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Bbi6op peXXuMoB pe3aHUs B 3aBUCUMMOCTHU
OT NPOUYHOCTU PEeXYLUEero MHCTPYMEHTa
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Pe3trome. Lienb - NoOBbILLEHUE 3G EKTUBHOCTU NpoLiecca CBOOBOAHOIO pe3aHnsi METAAAOB 3a CUET MaKCUMMK3a-
UMK paboToCcnocobHOCTU PEXYLLEro MHCTPYMEHTa NyTeM Bbibopa pexMMOoB pe3aHus B 3aBUCMMOCTH OT ero 3anaca
NpPoYHoCcTH. B pabote MCnoAb30BaAM METOA KOHEYHbIX SAEMEHTOB CO CreLManbHOM MOAEAbID AXOHCOHa-Kyka M
aArTOPUTMOM AOKaAbHOW apanTaumMm CETKM cpesaemMoro caosl Arbitrary Lagrangian-Eulerian ana moapeaMpoBaHus
npoLuecca pe3aHua U BbIABAEHWUS pacrnpeAeneHUsa Hanps)XeHHOro COCTOSIHWUA B MHCTpyMeHTe. B kauecTtBe mare-
puana MHCTPyMeHTa NPUHAT TBePAbIM cnaaB BK8, 3arotoBku — cTanb 45. Takxe 6bIAM M3YyUYeHbl aAFOMUHUEBBIN U
TUTaHOBBIM cnaaBbl 6061T-6, Ti-6AI-4V - B kauecTBe MaTepManoB 3aroToBKU. AAEKBATHOCTb MOAEAM MOATBEPXKAEHA
COOTBETCTBMEM MOAYUEHHbIX pacnpeAeAeHUIn HanpPsXXeHUI «pacTaXEHUE -CxXaTUe» B MHCTPYMEHTE, HabAOAaEMBbIX
B BUAE AMHWIM U30XPOM NPU Pe3aHnn CBUHLA PE3LLOM M3 3MOKCMAHOIO Mateprana. YCTaHOBAEHO BAMSIHWE Ha Npou-
HOCTb PEXYLLETO MHCTPYMEHTa PEXMMOB pPe3aHusl, MEXaHMYECKMX CBOMCTB MarepuanoB 3arotoBOK U reoMeTpuu
pexyLlern KPOMKU MHCTPYMEHTA. BbIABAEHO, UTO MPU yBEAUYEHUU TAYOUHbI pe3aHua oT 0,2 Ao 1,4 MM MaKCUManb-
HOe TAaBHOE HanpshxeHue 0:"¥° AnHerHo Bo3pacTtaeT B 2,05 pasa, a NPOYHOCTb pexyllero 3yba MHCTpyMeHTa,
COOTBETCTBEHHO, YMeHbLuaeTcs. Mpu raybure pesaHus 1,4 MM MakCMMaAbHOE TAABHOE HanpsikeHue 04" AoCTu-
raet 780 Mla, 1 pexyLwmin NHCTPYMEHT paspylaetcs. loka3aHo, YTO BAUSIHUE CKOPOCTU pe3aHusa U3MEeHSEeTCs
no akcnoHeHTe. C pOCTOM NEPEAHErO YrAa MPOYHOCTb PEXYLLEro MHCTPYMEHTa YyMeHbLlaeTca. Tak, npu obpabotke
MHCTPYMEHTOM C MEPEAHUM YITAOM, paBHbIM 20° (npu g;,"@= 760 MI1a), oH TepsieT cnocobHOCTb pe3aHus. YCTaHoB-
AEHO, UTO 3anac NPOYHOCTW y MHCTPYMeHTa npu 0bpaboTke mateprana u3 aAkoOMUHMEBOTO cnAaBa 6061T-6 B 3,1
pa3sa 6oAblLE, YeM NPU CBOBOAHOM pe3aHunn 3aroToBkK M3 ctann 45. Ha ocHoBe pacyeTHOM MOAEAU U PE3YALTATOB
aHaAn3a B3aMMOCBA3U NMPOUYHOCTU PEXYLLETO MHCTPYMEHTA C TEXHOAOTMUYECKUMU daKTopamMm NPEANOXKEHA METOAM-
Ka Ha3HaueHUs PexMMoB CBOOOAHOIO pe3aHusi ¢ yueToM ero 3anaca npoYyHOCTH.
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Selection of cutting parameters based on tool strength

Boris B. Ponomarev?, Nguyen Van Duc®, Valery M. Svinin?3,
Nikolay V. Vulykh?, Yury V. Dimov®
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Abstract. This study aimed to improve the efficiency of free cutting of metals by maximizing tool
performance. This was achieved through the selection of cutting parameters based on the safety factor
of tools. This work employed the finite element method with a Johnson-Cook constitutive model and an
Arbitrary Lagrangian-Eulerian mesh adaptation algorithm to simulate the cutting process and reveal the
stress distribution in the tool. The tool material was cemented carbide VK8, while the workpieces were
steel 45, aluminum alloy 6061-T6, and titanium alloy Ti-6AI-4V. Model adequacy was confirmed by the
agreement between the calculated tensile-compressive stress distributions in the tool and the isochro-
matic lines observed during cutting of lead with an epoxy resin tool. The study established the influence of
cutting regimes, workpiece mechanical properties, and tool edge geometry on tool strength. An increase
in the cutting depth from 0.2 to 1.4 mm led to a linear increase in the maximum principal stress 0,2 by
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a factor of 2.05, thereby reducing tool tooth strength. At a depth of 1.4 mm, 0,"**° reached 780 MPa, ree
sulting in tool failure. The influence of cutting speed was shown to follow an exponential relationship. An
increase in the rake angle reduced tool strength; for instance, during machining with a rake angle of 20°
(o, = 760 MIlla), the tool failed to maintain its cutting capacity. The safety factor of the tool when
machining aluminum alloy 6061-T6 was found to be 3.1 times greater than during free cutting of steel 45.
The computational model and analysis of the relationship between tool strength and technological factors
enabled the development of a methodology for assigning free-cutting regimes that incorporate the safety
factor of a tool.

Keywords: methodology, modeling, finite element method, rational cutting mode, efficiency, maximization, safe-
ty margin
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BBEAEHUE

B npakTtunke pe3aHns METAAAOB OCTAETCS HEPELLEHHON NpobAeMa, CBA3AHHANA C ONPEAEAEHUEM
Ha CTaAMW TEXHOAOTMUYECKOW MOArOTOBKM NMPOM3BOACTBA NEPUOAA IKCMNAYyaTaLMOHHOW pabotocno-
COOHOCTM PEXYLLLErO MHCTPYMEHTA, C Y4ETOM €ro MPOYHOCTHbIX XapPaKTEPUCTUK, YTO HE MO3BOASIET
AOCTMUYb MaKCMMaAbHOIO adpdeKTa UCMOAb30BAHMA MHCTPYMEHTA M NMpoLecca pe3aHus B LEAOM.
310 06BACHAETCA OTCYTCTBMEM 0OOCHOBAHHbIX PELIEHUI AQHHOW NMPOBAEMbI U, B YACTHOCTU, KPU-
TEPUEB U PEKOMEHAALMM MO NPEAEABHO AOMYCTUMbIM 3HAYEHUAM MPOYHOCTU NPU HA3HAYEHWUU
PEXUMOB pe3aHus, a Takxe paspabdoTaHHbIX METOAOB MPOrHO3MPOBaAHMA MOMEHTa notepu pabo-
TOCNOCOBHOCTU MHCTPYMEHTOM MO 3anacy NPOYHOCTU, UTO NPUBOAUT K HEMOAHOMY UCMOAb30BAHMIO
BO3MOXHOCTEWN PEXYLLErO MHCTPYMEHTA MAM €r0 paspyLLEeHUIo B npolecce paboTbl. B HacTosLee
BPEMS ANl MOUCKA pPeLLIEHMST 3TON NpobaeMbl B Poccum 1 3a pybexom NpoBOAATCA MCCAEAOBAHUSA,
HanpaBAEHHblE Ha pa3paboTKy METOAOB Ha3HAYEHUA PEXUMOB, KOTOPbIE HE TOAbBKO MO3BOASHOT
AOCTUraTb 3aAa@HHbIX TPeBOBaHUIM K TOUHOCTM GOPMbI U KauecTBa 06paboTaHHOM NOBEPXHOCTH, HO
W NOBbILLATb 3GGEKTUBHOCTb NPOLECCa pPe3aHnsa NyTeM MOAHOIO MCMOAb30BaHUA 3anaca NpPoYHo-
CTU PEXYLLLEro MHCTPYMEHTA, 3aA0XKEHHOIO B €ro0 KOHCTPYKUMK. [Tpn 3TOM KOAMYECTBO OMyOAMKO-
BaHHbIX paboT, aBTOPbI KOTOPbIX NPEAAAraAr 6bl TEXHOAOTMYECKME PELLEHUSN C LIEAbHO NOBbILLEHUSA
3PpHEKTUBHOCTU NpoLLecca pe3aHus ¢ UCMOAb30BaHMEM MOAXOAOB, HaNpaBAEHHbIX Ha AOCTUXEHUE
MaKCUMM3aLMKN IKCMAyaTaLMOHHOM paboTocnocobHOCTM PEXYLLENO MHCTPYMEHTA, C yYeTOM 3ana-
ca NPOYHOCTU, BECbMa orpaHuuyeHo® [1-4]. B cBA3KU C 3TUM NOUCK PeLlEHW U NyTei NOoBbILLEHNS
3OGEKTUBHOCTM UCMOAB30BAHUA PEXYLLETO MHCTPYMEHTA U CBA3AHHbIX C 3TUM HaMpsiMyto BOMPO-
COB MUHMMM3ALMN SKOHOMUYECKMX NOTEPDL B NPOLIECCAX PE3AHWUSI METAAAOB ABASETCS AOCTATOUYHO
HOBbIM M NEPCNEKTUBHbIM HaNPaBAEHUEM UCCAEAOBAHMSA.

MN3BECTHO, YTO 3anac NPOYHOCTU PEXYLLErO MHCTPYMEHTa ONPEAEASETCS Ha OCHOBE pacnpeae-
AEHWUS HaNPSXXEHUM B €ro Matepuane, BO3HMKaKOLLMX MOA AEUCTBMEM COMPOTUBAEHUA Cpe3aeMo-
ro CAOSi MaTepuana 3aroTOBKU B NpoLecce pe3aHus, ¥ BEAUYMHAMKU 3HAUYEHUIN, ONPEAEASIOLLUMMU
AOMYCKaeMyo MPOYUYHOCTb 3TOro Matepuana [1, 2]. [oaToMy AN ONPEAEAEHUA 3anaca MPOYHOCTH
PEXYLLErO MHCTPYMEHTA TpebyeTcsa NPOBECTU pacUeT HanpsXXeHUn. Takon pacyeT MOXET ObITb Bbl-
MOAHEH C MOMOLLbIO aHAAUTUUYECKOTO METOAA UAM C UCMTOAb30BAHUEM METOAQ KOHEYHbIX ANEMEH-
TOB. CyTb @aHaAUTUYECKOIO METOAA 3aKAKOUYAETCS B TOM, UTO HaNPSXXEHUA B PEXYLLEM UHCTPYMEHTE
ONPEAEAAIOTCS C MOMOLLbKO MaTeMaTUUYECKUX 3aBUCUMOCTEN U AONYLLEHWEM, UTO BO3AEMCTBUE CO-
NPOTUBAEHMA MaTepuana Cpe3aemMoro CAOS 3aroTOBKM 3aMEHSETCA CUAAMU pPe3aHus, AEUCTBYIHO-
LLIMMW Ha HETO B ONPEAEAEHHbIN MOMEHT BpeMeHU. Takan 3aMeHa CBOAUT AMHAMUYECKYIO 3apady
pacyeta HanpsXXeHUH B PexyLleM UHCTPYMEHTE K CTaTUYECKOMW, a KapTUHA pacnpeAeneHUs Ha-
NPSXXEHUM B MaTtepUane MOXeT He COOTBETCTBOBATb PEAAbHOCTH.

MeTop KOHEUHbIX IAeMEHTOB (MK3) NO3BOASIET yUMUTbIBATb AMHAMUKY npouecca. Mpu CnoAb-
30BaHMKM MK3 B MOAEAM MpoLecca pe3aHUs PEXYLLMIA MHCTPYMEHT 0TOBpaxaeTcs Kak TEAO, KOH-
TaKTUPYHOLLEE C 3aroTOBKOW U AedopMUpyrOLLLEECs NOA NPSIMbIM BO3AEUCTBMEM COMPOTUBAEHUSA
YAQASIEMOM Y4acTu MaTepuana 3aroToBKU. ITO NO3BOAAET MOAYUUTb pacnpeAeAeHNEe HAMPSXEHWUN,
MaKCMMaAbHO COOTBETCTBYHOLLEE PeaAbHbIM YCAOBUAM 0OPabOTKM.

5Kum A.B. Pe3aHne MEeTannoB 1 PEXYLLMIA MHCTPYMEHT: METOA. YKa3aH1sa U MHA. 3aaaHus. Tomek: TMY, 2013. 72 c.
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LleAb HacToALero ccAepA0BaHUA 3aKAKOUAETCA B MOUCKE METOAA Ha3HauyeHus PexmMoB pe-
3aHNA B 3aBUCUMOCTU OT NMPOYHOCTHbIX BO3MOXHOCTEN pPeXyLLEero MHCTPyMeEHTa Mnpu CcBOOOAHOM
pe3aHnn C y4eToOM XPYNnKO-NAaCTUYECKOIo COCTOAHUA 06pa6aTb|Bae|v|oro Martepuana.

MOAEAUMPOBAHUE HANPAXXEHUN B PEXKYLLLEM UHCTPYMEHTE C NPUMEHEHUEM
METOAA KOHEYHbIX SAEMEHTOB HA OCHOBE NMPOrPAMMbI UHXKEHEPHOIO AHAAU3A
ABAQUS

Bo3MOXHOCTU NpuUMeHeHUss MKO AR MOAEAMPOBaAHUA NpoLecca pe3aHus oTpaXeHbl B pAAE
OTEUECTBEHHbIX U 3apybexHbix pabor [5-18]. B 6oabluMHCTBE M3 HUX [6-11, 13, 15-17] B Ka-
4yecTBE MOAEAU PEXYLLEr0 MHCTPYMEHTA NPUHATO abCOAOTHO XECTKoe Teno, Hepedbopmupyemoe
B MpoLecce pe3aHuss NoA AEUCTBMEM COMPOTUBAEHUSA MaTeEpUana CPeE3aeMOoro CAOSl 3aroTOBKM.
3apaHue MOAEAM MHCTPYMEHTa B BUAE abCOAIOTHO XECTKOro Tena obecneuyvMBaeT COKpalleHue
BPEMEHU pacyeTa, HO B 3TOM CAyYae B HEM YCAOBHO HE BO3HMKALOT HanpshXeHus. B HEKOTopbIX
pabotax [12, 14, 18] nyTeM 3apaHUSA MOAEAU PEXYLLETO MHCTPYMEHTA Kak AedOPMUPYEMOro TeAa
MOAYY€EHbI PEe3yAbTaTbl NO PACNPEAEAEHUIO HANPSXEHUIM, HO MOATBEPXAEHME AOCTOBEPHOCTU HE
npeactaBAreHO. OUueHKa Xe AOCTOBEPHOCTU MOAYYEHHbIX PE3YALTATOB MMEET CaMOe BaXHOe 3Ha-
yeHue, NO3BOASAOLLEE CAENATb 3aKkAlOUEeHME 00 aAeKBATHOCTU MOAEAU, UTOObI PEKOMEHAOBATL €€
K NPaKTUYECKOMY NPUMEHEHMIO U UCMOAB3OBAHMUIO B AAAbHEMNLLMX UCCAEAOBAHUSAX.

B HacTosiLeln pabote B Ka4yecTBe YUMCAEHHOIO MpUMepPa MOAEAMPOBAaHNS NpoLiecca BbibpaHa cxe-
Ma, NPEeACTaBAEHHas Ha pu1c. 1, 06paboTKM 3aroToBKM NPY CBOBOAHOM pe3aHnn. PeXrnMbl pe3aHns B3s-
Tbl U3 HOPMATUBOB PEXMMOB Pe3aHNSA’: CKOPOCTb pe3aHusa V= 0,25 m/c; rybuHa pesanusa t = 0,4 Mm.
MapameTpbl reOMETPUN PEXYLLETO UHCTPYMEHTA: NEPEAHUN U 3aaHMA yrabl ¥y = 10, o =10°, paanyc
OKpyrAeHUst p = 20 MKM. MaTtepuan 3arotoBKM — KOHCTPYKUMOHHAs ctanb 45 FOCT 1050-20138, a
MHCTPYMEHTa - TBEPAbIV cnaaB Mapku BK8 TOCT 3882-74° ¢ ponyckaembiM NMPeAEAOM MPOYHOCTU
0:= 735 MMMa [1]. MexaHnyeckne CBOMCTBA ITUX MaTepuanoB NPUBEAEHbI B TabA. 1.

MoaeAnpoBaHUWe npolecca 06paboTKM ¢ UCMOAb30BaHMEM MK NpearOXEHO OCYLLECTBAATbL
NocAeAOBaTeAbHO. Ha nepBoM aTane CTposTCs reoMeTpUYeckre MOAEAN 3aroTOBKMU U MHCTPYMEH-
Ta, 3aTEM OCYLLECTBAAETCA ONMCaHME MOAEAEN MATEPUANOB U CO3AAHUE CETKM U3 NPEABAPUTEND-
HO BblOpPaHHbIX IAEMEHTOB. Aanee ONUChIBAIOTCA XapaKTEPUCTUKA KOHTaAKTa MHCTPYMEHTa C 3aro-
TOBKOW, FPaHUYHbIE YCAOBUA 1 TPEOOBAHUSA K pe3yAbTaTaM aHaAM3a. Hanbonee BaXxHbIM ABASIETCA
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Puc. 1. Cxema 06paboTki cBOOOAHOr0 pe3aHus
Fig. 1. Free cutting processing diagram

"HopmaTuBbI peXnMoB pe3aHus. YacTb 2: 06LIeMaLLMHOCTPOUTEAbHbIE HOPMATUBbI BPEMEHW U PEXMMOB Pe3aHus AAt HOPMUPO-
BaHWs paboT, BbINOAHAEMbIX HA YHUBEPCAAbHbIX M MHOTOLIEAEBbIX CTAHKAX C YUCAOBbIM NPOrpaMMHbIM ynpaBaeHUeM. M.: IKoHo-
Muka, 1990. 473 c.

8TOCT 1050-2013. MeTaArOMPOAYKLMS U3 HEAETMPOBAHHBIX KOHCTPYKLMOHHBIX KQUECTBEHHbIX M CNELManbHbIX cTaneh. 06Lime
TexHuueckune ycnosus. Beea. 28.10.2014. M.: CtaHaapTuHGopMm, 2014.

9TOCT 3882-74. CninaBbl TBEPAbIE CieueHHble. Mapku. Beea. 15.08.74. (u3m. B 2008 .). M.: U3a-Bo cTaHaapToB, 2008.
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aTan onucaHna MOAEAEN MaTepuanoB U CO3AAHME CETKM INEMEHTOB. [1oA MOAEeAbIO MaTepuana
B AAQHHOM CAyyae noHumaetcsa 6asa AaHHbIX, MPEACTABAEHHAs B BUAE MHOXECTBA rpynmn, cooT-
BETCTBYHOLLIMX KaXXAOMY OTAEAbHOMY CBOWCTBY MaTtepuana. OnucaHue Kaxaom rpynnbl aTon 6asbl
NPOM3BOAUTCA NyTEM 3aAaHUA KOIPDULMEHTOB, NOAYUYEHHbIX MO Pe3yAbTaTaM MPOBEAEHHbIX 3KC-
NEPMMEHTOB UAW U3 CNPABOYHON AUTEPATYPSI.

M3BECTHO, UTO B NpoLecce pe3aHns (YKPYNHEHHO) B Matepuane 3arotoBkM NpoTEKaOT NOCAe-
AOBATEABHO TPU CAOXHbBIX GU3BMKO-MEXaHUUECKUX NpoLecca: ynpyroe aAedpopmMmupoBaHne, NAacTu-
yeckoe AePOpPMUPOBAHUE M OTAEAEHUE CPE3AEMOro CAOSl OT 3arotoBku [19]. B martepuane xe
MHCTPYMEHTA — TOAbKO ynpyroe AebopMUpOBaHHUE.

B HacTosllee BpeMs B nporpaMmmax MHXEHEPHOro aHaAu3a AAA ONMCaHWA Matepuana 3aro-
TOBKM Hanbonee 4acTo MCNOAb3YEeTCs crnelmManbHan MOAeAb MaTepuana AxoHcoHa-Kykal® [21]. B
3TOW MOAEAM ynpyras poepopmaumsa onncbiBaeTcs BblpaxeHnem (1) ¢ ABymMsi napamMeTpamMu: MOAY-
AeM HOHra E n koadoduuneHTom NyaccoHa u:

oc=F Xg, (1)

rA€ O — 3KBUBAAEHTHOE HanpsixeHue, Mla; € — pepopmauma; E = G (1 + u), G 30eCb — MOAYAb
caBura, Mlla.
Anst ctann 45 nx 3HaueHua NpeAcTaBAEeHbl B TabA. 1.

Tabauua 1. Mapametpbl cBoicTB cTanm 45 no NOCT 1050-2013% 1 BK8 [20]
Table 1. Steel 45 property parameters according to GOST 1050-2013% and VK8 [20]

MapameTtpbl matepuana Cranb 45 BKS8
MAOTHOCTb, Kr/Mm3 7800 14 000-16 000
Moaynb ynpyroctu HOHra, Ma 200 600
KoadduuneHr NMyaccoHa 0,3 0,2
Temnepatypa naaBaeHus, °C 1460 -
KomHaTHasa Temnepartypa, °C 25 25

Ynpyraa aedbopmaumsi NPOMCXOAMT B HaUYaAbHbI MOMEHT MPU KOHTAKTe MHCTPYMEHTa C 3aro-
TOBKOWM M ObICTPO pa3BMBAETCA AO BEAMUMHbBI MPEAEAA TEKYUECTU 0o 2. [TOCAE 3TOrO B MaTepuane
3aroToBKK HabAopaeTcst 3GDEKT NAaCcTUUECKOro AeDOPMUPOBaHUSA. AT ONMCAHKUA NAACTUUECKON
Aedopmaumm ILP. AXOHCOH 1 Y.I[. Kyk NPeAAOXUAM CAEAYHOLLIEE BblpaxeHue (2):

~pl _ m
a=[A+ B(EPH" ll + Cln (%) l [1 - (%) l (2)

rAE 0 - 9KBMBAAEHTHOE HanpsikeHue, Mla; A- ctaTM4yecknin NpeAen TeKyuecTun; B— moayab pedop-
MaLUMOHHOrO ynpoyHeHust; C - KOIGOULMEHT CKOPOCTU AedpopMaLIMK; N — NOKa3aTeAb CTEMEHN B
30HEe AedOPMALIMOHHOIO YNPOUYHEHUA; M — MOKas3aTeAb CTEMEHU B 30HE TeMMNepaTypHOro pasy-
npouHeHus; T — abCcoAtOTHAA MIHOBEHHas TeMnepaTtypa matepuana, °C; T,,- Temnepartypa naas-
AeHUa matepuana, °C; T, - KOMHaTHaa temneparypa, °C; &Pl _ 3KkBMBaAEHTHAs NAACTUUECKAS
AedopmaLms; &P - MrHOBEHHas CKOPOCTb MAACTUUECKOM AedOpMaLIMK; €, — NOPOTrOBOE 3HAYEHME
CKOPOCTU NAacTuueckon pepopmaumu (1 ¢t). KoadoduumeHntol A, B, C, m, n NpUBEAEHbI B TaOA. 2.

Tabaunua 2. MapaMeTpbl CBOWCTB NAACTUYECKON AedopMaumn cTann 45 [21]
Table 2. Steel 45 plastic deformation property parameters [21]

A, MMNa B, MMa c n m !
553 600,8 0,0134 0,234 1 0,001

1OPyKoBOACTBO MoAb3oBaTens «ABAQUS 2016». Pexum aoctyna: http://abaqus.software.polimi.it/v2016/(aata obpallgHus:
15.08.2025).
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C TeueHneM BpeMEHM KOHTaKTa pexyLLero MHCTPYMEeHTa C 3aroToBKOM 3KBUBAAEHTHOE Hanps-
XeHHWe 1 naactnuyeckan pebopmMaums HENPepPbIBHO yBEAMUNBAKOTCA. MHTEHCMBHOCTbL BO3pacTaHuA
9KBUBANEHTHOrO HanpsXeHuUs 3HaAYUTEAbHO MEHbLUE WHTEHCUBHOCTW MAACTUUYECKOro AebopmMu-
poBaHuA. Mpn AOCTUXKEHUU B npoLecce AedoOpMUPOBaAHUA MaTEPUANOM KPUTUUECKOTO 3HAYEHUA
9KBUBAAEHTHOIO HaMnpsXeHUA 0o (NPU CKaTUKU O, PACTAXKEHUU Tg) NMPOUCXOAUT paspyLLeHNEe Ma-
Tepunana. lNpu atom naactmueckan pedopmaums g, COOTBETCTBEHHO, AOCTUTAET KPUTUUECKOTO 3Ha-
YEeHUA E. AAA ONUCAHUS 3TOM XapaKTEPUCTUKMU B MOAEAU [AKOHCOHa-Kyka UCMOAB30BaH MOAXOA,
3aKAOYAIOLLMIACA B TOM, YTO MPOLLECC BbIAEAEHUSI INEMEHTOB U3 CETKMU, COOTBETCTBYHIOLLIMX Pa3py-
LLUEHUMIO MaTeprana B peaAbHOM pe3aHuK, MPOUCXOAMT B MOMEHT, KOTA@ BEAMUMHA SKBUBAAEHTHOM
nAacTUyeckon poepopmaumm D, , onpepensieMon no BeipaxeHuto (3), npeBblwaeT 1 [21]:

A&P!
P = Z( & ) ©)

rae AEP! - npupalleHue 3KBUBAAEHTHOM NMAACTUUECKOM AedopMaLnK; & - Aedopmauus npu pas-
pyweHnn. CymmupoBaHUe NPOBOAAT NO BCEM NpupalleHnam. Aedopmaumsa npu paspyLLleHUn
CeTKu nmeet BuA [21]:

_ % gpt T—T,
Sf = [Dl + Dzexp <D3 5)] 1+ D4l7’l ; [1 + D5 <m)], 4)

rae D;... Ds — napameTpbl paspylleHus no AXOHCOHY-KyKy; p — A@BAEHWE B paccMaTprMBaemMom
KOHEYHOM aneMeHTe, MlMa; q - addekTMBHOE AaBAeHUEe, MIMa. 3HaueHns NnapaMeTpoB paspylue-
HUS No AKOHCOHY - KyKy AAA cTaan 45 npeacTaBAEHbl B TabA. 3.

Tabaunua 3. MapameTpbl paspyLueHrsa no AKOHCOHY-Kyky cTanun 45 [21]
Table 3. Johnson-Cook fracture parameters of steel 45 [21]

D, D, Ds D, Ds
0,06 3,31 -1,96 0,0018 0,58

Kak M3BECTHO, MHCTPYMEHT 0ObIYHO M3rOTAaBAMBAIOT U3 XPYNKMUX MaTepUanoB UAU MATEPMANOB
C HU3KUMM MAACTUYECKMMU CBOUCTBaAMMU. [TpeAenbl TEKYUECTU U MPOYHOCTM Y TaKUX MaTepUanoB
NOYTU OAMHAKOBbI. [TpU NpeBbILEHUM NPEeAeAa YNpyron Aedpopmaumm Matepuan PexyLLero 1H-
CTPYMEHTa pa3pyLuaeTcs. B ¢BA3K ¢ 3TUM AAA ONMCAHUSE MUHCTPYMEHTAAbHbIX MaTeprUanoB TpebyeT-
cs 3apaHMe TOAbKO MOAYAS HOHra E 1 koadduumeHta NyaccoHa U (1). 3HaueHnsa aTnux Koadpuum-
€HTOB B HAalLEM CAyYae NPeACTaBAEHbI B TabA. 1.

0OCcobEeHHOCTb BbINOAHEHMSA 3Tana CO3AAHUA CETKU SAEMEHTOB NPU MOAEAMPOBAHMK NPOLIEC-
ca 06paboTkM Mmatepuana 3arotoBkM CBaA3aHa ¢ NPOOAEMON UCKaXeHUA GOPMbl SIAEMEHTOB CET-
KM 3arotoBKMW, BbI3BaHHOIo ee H6oAbLION pAedopmaumen. Ita npobaema NPUBOAUT K HEPEAAbHOM
AedopMaLIMn INEMEHTOB CETKMU U MOPOXAAET HETOYHOCTU B pe3yAbTaTax MOAEAMPOBaHUSA, a Tak-
Xe AeNaeT HEBO3MOXHbIM MOAEAMPOBAHME MPOLIECCa CTPYXKOOOpa3oBaHUA. AAS YCTPaHEHUSA
3TOM NPobAEMbI NPUMEHEH METOA AOKAAbHOM apanTaLMm CETKM aneMeHTOB Arbitrary Lagrangian-
Eulerian, npepHa3HaYeHHbIN AN ONMUCAHKUA 30HbI CPE3AEMOr0 CAOSI 3aroTOBKM. ITOT METOA NO3BO-
ASIET UCKAIOYUTb UCKAXEHUE GOPMbl INEMEHTOB, MMEOLLIMX BOAbLLYIO AedopMaLmio, 3a cueT obe-
crneyeHnss cBOOOAHOIO NePEMELLEHUA CETKM OTHOCUTEABHO MaTepurana UCCAEAYEMOro obbekTa.
MpuK 3TOM y3Abl KaXAOro 3AEMEHTa apAanTMPOBAHHOM CETKM B MOAEAM NEPEMELLAOTCA C y4EeTOM
BbINMOAHEHUS YCAOBUWSA COXPaHEHMSA TONMOAOTMUYECKOM GOPMbI 3TOro arnemMeHTa. HepocTtaTkoM Tako-
ro NOAXOAA SIBASIETCS 3HAYUTEABHOE YBEAUYEHUE BPEMEHU MPOBEAEHUS PACUETOB AASI MOAYYEHUSA
pPe3yAbTaToB.

B paHHOM paboTe Ha OCHOBE NPeABapUTEABHOIrO aHaAM3a BblOpaH TMM anemMeHTa S4R ¢ pas-
MepamMun 5 MKM AASl 3arOTOBKM C apanTaumen CETKM B 30HE CPe3aeMoro CAOS, a ANt MHCTPYMEHTa
npumeHeH TN S4R ¢ paszmepamun 20 MKM.
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AASt ONUCaHKS XapaKTEPUCTUKM KOHTaKTa PEXYLLLErO MHCTPYMEHTa C 3aroTOBKOW UCMOAb3YeTCA
KOadOUUMEHT TpeHna u = 0,2.

Pe3yabTaTbl MOAEAMPOBAHUSA, BKAOUAA CTPYXKOODpa3oBaHWE WM pacnpeAeNeHMe BO3HMKalo-
LLMX HANPSXXEHW, MOryT ObiTb NPEACTABAEHbI B BUAE BEAMUUHbI IKBUBAAEHTHOIO HamnpsXeHus
Osks M TA@BHbIX COCTaABAAOLUMX HANPSXXEHUW 04, 02, O3 (01 > 02 > 03). Ha puc. 2 npeacTaBAEHO pac-
npeAeAeHne 3KBUBAAEHTHOMO HaMNpPSXXEHUS Ose B CEYEHUW MaTepuana PexyLlero MHCTPYMEHTa,
paccuutaHHoro no IV teopuu npouHoctu (Teopmun Museca):

o =/ (01 — 02)% + (0,—03)% + (01—03)* (5)

rAe 01— HauboAbllee rAaBHOe HanpshxeHue, MIa; 0, - cpeaHee raaBHOe HanpsixeHue, MMa;
03 — HaMMeHbllee raaBHoe HanpsxxeHue, MlMa.

o noAyyeHHOMY pacnpeAeAeHUIO HanpsXXeHWn (pUc. 2) BUAHO, YTO SKBUBAAEHTHOE Hanpsixe-
HUE Osys PACNPEAEAAETCH MO UBOAMHUAM YObIBAIOLLIMX 3HAYEHWUI C TPEMS LIEHTPAMMU, HAXOAALLMMU-
CSl Ha NEPEAHEN 1 3aAHEN TPaHSX, a TaKXKe B 30HE OKPYIAEHUS pexyLlen KpOMKU. MakCuManbHOe
3HaueHue o =1071 MlMa AOCTMraeTcst B LEHTPE MOAOC Ha 3aAHEN rpaHu, PacnoAOXEHHOM Ha
pacctosHnn X = 0,41 MM OT BEPLUMHbI KPOMKKU, @ B 30HE OKPYIAEHWS HanboAbluee 3HavyeHue
Ose= 759 Mla 1 Ha NnepeaHen rpaHn 0. = 556 MIa. 1o mepe yaaneHMs: OT BEPLUMHbBI PEXYLLEN
KPOMKW 3KBMBAAEHTHOE HaMpsXXeHWe Ha NepepHen 1M 3apHEN rpaHAX yMeHbLUaeTcs. 3T0 NOAHO-
CTbKO COOTBETCTBYET BbIBOAAM, MOAYYEHHBIM HA OCHOBAHWW 3KCNEPUMEHTAAbHbIX UCCAEAOBAHUI
1 onybAMKOBaHHbIM aBTOPaMK B LLMPOKO M3BECTHbIX paboTtax [1, 2].

S, Mises
(Avg: 75%)

+1.339e+09
| +1.236€+09
jmm  +1.133e+09
+1.030e+09
+9.268e+08
+8.238e+08
+7.208e+08
| +6.178e+08
+5.149e+08
+4.119e+08
| +3.089e+08
| +2.059e+08

+1.030e+08
B +0.000e+00 =
Max: +1.071e+09~
Puc. 2. PacnpeasereHne 3KBUBAAEHTHOIO HanpsiXKEHUS B PEXYLLEM UHCTPYMEHTE
Fig. 2. Equivalent stress distribution in a cutting tool

Ha puc. 3 nsobpaxeHbl pacnpeAeAeHUs rAaBHbIX HANPSIXEHWUN 01, 0o, Os. [A@BHOE Hanps-
XEHUE 01 UMEET TOAbKO MOAOXUTEAbHOE 3HAYEHME, TAABHOE HaNPAXEHUE O3 — TOAbKO OTpULLa-
TEAbHOE, a TAaBHOE HaMnpsaXeHUe O, — KaK MOAOXUTEAbHOE, TaK U OTPULATEABHOE 3HAUYEHMUSA.
[AaBHble HaMNPSAXEHUS 01, O3 PACNPEAEAAOTCA MO M3OAMHMUAM aHAAOTUYHO IKBMBAAEHTHOMY
HanpsHXXeHU0. MakKCMMaAbHOTO 3HAUYEHUS O1max = 471 MIla AOCTUraeT Ha nepepHe MOBEPXHO-
CTU MHCTPYMEHTA BHE AAMHbI KOHTaKTa NepeAHeEN NOBEPXHOCTU PEXYLLETO KAMHA CO CTPYXKOM
Ha PACCTOAHWU OT BEPLUUHbI pexylen KpoMkn x = 0,597 MM, U yMEHbLLUAETCA A0 HYAS NO
Mepe yAaAeHUsA OT HEe B HOPMaAbHOM CeYeHUU MHCTpymeHTa. CBOero MakCMmMaAbHOro 3Ha-
YyeHus, paBHOro No abcoAoTHON BeAnUmnHe -1066 MIlla, rnaBHOE HaNPSIXXEHUE Oszmax AOCTUTAET
Ha 3aAHEN rpaHu Takxe Ha paccTossHuK, paBHoM 0,415 MM OT BEPLUMHBI PEXYLLEN KPOMKU, U
YMEHbLLIAETCA C YAAAEHMEM OT HEE MO aHAAOTMKU C TAABHbIM HanpsXeHueM o1. [AaBHOE Hanps-
XEHUE Oz C MOAOXMUTEAbHBIM U OTPULLATEABHbLIM 3HAYEHUAMMK PacrnoraraeTca B 30HE OKPYrae-
HUSA peXyLLen KDOMKKU U 3aAHEN TPaHW MHCTPYMEHTa U UBMEHSAETCS B AMana3oHe o1 -346 MlMa
A0 +28 MIa. Mpu 3TOM abCOAKOTHAA BEAMUYMHA OTPULATEABHOrO HanpPsSXeHWA 3HAYUTEABHO
60AbLLE MOAOXUTEABHOTO.

HCrenuH M.A. ConpotuBAEHUE MaTePUanoB: yuebHuK. M.: AaHb, 2022, 320 c.
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S, Max. Principal S, Mid. Principal S, Min. Principal
(Avg: 75%) (Avg: 75%) Avg: 75%)
+4,710e+08 +2.796e+0.7 +0.000e+00
e +4.348e+08 || -6.189€+05 -8.199e+07
.| +3.985¢+08 | -2.920e+07 -1.640e+08
+3.623e+08 -5.779e+07 -2.460e+08
+3.261e+08 -8.637e+07 -3.279e+08
+2.898e+08 -1.150e+08 -4.099e+08
| +2.536e+08 -1.435e+08 | -4.919e+08
.| +2.174e+08 | -1.721e+08 -5.739e+08
+1.812e+08 -2.007e+08 -6.559¢+08
+1.449e+08 -2.293e+08 -7.379e+08
.| +1.087e+08 | 2.579e+08 -8.199e+08
| +7.246€+07 | -2.865e+08 -9.018e+08
| +3.6236+07 | -3.150e+08 -9.838e+08
L1 +0.000e+00 ] -3.436e+08 -1.066e+09
a b c

Puc. 3. PacripesercHue TpexX raBHbIX HaMNpPsSXeHWN Oy, Oz O3 B PEXYLLEM MHCTPYMEHTE: @ — MakKCUMaAbHOE Oi;
b - cpeaHee 05 C — MMHUMaAbHOE O3
Fig. 3. Distribution of three main stresses 0;, 0,, 03 in a cutting tool: a - maximum oy; b — average o0,; ¢ — minimum o3

OTO6paxeHme OTAEAbHbIX PACNPEAENEHWUI TAABHbIX HANPSXXEHWUM 01, Oz, O3 HA PUC. 3 HE NO3BOASIET
OMNPEAEAUTL MEPEXOAHYHO 30HY MO 3HAaKaM B MNOAHOM CEYEHUN MaTepuana PeXyLLEro MHCTPYMEHTa, UTO
CO3AAET 3aTPYAHEHMS B UCCAEAOBAHMM COCTOSIHWSA «PaCTAXEHME —CXKATUE» MHCTPYMEHTA. AA 0ObEKTUB-
HOM OLEHKM 3TOr0 COCTOAHMA B paboTe MCnoAb3oBaHa GyHKuMA Max. Principal (Abs) nporpaMmMHOro
komnaekca ABAQUS, kotopasi NO3BOASIET ONPEAEAUTb HaMBOAbLLIEE 3HAYEHME NO aBCOAOTHON BEAUYM-
He HanpPsXXEHMA U3 TPEX MaBHbIX HANPsXKEHWUM 01, Oz, 03. PacnpeaeneHns B MHCTPYMEHTE TPEX raBHbIX
HaNPsS)XEHWK 01, 02, O3 CO 3HAKaMM NPEACTaBAEHbI Ha pUC. 4. BbISBAEHO, YTO 3HAK MAKCUMaAbHbIX 3Ha-
YEHWM aBHbIX HaMPSXXEHWN 01, Oz, O3 B MHCTPYMEHTE U3MEHSIETCA OT NMOAOXKMUTEABHOIO Ha NepeaHewn
NOBEPXHOCTU (01) K OTPMLATEABHOMY Ha 3aAHEN (03). [103TOMY YacTb PEXYLLETO MHCTPYMEHTA C A@BHbIM
Hanps)XeHWeM 01 C MNOAOXKMUTEAbHbIM 3HAKOM MUCMbITbIBAET PaCTsXXEHUE, a Apyrasi YacCTb, BKAOUAs 30HY
OKPYIAEHUA PEXYLLEN KPOMKU U 3aAHIOKD MPaHb PEXYLLErO KAMHA, C TAaBHbIMU HanpsKeHUsIMN O, O3
C OTpuLATEAbHbIMW 3HAKaMK HaXOAMTCA B CXXaTOM COCTOSAHWW. 3TO NMOAHOCTLIO COOTBETCTBYET GpU3nYe-
CKOMY COCTOSIHMIO PEXYLLIErO 3y6a MHCTPYMEHTA B 30HE KOHTAKTa €ro C 3arotoBKOW, UTO MPEACTABAEHO
Ha puc. 4 b B BUae dpotorpadum AMHMIM M30XPOM, 06PA30BaHHBIX B AMOKCMAHOM pe3Le Npu CBOOOAHOM
pe3aH1Kn CBUHLIA NO Pe3yAbTaTaM MCCAEAOBAHUM, NPEACTABAEHHbIX B paborte [1, 2, 22].

S, Max. Principal (Abs) (Avg: 75%)
+6.754e+08
|l +5.415e+08
| +4.075e+08
+2.736e+08
+1.396e+08
+5.697e+06
-1.282e+08
-2.622e+08

-3.961e+08
-5.301e+08
-6.640e+08
7.979e+08

-9.319e+08
| -1.066e+09

b c
Puc. 4. M30AvHUM B MHCTPYMEHTE: @ - Halps)XXeHWs B 30HE KOHTaKTa MOAEAM C 3aroToBKOM; b - AMHMM M30Xpom [1];
C - HanpsXXeHus B HOPMaAbHOM CEYEHUU pe3Lia MOAEAU
Fig. 4. Isolines in the tool: a - stresses in the contact zone of the model and the workpiece; b - isochromatic lines [1];
¢ - stresses in the normal section of the model cutter
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Nmes Ha OCHOBaHUM MOAEAM AGHHbBIE O COCTOSIHUM MaTeprana PexyLLero MHCTPYMeHTa — «pacTs-
XEHUe-cxatne», NOSIBASETCA BO3MOXHOCTb ONPEAEAUTb ONACHOE MECTO B pexyLlem 3ybe ¢ LeAbto
NPOBEPKU €ro Ha BEPOATHOCTb Pa3pyLLEHUS U NMPOBECTU pacyeTbI MO ONpeAeAeHUIO 3anaca NpPoYHo-
CTU. ANS NPOBEPKM M pacyeTa 3anaca NPoYHOCTH B paccMaTpuBaemMon pabote NPEANOXEHO UCTOAL30-
BaTb Kputepun MNMucapeHko-/\ebeaea [23]. CornacHo aToMy KPUTEPUIO, HAUBOAbLLEE SKBUBAAEHTHOE
HanpsHkeHWe B 30He PacTsHXeHWUs (OnacHOM MeCTe) He AOAKHO MPEBbILLATL AONYCKaeMoe 3HaUYEeHUE:

— 1-
Ops = X0; + (1 = Y)1A') < ay, (6)
Oy . .
rae X =, - napameTp, ONpeAersitolniA AOAIO CABMIOBOW AedpopMaLmu B paspyLLeHuu;
—B
1 -
0; = —+/(01 — 0,)2 + (0, — 03)% + (03 — 01)2 — MHTEHCMBHOCTb HAaNPSXeHUI; A — KOHCTaHTa, onpe-
V2 o, + 0, + 03
AENSIIOLLIAA CTAaTUUECKUI GaKTOp Pas3BUTUS paspyLUeHus; | = —,  ~ NapameTp, xapakTe-
i

PUBYIOLLIMI XECTKOCTb HarpyXeHus.
3anac NPOYHOCTM PEXYLLErO MHCTPYMEHTA ONPEAEASIETCA N0 cAeAytoLlen dopme [1, 2]:

Op

K, = (7)

O-BKB

B paccmatprMBaeMom cayvae pacnpeseneHUs rAaBHbIX HAaMPsSXXEeHUM 30Ha PacTIXKEHUA Haxo-
AMTCA Ha NepeaHer NOBEPXHOCTU pexyLlero 3yba BHe y4acTka KOHTaKTa CO CTPYXXKOW. B 3101 30He
rAaBHble HanpsaxeHus 0, = 03 = 0. Toraa 3KBUBAAEHTHOE HanpsXXeHWe CTaHOBUTCS PaBHO MAaB-
HOMY HaMPSXXEHUIO Ose = O1. [PAadUK pacnpepeneHmra 3TOro rAaBHOMO HanpPsXEeHUA NPeACTaBAEH
Ha puc. 5. OnacHas Touka ¢ HaMBOAbLLMM SKBMBANEHTHBIM HAMPSXXEHUEM Oy = 01V = 471 Mla
HaXOAMTCS Ha PACCTOSIHMM OT BEpLUMHBI X = 0,65 ~ 1,58 x [ MM (I - AAMHA KOHTaKTa pPeXyLLero KAu-
Ha CO CTPYXXKOWM). ITOT BbIBOA MOAHOCTbIO COOTBETCTBYET BblBOAAM, MPEACTABAEHHbIM B paboTtax
[1, 2]. B paccmaTtprBaeMoM CAyvae pes3yAbTaTbl MPOBEPKM NMOKa3aAu, UTO PEXYLLUMA UHCTPYMEHT
COXpPaHsAET NPOYHOCTb, a ee 3anac coctaBAseT 1,56.

CoOTBETCTBME MOAYUYEHHbIX PE3YALTATOB BbIBOAAM aBTOPOB WM3BECTHbIX pabotr [1, 2] noa-
TBEPXAAET aAEKBATHOCTb MOAEAU HANPSXXEHHOIO COCTOSTHUA MHCTPYMEHTa B npouecce CBO6OAHO-
ro pe3aHus, 4To NO3BOAAET MPUMEHUTb 3TOT METOA B AAAbHENLLNX UCCAEAOBAHUSAX.

BblIBOP PEXKUMOB CBOBOAHOIo PEGAHUA B SABUCUMOCTHU OT NPOYHOCTU
PEXXYLLLEFO UHCTPYMEHTA

U3meHeHMe NPOUYHOCTU peXXyLuero MHCTpyMeHTa B npouecce pe3aHus. [1IpoYHOCTb pexy-
LLIEr0 MHCTPYMEHTa M3MEHSIETCS B CBSI3W C UBMEHEHUEM MaKCUMaAbHOIO 3KBUBAAEHTHOIO Hanps-
XEHWSA B OMAacHOW TOUKE Ha NepPeAHEN rpaHu, UTo NPEACTABAEHO Ha puc. 5. B MomeHT Bpe3aHus
3TO HanNpPsXXeHWe AOCTUraeT HanbOAbLLMX 3HAYEHUN Oy = 01 = 471 MIla 1, COOTBETCTBEHHO, 3anac
MPOYHOCTM B 3TOM 0OAACTU MHCTPYyMEHTa MUHUMAAEH. [py ycTaHOBMBLUEMCH PE3aHUN IKBUBA-
AEHTHOE HanpsiXXeHue CHUXaeTcs, U 3anac NPOYHOCTU yBeAMurBaeTcs. Bo BpeMsi BbIXOAA CTPYXKK
M3 KOHTaKTa C MHCTPYMEHTOM 3KBMBAAEHTHOE HamnpsiXeHue He3HaAUYUMTEAbHO BO3pacTaeT. 3HauuT,
YyMEHbLLIAEeTCH M 3anac NPoYHOCTH.

Camblit ONacHbIM MOMEHT AAA PEXYLLEr0 MHCTPYMEHTA, Kak M3BECTHO, HACTyrnaeT Npu BXOAE
pexyllero 3yba B Matepuan 3arotoBku. 310 0ObACHAETCA TEM, UTO 0ObEM CPE3aEMOro CAOS, NMOA-
Bepratowerocs ynpyron poebopmaum, B 3T0T MOMEHT HaMOOAbLLMI. Pa3HULA 3KBUBAAEHTHOMO Ha-
NPSYKEHUSI B UHCTPYMEHTE B MOMEHT BXOAA PEXYLLETO0 KAMHA B 3aroTOBKY M NMPW YyCTAaHOBUBLLEMCSA
pe3aHuKn 3aBUCUT OT TAYOUHbI pe3aHns U CBOMCTB MaTeprana 3arotoBku. [pu obpabotke matepua-
AOB C BOAbLLMM MOAYAEM YNPYrOCTU (MaTEPUANOB MOCAE TEPMOOOPABOTKN MAM XPYNKO-NMAACTUUHbIX)
3Ta pasHuLA 3HAUUTEAbHA, UTO MOXET MPMUBECTU K BbIKpPaALLMBAHUIO AW CKOAAM PEXYLLIEN KPOMKM.

Pa3pabotaHHas MoAeAb NpoLecca CBOOOAHOIO pe3aHusi MO3BOAAET OLEHWUTb BAUSIHUE PEXU-
MOB pe3aHus, napamMmeTpoB, ONPEAEAIOLMX FTEOMETPUIO PEXYLLEro MHCTPYMEHTa, U MexaHuye-
CKMX CBOWCTB MaTtepuana 3arotoBKM Ha MPOYHOCTb PEXYLLErO MHCTPYMEHTA.
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Puc. 5. M3ameHeH1e raBHOro HanpskeHusi B 0AHOM pabouem XoAe pe3aHus
Fig. 5. Change in the main stress a; in one cutting stroke

BausiHHe pe)XMMOB pe3aHUs Ha NMPOYHOCTb PEXXYLUero MHCTpyMeHTa. Kak M3BEeCTHO, MpHU
CBOOOAHOM pe3aHnn METAANOB HaMOOAbLUEE BAMSIHME Ha MPOYHOCTb MHCTPYMEHTA OKa3blBatoT
rAybuHa t U CKOPOCTb pe3aHus V. Pe3yabTaTbl MOAEAMPOBAHUA BAUSIHUS 3TUX NapaMeTPOB Ha NPouY-
HOCTb PEXYLLErO MHCTPYMEHTa NPeACTaBAEHbl Ha pUc. 6. NpKu yBEAMUEHUU KaXXAOIrO U3 3TUX Napa-
METPOB MAaKCMMaAbHOE TAAaBHOE HaMnpsXeHne 0,2 Bo3pacTaeT, YTo NPUBOAUT, Kak BbINO paHee
OTMEYEHO, K CHUXEHUIO KOaddULUMEHTa 3anaca NPOYHOCTU PEXYLLETO MHCTPYMeEHTa K. Mo pe3yAb-
Taram MOAEAMPOBAHUA U3MEHEHUE MaKCUMaAbHOIO NAaBHOI0 HanpaXeHua g, no Kaxaomy na-
paMeTpy xapakrepuayeTcs no-pasHomy. Mo napameTtpy raybuHbl pe3aHns t 3aTo UIBMEHEHUE BAU3KO
K AMHEMHOMY, @ MO CKOPOCTU pe3aHus V - onucbiBaeTcs 3KCMOHEHTON. [pU yBEAUUEHUU TAYOUHBI
pes3aHua t o1 0,2 A0 1,4 MM MHTEHCMBHOCTb POCTa MaKCUMaAbLHOTO NMaBHOI0 HaNpPsXeHUa 04"
coctaBAasieT 2,05, 1 npu raybuHe peldaHusa t = 1,4 Mmm pocTuraet BeAMunHbl 780 MIla, npeBbl-
Latouen AonyckaemMblt NPeAEA AAS MHCTPYMeEHTaAbHOroO Matepuana BK8 (0, = 735 MIla). B pe-
3yAbTaTe PEXYLLUMM MHCTPYMEHT pa3pyLuiaetcs. MNpu n3MeHeHun ckopoctu pesdanua ot 0,025 po 1
M/C WMHTEHCMBHOCTb pOcCTa 0, coctaBAsieT TOAbkO 1,48. CAep0BaTEABHO, YyBEAMUEHWE CKOPOCTU
pe3aHua Ha MakCMMaAbHOE rAaBHOE HanpsiXeHue 01" 1 3anac NPOYHOCTU OKa3blBAET MEHbLLEE
BAMSIHWE MO CPABHEHUIO C TAYOUHOW pe3aHus t.

BausiHue reomMeTpumn pexxyLero MHCTpyMeHTa U MaTepruana 3arotoBKu Ha nNpo4YHOCTb UH-
CTpyMeHTa. BAUsSiHWE reOMETPUM PEXYLLEro WMHCTPYMEHTa Ha ero MpOYHOCTb AEMOHCTPUPYHOT
rpadukn Ha puc. 7 a. B kauectBe rnaBHOro napamerpa reoMeTpumn pexyLiLero MHCTPyMeHTa Bbl-
6paH NnepeAHUI YTOA Kak CaMblit BaXXHbIM GaKTOP, BAUAIOLLMI Ha MPOLIECC CTPYXKOODpa3oBaHUS
N AMHaMKKy pe3aHus. C yBeAMyeHUeEM BEAUMUUHbI NEPEAHETD YIAa Y MakKCUMaAbHOE TAaBHOE Ha-
npsXXeHne 0,“#° 3aMeTHO Bo3pacTaeT. B cBA3K C aTMM napaeT koadPULMEHT 3anaca NPOYHOCTU
pexyLero MHcTpymeHTta K. Mpun yBeanueHmnn nepepHero yraa ot O oo 20° MakCMMaAbHOE rAaB-
HOoe HanpsXxeHue Bo3dpactaeT B 2,38 pasa. Mpu y = 20° g,V = 780 MIla, uto NpeBbILLIAET AO-
nycTMMOE NPeAeAbHOE 3HAUYEHWE, U TakXe HabAIOAAETCS BbiKpallMBaHUE peXyLLEN KPOMKKU 3yba
MHCTPyMeHTa AMBO ero paspylueHue. M3aMeHeHne MaKCUMaAbHOIO TAABHOIO HaMNpPsXXeHUst g,Mae
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Puc. 6. BansiHue pexuMoB pe3aHusl Ha MakCMMaAbHOE raBHOE HanpsXKEHWE: @ — MPu UBMEHEHUM TAyOUHbI pe3aHus; b - npu
M3MEHEHUM CKOPOCTU pe3aHus
Fig. 6. Effect of cutting modes on maximum principal stress: a - with changing cutting depth; b - with changing cutting speed

M MPOYHOCTM PEXYLLEro MHCTPYMEHTa 0ObSCHAETCA TEM, UTO M3-3a@ YBEAMUEHUSA NMEPEAHETO YrAa Y
NAOLLAAb HOPMAABHOIO CEYEHUA YaCTU PEXYLLEro MHCTPYMEHTA, HaXOASLLENCA NOA BO3AENCTBU-
€M CUA COMPOTUBAEHUS CPeE3aeMoro CAOS Matepuasa 3arotoBKW, 3HAUYUTEABHO yMeHbLuaetcs. C
APYro CTOPOHbI, KaK U3BECTHO, YyBEAUUYEHNE NEPEAHETO YrAa MPUBOAMUT K BO3PACTaHMIO YrAa CABU-
ra cpe3aemoro CAOSi U CHUXXEHUIO CUAbI pe3aHns. BAusHME UBMEHEHUSA CUABI Ha BEAUYMHY HaNps-
XEHWA MeHbLLIE, YeM M3MEHEHMWE NAOLLAAN CEYEHUSA MHCTPYMEHTA, UTO OOBSACHAETCA 3HAUMTEABHO
60AbLLEN CTEMEHBIO CHUXEHUS MAOLLAAN CEYEHUA NPU UBMEHEHUN NEPEAHETO YIAa MO CPAaBHEHUIO
C UHTEHCMBHOCTBLIO U3MEHEHUS CUAbI PE3AHUA.

MoAyyYeHHblEe pe3yAbTaTbl B MOAHOW Mepe COOTBETCTBYHIOT NPaKTUKe pedaHus. AAa uepHOBOM 06-
paboTKK, XapakTepudyemorn 60AbLLMMIK 0BbeMaMK yAAAAEMOrO Mateprana B eAMHULY BPEMEHU U
60AbLIMM CONPOTUBAEHUEM MaTeprana 3arotoBk1, 06bIYHO MPUMEHSETCA PEXYLLUN MHCTPYMEHT C
MaAbIMKW NEPEAHUMU YTAAMMU, @ AN UMCTOBOW 06paboTkm — ¢ BOAbLLMM NEPEAHUM YTAOM.

Ha puc. 7 b noka3aHO BAMSIHWE MaTeprana 3aroTOBKW Ha MPOYHOCTb PEXYLLEro UHCTPYMEHTA.
AN MOAEAMPOBAHKA NpoLecca CBOHOAHOrO pe3aHus HbiAK BbiOpaHbl CAEAYHOLLIME cniAaBbl: 6061T-6,

01", Ma 01", MfMa
800 800
BK8 o A RV YT PSSR SR R S N |
O ———f—————a —— 700 BK8 y=15° o =10°
700 |
| 600
|
500
600 I 0
t=0,4, m/c
; 4001 v=0,05, e
500 : 300
|
200
400 Cranb 45 :
t=0,4, m/c i 100
300 4 V =0,25, m/c | o
0 5 10 15 20 vy (°) 6061 T-6 Ti-6Al-4V Crtanb 45
a b

Puc. 7. BAvSHUE T€OMETPUU PEXYLLEro MHCTPYMEHTa U Matepuara 3arotoBKM Ha MakKCUMaAbHOE TaBHOE HanpskeHue:
a - nNepeAHni yroa; b - matepuan 3arotoBku

Fig. 7. Influence of cutting tool geometry and workpiece material on maximum principal stress: a - rake angle; b - workpiece
material
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IOCT 21631-2019*2; Ti-6AI-4V, UNS R56400; ctanb 45, TOCT 1050-2013%. MoaeAM matepuanos
AKOHCOHa-Kyka ANt aAFOMUHWEBOTO M TUTAHOBOIO CNAABOB MPEACTaBAEHbI B pabote [24, 25].

M3 noayueHHOro rpaduka CAEAYET, UTo 3arnac MPOYHOCTU PEXYLLENO MHCTPYMEHTa nNpu 06paboTke 3a-
FOTOBKW U3 aAOMUHKWEBOTO crinaBa 6061T-6 (04 = 205 MIla) B 3,1 pa3a boAbLLe, Yem Npu 06paboTke
ctanm 45 (o," = 642 MIMa). A npu obpabotke TTaHoBOro cnaaea Ti-6Al-4V (o, = 602 MIla) 3anac
MPOYHOCTU PEXYLLENO MHCTPYMEHTA TakKe BOAbLLIE, HO OTAMYME HE3HAUMTEAbHOE. Ha ocHOBe paccun-
TAHHOr0 MaKCUMaAbHOIO MAaBHOIO HaMPSXXEHUS 01V U KoaddUUMEHTa 3anaca NPOYHOCTU PEXYLLETO
MHCTPyMeHTa K, Npu 06paboTke 3aroToBKM M3 pa3Hbix MaTtepranoB TEXHOAOT MMEET BO3MOXHOCTb Ha3Ha-
YMTb PEXMMbI PE3AHMSA C Y4ETOM GAKTOPOB, BAUSIFOLLIMX HA CTaBMABHOCTb NPOLIECCa Pe3aHus.

MeTtoamnka Bbibopa pe>xumoB cBO60OAHOro pe3aHusi B 3aBUCUMOCTH OT yCTaHOBAEHHOIo
3anaca npoYHOCTHU PEXYLLEro MHCTPYMeHTa. AAS NOBbILWEHWS 9PPEKTMBHOCTM NpoLecca pesa-
HWS B HacTosLLLEeM paboTe npeanaraeTcs BbIOop PexrMMOB pe3aHnst OCYLLECTBASATb B 3aBUCUMOCTH
OT 3anaca NPOYHOCTU PEXYLLEro MHCTPYyMeHTa. MeToanKa Takoro Bbibopa NpeAcTaBAEHA B BUAE
H6AOK-CxeMbl Ha puc. 8. CyLLHOCTb 3TOM METOAMKM 3aKAKOUYAETCA B TOM, UTO KO3GOUUMEHT 3anaca
MPOYHOCTM PEXYLLETO MHCTPYMEHTa K,, COOTBETCTBYIOLLMI BbiIOMPaEMbIM peXmUMaM pe3aHus, AOA-
XEH Haxo0AMTbCA B MHTEPBAAE PEKOMEHAOBAHHOIO AMana3oHa KoadduumMeHTa 3anaca NPOYHOCTU

Hauano
3aroToBKa:

o MexaHnueckue cBoWicTBa
PexyLLMN MHCTPYMEHT:
o [eomeTpuueckue napameTpbl
o MexaHuueckue cBoicTBa
PekomeHAOBaHHbIN KO3GOULMEHT 3anaca
MPOYHOCTU K; pexom

v

3aAHME PEXMMOB pe3aHus:
o AyOUHa pesaHus t

o CKopocTb pesaHusa V
e |
I I
i v |
I I
I MocTpoeHue reomeTpuent OnucaHue matepuanos Co3paHue ceTku I
: 3arOTOBKM 1 PEXYLLETO o Mopenb AxoHcoHa-Kyka AAS 3aroToBKM 3aroToBKM :
! MHCTPYMEHTa o YNpyroe CBOWCTBO AAA MUHCTPYMEHTA WHCTPYyMEHTa |
I I
I v I
I = - I
I 3apaHue cBOICTBa 3apaHue rpaHUyYHbIX YCAOBUM ApanTauus cetku |
: KOHTaKTa MHCTPYMEHTa < MUCXOAA M3 3aAaHHOIO pexuma < 3aroTtoBKkM I
| C 3aroToBKO pe3aHus ¢ nomoubio ALE |
I I
I L P - I
I .
| AHaAKM3 pacyeTHOM > ac,\'}lpeAeAeHm HanPAXEHN _ |  KoadpduumeHT 3anaca :
I MOAEAK > 1 MakcmanbHoe rhaBHoe > IPOUHOCTH K |
| HanpsxeHue 0; ° |
I I
I I

PauyoHaAbHBbI PEXUM pe3aHus:
o hy6uHa pe3aHus t
o CKopocTb pesaHusa V

Puc. 8. Metoanka Bbibopa pEXMMOB pe3aHusi B 3aBUCUMOCTH OT 3anaca MPOYHOCTU PEXYLLEro MHCTPYMeHTa
Fig. 8. Methodology for selecting cutting modes depending on the cutting tool safety margin

12I0CT 21631-2019. AUCTbI U3 AAOMUHWS U aAOMUHUEBBIX CMIAABOB. TexHUueckue yecaoBus. Beea. 01.06.2020. M.: CtaHAapTHH-
dopm, 2020.
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Ks pexow, 3@8BUCALLETO OT CTOMMOCTU U OTBETCTBEHHOCTU KOHCTPYKLMU U3AEAUA C YYETOM OAHOPOA-
HOCTM, XPYNKOCTU, OCTATOYHOM HaNPSXXEHHOCTU Matepuanos [1]. Hanpumep, AAS pe3LOB K pexow =
1,2 + 1,5, a ana 6oaee AOPOTMX MHCTPYMEHTOB K pexon = 2,5 + 3,0 [25]. o npearoXeHHON MeTo-
AVKe B Hauyane TpebyeTtca 3apaHne OAHOTO MAM HECKOABKMX PEXUMHbIX NapaMeTpoB pe3aHus, 3a-
TEM MPOU3BOAMTCA MOAEAMPOBaAHME NpoLecca pes3aHnsa ¢ NOMOLLBbIO BbILLEONUCAHHOIO peLleHns
onpeAeneHUA BEAUUYUHBbI MAKCUMAaAbHOITO FAABHOMO HamnpsXXeHus o.4Y#° n KoapduuneHTa 3anaca
NpPoYHOCTU K,. 3apaHHbIE PEXUMbl PE3aHUA CUMTAIOTCH MPUHATLIMU NPU BbINOAHEHUWU YCAOBUA
CpaBHEHUS pacCYUTaHHOIo KoaddULMEHTa 3anaca NPOUYHOCTU K; C PEKOMEHAOBAHHBLIM Ananaso-
HOM K pexom- [TOMCK PALMOHAABHBIX PEXUMOB PE3aHUA AAS 3aAaHNUS Pa3PaboTUMKOM MX 3HAUYEHUN
B YNpaBASOLWEN Nporpamme npouecca o06paboTKkm OCYyLLECTBAAETCA C MCNOAb30BAaHMEM METOAA
AEAEHUSA MOMOAAM AMANa30oHa AAHHbIX, MOAYYEHHbIX PACUYETHbIM NMyTEM MO NPEANOXKEHHON MOAEAN.

3AKAKOYEHUE

MpumeHeHne MKO ¢ yuyeToM O0COBEHHOCTEM OMMCAHUA MaTepuana 3aroTOBKM C MOMOLLbHO
crneunanbHOM MOAeAn AKOHCOHa-Kyka M aAropuTMa AOKaAbHOM apantauuun ceTku Arbitrary
Lagrangian-Eulerian ana moaeAnpoBaHus npouecca CBOOOAHOMO pe3aHusa NO3BOAAET AOCTATOYHO
TOYHO OMPEAENATb PACMPEAEAEHNE HAMPSXXEHUN B PEXYLLEM WMHCTPYMEHTE. AOCTOBEPHOCTb MO-
AYYEHHbIX PEe3yALTaToB MOATBEPXAEHA COOTBETCTBMEM pPacnpeAeAeHWn TAaBHbIX HanpsXXeHun B
MaTepuane pPexyLlero MHCTPYMEHTa, UTO COOTBETCTBYET pedyAbTaTaM dyHAaMEHTaAAbHbIX MCCAEAO-
BaHWM akapeMunka AH pysmHckor CCP T.H. Aonapse [2] v npodeccopa A.WN. betaHeaun [1], npea-
CTaBAEHHbIM B OMyOAMKOBaHHbIX pabotax B BUAE AUHWUI U3OXPOM B CrELMaAbHOM UHCTPYMEHTE,
HabAtOAQEMbBIX B 30HE PACTAXEHUA-CXATUA NPU pe3aHuK CBMHLA.

BO3MOXHOCTb MOAYYEHUA PACUYETHbIM NyTEM BEAUUMHbI MAKCUMAAbHOIO MAABHOMO Hanpsxe-
HWSA 01, BOBHMKAIOLLLETO Ha NePeAHEN rPaHn 1 BHE AAMHbBI KOHTaKTa PeXyLLEro KAMHa CO CTPY)XXKOM,
NMO3BOASIET ONPEAEAUTL KOIOPULIMEHT 3anaca NPOUHOCTU PEXYLLETO UHCTPYyMEHTa K.

MpumeHeHWe pa3paboTaHHOM PaCUYETHOM MOAEAUM AN UCCAEAOBAHWUS BAMSAHUSA (GaKTOPOB,
BKAKOYAIOLUMX PEXUMBbI PE3aHUS, MEXaHUYECKME CBOMCTBA MaTepuanoB 3aroTOBKM U reOMeETPUIO
pexyLen KPOMKU MHCTPYMEHTa Npu CBOBOAHOM pe3aHnn, Ha MPOYHOCTb MHCTPYMEHTa NO3BOAMAO
NMOAYYUTb CAEAYIOLLME PESYALTATDI:

1. TAybrHa pe3aHusi AMHEMHO BAMSIET HA MaKCMMaAbHOE aBHOE HaMnpPsKeHWE 1 3anac NPoOYHO-
CTW MHCTPYMeHTa K,. C yBeAnueHueM raybuHbl pesaHusa ot t = 0,2 mm Ao t = 1,4 MM MaKCUMaAbHOE
rAaBHOE HanpshxeHue yBeanumBaetcs B 2,05 pasa. lMNpu raybuHe pesanus t = 1,4 mm (0, = 780
Mra) pexyLmMit MHCTPYMEHT pa3pyLuaeTcs U3-3a NPEBbILEHUA AONYCKAaeMOro npeaAeAa NpoYHOCTH
MHCTPYMEHTAAbHOIO MaTtepuana Os. BAMAHWE CKOPOCTU pe3aHUsl ONMUCbIBAETCS SKCMOHEHTOMN.

2. YBeAUUYEHWE NePEAHETO YrAa MHCTPYMEHTa Y NPUBOAMUT K BO3PaCTaHWIO MakCMMaAbHOIO rAaB-
HOrO HaNPSHXXEHUA 01 U CHUXEHUIO 3anaca Npo4YHocTU K. MNpun 06pabotke ¢ nepeAHUM YTAOM UHCTPY-
MeHTa y = 20° MakCMMaAbHOE FAaBHOE HamnpsXXeHue pocturaet 0,V = 760 Mlla, uyto npeBbILaeT
AOMNyCKaeMble MpeAeAbl NPOYHOCTU MaTepuana MHCTPYMEHTa U NMPUBOANT K €ro paspyLLUEHUIO.

3. 3anac NpoYyHOCTM PEXYLLEro MHCTPYMeHTa Npu 0bpabotke MateprMana M3 aAtOMUHUEBOTO
cnaaBa 6061T-6 B 3,1 pa3a 6oAbLLe, yuem nNpu obpaboTke ctanm 45.

4. AAEKBATHOCTb MOAEAU MOATBEPXAEHA COOTBETCTBMEM PE3YALTATOB, MOAYYAEMbIX pacyer-
HbIM NyTEM, SKCNEPUMEHTAAbHBIM AQHHbIM, NPUBEAEHHBIM B paHee onybAMKOBaHHbIX paboTax.

B panbHenwem MK3 MOXET BbiTb MCMOAL30BAH B aATOPUTME W MPOorpaMmMHOM obecneveHnn npo-
rHO3MPOBAHMA NAPaMETPOB, ONPEAENTOLLIMX MUKPOrEOMETPUIO 06pasyemolt npu 06paboTke NoBepx-
HOCTU U 3aBUCALLMX OT PEXMMOB Pe3aHUs, BbICTYNaroLLMX HapAAy ¢ KoaddULUMEHTOM 3anaca NpoYHoO-
CTU MHCTPYMEHTa B KaueCTBe BTOPOro YCAOBUS MPU OLEHKE MPUHATOrO TEXHOAOIMUYECKOTO PELLEHMUS.
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