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TutaHoBbIM cnnaB BT22: uccneposaHmne 3aBUCMMOCTH
BbIXOAHbIX NapamMeTPoOB TOKAPHON 00paboTKK
OT reOMeTpPUMN pexyLiero MHCTPyMeHTa
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Pestome: Llenb — ycTaHOBWTL BRKUsSIHWE NepeaHero yrna y (B AvanasoHe ot -8° o +10° npu NOCTOSHHOM 3agHeEM yrne
o+6°) TokapHOro pesua 13 TBepaoro cnnaesa BK8 Ha BbixoaHble napaMeTpbl (CUNy pesaHus, WepoxoBaToCTb, M3HOC pe-
XYyLLei KPOMKM No NepeaHen 1 3agHen NOBEPXHOCTSM) NPU TOYEHUM 3ar0TOBKW U3 TUTAHOBOrO cnnaea BT22. [insa onpe-
JeneHns cun pesaHnst UCMonb30Barncs ANHAMOMETPUYECKU aHanu3 ¢ nomolblo nabopatopHoro cteHga STD.201-1.
TouyeHne 3aroTOBKM NMPOM3BOAMIIOCH NPU MOCTOSIHHOW CKOPOCTU pe3aHust paBHOW 50 m/MuH, rnybuHe pesanus 3 MM u
MpW 3HaYeHWsIX noJaun ApwkeHus pesua saonb 3arotosku 0,11, 0,15, 0,21 mm/06. N3mepeHue wepoxoBaToCcTy NPomn3-
Boaunock npodgunomeTpom TR200, N3HOC pexyLLen KpOMKU — Npu NOMOLLM U3MepuTenbHon mMawwmuHel Micro Vu-Sol-1.
YcTaHoBneHo, Yto Hanbonbliee 3HaveHue (2000 H) TaHreHUWanbHOM CUIbl pe3aHnus LOCTUIHYTO NpW nogadve paBHOM
0,21 mm/06, npu aToM 3admKkcupoBaH cambln 6onblion nepenag (paeHoin 400 H) 3HaueHwWit TaHreHUManbHoW Cunbl pe-
3aHUsA B 3aBMCUMOCTM OT U3MEHEHMUS 3HAYEHWI y B AnanasoHe oT -8° go +10°. Mpw nogaye 0,11 mm/06 Takolh nepenan
coctaBun 300 H, npu nopgaye 0,15 mm/06 — 100 H. /ismepeHHast npu 3agaHHbIX 3HAYEHUSX MOdAYM LIEepOXOBaTOCTb
HaxoauTCs B JONYCTUMbIX NPEAenax YMCToTbl MOBEPXHOCTM, COOTBETCTBYOLW e 8—9 knaccy YiMcToThl (kpome y = +10°).
Mo nonyYeHHbIM peaynbTaTam pekoMeHA0BaH BbIGOP 3HAYEHWI PeXUMOB TOKapHO 06paboTkyu 3aroTOBOK M3 TUTAHOBO-
ro cnnaea BT22 no pasnuyHbiM KpUTEPUAM: (OMKCUPOBAHHOI TaHreHUManbHol cune pesanus — nogada 0,11 mm/ob (y =
+10°); 3HayeHuaM wepoxoBaTocTu — nogava 0,11 u 0,21 mm/06 (npu Bcex BbibpaHHbIX 3HauveHusx y) unu 0,15 mm/ob
(anay = -4, 0, +4, +8°); u3Hocy pexyLien kpomkn — nogada 0,11 mm/o6 npm y ot -8° go -2°, 0,15 mm/06 (npu y = -4°, 0°,
2°,4°, 8° 10°), 0,21 mm/06 (npm y = -4°, -2°, 2°, 4°, 6°, 8°, 10°).

Knioueenie croe: ToueHne, TUTaAH, TEOMETPUS UHCTPYMEHTA, U3HOC UHCTPYMEHTA, CUMbI PE3aHusl, LIEPOXOBATOCTb MO-
BEPXHOCTM
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VT22 titanium alloy: study of the cutting tool geometry effect
on output parameters of turning process

Anzhela G. Serebrennikova, Vladimir B. Gurylyov
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Abstract: The aim of the present work consists in studying the effect of the g rake angle (in the range from -8°to
+10° with a constant a relief angle of +6°) of a VK8 hard material turning tool on the output parameters (cutting force,
roughness, wear of the cutting edge at the rake and flank surfaces) in turning a VT22 titanium alloy billet. In order to de-
termine the cutting forces, a dynamometric analysis was performed using the STD. 201-1 laboratory bench. The turning
of the billet was carried out at a constant cutting speed of 50 m/min, a cutting depth of 3 mm and feed values of the tool
movement along the billet equal to 0.11, 0.15 and 0.21 mm/rev. A TR200 profilometer and Micro Vu-Sol-1 measuring
machine were applied for determining the roughness and wear of the cutting edge, respectively. The highest value (2000
N) of the tangential cutting force was established to be achieved with a 0.21 mm/rev feed, while the largest difference
(400 N) of the tangential cutting force was recorded depending on the y value variation in the range from -8° to +10°. For
a feed rate of 0.11 and 0.15 mm/rev, this difference amounted to 300 and 100 N, respectively. The roughness measured
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at specified feed values lies within the acceptable range of surface cleanliness corresponding to 8-9 grade (except for y
= +10°). Based on the results, the following mode selection algorithm for turning of a VT22 titanium alloy billet is pro-
posed according to various criteria: fixed tangential cutting force — 0.11 mm/rev feed rate (y = +10°); roughness values —
0.11 and 0.21 mm/rev feed rate (for all selected y values) or 0.15 mm/rev (for y = -4, 0, +4, +8°); wear of the cutting edge
— feed rate of 0.11 mm/rev at y from -8° to -2°, 0.15 mm/rev (aty = -4°, 0°, 2°, 4°, 8°, 10°), 0.21 mm/rev (at y = -4°, -2°, 2°,
4°,6°, 8°, 10°).
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1. BBEAEHUE

Ob6paboTka MeTannoB pesaHWeM -—
Hambonee pacnpocTpaHeHHas U Tpygoemkas
yacTb paboT, coBepluaeMblx NpU M3roToBIe-
HUM feTanen MawuH. No3ToMy CHUXEeHWe 3a-
TpaT Tpyda W BPEMEHW Ha €€ BbINOSIHEHWE
SBNSAETCH OAHUM W3 TNaBHbIX HanpasneHui
[anbHENWero yBeNWYeHUs NpPOW3BOAUTENb-
HOCTU B COBPEMEHHOM MaLUMHOCTPOEHUM.
PelweHne 3Tux 3agay nytem uccrnegoBaHus
SBMEHNA N 3aKOHOMEPHOCTEW NpW pesaHuu,
COBEpPLUEHCTBOBAHWNE KOHCTPYKUMA U reomeT-
PUN PEXYLLMX MHCTPYMEHTOB, @ TaKxe co3fa-
HUe HoBbIX, Gonee addekTMBHBIX cnocobos
06paboTkn COCTaBNSAT OCHOBHOE COAEpXa-
HWEe HayKun O pe3aHnn MeTanmos.

N3yyeHne npoueccoB TokapHon obpa-
6OTKM TUTAHOBLIX CMNaBOB MMENO CBOE pas-
Butne'™ [2-9]. Tak Kak TUTaHOBble ChnaBbl
OTHOCATCS K TpyaHooOpabaTbiBaeMblM Mate-
puanam, nx obpaboTka conpshkeHa c onpege-
NeHHbIMM NpobnemMamu, 0T4acTU BO3HUKALO-
WMMK OTTOrO, YTO BbICOKONPOU3BOAMUTENbHASNA
MexaHuyeckass obpaboTka TuTaHa — HOBas
obnactb, U B HEW He HaKOMMEHO [0CTaTO4HO
onbita. OrpaHN4YeHHOe KONW4ecTBO uccrnepno-
BaHWi MOCBSALLEHO BbICOKONPOU3BOAUTENBHO-
MY TOYEHMIO TUTAHOBbLIX CNNaBOB, U TOMbKO B
HEKOTOPbIX M3 HUX PAaCCMOTPEHbI OTEYECTBEH-
Hble TUTAHOBbLIE CMNaBbl, KOTOPbIE MO CBOWM
MeXaHW4eckum ceomcteam u obpabatbiBae-

MOCTW pe3aHueM OTNNYaTCS OT 3apybexHbIX
[10-16]. Kak npaBuno, aBTOpPbl KOHLEHTPUPY-
0T BHMaHWE Ha uccnegoBaHUM 3aBUCHMOCTH
BbIXOOHbIX NapameTpoB 06paboTKM, TakMX Kak
cunbl pesaHus, Bubpauum, kayectso obpabo-
TaHHOW MOBEPXHOCTM OT napameTpoB obpa-
BOTKM M reoMeTpun pexyLlen 4actu UHCTpy-
MeHTa. [eoMeTpus pexyLLen YacTh TOKapHOro
WHCTPYMEHTa M pEXWUMbl pPe3aHuns LOSKHbI
BbITb ONTUMarbHBIMK, C Lenbio obecneyeHmns
3KOHOMMYECKM OBOCHOBAHHOW CTOMKOCTU pe-
XyLled KPOMKM MHCTPYMEHTa U [OCTUXKEHUS
3aJaHHOW LLepOX0OBaTOCTN NOBEPXHOCTM.

CornacHo nutepaTypHbIM UCTOYHKUKAM
[4-9], BONpOCHI BMUSAHUS TEOMETPUN pexyLLei
4yacTu Ha npouecc 06paboTkM Haxoaunuchb B
okyce uccnegoBaHWn AMTENBHOE BPEMS.
Ho paHHble uccnegoBaHWs MNOCBSALLEHbI BO-
npocam TOYeHUsi MaTepuanos, KoTopble Bbliun
aKTyanbHbl B MPOMBILLIIEHHOCTM B TOT Nepuos
M B HacTtosiuiee Bpemsi, NnbO He Tak 4acTo
MPUMEHSIOTCA, UM BOOBLLE CHATBHI C MPOU3-
BOACTBA.

Cnenyet Takke 3aMeTWUTb, YTO reo-
METPUSI TOKAPHbIX MHCTPYMEHTOB ANSi BbICO-
KONpou3BOANTENbHON 06paboTkn OTNMYaeTCs
OT reoMeTpumn Knaccumyeckux pesuos [17-25].
Takxke oTnuuarTca ctpaternss 0bpaboTku u
MPUHUMMbI pacyeTa pexuMmoB pesaHus. Cne-
[0BaTENbHO, 3aKOHOMEPHOCTU W 3aBUCKUMO-
CTW, NOMyYEeHHbIE paHee ANa Knaccu4eckown
06paboTkn, TpebyrT KOPPEKTUPOBKM W A0-

1FpaHOBCKl/uh I".1., TpaHoBckuit B.I'. Pe3anne metannos: yuebHuk. M.: Boicww. wk., 1985. 304 c.

2FleprLUMH C.W. BeegeHve B Teoputo HecBobogHOrO pesaHust matepuanos: yueb. nocob. Tomck: M3a-so TI1Y, 1999. 97 c.
SPexUMbI pe3aHus TpyaHoobpabaTteiBaeMbix MaTepuanos: cnpasoyHuk / A.J1. l'ypesuy, M.B. lopoxos, B./. 3axapos u
ap. N3p. 2-e, nepepab v gon. M: MawwuHocTpoerue, 1986. 240 c.

ISSN 1814-3520

BECTHUK WPKYTCKOIO rOCYOQAPCTBEHHOIO TEXHUYECKOIO YHUBEPCUTETA 2020;24(3):548-560
e

549

PROCEEDINGS OF IRKUTSK STATE TECHNICAL UNIVERSITY 2020;24(3):548-560




MawunHocTpoeHne U MaluMHOBeAEHUE
Mechanical Engineering and Machine Science

MOMHUTESNbHbLIX UCCMNedoBaHUN AN nocnegy-
lOLLEero MCnosib30BaHUs B peasibHOM Mpow3-
BOACTBE.

TutaHoBble crnasbl NOCeAHEro NoKo-
nexuns BT20, BT22, BT23 B 0OCHOBHOM npume-
HAKTCS B aBMALMOHHOW U PAKETHON NPOMbILL-
NEeHHOCTH, cygocTpoeHun. B aBuaumMoHHOM
TeXHUKe, rae CTPeMATCS NonyunTb Haubonee
NErKY KOHCTPYKLUMIO B cOoYeTaHun ¢ Heobxo-
OMMON MPOYHOCTBIO, M3 TUTAHOBbLIX CMNaBOB
M3roTaBnMBalOT OOLUMBKY, AeTanu KpenneHus,
CUNoBon Habop, UTHHIN, LEHTPONMAH, AeTa-
N WwaccK, kapaaHel U npoyve arperaTbl. Tak-
Xe OaHHble maTepuanbl NPUMEHSOTCH B KOH-
CTPYKUMSIX aBUALMOHHBIX PeaKTUBHLIX ABWra-
Tenen.

3agava uccnegoBaHus 3aknoyanach B
onpefeneHu 3aBUCUMOCTEN BbIXOAHbIX Ma-
paMeTpoB OT reOMeTpuUn MHCTPYMEHTa U pe-
XUMOB pe3aHusi Mpyu TOYEHUU TUTAHOBOTO
cnnaea BT22 Ha yHuBepcansHoM 06opyaoBa-
HUM C NMPUMEHEHWEM COBPEMEHHOW Mccreno-
BaTenbCcKoi annapaTypbl. K BbIXOAHbIM napa-
MeTpaM OTHOCATCH CWSlbl pe3aHuss B Tpex
HanpasneHusix (Px, Py, Pz), temnepatypa (T),
LepoxoBaToCTb noBepxHocTn (Ra) u usHOC
WHCTPYMEHTa No 3agHen nosepxHocTy (h3).

2. MATEPUAN U METOAbI
UCCNEONOBAHUA

TutaHoBbIN AedhOpMUpPYEMbIN  CMnaB
BT22 ucnonbsyetca ons nony4yeHus BbICOKO-
Harpy>XeHHbIX AeTanei W KOHCTPYKUWA, ASu-
TenbHo pabotawowmx o Temnepatyp 350—
400°C (cunosble getanu rosensxa, Kpbina,
LWTAMMOBKW, [eTanu CUCTEMbl YnpaBrieHus,
KpenexHble AeTanu Tuna yLKoBblx 60M1ToB).

Cnnas BT22 (a + B)-knacca oTHocuTCS
K  CMIIbHONMErMpOBaHHLIM  BbICOKOMPOYHbLIM
cnnasam  cuctembl  Ti—Al-Mo-V-Fe-Cr.
CtpykTypa u cBoincTBa cnnasa BT22 3asucar
OT konebaHns XMMn4yeckoro coctasa B npege-
nax, YCTaHOBMEHHbIX TEXHUYECKUMMU YCIOBU-
amu. o CTpykType B 3aKaneHHOM COCTOSHUM

— 3TO CNnaB NePeXofHOro Knacca.

Hanuune xpoma B cocTaBe cnnaea
BT22 noBbiaeT ero COnpoTMBIIEHNE KOPPO-
3un, a BMecTe ¢ MonMbaeHOM ¥ BaHaguem
3HAYMTENbHO BNMUSIET Ha MPOYHOCTb U TBEp-
[OCTb crnaBa. AT CBOWCTBA, KOTOpbIE Npu-
patot BT22 cratyc Hanbonee nogxogsiero
mMaTepuana ans u3rotoBrieHWsl AeTanen, oka-
3blBalOT 3Ha4MTENbHbIN 3hdekT Ha ero obpa-
6aTbiBaemocTb. B pesynbtate obpaboTka co-
NPOBOXAAETCSA BbICOKMMU N KOHLEHTPUPOBAH-
HbIMWU CUMaMK, OEUCTBYIOWMMU Ha PEXYLLYo
KPOMKY. 3TO 4acTo NpUBOAUT K BuBpauunsm
npv pe3aHun un K BbICTPOMY M3HOCY pexyLuei
KPOMKU MHCTPYMEHTA.

[ns npoBegeHus akcnepuMeHTa npu-
MeHsncs nabopaTtopHbin cTeHg STD.201-1
(puc. 1), koTopbI nNpeactaBnseT cobowt Au-
HamMOMETpP C MporpaMMHbIM obecneyeHnem.
[uHamomeTp npegHasHaveH Ans npoBeaeHus
Hay4HO-UCCneaoBaTenbCKUX M NabopaTopHbIX
paboT C Uenbl U3y4eHUs AUHAMUYECKMX,
BMOPALMOHHBIX M TENOBbLIX NPOLIECCoB, NPo-
TeKatoLmMxX Npu pesaHnunm MeTannoB B pasnuy-
HbIX PeXumMax ToOKapHbIX CTaHKoB [1].

Onsa un3mepeHus OMHaMOMETPUYECKNX
[aHHbIX No ocam X, Y, Z, npoekumnin Bubpycko-
peHuna Ax, Ay, Az, cun pesaHusa Px, Py, Pz B
OMHAMOMETP YCTaHaBMMBAKT PEXYLIMA WH-
CTPYMEHT, 3aroTOBKY 3aKpennsiT B MaTpoHe
CTaHka. Npu BpalleHWn 3aroTOBKWU AeTanu U
nepeMeLleHMn auHaMoMeTpa C pe3LoM OTHO-
CUTENbHO 3aroTOBKM OCYLUECTBMSETCA pe3a-
HWe C 3afaHHoW rnybuHON, 4YTO conpoBoOXaa-
€TCs perncrTpaumeit CoCTaBNALWMX CUIlbl pe-
3aHMS NO YyKa3aHHbIM OCAM, perncTpaumen
BMOpaLWI B HanpaBneHUAX yYKasaHHbIX OCEN.

B KkavectBe pexyLlero WHCTpyMeHTa
Obin BblOpaH TOKapHbLIN peseL nogpesHon
OTOrHYTBIN C HamaWHbIMK NACTUHAMKU U3
TBepporo cnnaea BK8 (TOCT 18880-73%). B
NUTEpaTypHbIX UCTOYHUKAX OTMEYEHO, uTO
nepeaHWn yron y okasblBaeT Kno4eBoe BuS-
HWe Ha npouecc pe3aHus [2-9].

‘rOCT 18880-73. Pesupi TOKapHble NoApe3Hble OTOrHyTbIE C NNacTMHaMu U3 TBEPAOro cnnaea. KOHCTPYKLWS 1 pa3me-
pbl. Beend. noctaHoBneHunem Ne 1429 [ocypapcTBeHHOro komuteTa craHgapToB Coseta MunHuctpoB CCCP ot

01.07.1974. M.: UMK W3g-Bo cTaHgapTos, 2003.
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Puc. 1. JlTabopamopHbIli cmeHQ 0ns1 uccredosaHusi Cusn pe3aHusi
Fig. 1. Laboratory test bench for studying cutting forces

Bcero 6bino 3apgencteoBaHo 10 Takmx
pesuoB (puc. 2) ¢ nepegHUM Yriom y, usme-
HsoWmmMes ot -8° go +10° ¢ warom 2° (Tab-
nvua). 3agHui yron npu 3Tom Bbin NOCTOSIH-
HbIM W cocTaBnan a = 6°. [naBHbIN yron B
nnaHe ¢ = 90°.

3HayeHNss [OaHHbIX rEeOMETPUYECKUX
napameTpoB Obinu BbiOpaHbl C Lenb npo-
BEPKW rMNOTE3bl BNUSHNA NEPEAHEro U 3aHe-
ro yrrnos, npusegeHHon B pabote [25], Ha au-
HAMMWKY pe3aHns N CTOMKOCTb MHCTPYMEHTA.

Bnuanue nepegHero u 3agHero yrrnos
Ha NpoLecc pe3aHns U NPUHLUMNLI UX Bbibopa
OnucaHbl B NMTepaTypHbIX UCTOYHUKAX [4, 8—
9, 18-20]. MNepeaHuit yron BRAUSET Ha cuny
pe3aHns Yepes M3MEHEeHMe ycrnoBuii gedop-
mMaumn. C yBenuyeHuem nepegHero yrna
(YyMeHbLUEHMEM yrNa pe3aHus) yBenuunBaeTt-
CA yron casura, yMeHbLIaeTcs KoagpuLmeHT
ycafKkun CTPYXKW, a, crnefoBaTenbHO, U cuna
pesaHus.

leomempus pexyuje2o uHcmpymeHma 0sisi NposedeHusi IKCePUMEHMOo8
Geometry of the cutting tool for experiments

Homep pesua 1 | 2 | 3

4

| s | 6 | 7 ] 8 | 9 | 10

3agHui yron a, °

+6

MNepegHun yron y, °

8 | 6| 4| 2] 0

| +2 | +4 | +6 | +8 | +10

Puc. 2. TokapHble nodpe3Hbie 0mo2Hymbie pe3ubl
Fig. 2. Turning bent facing cutters
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B 3aBucumocTy OT xapakTepa u cTe-
NEHW U3HOCA W3MEHEHME CUM MOXET MNpouc-
XOAWUTb B pasfMyHbIX HanpaeneHusx. Hanpu-
Mep, M3HOC pe3LoB MO 3afHel NOBEPXHOCTM
COMPOBOXAAETCA YBENMYEHMEM Cunbl pesa-
Hus. MMpu npeobnagatolwemM nsHoce no nepea-
HEN MOBEPXHOCTU Cuna pe3aHus MOXeT W
CHUXaTbCA.

OpHuM M3 oTpuLaTenbHbIX SBNEHUN
npu 06paboTke TUTAHOBBIX CNNABOB SBNSETCA
SIBMEHVNE adresnn, a B HEKOTOPbIX Cnyyasx
NPOMCXOOMT NOBEPXHOCTHOE YMPOYHEHWE TW-
TaHOBbIX CMMaBOB, YTO CMNOCOOCTBYET cyLle-
CTBEHHOMY 3aTYMMEHWI0 PEXYLLErO0 WHCTPY-
meHTa. CogepxaHue yrnepoga 6onee uyem
0,2% cnocobctByeT obGpasoBaHuio Kapbuaa
TWTaHa (npeden pacTBOPUMOCTU yrrepoaa B
TuTaHoBOoM cnnase cocTasnset 0,2%); ecnu
cogepxaHue yrnepoga B TUTAHOBOM Chniase
npeBocxoguMT 3TO 4ucno, To obpasyrTces
TBepAble Kapbuapl TWTaHa, KoTopble [Aew-
CTBYIOT Ha PEXYLLYI KPOMKY MHCTPYMEHTa KaK
abpasus 1 3aTynnsioT ee.

MoBblweHne obpabatbiBaeMocTt pe-
3aHMeM OCYLLEeCTBNAETCA 3a CcYyeT onTUmK3a-
LMW rEOMETPUN PEXYLLEN YacTh MHCTPYMEHTA.
NpoBeaeHHbIN aHanu3 3apybexHon [11-17] un
0TeYeCTBEHHON nuTepatypbl [2-9] nokasan,
4TO yBENWYEHWE NepesHero yrna npuBoauT K

YMEHbLLUEHNIO COMPOTUBMEHWUS pe3aHust W
npoYHOCTW ne3sus. Jlessne pesua ¢ oTpuua-
TenbHbIM YoM vy NPOYHee pesua C Monoxu-
TenbHbIM nepegHum yrnom y. C yBennyeHnem
npoYHOCTM obpabaTbiBaemMoro matepuana wu
CHWXEHWEM MPOYHOCTU WHCTPYMEHTaNbHOro
Matepuana nepegHWn yron  Heobxoaumo
yMeHblLLaTb.

Cunbl pe3aHusi. BennuuHa cunbl pe-
3aHus, Heobxoaumas Ans NpeoaoneHust co-
NPOTUBNEHNS MaTEPMANOB NpU CHATUM CTPYX-
K1, 3aBUCKT OT psiga akTopos: obpabaTbiBa-
eMoro matepuana, rnybuHbl pesaHusi, nogauu,
Yr0B 3aTOYKM pesLa, ckopocTu pesanus (V) u
op. Cxema cun pesaHus Npu TOYEHUW npuBe-
[ieHa Ha puc. 3.

OnucblBaTb Npoueccbl Mpu  TOYEHWUU
npu pasHbiX nogadax bydem no cocTaBnsio-
wen cune Pz, T.k. coctaBnswwas Pz pen-
CTBYeT B HanpaeneHun V u HasbiBaeT-
CA «TaHreHuuansHoi» cunoit pesanus. [o-
CKOMbKY OHa 00bl4HO NUWb Ha 6-10% MeHb-
L€ MOMHOMN CuIbl pe3aHus R, TO ee HasblBalOT
«YCUIUEM» PE3AHMS.

Pexumbl o6pabomku. CkopocTb pe-
3aHus Gblna noctosiHHOW — 50 M/MuH. ny6u-
Ha pesaHus t = 3 MM. MeHsanacb TonbKO no-
faya S, 3HavyeHus kotopown coctasnanu: 0,11;
0,15; 0,21 mm/06.

Puc. 3. Cocmaenstowue cun pesaHusi npu mokapHol o6pabomke
Fig. 3. Components of cutting forces under turning
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3. PE3YJIbTATbI UCCJIIEAOBAHUA
U X OBCYXOEHUE

Mony4yeHHble 3aBUCUMOCTU CUN pe3a-
HUSA OT NepeaHero yrna y npu pasnuyHbIX 3Ha-
YeHUsX nogaym npuBeaeHsbl Ha puc. 4-6 [1].

AHanus 3aBMCMMOCTEN MNOKa3blBAET,
4TO Npu TodeHumn ¢ nogaven 0,11 mm/06 (puc.
4), c ysenuyenuem y go +10°, cuna pesaHus

P(x.v,2), H

Pz nocteneHHo ymeHbllaeTcs. Ee 3HayeHue
namensietcs ot 1100 go 1000 H (gmnanasoH
n3meHeHus coctasmn scero 100 H).

Mpn TOYeHum ¢ nogaven S = 0,15
MM/06 (puc. 5) cuna pesaHus Pz nameHunacs,
3Ha4eHue npu nepegHem yrne -8° pasHo 1600
H, n npu yBenuyeHun nepeaHero yrna Ha sHa-
yeHun +10° oHa pasHa 1300 H. lNepenag 3Ha-
yeHun paseH 300 H.
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0,0

Puc. 4. [TonyyeHHble 3asucumocmu cun pe3aHusi om nepedHe20 yaJa pesua
npu nodaye S = 0,11 mm/06: kpueas 1 - cuna Px; kpueas 2 — cuna Py; kpueas 3 — cuna Pz
Fig. 4. Obtained dependences of the cutting forces on the cutter front corner at the feed S=0.11 mm/rev:
curve 1 - cutting force Px (N); curve 2 - cutting force Py (N); curve 3 — cutting force Pz (N)

P(x,y,z), H

2200,0 4
2000,0

1800,0

1600,0
1400,0

~~--

A= ===\

-
-
/ \.

1200,0 \
1000,0

V4

d

800,0

600,0
400,0

200,0

0,0

Puc. 5. [TonyyeHHble 3agucumocmu cuJsi pe3aHusi om nepedHezo yana pesya
npu nodaye S = 0,15 mm/06: kpueas 1 - cuna Px; kpueasi 2 — cuna Py; kpueas 3 — cuna Pz
Fig. 5. Obtained dependences of the cutting forces on the cutter front corner at the feed S=0.15 mm/rev: curve
1 - cutting force Px (N); curve 2 — cutting force Py (N); curve 3 — cutting force Pz (N)
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3HayeHne cunbl pesaHua Pz npu no-
pade S = 0,21 mm/06 (puc. 6) yxe pasHo 2000
H. B gaHHomM cnyyae nepenag cun ot -8 go
+10° coctaBnseT yxe 400 H.

[NpoBedeHHbIN aHanus no rpadukamM c
W3MEHEHMEM MOAAYM OOHO3HAYHO MOKa3blBa-
eT, YTO C YBeNIMYeHMeM noJdayn 3HayeHue cu-
nel Pz yBenuuuBaeTcs, YTO MOATBEpXAaeT
Knaccuyeckue onpeeneHns u3 Teopun pesa-
Hua [2-9]. Mpu yBenuyeHun rnybuHbl pesaHus
W nogauu pacTeT nnowadb CeYeHus cpesae-
MOr0 Crnosl, 4TO Bbl3biBAET BO3pacTaHMe BCEX
COCTaBMALWMX CUbl pe3aHuns. Ho ecnu pac-
cMaTpuBaTb KaxAbld rpaduk OTAEnNbHO, TO
nonyyaeTcs, YTo C YBENUYEHUEM NepemHero
yrna y NpoUCXOAMUT YMEHbLUEHWe CconpoTuB-
NeHnst pe3aHusi, W, COOTBETCTBEHHO, CWSIbl
pe3aHus ymeHbLatTes [22, 25].

Llepoxosamocmsb. Nocne 06paboTkm
3aroTOBKV NPOBOAUINCL U3MEPEHUS LLEPOXO-
BatocTu npodgunometpom TR200. MNMocTpoeHsb!
rpacukm, nokasblBaroLime BIIMSHUE PEXUMOB
06paboTkM Ha KayecTBO MOBEPXHOCTH, C yye-
TOM M3MeHeHus nepegHero yrna vy (puc. 7).
CornacHo nonyyeHHbIM rpadukam, MOXHO
cka3aTb, YTO XOpOLLEee KayeCcTBO NOBEPXHOCTY
Nony4YaeTcs Ha NPOTSXKEHUM BCEX NEpPenHMX
yrnoB Tonbko npu noga4vax 0,11 n 0,21 mm/06.
3HayeHve napameTpa Ra konebnetcs mexay
8 n 9 knaccamu 4uCTOTbI MOBEPXHOCTU, YTO
COOTBETCTBYET MO nNapameTpam 4YMCTOBOMY

P(x,y,z), H

TOYEHMIO N MOXET ObITb MCMONb30BaHO B MPO-
N3BO/CTBE.

3HayeHus LWepoxoBaTocT Ra npwm no-
gaye 0,15 mm/06 HOCAT HEOAHO3HAYHbIA Xa-
paktep. Ecnun pekomeHgoBaTb pexum obpa-
60TKM, NpU KOTOPOM HYXXHA KayeCTBEHHAs No-
BEPXHOCTb, TO HYXHO BbIOMpaTb NepeaHui
yron y co 3HaveHusmu -4, 0, +4, +8°.

U3Hoc. B npouecce npoBeeHUs aKC-
nepuMeHTa, Mocfe Kaxagoro npoxoda BceMmu
pesuamu, M3Mepsanacb AnnHa NOWaaKM M3-
HOCa Mo nepeaHei 1 3agHen NoBEPXHOCTSAM C
NCMOSb30BAHNEM  U3MEPUTESIbHON  MaLUWHbI
Micro Vu-Sol-1. W3Hoc paboumx noBepxHo-
CTel WHCTpyMeHTa npeacTaBnser cobon
CNOXHbIA  (DU3UKO-MEXAHWUYECKUA  MPOLECC
paspyLleHnsi MOBEPXHOCTHbIX CNOeB. WHTEH-
CUMBHOCTb M3HOCA 3aBUCUT OT CKOPOCTM pe3a-
HMSA 1 nogauw.

B npouecce m3Hoca Ha MHorux ¢oTo-
rpagomsx Habnoganocb 30HanbHOE BbIKpaLUu-
BaHWE pexyLien KpOMKU. ITO NPOUCXOANT Mo-
TOMY, YTO YacTuLbl TBEPAOro CnfaBa yHOCAT-
CH CXOAALEN CTPYXKKOW WM WUMEKT pasHble
pasmepbl. INpn TovyeHun ¢ nogayen S = 0,11
MM/06, HauMHas CO 3HAYeHUs NepeaHero yrna
ot 0 go + 10°, npoucxoanno «BblnaMbiBaHNE»
4yacTuL, KPOMKW pesua, YTO MPMBOAMIIO K He-
BO3MOXHOCTU TOYeHMS. [103TOMy Ha rpadukax
(pnc. 8, 9) HeT CHATbIX 3HAYEHWN U3HOCa Y
9TUX NapaMeTpoB yrna.
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Puc. 6. [TonyyeHHble 3asucumocmu cus pesaHusi om nepedHe20 yana pesya
npu nodaye S = 0,21 mm/06: kpueas 1- cuna Px; kpueasi 2 — cuna Py; kpueas 3 — cuna Pz
Fig. 6. Obtained dependences of the cutting forces on the cutter front corner at the feed S = 0.21 mm/rev:
curve 1 - cutting force Px (N); curve 2 — cutting force Py (N); curve 3 — cutting force Pz (N)
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Puc. 7. [lony4yeHHble 3agucumMocmu wepoxosamocmu Ra
om u3MeHeHusi noday4u S u nepedHez0 yana y.
kpueasi 1— S = 0,11 Mmm/06; kpueasi 2 - S = 0,15 mm/06; kpueasi 3— S = 0,21 Mm/06;
Fig. 7. Obtained dependences of roughness Ra on the variations of the feed S and the front angle y.
curve 1-S=0.11 mm/rev; curve 2 - S = 0.15 mm/rev; curve 3-S =0.21 mm/rev

Tak Kak AnvHa y4acTkoB TOYeHUs Obl-
na ognHakoBasi u coctaensna 10 mm, 1o Bpe-
Ma 0b6paboTku 3aBMCENO TOMbKO OT MoAdauu,
T.K. MPOTEKaHWEe W3HOCAa BO BPEMEHU OYEHb
3aBMCUT OT NMOAayM v NepeaHero yrna kak oc-
HOBHbIX (pakTOpOB, B AaHHOM cnyyae V BO
BHMMaHue He bepem [8, 9].

Ha puc. 8 npeacraBneHbl 3aBUCUMO-
CTW M3HOCa NO nepegHend NOBepxHOCTW h.

B uenomM MOXHO OTMETUTb TEHAEHUMIO BCEX
KPMBBIX K YMEHBLLUEHWIO M3HOCA C YBENMUYEHM-
€M nepeaHero yrna vy, ecinim He 3a0CTPST BHU-
MaHMe Ha MNWKOBbIX 3HAYeHWsIX B yrnax -6°,
-2°, 0°, +6°. bbicTpee Bcero npu aTUX 3Have-
HUSX NPOUCXOAUNN HapocToobpasoBaHue (Ko-
TOpOE COMpPOBOXAAET NPOLECC TOYEHUs TUTa-
HOBbIX CMMaBOB) W OTPbIB 4acTuy paboumx
MOBEPXHOCTEN, KaK ObINo 06 bACHEHO BbILLE.

/“,
; n \
I : \
. \_"_,‘§\.
& v b
. ~.® >
\
%°
4 6 8 10

Puc. 8. lMonyyeHHble 3agucumocmu uzHoca no nepedHeli nogepxHocmu hn om nodayu S
kpueasi 1 — S = 0,11 mm/06; kpueas 2 - S = 0,15 mm/06; kpueasi 3— S = 0,21 Mm/06
Fig. 8. Obtained dependences of the front surface hn wear on the feed S:
curve 1-S=0.11 mm/rev; curve 2 =S =0.15 mm/rev; curve 3-S =0.21 mm/rev
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Puc. 9. lNonyyeHHble 3agucumocmu u3Hoca no 3adHeli noeepxHocmu h3 om nodayu S:
kpueass 1- S = 0,11 mm/06; kpueasi 2 — S = 0,15 MM/06; kpueast 3 — S = 0,21 Mm/06
Fig. 9. Obtained dependences of the back surface ha wear on the feed S:
curve 1-S=0.11 mm/rev; curve 2-S=0.15 mm/rev; 3 curve =S =0.21 mm/rev

N3meHeHne KpuBbIX U3HOCA NO 3aHEN
nosepxHoctu h3 (puc. 9) umeet 6onee MOHO-
TOHHBIN XapakTep, N0 CPaBHEHWIO C U3HOCOM
Nno nepegHen MOBepXHOCTM hm, 3TO BMOSHE
06bsAcHUMO. [NpuBneKaT BHUMaHWe 3Haye-
HUS NepefHero yrna y pasHole -6°, -4°, +6°. B
CPEAHEM BCE 3HAYeHWst He monagatT B 30HY
«KPUTUYECKOro» M3HOCA, U UHCTPYMEHT MOX-
HO cunTaTb PaboTOCNOCOBHLIM, KPOME 3HaYe-
Hua nogaun S = 0,11 mm/00.

MpoBefeHHblE MCCNEeAOBaHUA Xapak-
Tepa M3HOCa TBEPAOCNNABHOrO MHCTPYMEHTa
npW TOYeHUK TUTaHoBoro cnnaea BT22 npea-
CTaBMSAT 3HAYUTESbHLIN MHTEPEeC Ans peLle-
HMS OCHOBHOrO BoMpoca obpabaTbiBaeMocTH
pesaHnem TpyaHoobpabaTbiBaeMbIx MaTepu-
anoB — OnpefeneHne CToMKocTn u paboTo-
CMOCOBHOCTU PeXyLLEero UHCTPYMeHTa.

MpoBeaeHHblE MCCRefoBaHMS NO3BO-
NUNK YTOYHWUTb NPEeACTaBMNeHNE O MeXaHU3Me
M3HOCa NO nepegHen U 3agHen rpaHsaM WH-
CTPYMEHTA.

BbISIBNEHO, YTO M3HOC MEHsieTcs B 3a-
BUCMMOCTM OT NapameTpoB nogaun S u 3Ha-
YeHUsl nepeaHero yrna y.

4. 3AKIMHOYEHUE

1. C yBenuyeHvem nepegHero yrna y
cuna pesaHust Pz ymeHbluaeTca npu BCEX MO-
[avax. 3HayeHue Cunbl pesaHus npu nogade
S = 0,11 mm/06 mnamensietca ¢ 1100 H po
1000 H, npu nogave S = 0,15 mm/06 gnana-
30H usmMeHeHus yeenunymeaetca ¢ 1600 H go
1300 H, npu nogave S = 0,21 mm/06 n3meHs-
eTtca ¢ 2000 H go 1600 H. 310 cBMaeTenb-
CTBYET O TOM, YTO npu GonbLuer nogave npwu-
narattca Gonbwme ycunus pesadus. Ontu-
ManbHbIA NepeaHui yron y Npu Bcex nogadax
paBeH +10°.

2. CornacHo nomny4YeHHbIM rpadukam,
MOXHO CKas3aTb, YTO XOpOLUee KayecTBO No-
BEPXHOCTU MOMyvyaeTca B AnManasoHe BCEX Mne-
pedHux yrnos Tonbko npu nogadax 0,11 wu
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0,21 mm/06, Kpome 3HayeHus yrna +10°. 3Ha-
yeHue napameTpa Ra cooteetctByeT 8 n 9
Krnaccam YMCTOTbl NOBEPXHOCTM.

3. B cpegHem Bce 3HaveHus n3Hoca no
3agHen nosepxHocTM h3 nmpu nogayax S =
0,15 1 0,21 mM/06 He nonagatT B 30HY «KpW-
TUYECKOro» W3HOCA, W WHCTPYMEHT MOXHO
cunTaTb paboToCNOCOBHBLIM, KPOME 3HAYEHMS
nogaum S = 0,11 mm/06, HauuHasa ¢ yrna 0°.
MNpuBneKawT BHUMAHNE 3HAYEHWSI NepeaHero
yrna y paBHble -6°, -4°, +6°. [laHHOe sBneHune

MOXHO OOBACHUTL BHYTPEHHUMM MpoLieccamu
negopmauum B pabouent 3oHe nubo nosiene-
HMeM HapocTa. MIsHoC no nepegHen nosepx-
HOCTV hn MMeeT TEHAEHUMIO K YMEHbLUEHUIO C
YBENUYEHNEM NepeaHero yrna y. ATo CXoxe C
N3MeHeHneM cunbl pesaHus Pz (n. 1), 4To
no3BONSeT NPEAnonoXuTb cregytowee: on-
TUManbHbIM NepeaHnM YrioM y B AaHHbIX UC-
CrefoBaHMsX SBMSETCA Yros, KOTOPbIN paBeH
+10°.
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