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BBepeHune

B Hacrosmee BpeMs CyIECTBYIOT pa3iIM4YHBIE
CIIOCOOBI M3rOTOBJICHUS A€Tajel MalllMH U MEXaHU3-
MOB, OCHOBHBIM I1apaMeTPOM I'€OMETPUUYECKON TOU-

Annomayus. TIpuBeqeHbl pe3ylbTaThl HCCIEIOBAHUS MpoLEcca pesa-
HUSI C LETbI0 ONpENIeNICHNs] BIMSHUS JUIMHBI BbIIETa TOKAPHOTO PEXYIIET0o
MHCTPYMEHTA U3 pe3leepKaTess U CHI pe3aHus, BOSHUKAIOIIUX B Tpolecce
00paboTKH, COOTBETCTBYIOLIMX PA3HBIM BEIMYMHAM CHUMAeMOro cliosi, Ha ¢op-
MHpPOBaHHE KauecTBa MIOBEPXHOCTHOTO CJIOsI IeTaneil mpyu ToueHuu. B kaue-
CTBE PEXYIIEro MHCTPYMEHTa B MCCJIEOBAaHUU IPHUMEHSUICS TOKApHBIN IIPO-
xomuoi pezerr PCLNR2525M12 co cMeHHBIMU TUTACTUHAMH U3 TBEPIOTO
crmaBa T15K6, a B kauecTBe 00pabdaThiBaeMBbIX 3arOTOBOK — CTaJIbHBIC IIH-
JIMHApPUYEeCKe 3aroToBku amamerpoM D = 40 mm (mapka cramum — 30).
O0paboTka pe3aHreM MPOBOAMIIACH MPU TPEX Pa3IMUHBIX ITTyOMHAX pe3aHus,
pasubix 0,4, 1, 1,5 Mm. CKOpOCTb 1OJ1a4y M YaCTOTA BPAIICHUS IINUH/ENIS
Ha MPOTSHKEHHH BCErO SKCIEPUMEHTA SBJISIINCH KOHCTAHTON M OBLIH PaBHBI
s =0,1 Mmm/006, n = 1000 06/MHH COOTBETCTBEHHO. MeTO1aMU MaTeEMaTHYeE-
CKOTO MOJICTTMPOBAHUS ONPEEIICHB T€OMETPUIECKHE OTKIOHEHHS pe3lia OT
TEOPETUUECKOM JINHUHU pe3aHusl. B kauecTBe OlleHHBAaEMbIX MapaMeTPOB UCTIOJIb-
30BAJIMCh JIMHEHHbBIE NIepeMelIeHUs, 00pa3yeMble BCIESACTBUE HANPSHKEHHO-
Ie(GOpMUPOBAHHOTO COCTOSHUS pe3la. IIpeacTaBieHa METOAMKA IOITO-
TOBKH W IPOBEACHUS MAaTEeMaTHYECKOTO MOJEIMPOBAHHS CPEACTBAMH CH-
crembl TpexmepHoro moaenupoBanuss KOMITIAC-3D u monyns APM FEM.
OKCIEPUMEHTAIBHBIM IIyTEM HCCIIEIOBAHbl MapaMeTphl LIEPOXOBATOCTH,
BO3HHMKAIOIIME PU TOKAPHOW 00pabOTKe pe3laMy C pa3IHIHON BETMUHMHON
BbIJIETAa HHCTPYMEHTA C Pa3HBIMU PEKUMAMH PE3aHuUs.

HOCTH KOTOPBIX SIBISETCS IIEPOXOBATOCTH — COBO-
KYIMHOCTh HEPOBHOCTEH, 00pa3yIoNIMX MHKPOPEIb-
e MOBEPXHOCTH W3JENUS B CHIY TUIACTHYCCKOM
nedopMali 3arOTOBKHM NMPU ee 00paboTKe H3-3a
TpeHUs ¥ BUOpanuu 00 WHCTPYMEHT, BBHIPHIBAHUS
YaCTUIl MaTepHaa C MOBEPXHOCTH, HEPOBHOCTEH pe-
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[eiinosa Kpucmuna bopucosna, crynentka 3-ro Kypca OakanaBpHaTa jJenapra-
MEHTa MalllMHOCTPOEHNs U prOopocTpoeHns MrxenepHoii akagemun PYJTH.
Conomamun Cepzeii Bukmoposuu, cTyIeHT 2-r0 Kypca MarHCTpaTyphl Jienap-
TaMEeHTa MAIIMHOCTPOCHHs U pudopocTpoeHns UmkenepHoit akanemun PYIH.
Jlazap Onvea Hzop CTYJICHTKA 2-T'0 Kypca MarucTparypsl AenapTaMeH-
Ta MalIMHOCTPOEHHUs U npubopocTpoeHus: MnxenepHoii akagemun PY JIH.
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MALUMHOCTPOEHME N MALLMHOBEOEHWE

Kymux Kpomok pesua [1; 2]. Ha nporecc o6pazo-
BaHMs MOBEPXHOCTHOTO CJIOSI OKa3bIBACT BIUSHHE
COBOKYITHOCTh OJIHOBPEMEHHO JCHCTBYIOIUX (hak-
TOpPOB, K OCHOBHBIM U3 KOTOPBIX MOYXHO OTHECTH
METOAbl 00pPa0OTKH, THII M COCTOSIHUE TEXHOJIOTH-
YeCKOM OCHACTKH, (PU3UKO-MEXaHHYCCKHE XapaKTe-
pUCTHUKH 00pabaThIBAEMBIX 3aTOTOBOK, PEXKUMBI Pe-
3aHus (Togava, TIIyOMHA W CKOPOCTH pe3aHusl, 4a-
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CTOTa BpalleHus INMUHJENS, [UIMHA BbUIETa pe3la
u3 peslenepkaTeiis, MOIIHOCTh U CUJIA PE3aHHA),
F€OMETPUYECKHE CIIOCOOHOCTH PEXYIIUX IUIACTUH
WHCTPYMEHTa, MX PEeXYIIUE CBOMCTBA, >KECTKOCTh
TEXHOJIOTUYECKON CUCTEMBI, CIOCOOHOCTH MOTJIOIATh
SHEpruto BHOpaIuy (IeMIpupyromias crrocoOHOCTS),
HaJIM4YUe ¥ Ka4eCTBO CMa30YHO-OXJIAXAAIOIIUX TEX-
HOJIOTHUECKHUX CPelCTB U MHOTroe npyroe [1-7]. Lle-
POXOBAaTOCTh MOBEPXHOCTH MMEET Ipeoldiianaroiiee
BIIUSIHUE Ha TaKWe JKCIUTyaTallHOHHBIE CBOWCTBa
JeTaneil, kKak U3HOCOCTOMKOCTb TPYILIUXCS MOBEPX-
HOCTEH, yCTaJloCTHAsI MPOYHOCTh, YCTOHUUBOCTH K
KOppO3UH, TO3TOMY JaHHBIA MapaMerp TeoMeTpH-
YeCKOW TOYHOCTH B TEXHHUYECKOM XapaKTepHCTHKE
W3JeNUsl UMEET Ba)KHOE 3HAUEHHE B OLIEHKE €ro Ka-
gecTBa [8; 9].

1. MoaroToBka K 3KCNEPUMEHTY

B pabote uccnenoBaHo BIMsSHUE TIIyOWHBI pesa-
HUS M BBIJIETA pe3la Ha LIepOXOBATOCTh MOBEPXHO-
CTU. B kauecTBe peXXyllLero MHCTPYMEHTa HCIOJb30-
BaJICsl TOKapHBIN npoxonHoi pesery PCLNR2525M12
CO CMEHHBIMHU IUIACTHHAMM M3 TBEPAOrO CILIaBa
T15K6 (puc. 1) [10].

Puc. 1. Pe3sey, ana HapyxHoro TodeHns PCLNR2525M12
(aBTOp 3D-uyepTexa — K.b. OenHosa)
[Figure 1. External turning tool PCLNR2525M12
(author of the 3D drawing — Kristina B. Deinova)]

B xauectBe 00pabaThIBaeMBIX 3arOTOBOK IPUMe-
HSUIACH CTalbHbIC HUIHHIPUIECKHAE 3aTOTOBKU AHa-
metpoM D = 40 mm (mapka cranmu — 30). Obpa-
00TKa 3aroTOBOK MPOBOJMIACH HA TOKAPHO-BUHTO-
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pe3HoM ctanke monenu 16K20 mpu Tpex pasnnd-
HBIX TiyOmHax pe3anus ¢ = 0,4 MM, £, = 1 MM 1
3= 1,5 mM. B pesnenepxarene pe3er] 3aKperisuics
nByMs Oosnramu. CKOPOCTh TOJIa4M U 4acTOTa Bpa-
IICHUS IITUHACTS Ha MPOTSHKEHHUH BCETO DKCIIEPH-
MEHTa HE M3MEHSUINCh U ObLTH paBHEI s = 0,1 MM/00,
n = 1000 o6/MuH cooTBeTcTBeHHO. DakTHUECKas
CKOPOCTh Pe3aHHUs paBHSIIACH

qu _ nDn
1000

=126 M/MHH. (1)

CrpyXK000pa3oBaHUe MPU PE3aHUU MaTEPHAIIOB
OCYILECTBIISIETCSl MO ACHCTBHEM CHIIBI pe3aHus P,
KOTOPYIO TIPHHSTO PACKNIa/(bIBaTh Ha HAIPABJIEHHBIE 110
0CSIM KOOPAWHAT COCTABIISIOLIME: TAHT€HIMATIBHYIO P,
paguanbnyo P, u oceByto P, [11; 12], cBsa3aHHbIE
Mexxy coboif cooTHomernusmu Py, = (0,25 — 0,5)P-,
P, = (0,1 — 0,25)P.. MHOTOYNCICHHBIMHA HCCIIEIO-
BaHUSIMU YCTAHOBJICHO, YTO B OOJIBLIMHCTBE CIIyda-
€B CHJIa pe3aHusl IPUMEPHO pPaBHA TaHT€HIMAJIBHOM
cocrapistomen: P. = 0,9P, IMEHHO MO3TOMY IIpaK-
TUYECKHE pacyeThl MPOBOAWINCH Mo cuie P [11].
Cuna pesanus P. onpenensiack o ¢popmyne [11]

N=10C,-t*-s" -V} -K,. )

[To mosy4eHHBIM 3HAYCHUSIM TaHTCHIIUAITBHOM
CHIIBI U COOTBETCTBYIOIIMM UM PEKHMAaM pPE3aHHsI
(rmyOvHE M CKOPOCTH pe3aHHs, a TAKXKE BEIHIHHE
MOJIa4M) OTIPEJIEIISIACh MOIITHOCTE pe3anus (Tabi. 1):

PV,

_ PN 3)
1020-60

Tabnvua 1

3aBMCUMMOCTb TaHr€HLUaNbHOW CUJibl U MOLLHOCTU
OT rNyOuHbI pe3aHus

[Table 1. Dependence of tangential force and power
on the depth of cut]

nybuHa pesaHus, MM

[Cutting depth, mm] t 0,4 1 1,5

TaHreHumanbHag

cocTaBnsioLas

CUJbl pe3aHuns, H P, 874 2185 3277
[Tangential cutting

force, n]

MouwHocCTb pe3aHus, kBT

[Cutting power, kW] N 1.8 45 6.7
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2. UccnepoBaHue OTKJIOHEHNS pe3ua
MeTOA0M KOMMbIOTEPHOro MoAEeNnMpPoBaHus

CpencrBaMu CHCTEMbI TPEXMEPHOTO MOAEIH-
poBanus KOMIIAC-3D u APM FEM npowusBeneH
CTaTUYECKUH pacyeT Uil TSATH BBUIETOB (IJIMHA
MIEPBOr0 BhIJIETA PaBHsIACH 35 MM, OCTaIbHBIC BBI-
noHeHb! ¢ maroMm 10 mM). Pesem, pasmepsl aep-
XKaBKH KOTOPOTO COCTAaBIISIIOT 25X25 MM, Kpemuics
B IOBOPOTHOM pe3liefepikarenie AByMsl OoiaTaMu
JraMeTpoM 16 mm.

Ko Bcem noBepxHocTsaM coznanHoi 3D-Monenu
pesla, NpHKIagblBallach TeMmIepaTtypa, paBHas 20
°C. Peser xpenuics B TOBOPOTHOM pe3lieepKaTe-
Je AByMsi OOJTaMH, CIeIOBATENbHO, JUIS IPOBEIC-
HUS aHaJHM3a B KaYeCTBE COBMAJAIOIINX 3aJ1aBAIUCh
TpH MTOBEPXHOCTH (pHC. 2).

IIpu 3akpernsieHun peser; ConpuKacaeTcs BepX-
HEH TpaHbIO JepKaBKU ¢ 0ONTaMH (PacCTOSHUE OT
paboueii yacTu pesia o rnepBoro 6onra — 38 MM), a
HIDKHEH — ¢ caMHUM pe3LeaepkaTenieM (paccTosiHue
oT royioBKH pesna — 30 mm). B kauecTBe BeMMUMHBI
BEKTOpa HArpy>Ke€HHs BBIOMPANINCh CHIIBI pPe3aHus,
yKa3aHHbIE B Ta0J1. 1, MaTepuan oOpasua — cTajb.

piy

Puc. 2. YcTtaHOBKa 3aKkpenieHuni
[Figure 2. Installation of fixtures]

Ha mocnegrem stame mocTpoeHMsT MOJIENH 3a1a-
BaJIMCh COBMAJAIOIIUE TOBEPXHOCTH U CO3/IaBANACh
KOHEYHO-3JIEeMEHTHas ceTka. Mojenb pesna pazou-
BaJjlach Ha YETHIPE Y3JIOBBIe TeTpadapsl. [lapameTpsr
OTepaluy BHIOUPATNCHh U3 MPAKTHYECKUX cOo00pa-
KEHHH: MaKCUMaIbHOE 3HaUY€HHUE JIMHBI CTOPOHBI
anemeHnTa — 0,5, KOAQUIMEHT CTymeHus] Ha II0-
BepXHOCTH — 1 ¥ KOA((OUIIMEHT pa3peKeHUs B 00b-
eme — 1,5. [ToryueHHOE KOTMYECTBO KOHEUHBIX JIe-
MEHTOB pa30OuenHus ObL10 paBHO 5861, y31moB — 1896.

C 1enpio BBISBICHHUS 3aBUCHMOCTH MEXIY JIJTH-
HOHW BBIJIETA pe3lla M TIIyOMHOW pe3aHusi OT OTKJIO-
HEHMSI HHCTPYMEHTa U3 pe3LieiepKaTes BBIIOTHSII-
csl cTatmueckuii pacder. KoamdecTBo BRIOPAHHBIX CHC-
TEMOM 3JIeMEHTOB paBHsIoch 6235 (1896 y3noB),
crernieHer cBoOoabl — 5688 (443) [13]. Pesynbrar
aHalM3a TSATOrO BhUIETA pe3lia ¢ HAauOONbIIeH cH-
JIOM pe3aHus MpeACTaBIeH Ha puc. 3.

MALUMHOCTPOEHME N MALLMHOBEOEHWE

[IpuBeneHHBIE KapTHl OCTPOCHBI B BUAE U30-
obmacTelt (KOJIMYIECTBO M30YPOBHEH — 16) Ha OCHO-
Be JeopMUpOBaHHOW KOHCTPYKLUH, IIPH ATO 3HA-
YeHus B y3lax ycpeaHeHbl. MacmraOHbli k03 du-
ueHT (ko3 duipieHT MacmTabrupoBaHUs MepeMertie-
HUW JJIST OTPUCOBKH JIe(POPMUPOBAHHON KOHCTPYK-
un) paseH 100. /st crepxHEl, IacTiH U 00beM-
HBIX 3JIEMEHTOB BBIOHMPAJINCh CyMMapHbIE JHHEH-
HbIe mapaMeTpsl iepemeniennii (USUM).

Puc. 3. JedopmnpoBaHHas KOHCTPYKLUMSA pe3ua
npuv NSTOM BblIeTe U rnybuHe pe3anusa 1,5 Mm
[Figure 3. Deformed design of the tool with fifth overhang
and the depth of cut of 1.5 mm wound]

Tabnnya 2

3aBMCMMOCTb TaHr€HLUUaNbHOW CUJ1bl U MOLLLHOCTH
OT rnyOuHbI pe3aHus
[Table 2. Dependence of tangential force and power
on cutting depth]

Monoxe- Fny6uHa Cwna JInHeiiHble
HUe pe3ua pe3aHust, MM pe3aHusip,H nepeMeLLeHus,
[Tool [Cutting [Cutting MM
overhang] depth, mm] force, n] [Linear
displacement,
mm]
0,4 874 0,003497
1 1,0 2185 0,008553
1,5 3277 0,012990
0,4 874 0,003657
2 1,0 2185 0,008960
1,5 3277 0,013710
0,4 874 0,004710
3 1,0 2185 0,011660
1,5 3277 0,017660
0,4 874 0,006663
4 1,0 2185 0,016500
1,5 3277 0,024980
0,4 874 0,008895
5 1,0 2185 0,022240
1,5 3277 0,033350
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3aBHCUMOCTH TOJIyYSHHBIX JTHHEHHBIX MepeMe-
IIEHUHA OT BEITMYWHBI CHUMAEMOTO CJIOSI C 3aTOTOB-
KM U JUIMHBI BBUIETA MHCTPYMEHTa M3 pesleiepxa-
TeJIsl IpEeCTaBICHbI B Ta0MI. 2.

[IpoBeneHHBIN CTATHYECKUIA aHATIN3 HAPSLKEHHO-
ne(OpMUPOBAHHOTO COCTOSHUS pe3la MPH Pa3HbBIX
BBUIETAX pe3lia U CHJIaX Pe3aHus MOKa3al, YTo JIH-
HEHHBIE TepeMeIeHIsI HaXOAATCs B TIPSIMON 3aBH-
CHUMOCTH OT BBUIETa pe3lia M NIyOMHBI CHUMaeMOTO
cnosi. CneoBaresyibHO, HaMOOJIbIIEH JTUHEHHOM tedop-
Manud 33,35 MKM pesel] OblT MOABEPKEH MPH TIy-
Oune pe3aHus 1,5 MM, KOTOPOIl COOTBETCTBYET CHIIa
pesanwmst 3277 H, u naroMm BeuieTe pesiia (puc. 3).

JlonoMHUTENBHO TIPU BBIBOJIE PE3YyJIbTATOB pac-
4era JIsl IEMOHCTPAIMKM 3aMETHBIX JIMHEHHBIX Tepe-
MeIIeHNH OBUTH BH3yalIM3NUPOBaHbI T1e(OopMUpOBaH-
HOE U HeneopMUpPOBaHHOE COCTOSIHUE pe3a (puc. 4).
MacuraGublii koagduuuent BeiOpad paBHbIM 100,
4T0OBI O0JIEE HATTISTHO TTOKA3aTh MOSBISTIOIIAIACS IO
JeficTBUEM HaNpsHKeHUH MPOrud HHCTPYMEHTA.

Puc. 4. KoHCcTpykuma pesua oo n nocne gedopmaumm
[Figure 4. Tool design before and after deformation]

3aBUCHMOCTh MEXIy JIMHEHHBIMU TIepeMeEIleHH-
SIMH, BOSHUKAIOMIMMH B MPOIIECCE Pe3aHUs, JIHHON
BbIJIETa HHCTPYMEHTA U TITyOWHOI CHUMaeMoro Clios
MpeACTaBICHA Ha pUC. 5. Pa3HuIla MaKCUMaIbHBIX U
MHMHHUMAJIBHBIX 3HAYEHUN OTKIIOHEHUH MHCTPYMEHTa
mpu ¢ = 0,4 MM cocTaBieT 5 MKM, IpH ¢ = 1 MM —
15 MM, mpu ¢ = 1,5 mm — 16 mxM. Takoe pacopene-
JIHWE 3HAYEHW OTKJIOHEHWH MO TTyOWHaM pe3aHust
CBSI3aHO C TOJIOKEHHWEM WHCTPYMEHTa B pe3lenep-
’Kartelie: Ipu MNEePBOM BbUIETE Jep>KaBKa BCEH CBOEH
TpaHbIO COMpPHUKAcaach ¢ peslie/iepiKaresieM, 4To He-
3HAYUTENFHBIM 00pa30M CKa3bIBAJIOCh HAa OTKIIOHE-
HUM MHCTpyMeHTa. W3 rpaduka BugHO, 4TO TIpH
KaXJI0M M3 PacCMOTPEHHBIX IJIUH BBLJIETa UHCTPY-
MEHTa U3 pe3le/iepiKaTellss CyMMapHbIe OTKIOHSHHS
BO3PacTalOT ¢ yBeIWYeHUe TyOuHbI pezanus. On-
HaKo MpHU NEPBOM BBUIECTE MHCTPYMEHTA JIMHEHHbBIE
MepeMeNIeHNs ¢ BO3PAaCTaHWEM BEJIMYWHBI CHUMAe-
MOTO CIIOSI M3MEHSUIMCh HE3HAYHWTENbHO: Pa3HHIIA
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JMHEWHBIX nepeMerteHnii npu =1 MM u ¢ = 0,4 Mmm
MPUMEPHO paBHA Pa3HUIIE JIMHEUHBIX MepeMeIeHUN
mpu ¢ = 1,5 MM 1 £ = 1 MM U COCTaBISI€T 5 MKM.
Wnas cutyarys oOCTOUT ¢ MaKCUMAaJIbHBIM BBIIETOM
pesua. Paznuia mMHeHHbIX epeMellieHni pu ¢ = 1 MM
nt=04mvmpaBna 15 MM, anput=15mMmus=1mm
MHCTPYMEHT IOABEPraJICsl MEHbUIEW JIMHEHHOW ne-
¢dopmanmu (6 MkM). OOBSICHIETCS 3TO CTPEMIICHUEM
K YCTaHOBUBIIEHCS yHpyroi nedopMannu, CBsI3aH-
HOW ¢ MEXaHHYECKUMHU XapaKTePUCTUKAMU MaTepH-
ana. lHaue roBops, MpU TOCTUKEHUU OINpPEAEIICH-
HOT'0 3HAYEHUs JIMHEHHBIX IEpEMELIEHNI pe3el] cTal
COTIPOTHUBJIATHCS IEHCTBYIOIIUM Ha HETO Harpy3kaM
C LENbI0 HEJIOMYIIEHUS HACTYIUICHHS NJIaCTUYECKO-
ro 1e(hOpMHUPOBAHUS €r0 KOHCTPYKLHUH.

Il > 003

I <0029
Il <0,024
[]<0,019
B <0,014
B < 0,009
Il < 0,004

Puc. 5. 'padurk 3aBUCMMOCTN OTKIIOHEHUS NHCTPYMEHTA
OT €ro Bbl1eTa 1 rNyOuHbI pe3aHns
[Figure 5. Graph of the deviation of the tool
from its overhang and depth of cut]

[lo mory4eHHBIM TaHHBIM MOKHO CZENATh BBIBO,
YTO JUTHHA BBUIETA pe3lia U TTyOMHa CHUMaeMOTO CIIO
C 3arOTOBKM 3HAYHUTEJHHO BIHUSET HAa OTKIOHCHUE
WHCTPYMEHTa, TO €CTh 110 Mepe YBEIHYCHHS IITUHBI
BBUIETAa WHCTPYMEHTA W TIyOMHBI pe3aHUsl BO3pac-
TalOT OTKJIOHEHUSI HHCTPYMEHTA B pe3leiepKarTere.

3. UccnepoBaHne BNUSHUSA BblJieTa pe3ua
Ha LLIepoXoBaTOCTb 00paboTaHHOI NOBEPXHOCTU

Jl1st moATBep K ICHUS IPSIMOK 3aBUCUMOCTH MEKTY
KaueCTBOM ITOBEPXHOCTHOTO CJIOSI U PEKHMaMH pe-
3aHUS KOHTaKTHBIM CIIOCOOOM C MOMOIIBIO TPOQU-
JIOMETpa U3MEPSIINCh MapaMeTphl MEepPOX0OBATOCTH
(puc. 6) [9]. Ilo mOTy4eHHBIM TaHHBIM MOYKHO CIe-
JaTh BBIBOJI, YTO BBUIET pe3lla 3HAUYUTEIIEHO BIIMSICT
Ha [IEPOXOBATOCTh MOBEPXHOCTH MPHU 00pabOTKe
cranu Mapku 30. ITpu 3TOM ¢ yBelWYEHUE JIIUHBI

MECHANICAL ENGINEERING AND MACHINE SCIENCE
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BbuieTa pe3ua ot 0 1o 50 MM mapameTpsl Iepoxo-
BaTOCTH MOBEPXHOCTH yBenmuuBaiorcs Ha 3040 %
(puc. 6, a). Bunumoe pe3koe yBelInueHHE MIEPOXO-
BaTOCTH NpU IIIyOHMHE pe3aHus 1,5 MM C MEpBBIM U
TPETbUM BBUICTAMH pPe3La OOBSCHACTCS TEM, YTO TIPU
00paboTKe 3aroTOBOK BO3HWKAJA CIIMBHAS JICHTO-
oOpasHasi IMyTaHHas CTPY)KKa, KOTOpasi IPH OTBOJIC
13 30HBI pe3aHusi oOBUBaa 00pabOTaHHYIO MOBEpPX-
HOCTh, TEM CaMbIM Tiapamas e¢ [14]. Bimsaue rimy-
OMHBI pe3aHysi Ha IEPOXOBATOCTh IIOBEPXHOCTH UMEET
MIPSIMO MPONOPLHOHATIBHYIO 3aBUCHMOCTB, YTO MOJI-
TBepKaaeTcs B paborax [1; 15]. AHanoruussle 3a-
BUCUMOCTH HaOmromaroTcs u ans R.. Ilockonbky
JaHHBIA MapamMeTp MpPUMEHSETCs AJiT HOPMHPOBa-
HUSI HEPOBHOCTEH 3HAUMTEIBHO pexe, To Ooiee mo-
IpoOHasl OLIEHKA 3aBHCUMOCTEH AJIsl HEro He Ipo-
BOJINIIACK.
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Puc. 6. padurkun 3aBUCMMOCTM NapaMeTpPoB LLEPOXOBATOCTUN
R, 1 R, 0T BblJIeTa MHCTPYMEHTA U rNybuHbl pesaHus:
a - pnsi napameTpa R.; 6 — ans napameTpa R.
[Figure 6. Graphs of roughness parameters R, and R,
depending on tool overhang and depth of cut:
a — for parameter R.; 6 — for parameter R.]

MALUMHOCTPOEHME N MALLMHOBEOEHWE

Jliis ycTpaHeHusl BIUSHUS CIIMBHOM CTPYXKKH Ha
MIEPOXOBATOCTh MIOBEPXHOCTH OBLIO MCIIOJIB30BAHO
MIPEPBIBUCTOE PE3aHUe, TO €CTh YEpPeIOBaHUE IPO-
ecca pe3anus (CTpyKK00Opa30BaHUS) U XOJIOCTOTO
X0Jla: CTPY’KKa IPOOHUIach Ha MENKHe U JIeTKOY/la-
JiseMble KOMITIOHEHTHI. JIaHHBII MeTO/ pe3aHusl 103-
BOJIWUI TIOJIYYHUTh O0JIee MOAXOASINNE IS TIOCTPOe-
HUs TpaduKa 3HAUEHHs IIepoxoBaTtocTd (puc. 7).
[To rpaduky BHIHO, UYTO OTHOIICHHE MaKCHMAIILHOTO
3HAYCHHS IIEPOXOBATOCTH K MHUHUMAJIbLHOMY IPH
t = 0,4 mm cocraBmsier 1,3, mpu ¢ = 1 mm — 1,1,
npu ¢ = 1,5 mm — 1,2, /IaHHBIE OTHOIICHUS TOKA3bI-
BAaIOT, YTO BJIMSAHUE BbLIETA HHCTPYMEHTA Ha IIEPO-
XOBaTOCTh TOBEPXHOCTH NPU Pa3HBIX TIyOHMHAxX pe-
3aHMS HEpaBHOMEpHO. Tak Kak TpU IMPOBEICHUH
HCCJIEIOBAaHUS TEOMETPUUICCKHE TapaMeTPhl PexKy-
IeT0 MHCTPyMEHTa (HampuMep, YTibl pe3la u pa-
JIUYC CKPYTJICHUS PEXKYIIEro KIMHA), PEXKHUMEBI pe-
3aHUS W MaTepHabl 3aTOTOBKM W TOKapHOW IIIa-
CTHHBI HE MEHSJIMCh, TO OCHOBHOE BIIUSIHUE Ha 00-
pa3oBaHHE HEPOBHOCTEH OKa3bIBajia BUOpPAIUs, BO3-
HUKAoIIas B mpolecce 00pabOTKH B 30HE KOHTAKTa
3arOTOBKHA W WHCTpyMeHTa. [Ipu 3TOM B X01e MHO-
TOYHCTICHHBIX AKCIICPUMEHTOB YCTAHOBJIEHO, YTO IIIe-
POXOBATOCTh YJIy4IAeTCsl TPU YMEHBIIIEHUH BHOpa-
MU, KOTOpast B CBOIO OdYepensr OyIeT TeM HIIKe,
yeM OOJIbIIIE CKOPOCTh Pe3aHus, pa3Mep Momeped-
HOTO CEYEHHsSI PEXYIIEero MHCTPYMEHTA, KECTKOCTh
TEXHOJIOTHIECKON CHCTEMBI ¥ MEHbIIE TIyOnHa pe-
3aHwMsl, mojada u BeuIeT [1; 4; 6].

o 2 AOLRROYOS

Puc. 7. I'paduk 3aBUCMMOCTM NapameTpa LLepoxosaTocTu R,
OT BblJIeTa MHCTPyMEHTa 1 FJ'Iy6VIHbI pe3aHna
npu NPEepPbLIBUCTOM pPe3aHnin
[Figure 7. Graph of the roughness parameter R,
versus tool overhang and depth of cut
with intermittent cutting]
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[To mosry4eHHBIM JAaHHBIM MOYHO CHIENaTh BbI-
BOJ, YTO C YBEJIMUYCHHEM [JIMHBI BBLIETA HHCTPY-
MEHTa BO3pacTaeT aMIUIUTyAa KoleOaHWid, 4TO U
MOBBIIIAET IEPOXOBATOCTH MOBepxHOCTH [16; 17].

3akniovyeHue

Crnemyer OTMETUTB, YTO Ka4eCTBO MOBEPXHOCT-
HOTO CJIOS YJIy4IaeTcsl ¢ YMEHbIICHUEM BHOpaIuu
B 30HE KOHTAKTa 3arOTOBKM W MHCTPYMEHTa. B cBoro
oYepe/b Ha BOHUKHOBCHHC BUOPAIIUA BIHSIOT MHOTO-
YuCIIeHHBIE (PaKTOPHI, TaK¥e, HalpuMep, Kak TIyOoun-
Ha pe3aHusi U BhUIET pe3nia. C poCTOM BEIIUYUHBI
CHMMAaeMOro C 3aroTOBKH CIOS M JJIMHBI BBLUICTA
WHCTPYMEHTa HaOII0AaeTCsl BO3pacTaHue 3HAYCHUI
IapaMeTpoB IIEPOXOBATOCTH, a CIIEIOBATENHHO, YXY/I-
aeTcss KauyecTBO MOBEPXHOCTHOTO ciosi. [lomumo
3TOTO, BXKHO MOJYEPKHYTH, YTO BO3pacTaHHE 3Ha-
YEHUH BBILIEYNIOMSHYTBIX PEXKMMOB PE3aHUs Hera-
TUBHBIM O0pa30M CKa3bIBaeTCS U HAa BO3HUKHOBE-
HUM JIMHEHHBIX MepeMenieHni (OTKIOHCHUAX pe3lia
B pesrenepkarene). MHade TOBOps, OT TIIyOWHBI
pe3aHus U BBUIETa pe3la HAMPSIMYIO 3aBUCAT MPOY-
HOCTh M HM3HOCOCTOMKOCTh MHCTPYMEHTA, a TaK¥Ke
KadecTBO 00pabOTKH JeTaICH.
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Abstract. The scientific work represents a research of the cutting
process in order to determine the influence of the cutting tool extension’s
length from the tool holder and the cutting forces that occur during pro-
cessing and corresponding to different values of the removed layer on
the formation of the quality of the surface layer of parts during turning.
As a cutting tool, the research used a PCLNR2525M12 straight-turning
tool with replaceable T15K6 carbide inserts. Steel cylindrical workpieces
with a diameter D = 40 mm (steel grade — 30) were used as workpieces.
Cutting was carried out at three different cutting depths: 0.4, 1, 1.5 mm.
The feed rate and spindle speed throughout the experiment were constant
and were equal to s = 0.1 mm/rev, n = 1000 rpm, respectively. The geo-
metric deviations of the cutter from the theoretical cutting line were de-
termined by mathematical modeling methods. Linear displacements
formed due to the stress-strain state of the cutter were used as estimated
parameters. The study presents the methodology for preparing and con-
ducting mathematical modeling using the three-dimensional modeling
system KOMPAS-3D and APM FEM module. The roughness parameters
that occur during turning by cutters with different tool extension with

different cutting modes were studied experimentally.

References

1. Suslov AG. Inzheneriya poverkhnosti detaley [Part
surface engineering]. Moscow: Mashinostroenie Publ.; 2008.
(In Russ.)

2. Grigorev SN, et al. Rezanie materialov. Rezhush-
chij instrument [Cutting materials. Cutting tool] (part 1).
Moscow: Yurajt Publ.; 2020. (In Russ.)

3. Bezyazychnyy VF. Vliyaniye kachestva poverkh-
nostnogo sloya posle mekhanicheskoy obrabotki na ek-
spluatatsionnyye svoystva detaley mashin [The influence
of the quality of the surface layer after machining on the
performance properties of machine parts]. Engineering
Journal. 2000;(4): 9-16. (In Russ.)

Dmitry G. Allenov, Ph.D., Assistant of Department of Mechanical Engineering
and Instrument Engineering of Academy of Engineering of RUDN University;
ORCID iD: https://orcid.org/0000-0002-3663-1790; eLIBRARY SPIN-code:
4589-8524; Scopus Author ID: 57191578730; Web of Science ResearcherID:
AAC-4990-2019; allenov-dg@rudn.ru

Kristina B. Deinova, undergraduate student of Department of Mechanical Engineering
and Instrument Engineering of Academy of Engineering of RUDN University.
Sergey V. Solomatin, master student of Department of Mechanical Engineering
and Instrument Engineering of Academy of Engineering of RUDN University.
Olga I. Lazarenko, master student of Department of Mechanical Engineering and
Instrument Engineering of Academy of Engineering of RUDN University.

MALUMHOCTPOEHME N MALLMHOBEOEHWE

4. Kozochkin M, Allenov D, Andryushchenko IS.
Use of vibro-acoustic monitoring for stabilization stress-
strain state of surface layer of workpiece during cutting.
Lecture Notes in Mechanical Engineering: Proceedings
of 4" International Conference on Industrial Engineering
2018. 2018. p. 1355-1363. (In Russ.) doi: 10.1007/978-
3-319-95630-5 143.

5. Allenov DG. Issledovaniye vliyaniya iznosa rezhu-
shchey kromki instrumenta na chistotu poverkhnosti [Study
of the effect of wear of the cutting edge of the tool on the sur-
face cleanliness]. Mechanical Engineering. 2016;4(16):12—-16.
(In Russ.)

6. Thomas M. Effect of tool vibrations on surface
roughness during dry turning. Computers & Industrial
Engineering. 1996;31(3—4):637-644. doi: 10.1016/s0360-
8352(96)00235-5.

7. Rogov VA, Gorbani S. Influence of the handle
design on a composite lathe cutter. Russian Engineering
Research. 2013;11(3):435-440. (In Russ.) doi: 10.3103/
$1068798x15010220.

8. Allenov DG. Issledovaniye vliyaniya kachestva
poverkhnostnogo sloya na ekspluatatsionnyye kharakte-

111



Allenov D.G. et al. RUDN Journal of Engineering Researches. 2020;21(2):105-112

ristiki detali [The study of the influence of the quality of
the surface layer on the performance characteristics of
the part]. Scientific and Technical Bulletin of the Volga
region. 2018;(6):30-34. (In Russ.)

9. Markova TV, Kryzhanovskaya IM. Sherokhova-
tost’ poverkhnosti [Surface Roughness]. Saint Petersburg:
Polytechnic University Press; 2006. (In Russ.)

10. Lim T. Optimization of tool selection. International
Journal of Production Research. 2001;39(6):1239-1256.

11. Dalsky AM, Kosilova AG, Meshcheryakov RK,
Suslov AG. Spravochnik tekhnologa-mashinostroitelya
[Reference Book of Technologist-Mechanical Engineer].
Moscow: Mashinostroenie Publ.; 2001. (In Russ).

12. Parfeneva IE. Tekhnologiya konstruktsionnykh
materialov. Obshchaya kharakteristika obrabotki rezaniyem
[Technology of construction materials. General charac-
teristics of machining]. Moscow: Mashinostroenie Publ.;
2012. (In Russ.)

13. Ambati R, Yuan H. FEM mesh-dependency when
modeling the cutting process. International Journal of Ad-
vanced Manufacturing Technology. 2011;53(1-4):313-323.
doi: 10.1007/s00170-010-2818-9.

112

14. Wolf AM. Rezaniye metallov [Metal cutting]. Le-
ningrad: Mashinostroenie Publ.; 1973. (In Russ).

15. Korsakov VS. Tochnost mekhanicheskoy obrabotki
[Accuracy of machining]. Moscow: Mashgiz Publ.; 1961.
(In Russ.)

16. Allenov D, Kozochkin M, Andryushchenko IS.
Monitoring of the stress-strain state of the surface layer
of a part in the cutting process using vibroacoustic diagnos-
tics. MATEC Web of Conferences. 2017:129. doi: 10.1051/
matecconf/201712901032.

17. Chen JC, Chen WL. Tool failure detection system
using an accelerometer sensor. Journal of Intelligent Manufac-
turing. 1999;10(2):187-197. doi: 10.1023/A:1008980821787.

For citation

Allenov DG, Deinova KB, Solomatin SV, Lazarenko OI.
Effect of fixing the pass-through turning tool in the tool
holder on the roughness and surface macro deviations during
turning. RUDN Journal of Engineering Researches. 2020;
21(2):105-112. (In Russ.) http://dx.doi.org/10.22363/2312-
8143-2020-21-2-105-112

MECHANICAL ENGINEERING AND MACHINE SCIENCE



