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BnuiuB K0COKYTHOI reomeTpii TOpueBHX (ppe3 Ha TeMIepaTypy pizaHHs
NPH YUCTOBOMY i HAIBYMCTOBOMY (ppe3epyBaHHI IJIOCKUX MOBEPXOHb

(Ilpeocmaeneno: k.m.H., npogh. Bueoecwvruii I'.M.)

3a oanumu auanizy onybaikosanux pobim agmopis, wo 0ocrioxcysanu npoyec QiniuiHoi 06pobKu
NJIOCKUX NOBEPXOHb Oemaliell mopyesum ¢hpe3epyeaHHsam, 8CMAHOBIEHO OOYINIbHICMb BUKOPUCTIAHHS
npoyecie mopyesozo ¢pezepysanta 0asa QiHIUHO020 POpMYBaHHA NOBEpXHe8020 wiapy Oemanet, U0
obpoonaiomsca. Ilpu yvbomy 3Hauni nepeeazu Maromv MeXHONO2IYHI npoyecu 3 BUKOPUCAHHAM
mopyesux ¢hpe3 KOCOKYMHO20 pi3aHHsA, OCHAWEHUX HAOMEepoumMu mamepianramu, 3i CRIpAIbHO-
CMYRIHYaACMUM PO3MAULYBAHHAM DI3ANbHUX elemenmis. Pasom 3 mum eadxcausum paxmopom npoyecy
PI3aHHs, AKUL 6NIUBAE HA CMIUKICINb [HCMPYMEHMY ma SKiCmb 00po0ienol noGepxHi, € memnepamypa
pizanns. Jlocniodcenns memnepamypu pisants npu Mexanivkii 06pooyi, y momy 4ucii npu Yucmogomy i
HANIBYUCIOBOMY MOPYEBOMY (Ppe3epy8anti NIOCKUX NOGEPXOHb, gidicpac eadicaugy porv. Hacpisanns
PI3ANbHOI KPOMKU [HCMPYMEHmMA 6 Npoyeci pI3aHHsA BUKIUKAE 3MIHY CMPYKMYpU md MeXAHIYHUX
enacmueocmeti mamepiany, a npu OOCSACHEHHI NeGHUX 3HAYEHb MEMNEepamypu Cipuse iHmenHcugiayii
aoeesitinux ma ougy3itiHux asuwy. Bce ye 0onomazcae npuckopenHo 3HOCY IHCIMPYMeHmMa i 3HUNCEHHIO
tioeo cmitikocmi. Poboma npucesuena 00cioxiceHHIo 8NAU8Y KYMA HAXULY A 207108HOT Pi3aIbHOI KPOMKU
iHcmpymenma i nodaui na 3y0 S; Ha memnepamypy pizauHsa npu 00poodYi NIOCKOI NOBEPXHI 3A20MOBKU i3
cipoeo uagyny CU21 ma eyeneyesoi cmani ¥8 3a donomozoro npoepamnozo 3abesneuenns Deform-3D.
3a pesyremamamu 0ocnioxcenv noby008ani epadiKu 3a1eiCHOCmI memMnepamypu Ha nepeoHill No8epxXHi
HOJlca mopyesol pesu 6i0 3MIHU KYMA HAXULY A 20JI08HOI pi3anbHOi Kpomku i nooauyi Ha 3y0 S;.
O061pyHmo8ano xapaxmep 3HOULYBANHS HOJICIE KOCOKYMHOI Mopyesoi (hpesu npu o6pobyi cipozo uagyny
CY21. Busnaueno 6niueé Kyma HAXU1y A 20106HOI Di3aibHOI KPOMKU HA MeMNnepamypy pIi3auHs i
00IPYHMOBANHO ONMUMANLHI 1020 3HAYEHHS, W0 8 CE0I0 Yep2y NiOSUWUMDb CIMILIKICMb THCTNPYMENMA.

Kniouosi cnoea: mopyese ¢hpesepysanns; mopyesa @pesza; KOCOKymMHe pi3anHs, CMYNiHYACMI
@pesu; pizanvhi enemenmu,; memMnepamypa.

IMocTtanoBka mpodjemu. Illopa3 Buili BUMOrM [0 HAAIHOCTI MAaIIMH BUKIMKAIOTh HEOOXIIHICTH
YIIOCKOHAJICHHS TEXHOJIOTIYHHMX IMPOLECIB BUTOTOBJICHHS BUPOOIB 13 3aCTOCYBaHHSIM HOBHX (DIHIIIHUX METOIIB
00poOKku. 3abe3edeHHs] BUCOKOT SKOCTI MOBEPXOHb JETAJeH MaIllMH TEXHOJOTIYHUMHE CIIOCOOAMHU € OTHHM i3
aKTyaJIbHUX 3aBJaHb Cy4acHOT'O MAIIMHOOYXIBHOTO BUPOOHHIITBA.

OpmHuM i3 mapaMeTpiB, M0 XapaKTepu3ye KOHKYPEHTOCIPOMOXKHICTh MAaIlIMH Ta MEXaHi3MiB, € HaIIHHICTh X
po6oTu. Lle 0cobmMBO akTyaabpHO, SKIIO BY30JI MPAIFOE€ B YMOBaX BIUIMBY arpeCHBHUX CEPEOBHIL, O€3 MacTuIIa,
Yy KOHTaKTi 3 YacTHHKaMH aOpa3WBHUX MatepiaiiB Ta iH. ToMy akTyaldbHHM € TiABHIICHHS pecypcy poOoTu
JeTajeid MaIllWH IUIIXOM BHKOPHCTaHHS HOBHX MaTepiaiiB Ta IHHOBAIlifHMX TEXHOJOTiIH. 3a0e3medcHHs
HaJiitHOCTI BUPOOIB [UIsl CKJIAJJHUX YMOB €KCIUTyaTalii morpedye BIOCKOHAJICHHS TEXHOJIOTIYHUX MPOLECIB, sIKi
rapaHTyIOTh BUCOKY SIKICTh IIOBEPXOHbB JIeTaleH IPpU MeXaHiuHii 00poOIi.

OcTtaHHIM YacoM IIMPOKOTO PO3MOBCIOKEHHS 3HANIILUIM MPOLECH YHCTOBOTO 1 HAMiBYMCTOBOTO TOPIIEBOIO
(bpesepyBaHHs IIOCKKX MOBEPXOHb IHCTPYMEHTAMH, OCHAIICHUMHU HaaTBepauMu Matepianamu (HTM) [1-3, 12-13].
Pa3om 3 TM BaXIIMBUM (haKTOPOM TIPOLIECy Pi3aHHS, AKHIl BIUIMBAE HA CTIMKICTh iIHCTPYMEHTY Ta SKIiCTh 00poOIeHoT
TIOBEPXHI, € TeMIIeparypa pizaHHs. J{OCIiPKeHHST TEMIIEpaTypH pi3aHHs PH MEXaHiYHii 00poO1, y TOMY YHCI TIpH
YHCTOBOMY 1 HalliBYNCTOBOMY TOPLEBOMY (hpe3epyBaHHI IUIOCKMX MOBEPXOHb, BIJIrpac BaKJIWBY pOJIb.
HarpiBaHHs pi3aJbHOI KPOMKH IHCTpYMEHTa B IPOLIECI pi3aHHS BUKJIMKAE 3MIHY CTPYKTYPH Ta MEXaHIYHHX
BJIACTHBOCTEH MaTepiaily, a Ipu JOCSITHEHHI IIEBHUX 3HA4YEHb TEMIeparyp Crpuse iHTeHcudikanii aare3iiiHmx i
mudysiiHuX s8Nl Bee e mpu3BoANTE 10 IPUCKOPEHHS 3HOCY IHCTPYMEHTA Ta 3HMXKEHHS Horo crilikocTi. Kpim
TOTO, TEIUIO, 110 BUIUIETHCS B MPOLECI pi3aHHs, BIUIMBA€E HA XapaKTep Ta CTYIIiHb AehopMallii, BEJINYNHY CHII
nedopwmarii, TepTs, SIKICTh 00po0IeHoi MoBepxHi. Temmeparypa pi3aHHS 3aJeKUTh SIK BiJl PEXKUMIB pi3aHH:, TakK
i Bil MexaHIUHHX, TEMIO(DI3NUHUX BJACTUBOCTEN MaTepialy 3aroTOBKM Ta iHCTpyMeHTa [4—6].

V nocrmimkennsx [1-3, 11-13] BcTaHOBIEHO BUCOKY €(EKTHBHICTH BUKOPHUCTAHHS TOPIIEBHX CTYIIHIACTHX
(hpe3 KOCOKYTHOTO pi3aHHSA, OCHAIIEHWX HAATBEPANM IHCTPYMEHTANbHHUM MaTepianmoMm (TekcaHiT-P) mis
HAaIiBYUCTOBOI Ta YUCTOBOI 0OPOOKH IIOCKUX MOBEPXOHb YaBYHHHX Ta CTAIbHHUX 3arapTOBaHMX JeTayeil, pasom
3 TUM 3MiHa reoMeTpii Ta yMOB 0OpoOKHM JIeTanieil He 03BOJsE MOBHOK MipOI0 BHKOPHCTOBYBATH OTPUMaHi
naHi. Cepen (akTopiB, SKi BIUIMBAIOTh Ha XapaKTEPUCTUKH MPOLIECY Pi3aHHs, € TEMIepaTypa, Bij SKOi 3aJIeKHUTh
CTIHKICTh Pi3aIbHOTO IHCTPYMEHTY Ta BIIMOBIHO SKiCTh 0OPOOKH, TOMY Ba)XXJIMBO IIPOTHO3YBaTH TEMIIEPATYpy
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JUISL OTITHMI3allii Iporecy pi3aHHs Ta 30UIbIIEHHS TEPMiHY CIy)KOH iHCTpyMeHTY [14]. Tak 3a BUCOKHMX 3HaYCHb
TEeMIIEpaTypy CIIOCTEpIraeTbcsl IMiIBUINEHE 3HOIIYBAaHHS IHCTPYMEHTY (IulacTudHa aedopmaris), BTpara
tdopmocrifikocti 1 mBuxkui Buxim 3 mamy [15]. Tomy temmepaTypy MHOB’S3YIOTh 3 TakuM (HaKTOPOM, SIK
IHTCHCUBHICTH 3HOIIYBaHHA 1 HaJalli BHKOPUCTOBYIOTh K OOMEKYIOUHi (aKTop MpH BU3HAYCHHI PamioHATBHIX
(abo onTHMMAaNBHUX) PEXHUMIB pi3aHHSA, 00 OJHUM i3 TOJOBHHUX MOKA3HHUKIB €(EKTUBHOCTI POOOTH Pi3albHOTO
IHCTPYMEHTY SBISIETHCSI HOTO CTIHKIiCTh [14].

Haiibinpima Temmeparypa i KOHTaKTHI HaBaHTa)KeHHS B HOX1 BUHHKAIOTh Ha TIEpEeIHIN MOBEpXHi depes IIe 3
TOYKH 30py TEOpii TEpTS mepenHs MOBEpXHS Mae 3HOIIyBaTHCS HabaraTo iHTCHCHBHIIIE, HiX 3aaHA. [IpakTrka
nokasana [16], mo mig gac touins crtanmi 30XI'CA tBepnocmaBauM pizuem TSK10 3HomIyBaHHS pizanbHOTO
IHCTpYMEHTY BHHHUKAa€ B OCHOBHOMY IIO 3a[Hil moBepxHi. O4eBHAHO, IO ONHY i3 BHUpIIATBHUX (YHKLIH B
iHTeHcH(ikaii 3HONIIYBaHHS BW3HAYAIOTh TEPMOINPY)KHI HAaBAaHTAXKEHHS, SKI caMe Ha 3aJHid TOBEpXHi
JIOCSITAIOTh CBOET MaKCUMaJIbHOT BEJIMYMHY 1 CIIPUSAIOTh PyWHYBAHHIO ii MOBEpXHi. AHAJOTI4YHI pe3yabTaTH Oyiu
OTpHMaHi 1 IpU 3aCTOCYBaHHI MOKPUTTIB A1 TBepaociuiaBHuX pisuiB TSK10 ta T15K6 minx wac TowiHHS cTaii
30XT'C. Sk ouiHKa Hampy>KEHOTO CTaHy pi3albHOI YaCTHHU NPUIMAETHCS KpUTEpiajbHE HANpPYKEHHS 0y, SIKE
KOMIUIEKCHO BKJIFOYA€E BEIMYWHHU IHTCHCUBHOCTI TOJOBHUX HANpPyT. AHANI3YIOUH IWHAMIKY 3MiHH TePMOHANPYT
B Pi3aJILHOMY IHCTPYMEHTI, OyII0 BHSBICHO, IO iX HaWOUMBII HeOe3IMeUHi BeTMYNHI BHHUKAIOTH TPH Bpi3aHHI
HOXIB y 3arotoBky. ABTopoM [16] Oyi0 peKOMEHIOBaHO BHKOHYBATH Bpi3aHHS Pi3abHOrO iHCTPYMEHTY 3
NOCTYNOBHM HapOIIECHHAM IIBUIKOCTI 10 11 3aJaHOi BENMYMHHY, 1110 MPU3BOAUTH IO 3MEHILCHHS TEPMOIPYKHUX
Harpyr Ha 20-30 % Ta CKOpOUCHHS 3HOIIYBAaHHS IHCTpYMEHTa 10 6 pasiB.

VY [4] nig wac TowiHHs 3pa3kiB 3 neroBanux craneit XBI' (48...50 HRC) i HIX15 (60...62 HRC) (puc. 1)
OyJI0O BCTQHOBIJICHO, IO HAWOiIbIIE HA TEeMIEpaTypy B 30HI KOHTAaKTy BIUIMBA€ IIBUIKICTh pizaHHA V Ta KyT
Haxwily A roJ0BHOI pi3aibHOI KPOMKH IHCTPYMEHTa, a TAuOuHa pizaHHs t i nogava S BIUIMBAIOTH MEHIIIE, X0oua 31
3pOCTaHHSIM OCTAaHHBOT TEMIIEpaTypa 3pOCTA€ MCHII IHTCHCUBHO MOPIBHSIHO 31 30UIBIICHHSIM TNIHOMHU Pi3aHHs.
AHani3 ekCrepuMeHTaIbHUX AaHUX MOKa3ye, IO 31 301IBLICHHIM KyTa HaXWiy A TOJIOBHOI pi3ajibHOT KPOMKH 3
+30° 0o +60° (t = 0,1 mm, V = 1,4 m/c, h; = 0,1 mm, S = 0,67 mm/06) cepenns TeMIepaTypa KOHTAKTY
30ipmyeThes 3 800 o 1030 °C.

Puc. 1. Banexcnicmo memnepamypu pizanns 6io ymoe 06pobxu: a) Kyma naxuny A i nooaui S;
6) nooaui S i enubunu pizanns t; 6) nodaui S i weudrxocmi pizanns V' [4]
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Bapro Takox BHOKpeMHUTH poGoTy [17], me 3a3HAYAE€THCS, 110 HABAHTAXKEHHS 1 TEIUIOBI MPOLECH, SIKi
BU3HAYAIOTh MEXaHiuHe Ta (i3MKO-XiMiUuHE 3HOLIYBaHHS IHCTPYMEHTY B IPOIECi HOro KOHTaKTHOI B3a€MOJIII B
30HI pi3aHHA 3 0OpOOIIOBaHOIO 3arOTOBKOIO, iICTOTHO IHTEHCH(IKYIOTh XIMIUHI peakmii MK eIeMeHTaMH i
cnoxykamu obpobmoBanoro matepiany ta IIKHB, oco6mmBo 3a Bucokux temmnepatyp (monax 900 °C). Bucoki
3HAYCHHS TEMIIEPATypH B IPOIEC pi3aHHSA MOXYTh MPU3BOMUTH IO 3HAYHOI 3MiHH MEXaHIYHUX BIaCTHBOCTEH
MeTaliB Ta crasiB. Bimomo [18, 19], mo y mporeci pi3aHHS MiJ BIDIMBOM BHCOKOI IIBHIKOCTI Aedopmarii
00poOITIOBaHMI MaTepial MOKe CYTTEBO 3MIITHIOBATHCS, a i/ BIDIMBOM TEMIIEPaTypH — PO3MIHIOBAaTHCA. ToMy
OimpIn TIMOOKE BUBYCHHS MeXaHi3My (OpMYyBaHHS CTPYKTYPH Ta SKOCTI MOBEPXHEBOTO INApy 3arOTOBKH B
npotueci pizaHHsS Mae Oe3nocepesHii 3B 530K 13 JOCSITHEHHSIM CTaOLIBHOTO IMPOLECY 3HOIIYBAHHS Pi3ajibHOTO
IHCTPYMEHTY, 1110 € TOJIOBHOIO YMOBOIO YCIIIIIHOT 0OpOOKH YaByHIB Ta CTaJEH.

V uusii pobir [4, 20, 21] Temnepatypa pi3aHHs BU3Ha4anacs abo eKCIepUMEHTAIBHO, a00 TeopeTnyHo [22— 23].
ExcriepuMeHTanbHI METONM BH3HAYEHHS TEMIIEpaTypu TPYIOMICTKI €KOHOMIYHO 3aTpaTHI Ta HE 3aBXKIH
qocTynHi. TpymIOMICTKICTh TMOJIATa€ B HEOOXITHOCTI MOCTIHHOTO HANAINTYBaHHS EKCIICPUMEHTAIBHOTO
obyiasiHaHHs y 3B’S3KY 31 3MIHHUMU YMOBaMHM pi3aHHs, €JEKTPOI30JIALI€I0 IHCTPYMEHTA Ta 3ar0TOBKH, MOSBOO
napazuTHoi TepMo-EPC (Km0 WaeTscs mMpo METONM BHMIipIOBAHHS TEMIIEPATypH TEpMOIIapaMH), MOCTIHHOTO
KaxiOpyBaHHS TpWIamiB Ta MmOO0py Koe(ilieHTiB TEIJIOBOTO BHUIPOMIHIOBAaHHS (SIKIIO WACTHCS TIPO
Oe3KOHTaKTHI MeToAn). Y 3B’S3KY 3 MM JJIs 3MEHIIEHHSI 00CITY HATYPHUX MOCHIKCHb BHHAKAE HEOOXITHICTh
3aCTOCYBaHHS KOMIT IOTEPHOT'0 MOJICTFOBAHHS MPOLIECIB MEXaHIYHOI 0OPOOKH METOJIOM CKIHYCHHHX CJICMEHTIB Yy
TaKuX mporpamax, sk Abaqus, AdvantEdge, Ansys, Deform-3D Tomro.

Merta nocaigxeHHs. Bi3HaueHHS BIUTMBY HETaTHBHUX 3HAYCHB KYTiB HAXUIIy A TOJIOBHOI pi3ajbHOT KPOMKH
HOYKa KOCOKYTHOI TOPIIEBOI (h)pe3u Ta mojadi Mpy YHCTOBIM i HAIIIBYUUCTOBIN 00pOOIIl MIIOCKOT MOBEPXHI ETACH
i3 ciporo uaByny CY21 (amamor EN-GJL-200, 170HB) Ta Byrmemesoi crami Y8 (C80W, 46 HRC) Hna
TEeMIlepaTypy pi3aHHs, LUIIXOM MOJISIIOBAHHS IPOIECY KOCOKYTHOTO TOPLEBOIrO (pe3epyBaHHs y NpoOrpami
Deform-3D.

BukiaaneHHnsi ocHOBHOro marepiamy. Ha ocHOBI po3poOiieHoi komm’roTepHOi mozeni [24] B mporpami
Deform-3D, sika TpyHTYeTbCS Ha METOMi CKIHYCHHHX €IIEMEHTIB, UII YMOB TOPIEBOTO KOCOKYTHOTO
(bpesepyBaHHS IHCTPYMEHTOM i3 OJHMM HOXXEM, OCHAICHHM HaITBEPAUM IHCTPYMEHTAJIbHUM MarepiajioM
(rexcaniT-P), HE0OXiMHO MOCTIANTH BIUIMB Bil’€MHUX KYTiB HAXWIy A TOJIOBHOI pi3ajibHOI KPOMKH Ta IOJAYi HA
TeMIepaTypy pi3aHH: IPH Bpi3aHHI Jie3a HOXKa B 3aTOTOBKY.

YMOBH MOZETIOBaHHS: KOCOKYTHE (pe3epyBaHHs ciporo daByHy CU21 (amamor EN-GJL-200, 170HB) Ta
ByrirerieBoi ctam Y8 (C80W, 46 HRC); mBuakicte pizanust V = 2,5 m/c; mogava S; = 0,625 (mm/3y6), Ut KyTa
Haxuwimy A = -35° momava 3MmiHroBanacs Bix S; = 0,25 mo S; = 0,625 (mm/3y0); riubuna pizanss t = 0,12 wwm;
IHCTpYMEHT — TopiieBa ¢pe3a aiamerpom 360 ym, IHCTpYMEHTAIBHUN MaTepial — rekcaHit-P. ['eomeTpis pizanbHUX
TUIACTHHOK: TIJIOCKA TIePe/Hs MOBEpXHs; MepeiHid Kyt y = -/0° 3aiHiil KyT y HanpsIMKy BEKTOpa IIBHIKOCTI
pizanHs oy = 12°(puc. 2). KyT Haxuily roJIOBHHX pi3aJIbHUX KPOMOK 3MiHIoBaBcs Big A = 0° jo 4 = -45°.

Axial of sharpening cylinder
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Puc. 2. Hixe ppesu: a) koncmpykyis nooca [1], 6) 3D-mo0enw pizanvroi ecmasku

3D-Mopzens 3aroToBKHM 13 momepeaHiM 3pi3oM pospobdiieHa B Monymi SolidWorks Motion 3a meroamkoro,
omnmcaHolo B [25]. Po3paxyHok B Deform-3D BpaxoByBaB MexaHiYHY IOBEIHKY 0OpOOIIOBaHNX MaTepialiB, sKa
omucysanacs piBHsHHAM J[xoncona-Kyka (J2K) [26, 27]:
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Je & — CeKBIBAJIGHTHA IUIaCTHYHA JedopMalis, & 1 & eKBIBaJEHTHAa 1 JOBiAKOBa MIBUAKOCTI IIACTHYHOT
nedopmauii; A, B, n, C i m — xoncrantu Matepiaiy 6asoBoro piHsHHS JIJK, 1110 CTaHOBIATH MEXY TEKY4OCTi,
nedopmanito Ta MBUAKICTE nedopmarii, nedopmamniiiHe 3MIMHEHHS Ta KOe(ili€eHT TepMIYHOTO TIOM’SIKIICHHS
(tabum. 1). KoediuienTr piBHSIHHS pUiiManncs 3riaHo 3 [26].

Tabauys 1
Koedgiyienmu pisuanns [oconcona — Kyka
Marepian A, MIla B, MIla n C m Ty, 'C p, KT/M3
Cy21 573 380 0,17 0,034 0,12 1200 7200
V8 (46 HRC) 674,8 239,2 0,28 0,027 13 1487 7839

OTpuMaHi pe3yJIbTaTH MaKCUMAJILHUX 3HA4€Hb TEMIIEpaTypH pi3aHHs Ha MepeHil IOBEepXHi HOXKa TOPLEBOi
(pe3n npu BpizaHHI B 3aroToBKY 3 ciporo yaByHy CU21 ta ByryeneBoi crami Y8 i3 3MiHOIO KYyTiB Haxmiy A
TOJIOBHOI pi3ajIbHOT KPOMKH HaBeJeHi Ha PUCYHKY 3.

300 500
&
< 240 © 400
3 :
S 180 5 300
2 2
3 120 2 200
= g
60 & 100
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“““'}\,=0 _7\,=-15 .......)\‘:0 —7\.:-15
= = ) =-35 A=-45 = = A=-35 A=-45
a) 0)

Puc. 3. 3anesxcnicmo memnepamypu Ha nepedHill NOBEpXHI HOJCA MOPYesoi Ppe3u 8i0 KYMa HAXULY 20108HOT
pizanvHoi KpomKu L. a) npu epizanni 6 3acomoeky 3 CU-21, 6) npu epizanni 6 3a20moeky 3 V8

AHaii3 pe3ynbTaTiB KOMIT IOTEPHOTO MOJICIIOBaHHS IMOKa3ye (puc. 3), mo 3i 30UThIICHHSIM KyTa HaXWIy
TOJIOBHOI pi3anibHOT KpoMKH Bifg A = 0° no A = -45° TemnepaTypa pi3aHHs 3pOCTa€, a 0COOIMBO MOMITHO NpH
BUKOPHCTaHHI KyTa Haxuiy 4 = -45° Ilpu BpizaHHI HOXa TOpLEBOI (pe3n B 3aroToBKy 3 ciporo uyaByny CU-21
PI3HMIIA B TEMIIEpaTypi MixK KyTaMH Haxuiy 4 = -45°1 A = -35° cranoButh 32 %, a npu Bpi3aHHI B 3arOTOBKY 3
V8 pi3HuUI B TeMIepaTypi MK KyToM Haxuiay A = -45° 1 4 = -35° cranoButs 37 %. IIpHunHOO 3pOCTaHHS
TEMIlepaTypyd B L[bOMY BHIIQJIKy € 30LIbLICHHS CEepelHbOl IUIONI 3pi3y 3a paxyHOK 30UIbIIEHHS JOBXWUHU
AaKTUBHOI YaCTWHU Pi3aJbHOI KPOMKH. TakoXX 3pOCTa€ MOTYXHICTh TEIUIOBOTO IMOTOKY 1 3arajbHa KUIBKICTh
TEIIOTH, 10 HAJXOJUTh B IHCTPYMEHT IIPU KOHTAKTHIH B3a€EMOJIl IHCTPYMEHTA 31 CTPYKKOIO Ta AETaJLIIo, L0
00pobiseTbest. Pazom 3 TuM B Mipy 3HOCy HOXka (puc. 4) Oyzae BinOyBaTHCs 3pOCTaHHS CHIIM TEPTs HA MEepeIHii
MOBEPXHI IHCTPYMEHTA, a TaKoX 30UIbIIEHHS CHJI TePTS, IO JIF0Th Ha 3aHil NoBepXHi HOXa ¢pe3u. Lle B cBoro
yepry OyJne NMPU3BOJIUTH JIO 3POCTaHHS IUIOIII KOHTAKTy OOpOOJIIOBAHOTO Marepially i3 3aJHbOIO IOBEPXHEIO
pi3aJbHOTO IHCTPYMEHTY i, BIAMOBIAHO, 10 iHTeHCH(DIKALi] TPOLECiB TePTs Ha AUISHIII 3HOCY.

39




Texniuna inowcenepis

Ilepenns
TTOBEPXHS HOXKA)

e i
2 [lepenns
- |TIOBEPXHs HOXKA

r

3anas
TMOBEPXHS HOXKal

Ilepenns
TTOBEPXHS HOXKa

3agHs
MOBEPXHS HOXKa

Puc. 4. Xapaxmep 3nowyeanns noxicie mopyesoi ghpesu npu 0bpodyi uasyny C421 [1]. Hosesxcuna obpobnenor
nosepxui: a) L=0m; 6) L=29,7m;6) L=39,6m;2) L=59,4u

Hocmimpkenns [1] npouecy Topuesoro ¢pesepyBaHHs Aertajielt i3 ciporo yaByHy CU21 nokasye, mo mpouec
3HOCY TIOYMHAE IHTEHCHBHO NPOTIKATH BXKE B MMOYATKOBUI mepiox pizanHs (puc. 4). Ha mepmomy erami
BiZI0YBAIOTHCSl MIKPOBHKPHIIYBAHHS Pi3aJIbHOTO Jie3a, MPUYOMY HalOUIbII 4acTo B 00J1aCTi BXIAHUX 1 BUXITHUX
TOYOK pi3ajbHOI YacTMHM HOXKIB. TepMiuHI HampyXXeHHs, 110 BHHUKAIOTH y INPOILECi Pi3aHHS Ta XOJOCTOTO
npoOiry HOXIB, MOXYTh TaKOX IHTEHCH(]IKyBaTH IOSBY MIKPOCKOJIB Ta MIKpOBHKpHIIyBaHb. Ilicis mporo
BUHUKAIOTh 3a3yOJIMHY, SKi BUXOJSATH 1 Ha MEPEIHIO MOBEPXHIO. 3 YaCOM BiOYBAETHCS MOAANBIIE OMYyCKaHHS
3a3yOiMH Y3[0BX 3aJHbOI IOBEPXHI HOXIB Yy HampsMi BEKTOpa IIBUAKOCTI pi3aHHA. 3a3yOuiuHH €
KOHIIEHTPATOpaMH 3HOCY, TOMY IO HaJaji 3HOC IPOTIKAE 3a PaxyHOK MOTIMOJCHHS WX 3a3yONuH 1 MOsSBU
HOBUX MIKPOCKOJIB Ha Jie3i iHcTpyMeHTa. Y obuacTi 3a3y0auH (acka 3HOCY y3[0BXK 3aHbOT MOBEPXHI Oinblia,
HDK JUIs 1HIIMX TOYOK pi3ajibHOTO Jie3a, Jie MIKpOCKOH BiacyTHi. [Ipu gocsrHeHHi 3a3y0inH 3HAYHOT MIMOWHH
BiZI0YBA€THCSl BUKPHIIYBAHHS OUIBLIOT YaCTHH Pi3aIbHOrO Marepiaiy, 110 B CBOIO 4epry Oyjae HNpPU3BOJHTH JI0
Pi3KOro 30UIBIIEHHS IIOPCTKOCTI 00p00IeHOT ITOBEPXHI.

OtpumaHi pe3ynbTaTd MaKCUMAJIBHUX 3HaYeHb TEMIEPATypH Pi3aHHS HA IepeHii MMOBEpXHI HOXa TOPLEBOT
(bpe3u mix yac Bpi3aHHS B 3arOTOBKY 3 ciporo yaByHy CU21 Ta ByrieneBoi ctani Y8 i3 3MiHOIO 1ojadi B MeXax BiJl
S;=0,25 10 S; = 0,625 (Mm/3y6) 3 KyTOM Haxuiay A = -35° roNOBHOI pi3ajabHOT KPOMKH HaBeJIeHi Ha PUCYHKY 5.

40



ISSN 2706-5847 Ne 2 (90) 2022

200 0350
@) )
160 280
§120 £210
£ 80 5140
= =
Z 40 & 70
=

0 0
2E-04 3,4E-045,8E-048,9E-04 1,2E-03 1,3E-03 2E-04 3,4E-04 5,8E-04 8,9E-04 1,2E-03 1,3E-03
Monaya Ha 3y6, S, (Mm/3y0) IMonaua na 3y06, S, (MM/3y0)
— S7 = (.25 - == S7=0.315 — 57 = 0.25 = = Sz=0.315
Sz=04 ==e=eS572=05 Sz=04 ===e57=05
a) 6)

Puc. 5. 3anexcnicmo memnepamypu Ha nepeonili ROBEPXHIi HOJca mopyesoi (pesu 6i0 nooaui Ha 36,
Sz (um/3y6): a) npu epizanni 6 3azomoexy 3 C4-21, 6) npu eépizanni 6 3a20moexy 3 Y8

3 HaBEIEHUX PE3YJILTATIB KOMIT FOTEPHOTO MOJEMOBaHHs (pUc. 5) Oy/io BCTAHOBJICHO, 110 TIPY 3a3Ha4YeHill 3MiHi
nojiayi Ha 3y0 Sz TemIepaTypa 3poCcTaE MeHII iHTEHCHBHO Ha BiJIMIHY BiJl 3MiHH KyTa HAXHIY A TOJIOBHOI Pi3aIbHOT
KpoMKH. [IpHUYMHOIO 3pOCTaHHS TEMIIEpaTypH B IIOMY BHUIAJKY € 30LIbIICHHS CepeIHBOI IUIOLII 3pi3y 3a PaxyHOK
30LIBIICHHS 110/1a4l, Pa30M 3 TUM iHTeHCH(iKallii TeMnepaTypy pizaHHs Ha epe/iHii HOBEPXHI IHCTpyMEHTA.

BucHOBKH. 32 J0IIOMOT00 KOMIT FOTEPHOTO MOJICIIOBAHHS NPOLIECY Bpi3aHHS HOXKa KOCOKYTHOI TOPLIEBOT
(hpesn y 3aroToBKy i3 ciporo yaByny CU21 Ta ByrireneBoi ctami Y8 BCTAHOBIICHO BIUIMB KyTa HAXWIY Pi3aIbHOL
KpPOMKH A B miamasoni Bix 0° 10 -45° a Takox 3i 3Minoro mojavi Ha 3y6 Sz B mexax Bix 0,25 no 0,625 mm/3y6 Ha
TemrepaTypy pizaHHs. [lpu 3MmiHi mopjaui Ha 3y0 Sz TemmepaTypa Mae BIUIMBA€ MEHIIE Ta 3POCTAE MEHII
IHTEHCHBHO, HIXK 31 3MIHOIO KyTa HaxWiIy pi3aJbHOi KPOMKHU B Aiama3oHi Bix 4 = 0° o A = -45° a ocoOnuBo
npu A = -45°. BcTaHOBIEHO, IO 3aCTOCYBAaHHS Bill'€MHHX 3HA4eHb A 3HAUHO 30UIBIIYe TeMIlepaTypy pi3aHHS 3a
PaxyHOK 301MBIICHHS CepeqHbOI IUIOMII 3pi3y Yepe3 30UIbIIeHHS JOBXKWHI aKTHBHOI YaCTHHHU Pi3aIbHOT KPOMKH.
Pazom 3 THM Oyze 30imbIIyBaTHCS CHIIA TePTs Ha TEPEIHIM IMOBEpPXHI IHCTPYMEHTA 1 Ha 3aIHIA MOBEPXHI pi3Id
(pe3n B Mipy #oro 3HOCy. 3aCTOCYBaHHS KyTiB HaXmiy Big A = 07 0o A = -35° 3a0e3neunTh MEHIII 3HaYCHHS
TEMITepaTypH pi3aHHS Ta MiIBHUIUTE CTIHKICTh IHCTPYMEHTA Ha BiJIMiHY BiJl BAKOPUCTAHHS KyTa HAXWIy A = -45°.

OTpuMaHi pe3ysibTaTH MOXXYTh OYTH BHKOPHCTaHI HiJ 4ac TPOEKTYBaHHS TOPLEBUX (pe3 KOCOKYTHOI
reoMeTpii pi3HOTo THITy, IPOrHO3YBaHHS TEMIIEPAaTypH Ha NepeHii OBEpXHi IHCTpyMEHTa.
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Plysak M.M.
The influence of oblique geometry face mill on the cutting temperature
during finishing and semi-finishing flat surfaces

Processing of materials by cutting is the main method of manufacturing engineering products. According to the analysis of the
authors published works, which investigated the process of finishing parts by face milling, the feasibility of using face milling
processes for the final formation surface layer of the parts being processed has been established. At the same time, there are
significant advantages of technological processes using face mills for oblique cutting, equipped with superhard materials, with a
spiral-stepped arrangement of cutting elements. Along with the important factor of the cutting process, which affects the stability of
the tool and the quality of the machined surface, is the cutting temperature. The study of the cutting temperature during machining,
including face milling, plays an important role. Heating the cutting edge of the tool during the cutting process causes a change in the
structure and mechanical properties of the material, and when certain temperature values are reached, it contributes to the
intensification of adhesion and diffusion phenomena. All this helps to accelerate the wear of the tool and reduce its stability. This
work is devoted to the study of the influence of the inclination angle of the oblique face mill cutting edge on the cutting temperature
when processing the flat surface of a workpiece made of gray cast iron and carbon tool steel using the Deform-3D program. On the
according research results were plotted graphs dependence of the temperature on the front surface of the face mill insert on the angle
inclination of the main cutting edge and on the feed per tooth S; (mm/tooth). The dynamics wear of the face mill insert in the
machining gray cast iron is substantiated. At the same time, the optimal values of the angle inclination of the main cutting edge are
determined, which in turn will increase the stability of the tool and the quality of the machined surface.
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