
napaMeTpoB pe3aHns KOHUEBbIMU  dpe3amu
Mpu 0CEeBOW MNogave 3a OCHOBY B3fTa MOAENb
KOCOYrOSIbHOro pesaHus, npeanoxeHHas
n.A. Onenuubim [19, 20]. Mogenb onwucbiBaeT
obLuI cnyyan pesaHunsa C yrinom HakfioHa rnae-
HOW pexylen Kpomku. [lpouecc pesaHus
paccMaTpMBaeTCs Kak NpPOLECC HenpepbiBHOW
nrnactuyeckon gedgopmaumn. lMNpu pacyete yuu-
TbIBa€TCA MOLLHOCTb  BSI3KOTO  pa3pyLLEHNS,
CBsi3aHHas ¢ 06pa3oBaHMeM ABYX HOBbIX MOBEPX-
HOCTEM B MMOCKOCTM pe3aHus. Kpome Toro,
YUYMTbIBAETCA TPEHWE Ha nepegHen W 3agHen
MOBEPXHOCTAX pexyLlero MHCTpymeHTa. Pacyet
BbINOSIHEH 3HepreTuyecknm metofom [21, 22]. B
paboTe NPWHATO, YTO MOLLHOCTb, NOABOAWMMAs
B 30HY pe3aHus, pacxogyeTcs Ha niactuyeckoe
fedopmMmMpoBaHMe B NSIOCKOCTWM cABura, npe-
OLONEHNe CUN TPEHUs Ha nepefHen u 3agHew
MOBEPXHOCTAX UHCTPYMEHTA, @ Takxke Ha BA3Koe
paspyLLEHKe, CBA3aHHOE C 0Bpa3oBaHMEM HOBbIX
NOBEPXHOCTEN.

OCHOBHAA YACTb

MNpun obpaboTke KOHLEBOW hpe3oit C OCEBOA
noJayen MHCTPYMEHTa OCHOBHasl Harpyska npu-
XoauTcs Ha 3ybbsl, pacnonoXeHHbIE Ha TOPLOBOM
yactu ppesbl. Cxema o0bpaboTku aBy3ybon dpe-
301 C OCEBOW Nogayen npmBeaeHa Ha puc. 1.

ISSN 2782-6341 (online)
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Puc. 1. Cxema pabombi KoHUeeoU ¢hpe3bl ¢ ocegoli nodayel
Fig. 1. Operation diagram of an axial feed end mill

[ns onpefeneHWs CUNOBbIX MapameTpoB
(bpesepoBaHNsa Ha PEXyLUMX KPOMKax Bblaens-
oTCH GECKOHEYHO Manble peXxyLume 3dneMeHTbl
(cm. puc. 1), roe dp — AnNvHa KaXaoro pexyLuero
anemeHxTa.

Pexywas Kpomka, Ooxofswas [0 LeHTpa
(pesbl, Ha yyacTke 0—1 yganseT cpesaembilii Crow,
KOTOPbIV paccynTbiBaeTcs no 3aBucumocty (1):

df, (p) = 28 ,dp, (1)
roe dfi (p) — ceveHne cpe3aemoro Cros Ha y4acTke
0-1, Mm% S —nopava Ha 3y6, Mm/3y6.

CeyeHune cpesaemoro crnosi Ha yvactke 1-2

onpeaensieTca u3 ypaBHeHus (2):

dfz(p) =S, dp, )
rae dfi2(p) — ceveHne cpe3aemoro Cros Ha y4acTtke
1-2, MM2.

Cpesaemblii CNoKn, KOTOPLIN yaanseT pexy-
Las KpoMKa, He goxoasawas 4o LeHTpa dpesbl,
dfs (p), MM?, onpepensieTcs B COOTBETCTBUM C
ypaBHEHMEM (2).

KnHematnyeckun nepegHWn yron pexyLuero
anemeHTa Ha Topue ¢pe3sbl B Nobon ToUke pexy-
LLieyl KPOMKM paBeH (3):

+

Yr= Yoot —— 3
7m0y, 3)
roe ’7— nepegHwiAi TOPLOBBLIA Yron KMHemaTuye-
CKWUW, rpagychl;¥p— nepegHuid TOPLOBbIA Yron

NHCTPYMEHTanbHbIA, rpadychl; S, — nogaya Ha
060opoT, MM/06p; p — paaunyc MHCTPYMEHTA, MM.
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OneMeHTapHble 0CeBble CUITbl, AENCTBYIOLLME
Ha PexyLlylo KPOMKY, OOXOAALLy [0 LeHTpa
(pesbl, Ha yyacTkax 0-1 n 1-2 paccuuTbiBatOTCA
13 ypaBHeHUi (4):

dP,(p)=q,(p)-df,(p)-0,+q,;-0,-df,;(P) 1,
szz(p) =dz (,0) 'df;z(P) 0, t+q,500, ('yfﬂ(p) e ,(4)

roe dP, 3neMeHTapHas oceBasi Cuna,
[encTeyrowas Ha 6ecKkoHeYHO Manbin
PEXyYLLMN anemeHT Ha yyactke 0-1, H; 4,, — naB-
neHve pesaHus, NoABoAMMOE Yepes3 NepeaHHor
MOBEPXHOCTb; G, — Npeaen npoyHoctn obpaba-
TbiBaemoro matepuana, Mlla; 4, — HopmansHoe
[aBreHne, OeVCTBYIOLEE Ha 3aHIOK NOBEpX-
HOCTb MHCTPYMEHTa; df,, — NroLiaaKka n3Hoca no
MOBEPXHOCTUKOHTaKTAMHCTPYMeHTacobpaboTan-
HOW NOBEPXHOCTHI0, MM?; 41— KO3(MULIMEHT TPEHUS;
dP,, — anemeHTapHas ocesas cuna, [AenCTByio-
Wwas Ha GECKOHEYHO Manblii PEXYLUMA SNEMEHT
Ha yyacTke 1-2, H.

OnemeHTapHas oceBas cwna, [encCTByto-
was Ha 6eCKOHEYHO Manbli PeXyLUMA 3nemMeHT
KPOMKM, He JoXoAsLien 00 LeHTpa dpesbl, dPy;,
H, onpegensietcs no aHanorum ¢ ypasHeHnem (4).

3aBMCUMOCTU ONs pacyeTa OaBrfeHns pesa-
HUS1, NOABOAMMOrO Yepes NEPEAHIO NOBEPXHOCTb
Ha BblgeneHHoM y4yacTke 3yba, M HOpManbHOro
[ABNEHNS Ha 3agHEN MOBEPXHOCTU PEXYLLEro
VHCTPyMeHTa npmBeaeHbl B pabotax [19, 20, 22).

[ns pacyeta gaBneHus pesaHusl, NoABO-
AMMOrO Yepe3 MEpPEeaHiol MOBEPXHOCTb, 4.
HeobxoaMmo npeaBapuTesibHO YCTaHOBUTb 3Ha-
YeHWe OTHOCUTENBbHOM CKOPOCTU CXOAa CTPYXKM
{ . CnepyeT OTMETUTb, YTO OTHOCUTESbHas!
CKOPOCTb CX0Aa CTPYXKM { obpaTHO mponopLyo-
HanbHa ycagke cTpyku & [19] (5):

- é . ©)
CywectBeHHO, 4TO B faHHOM pabote
OTHOCWTEMbHAs CKOPOCTb cxoda CTPyXKuM
onpeaensieTca pacyeTHbIM METOAOM, UCXOAsA U3
YCNOBUS MUHUMYMa MOLLHOCTW pe3aHunsi, NoaBo-
AMMOW Yepe3 NepeaHIor NOBEPXHOCTb.
CymmapHble ocesble cunbl P,, H n P, H,
pencteyrowme Ha yvactkax 0—1 n 1-2 pexyLuen
KPOMKK, JOXOAsALEN A0 LeHTpa dpesbl, paccyu-
ThIBaOTCA U3 ypaBHeHun (6):

RI

£, :_I F,(p)-dp ;

Ry

R2
Po==[ Pap)-dp - ©)
Ry
CymmapHas oceBasi cuna, QJencTBytoLas
Ha pexyLlen KpoMKe, He OoxoasLllen [0 LeHTpa
®pesbl, P,,, H, onpenenserca no aHanoruu ¢
ypaBHeHueM (6).

Puc. 2. 3kcnepuMeHmanbHasi ycmaHoeka 0nsi ucciedogaHus npoyecca
pe3aHus epawjarowumcsi UHCMpPYMeHmMom
Fig. 2. Experimental setup to study the cutting process with a rotating tool
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MATEPWANbI N METOAObI NCCITIEOOBAHUA

CvnoBble napameTpbl (hpe3epoBaHus, pac-
CUMTaHHble MO  NPEANOXEHHOW  METoAMKe,
CPaBHMBANMCb C AaHHbIMK 3KCnepumeHTa. lMpu
9TOM NPOBEAEHbI AKCMEepPUMEHTanbHble uccne-
[0BaHUA npouecca pesaHus BpaLlatoLmMmes
WHCTpymeHTOM. B kayectBe obopynoBaHus
ucnonb3oBanca 3-oceBon 0bpabaTbiBatoLLMiA
LUeHTp upmbl «Hermle» mogenn UWF 1202 H.
O6paboTtka Benacb 6€3 NPUMEHEHNS CMA304HO-
OXMaXJatoLero TEXHONOrMYeckoro cpeacTea
(COTC). WN3mepuTenbHasi ycTaHOBKa MoOKasaHa
Ha puc. 2. [ng u3MepeHus cun npumMeHsancs
NMbe303NEKTPUYECKUA  AMHAMOMETP  (pupMbl
«Kistler» mogenun 9272. Ha guHamomeTp ycTa-
HaBfMBasiacb 3aroToBKa B NaTPOHeE, a PexyLLmnii
MHCTPYMEHT 3aKpennsnics B MaTpOHe CTaHKa.
Mpn BpalleHnn KoHueBOW pesbl U nepeme-
LLeHUN ee OTHOCWUTENbHO 3arOTOBKW C OCEBOWA
nogaYen BbINOMHANCS NPOLECC 3acBepnvBaHns
C 3afjaHHON rnyGVHOW, KOTOPbIN COMPOBOXAANCA
perncTpaumen Cunbl pesaHus.

B npouecce WHGHOPMALMOHHO-TEXHOMOMM-
YecKoW perucrpaumu n3MepsieMbix napameTpoB
curHan ¢ Bblxoda AvHamomeTpa nocTynan Ha
BXOZ, BblCOKOYacToTHoro ycunutens «Kistler»
mogenn 5070A, 3ateM npeobpa3oBbiBancs B
aHanoro-yucnoson B yctporctee BNC-210.
[Janee curHan noctynan Ha W3MepUTENbHYHO
kapTy cbopa aaHHbix National Instrument mogenu
NI USB-6259 BNC. lNpu obpaboTke 4mcnosbix
3Ha4YeHWN 13 H6asbl IKCNEPUMEHTANbHbBIX AaHHBIX
MCNONb30BaNUCb CpeacTBa NporpaMmMHoro obe-
cneveHuns LabView.

OceBag rmybuHa pe3aHus t BO BCeX aKCnepu-
MEeHTasbHbIX UCCefoBaHMsX Obina NOCTOSHHOW
— 4 mMm. CkopocTb pesaHust V uameHsinacb, u
ee 3HadyeHuss coctasunm 50, 100 n 150 mM/MuUH.
BenuumHbl nogaum nHCTpymeHTa S, Gbinu paBHbI
0,051 0,1 Mmm/06.

B kayecTBe maTepuana 3aroToBku BblbpaHa
M3BECTHAs KOHCTPYKUMOHHAs cTanb Mapku 45.
DU3NKO-MEXAHNYECKME XapaKTepUCTUKN CTanu
45 npuBefeHbl B Tabn. 1.

[ns  aKcnepuMeHTanbHbIX — UCCnedoBaHWiA
U3roToBneHa cneuuanbHas Agysybas cpesa u3

Tabnuua 1. Pu3nko-mexaHn4eckme CBOMCTBa cTanm 45
Table 1. Stress-strain properties of steel 45

ISSN 2782-6341 (online)

TBEpAoro cnnasa Mapku T14K8 6e3 nokpbitus
B KonuyecTtBe 5 WTYK. Hanuume OByX KaHaBOK
MO3BOSIUIIO YBENUYMTL NPOCTPAHCTBO AJ1F 0TBOAA
CTPYXKM, 4TO NpefoTBPaTUiO WHCTPYMEHT OT
nonomku. 3ybbs Ha BUHTOBOW W TOPLIOBOW PEXY-
WWMX YacTaX BbINOMHEHbl OCTPOKOHEYHbIMU C
ycuneHHon chopmon 3yba. Takast hopma xapakTe-
pU3yeTcs NOMaHOW CMUHKOW. 3yObs C YCUNEHHOW
¢hopmMon UMetoT yBENUYEHHYHO MPOYHOCTB MO OTHO-
LLEeHWI0, Hanpumep, K 3ybbsam ¢ napabonuyeckon
thopmoi®. Ha puc. 3 npmegeH npumep hopmbl
3yba Ha BMHTOBOW PEXYLUEN YaCTW CO 3HAYEHM-
AIMU COOTBETCTBYIOLUMX YrnoB. XapakTepucTuku
¢bpesbl npeacTaBneHsl B Tabn. 2.

Puc. 3. ®opma 3yba Ha euHmoeoll pexyuwell Yacmu ¢ppessbl,

npumMeHsieMoli @ 3KcrnepuMeHmasbHbIX UuUccredoeaHusix

Fig. 3. Tooth shape on the helical cutting part of the milling
cutter used in experimental studies

KpaTHOCTb BbINOMHEHUSI SKCTIEPUMEHTAIBHBIX
MccneaoBaHW MpU KaXaoM COYETaHUM 3Hade-
HUN CKOPOCTM pe3aHnst M nodayn WMHCTPYMeHTa
cocTaBuna 3. QkcnepuMeHTarnbHas oceBasi cuna,
C KOTOPOW CpaBHMBANOCb pacyeTHOe 3HaYeHue,
onpeneneHa Kak ycpegHeHHoe 3Ha4yeHue no Tpem
npoxodam. [1ns 06paboTku 3KCnepuMeHTanbHbIX
3HAYEHWU M3 BCEro MaccuBa [JdaHHbIX Bblbupa-

TBepOocTb YnenbHas paboTa pacnpocTpaHeHVs TPeLLyHbI Mpenen npo4HocTH o6pabaTtbiBaemoro Matepuarna
HB ap, KLx/m2 6, MMa
162-169 109,4 540

®KoxeBHukoB [1.B., MpeunwHukoB A.B., KupcaHos C.B., Kokapes B.W., CxupTtnaase A.I. PexyLumin UHCTPYMEHT: y4eOHNK.

M.: MawwnHocTpoeHue, 2007. 538 c.
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Tabnuua 2. leomeTpuyeckre napameTpbl ppesbl
Table 2. Cutter geometric parameters

HaumeHoBaHue MNapameTpbl
Huametp D, mm 14
Yron HaKnoHa BUHTOBOI KaHaBKN () 30
MepenHuii yron Ha BUHTOBOV pexylueit YacTn )/ 10
MepenHuin yron Ha TOPLOBOIl pexyllen Yactm V't 5
3apHue yrrbl Ha BUHTOBOI pexyLiel vacTn & . ° O .,° 10, 20
BaqHve yrmbl Ha TOPLOBO/ pexywed vactn & . ° & 8,16

nacb obnactb C YCTAHOBWBLUMMCS CUrHanom.
3Ha4veHuMs cus, NonyyYeHHbIe Mo Kaxaomy 13 Tpex
npoxoaoB, NpuBeAeHbI B Tabn. 3.

Ans  KoHTpons  u3Hoca
ucnonb3oBanacb fiyna C  BOCbMUKPATHbIM
yBenuueHnem dupmbl  «Sandviky - (Art. -
Nr. 4233). 3kcnepumeHTbl W nocneaywoLlas
0bpaboTka nonyyYeHHbIX AaHHbIX BbINOMHEHbI
Ha aTTeCTOBAHHOM W JIMLUEH3UOHHOM  KOH-
TPONbHO-U3MEPUTESNIBHOM U BbIMUCTIUTENBHOM
obopynoBaHWN.

MHCTPYMEHTa

PE3YNbTATbl UCCNEOOBAHUA
U UX OBCYXXOEHUE

Jniopa  U3MEHEHUS U3MEPUTENBHOMO  CUr-
Hana npueefeHa Ha puc. 4.

XapakTtep aKcrnepuMeHTasibHoN anpbl oce-
BOW CuMbl Mpu bpesepoBaHuK coBnagaeT C
3MPoW, NONyYeHHON aBTopammn paboTbl [23].

Ha puc. 5 npeactaeneHbl 3aBUMCMMOCTU
3HaYEHWN OCeBbIX CUM OT nofdayv Ha oboporT,
MOMYYEHHbIX 3KCMEPUMEHTANbHO U PacyYeTHbIM
nyTem.

B pesynbrate akcnepuMMmeHTanbHbIX Ucchne-
[0BaHWA YCTAHOBMEHO, YTO C YBENMYEHUEM
nofayn MHCTPYMEHTa BefiMyMHa OCEeBOW CUrbl
BO3pacTaeT npsMo MpPOMopUMOHAnbHO U3Me-
HEHWIO napameTpa nogayn. [logobHbIM e
06pa3om N3MEHSIETCA OCeBas CUNa, BbIYUCIEH-
Has pacyeTHbIM MEeTOAOM. JTO 0ObsICHSAETCS
TeM, YTO NO Mepe pocTa BEMUYMHBI MOAAYM

Ta6nuua 3. 3HaueHus: aKCnepUMeEHTaNbHbIX CUI
Table 3. Values of experimental forces

800

H

Ocepas cuita Pz,
-9
(=]
o

[
=
=]

0
27 47
Bpems, mc

Puc. 4. Ocyunnozpamma oceeoll cusnbl Npu 3aceepsiugaHuuU:
Mamepuasn cmanb 45, ckopocmb pe3aHusi 100 m/MuH, nodaya
0,05 MM/06, 21y6uHa pesaHusi 4 MM
Fig. 4. Axial force waveform under spotting: material — steel
45, cutting speed — 100 m/min, feed — 0.05 mm/rev,
cutting depth — 4 mm

WHCTPYMEHTa Bo3pacTaeT obbeM yaansemoro
maTepuana B eMHULY BPeMEeHM.

OTO NPUBOAUT K MOBLILLEHWUIO MPOU3BOAM-
TeNIbHOCTW pe3aHus, ogHako npegonpegenser
poOCT cun. PesynbtaTbl BbINOMHEHHbIX UCCReao-
BaHW/ NOATBEPXKAAKTCA 3aKOHOMEPHOCTSMU,
n3noxeHHoiMn H.H. 3opesbim B pabote [24].
Hanbonbluee OTKNOHEHWE MeXay pacqETHbIMM
W 3KCNepPUMEHTAsbHbIMU 3HAYEHUSIMU OCEBbIX
cun pesaHus He npesbiwaeT 11%.

Ha puc. 6 npuBefeHa 3aBUMCUMOCTb 3KCMe-
PUMEHTAmNbHBIX M PaCYETHbIX OCEBbIX CWS OT
CKOPOCTU pe3aHusl. 3HayeHne OCEBOW CuUnbl,
MOMy4YEeHHOW 3KCNEepUMEHTamnbHO, YMeHbLUa-
€TCA C YBENMYEHWEM CKOPOCTU pe3aHus OT

CkopocTb pesaHus | ny6una H:,qsal? Ha 3HaueHus oceBoil cunbl no npoxogam P, H
V, pesaHus ¢, y z’ z
M/MUH MM Mm/3y6 CpeaHee
Mpoxopn 1 Mpoxopn 2 Mpoxopa 3 3HAYCHME
100 0,025 748 739 752 746
4 0,05 898 912 922 911
150 0,025 652 649 632 644
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1000
800
600

400

OceBas cuna Pz, H

200

0 m TeopeTHdeckoe 3HAYECHUE
0,025 0,05

H

B DKCIHEePUMEHTANBHOe 3HAYEHHE
ITonaua Ha 3y6 Sz, MM/3y6

Puc. 5. 3asucumocmsb akcriepuMeHmarbHbIX U pacdemHbIX 3Ha4eHUll oceabiX
cun om nodayu Ha 3y6 npu 3aceepsiugaHuu: Mamepuan — cmasnb 45, ckopocmb
pe3aHusi — 100 M/MuH u 2ny6uHa pe3aHusi — 4 MM
Fig. 5. Dependence of experimental and theoretical values of axial forces on feed
per tooth at drilling: material — steel 45 (AISI 1045),
cutting speed —100 m/min, cutting depth — 4 mm

100 m/mMuH go 150 m/MuH. OBbACHUTL Takoe
SIBfIEHWE BO3MOXHO TEM, YTO C YBENUYEHUEM
CKOPOCTU pe3aHus, Kak MpaBuio, NoBblLAETCs
Temneparypa Ha nepegHen U 3agHen noBepxHo-
CTAX PEXYLLEero MHCTpyMeHTa. [laHHbIn npouecc
OKa3blBaeT pa3ynpoyHsioLLee BNUsiHUE Ha obpa-

750
700

650

Ocenas cuna Pz, H

600

550

500
100

6aTblBaeMbIl 1 MHCTPYMEHTANbHbIN
anbi®.

N3 puc. 6 cnegyert, 4TO pacyeTHoe 3HayYeHue
OCEBOWN CUMbl OCTAETCS NOCTOSAHHLIM NPY MOBbI-
LLEHMN CKOPOCTU pe3aHusi, Tak Kak MeToauka
pacyeTa CWIIOBbIX NapameTpoB hpesepoBaHus

MaTtepu-

L GKCHEPHMBHTHJTBHOB
SHAYCHHE

150 u Teopemqe CKO€ 3Ha4YEHHE

CxropocTs pesanns V, M/MIH

Puc. 6. 3asucumocmb 3KcriepuMeHMasnbHbIX U MEOPemuYecKux 0CeebIX cusl om
CKOpOCMU pe3aHusi Npu 3aceepiusaHuu KoHuesol ¢hpe3oli: cmasb — 45,
nodayva — 0,025 mm/3y6 u 2ny6uHa pe3aHusi — 4 MM
Fig. 6. Dependence of experimental and theoretical axial forces on cutting speed at end
mill drilling: material — steel 45, feed — 0.025 mm/tooth, cutting depth — 4 mm

%BacuH C.A., Bepelwwaka A.C., KywHep B.C. Pe3aHne matepuarnoB: TepMOMEXaHUYECKUI NOAXOA K CUCTEME B3aMMOCBSA3eN Npu
pe3aHuu: y4ebruk. M.: MI'TY um H.3. baymaHa, 2001. 448 c.
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KOHLeBbIMU bpe3amMn He npegnornaraeT uccrne-
[0BaHWe BMUSHWS CKOPOCTM pe3aHns Ha NpoLiecc
CTpyxkoobpasoBaHusi. Hanbonbluee OTKOHe-
HUE MeXay pacYeTHbIMU N AKCNEPUMEHTANbHBIMM
3HAYEHNSIMI NPU M3MEHEHUN CKOPOCTU pe3aHuns
He npesblwaeT 15%.

3AKITIOYEHUE

B cratbe npeactaBneHa MeToaMka pacyeTa
CUIOBbIX NApPaMEeTPOB hpe3epoBaHus, NpegHa3Ha-
YeHHas ans NPOrHO3MpoBaHUs CM, BO3HUKAOLLINX
B 30HE 0OpaboTKM KOHLEBbIMU (hpe3amun C oce-
BOM nogadven. Metoguka 6asmpyeTtca Ha Mogenu
KOCOYroflbHOro  pesaHns, npegnoxenHon J1.0.
OneHnHbIM. AHanM3 BbINOMHEH SHEPreTUYECKAM
METOAOM B TEPMUHAX MOLLHOCTM C Y4ETOM 3KCTpe-
MasbHbIX NOMOXEHWI MEXAHUK CMINOLLHOW Cpeapb!.

Mpu pacyeTe yunTbIBAOTCH U3MEHEHWE KUHE-

KPOMKM U U3MEHEHWe BenuuuHbl Aedopmauum
npu CTpyXkoobpa3oBaHuM, B TOM 4ucre u3mMe-
HEHWE CWUMOBbIX MapamMeTpoB B JOOON TOuKe
pexyLen kpomku. Kpome Toro, 6epeTcs Bo BHMa-
H1E MOLLHOCTb BA3KOrO paspyLUeHnsi, CB3aHHas C
obpa3oBaHneM ABYX HOBbIX NMOBEPXHOCTEN B NI10-
CKOCTU pe3aHus.

Mpyu conocTaBneHun pacyeTHbIX 3HaAYEHWUN
OCEBOW CUIbl C 3KCNEePUMEHTamNbHbLIMW AAHHLIMM
Ans cTanu 45 nony4yeHbl agekBaTHble pesysnbraThbl.
HanbonbLuee OTKNOHEHWE MEXAY pacqeTHbIMU U
3KCMEPUMEHTANbHBIMU 3HAYEHUAMU NPU U3MEHE-
HUK nogaum He npesbicuno 11%, a Npu n3MeHeHUn
ckopocTu pesanuns — 15%.

YcnosveM fanbHenLWwero CoBepLLEHCTBOBaHNSA
npeanaraeMon METOAMKIN pacyeTa CUNOBbLIX Xapak-
TEPUCTUK (Ppe3epoBaHNs KOHLEBbIMU (hpesamu
ABMSAETCH YYET BIMSHUA TemnepaTypHO-CKOPOCT-

MaTu4ecknux YImoB B NtoDoW Touke pexylien  Horo chakTopa Ha MPOLIECC CTPYXKOOBpa3oBaHuA.
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