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[TpoBeneHO 3KCIIepMMEHTANIbHOE UCCIIeJOBaHNe BIUAHUA pAfa (akTOpoB TOKapHOI obpa-
6oTKu (IOfauM, CKOPOCTH, ITyOVMHBI pe3aHys 1 I3HOCA PeXXylleli IVIaCTUHBI 10 3a[Hell Io-
BepXHOCTM) Ha (pOpMMpPOBaHUE LIEPOXOBATOCTY LMIVMHAPUIECKON HOBEPXHOCTH 00paslia,
M3TOTOBIeHHOTo M3 cranu 40X u 3akaneHHoro go TBepgocty 40 HRC. [Jnamason ckopocreit
U mopay Ajst obpaboTky crameit 40X ompeneneH C IOMOLIBI0O METOfA MaTeMaTHIeCKOTO
IUVTaHMPOBaHNA sKcnepyMeHTa. OOTauyBaHMe BBIIIOIHEHO HA TOKAPHO-BUHTOPE3HOM CTaH-
ke ¢ UITY 16K20D3C32. B xayecTBe pabouero MHCTpyMeHTa IPUMEHEHBI IIPOXOJHbIE pe3-
LIbI ¢ MEXaHMYeCKUM KpeIUIeHeM CMEeHHbIX MHOTOTPaHHbBIX IJIaCTMH. Matepuasn pexxyiiein
YacTy MHCTPYMEHTa — pexyias Kepamuka BOK-60. Bausnue nsHoca pexylieil 1acTUHbI
Ha pesy/lbTaTbl MUHMMM3MPOBAHO: NIPU KaXIOM IIPOXOfie MEHA/NACh €€ PeXyIljas TPaHb.
Jna M3MepeHns IIepOXOBATOCTY MOBEPXHOCTY MCIONb30BaH mpoduaomerp TP200. ITpu-
BefleHbl 3aBUCHMOCTH LIEPOXOBATOCTU 0OPabOTaHHOI MOBEPXHOCTY MPYU OOTAYMBAHUY OT
napameTpoB obpaborku. IlpefcrapieHsl BBIBOABI U HaHbI peKOMEHMAINM 110 ITOBBIILIEHUIO
[IPOM3BOAMUTEIBHOCTY 00pabOTKM.

KnioueBble coBa: pexylas KepaMIuKa, 3aKajieHHasA CTajlb, ONTUMaIbHbIE PEXKVMBI pe3a-
HIA, TBEpHOe TOUeHNe, CKOPOCTDb pe3aHMs, CUIa pe3aHus

An experimental study of the influence of various factors of turning (feed, speed, cutting
depth and flank wear of the cutter) on the roughness of the cylindrical surface of a sample
made of the 40Kh steel tempered to the hardness of 40 HRC was performed. The range of
speeds and feeds for machining steel of the 40Kh type was determined using the method of
mathematical planning of the experiment. Grinding was performed on a screw-cutting CNC
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lathe 16K20F3S32. To conduct the experiments, cut-in incisors with mechanical fastening of
replaceable polyhedral plates were used. The VOK-60 cutting ceramic was selected as the
material for the cutting part of the tool. The effect of insert wear on the results was mini-
mized by changing the cutting face plate at each pass. Surface roughness was measured with
a profilometer TP200. The dependences of the machined surface roughness on the machin-
ing parameters were described. The conclusions were presented and recommendations were
given on increasing the processing capacity.

Keywords: cutting ceramics, tempered steel, optimum cutting modes, hard turning, cutting

speed, cutting force

Cpeny BaXHeNIINX 3alad COBPEMEHHOTO Mally-
HO-CTPOeHMsA 0co60e MeCTO 3aHMMaeT IOBBIIIe-
Hue 3¢ PeKTUBHOCTI 00pabOTKM [eTaneil MallH.
OTa 3ajjlaya BKIIOYaeT B ce0s JOCTIDKEHUE caMoil
BBICOKOJI HPOM3BOAMUTEBHOCTY 00paboTKU Ipm
3aJlaHHOM YpOBHE KadecTBa IIOBEPXHOCTHOTO
cnos petaneit. ObecriedeHne KayecTBa o6padaThl-
BaeMOJll MOBEPXHOCTM C MAaKCHMMaabHO BO3MOX-
HOJI IIPOM3BOMIUTEIBHOCTBIO — Ba)KHelilIee 3ajia-
HUle, pellaeMoe NpYU IPOEKTMPOBAHUM TEXHOJIO-
TMYEeCKMX IIPOIeCCOB M3TOTOBJIEHMS JeTaseil.
OpHuM ¥3 pe3epBOB IIOBBIIIEHNS IIPOM3BOAU-
TeJIbHOCTY SIBJISIETCA BBIOOP palOHA/JIbHBIX Ia-
paMeTpoB Ipoljecca pesaHusA. B cBA3M ¢ aTMM
CTAaHOBUTCSA aKTya/IbHBIM JMCCIeJOBaHMe IO OIpe-
Ie/IeHNIO IIapaMeTPOB ONTMMA/IbHBIX PeXIMOB
pesaHus, 06ecreYrBaIONIIX MaKCYMAIBHYIO IIPO-
M3BOJVUTE/NIbHOCTD I 3a[JaHHBIX YCTIOBUII 06Opa-
00TKM ¥ TpeOOBaHUII K KadecTBY CO3/laBaeMbIX
nosepxHocrTeit [1-12].

B Hacrosmee BpeMs IPOBEJEHO MHOTO MCCIIe-
HMOBaHMII B 00/IaCTM IIOBBIIIEHMS KadecTBa IIO-
BepXHOCTENl U BBbIABIEHA TEeH[IeHLMA K 3aMeHe Ha
OTZIe/IOYHBIX OIepanyAX NUMPOBAHUA TOHKNUM
toyeHueM [13-14]. [ToaToMy OfHUM U3 IEpCIEK-
TUBHBIX IIyTE€ll peUIEeHMA ITOM 3ajadyl ABJIAETCA
UCIIONIb30BAHNE BBICOKOCKOPOCTHON 06paboTKM
MHCTPYMEHTaMM, OCHAIleHHBIMYU IUIACTMHAMM U3
PeXylen KepaMuKIL.

Ilenb pabOTBl — 9KCIEPUMEHTATBHOE MCCIIeH0-
BaHMe BIVAHNA psAfa (akTOpoB TOKApHON obpa-
60TKM Ha GOpMUpPOBAHNE ILIEPOXOBATOCTY LIM/IMH-
APUYECKOII IIOBEPXHOCTI 06paslja, M3TOTOBIEHHO-
ro n3 cramu 40X o OCT 1050-74 u 3axaneHHOTO
mo TBeppoctu 40 HRC.

Meropuka ImpoBefeHNA McCIegoBaHMA. B axc-
IIEPMMEHTAX MCIIO/Ib30BaNIM 3arOTOBKM [JaMeT-
poMm 110 mm u pymHOM 350 MM, BBIIIOJIHEHHbIE U3
cramm mapku 40X (tBepgoctpio 40 HRC) u paspe-
JIeHHble Ha y4acTky no 20 MM KaHaBKaMU. 3aro-
TOBKY 3aKMMalM B TPEXKy/adyKOBOM IIaTpPOHE U
HOJPKMMANM 3aJHUM LeHTpoM. JIMamasoH cKopo-

cTeit u momay mnms obpabotku craneit 40X ompe-
HenAnuM ¢ IOMOIbI0 MeTOfla MaTeMaTUYecKOTO
I/IaHUpOBaHus 9KcrnepumeHTa [15]. O6raumsa-
HUE OCYLeCTB/IANM Ha TOKAapHO-BMHTOPE3HOM
cranke ¢ YIIY 16K2003C32.

B xauecTBe pabouero MHCTPyMeHTa IPUMEHSIN
IIPOXOZIHBIE Pe3lbl C MEXAaHUUECKUM KpeIJIeHMeM
CMEHHBIX MHOTOTPaHHBIX IUIACTMH. [lep>KaBKu
pesuoB umenu cedeHne 20x20 mm. I'eomerpuue-
CKIe IapaMeTphbl pe3lloB: IepefHuit yrom y = -8°,
3a[HMI1 YTO O = 8°, yrO/I HAK/IOHAa KPOMKM A = 5°.
Marepuan pexyleil 9acTi MHCTPYMEHTa — Pexy-
mas kepamuka BOK-60 (70 % ALO; + 30 % TiC).
CMeHHble MHOTrorpaHHble IutacTuHel BOK-60
TpexrpaHHOl ¢opMbl kmacca U ¢ JIMHOM pexy-
el KPOMKU [ = 16,5 MM, TOMUMHON s = 4,76 MM,
paguycom r = 0,8 mm (I'OCT 25003-81). Peserj 3a-
KPEIIA/IA B PEBO/IbBEPHOI TOJIOBKE.

Bnuanmne m3sHOca pexxylell IIaCTUHBI Ha pe-
3y/IbTAaThl MMHMMU3VPOBAHO: IIPY KOKJOM IIPOXO-
Iie MeHANMACh peXXyllas rpaHb maacTuHbl. Illepoxo-
BAaTOCTb IIOBEPXHOCTM U3MEPSI/IM C IIOMOILBIO
npoduromerpa TP200 Ha 6a30Boit AyIMHe, paBHOII
0,25 MM, B 4eThIPEX INIOCKOCTAX.

Pe3ynbTaThl 3KCIIEpMMEHTOB M MX 00Cy)KaeHme.
Brusnue nodauu Ha napamemp uiepoxoeamocmu
06pabomanHoil nosepxHocmu Ra mokasaHo Ha pu-
CyHKE, d, Ifie BUJHO, 4TO pocT nopadu ¢ 0,08 mo
0,24 MM/06 BBI3BIBAaeT yBelIMYeHME ITOTO Iapa-
MeTpa.

Bnusanue ckopocmu pesanus Ha napamemp uie-
poxosamocmu obpabomannoil nosepxnocmu Ra
IpUBEJEHO Ha PUCYHKe, 6. B mHTepBame ckopo-
cTeit pesanus v = 260...390 M/MMH IIapaMeTp Lie-
poxoBatocTu Ra majaer, a B [OuamasoHe Vv =
=360...420 M/MUH OH ABIAETCA YCTONYMBHIM O1a-
rofiapsl COKpalleHNI0 COCTAB/IAIONIVX CUJT Pe3aH,
CTAaOMIM3MPYIOINX CUCTEMY MEXaHUYeCKoil obpa-
6otku. Ecnn ckopocts 6onbiite, uem 430 M/MUH, TO
KpUBBIe, CBsI3aHHble C LIEPOXOBATOCTHIO, OepyT
dbopMBbl Bo3pacTaHmst BCIEACTBUE KOMeOAHMII, BbI-
3BaHHBIX BBICOKVMII CKOPOCTSIMIL.
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Bmusanue nopgaun S (a), ckopoctu pesanus v (6), ITyOMHbL pe3anus ¢ (6)
U M3HOCA PeXYIIell IVIACTUHBI 110 3aHeil TIOBEPXHOCTH /i, (2) Ha MapaMeTp LIepOX0BAaTOCTH Ra
IIpY 3a[JaHHBIX PeXXUMaX pe3aHu:
a— v =390 m/MuH, t = 0,2 MmM; 6 — S = 0,07 MM/00, t = 0,2 MM; 8 — v = 390 MmM/MuH, S = 0,07 MM/06;
2 — v =390 mm/MuH, S = 0,07 MM/06, t = 0,2 MM; ® — KCIIEPUMEHT; — — AMIPOKCUMALV

Brusnue enybuHvl pe3aHus Ha napamemp uiepo-
xosamocmu  obpabomarHoli nosepxHocmu Ra
IpeJCTaBIeHO Ha PUCYHKe, 6. YBeIMdeHye Imyon-
HbI pe3aHVs He IPUBOAUT K KaKOMY-/1n00 M3MeHe-
HUIO ITapaMeTpa IIepOoX0oBaTOCTH Ra: oH ocTaeTcs
(baKTU4ecK! yCTONIMBBIM.

Brusnue usHoca pexcyuwieti naacmumvl no 3ao-
Hell N0B8ePXHOCMU HA NAPAMEMP UiepoX08amocmu
o6pabomarHoil nosepxHocmu Ra mokasaHo Ha pu-
CYHKe, 2. PocT nsHoca MHCTpyMeHTa 10 3ajHeit o-
BePXHOCTV INIPUBOANT K IIOBBIIMIEHMIO IapaMeTpa
IIEPOXOBATOCTY 06PabOTaHHON MOBEPXHOCTH, TaK
KaK yBeIMYMBAKOIIAACA IIOBEPXHOCTb KOHTAKTa
MeXJly MHCTPYMEHTOM J 3arOTOBKOJ BBI3BIBAeT
TpeHMe. ITO yXyHlIaeT MOBEPXHOCTHOE Ka4eCTBO I
yBeIN4MBaeT CUIbI TPEHMs, a C/Ief[OBATeNbHO, I
COCTaB/IAIOIE CUTIbI PE3aHNA.

BroiBopabl

1. ITogava OKasbIBaeT CYILIeCTBEHHOE BIIVMSIHUE
Ha IIepOXOBATOCTb OOpabOTAaHHON HOBEPXHOCTH,
TaK KaK ee pOCT IPUBOAUT K IOSABIEHNIO OOPO3LBI
0T (GOPMBI MHCTPYMEHTA B pe3y/IbTaTe B3aVIMHOTO
IBIDKEHUs peslia 1 3aroToBKu. [Ipm yBenmmdueHun
nozauy 60po3/bl CTAHOBATCA Gojee TIYOOKUMU U
IIVPOKMMU, II09TOMY B IIpOLiecce pe3aHus CefyeT
JICIIO/Ib30BATh He3HAYNTE/IbHOE 3HAYEHNE .

2. YcTaHOBJIEHO, 4TO CYIeCTBYeT [Uala30H CKO-
pocreit v = 360...420 M/MUH A714 3aKaJIEHHON CTaIu
40X (tBepmoctpio HRC 40), B kOoTOpOM mapamerp
HIePOXOBAaTOCTU Ra NpMHMMaeT MIHMMA/IbHOE 3Ha-
yeHMe. VI3MeHeHMe CKOpPOCTM pe3aHUs OT 3TOTO
iIMalla30Ha B MEHBUIYIO U OOJIBIIYI0 CTOPOHY IPH-
BOJUT K BO3PACTAHUIO IIEPOXOBATOCTI.

3. BoiABeHO, 4YTO I/IyOMHA pe3aHusi He3Hauu-
TENbHO B/MAET Ha IIEPOXOBaTOCTb IOBEPXHOCTIH,
4TO OOBACHAETCS YBEIMYEHVEM JUIMHBI KOHTAKTa
MEXy PeXylell KPOMKOJ MHCTPyMEHTa M 3aro-
TOBKOJ1, COITPOBO>K/Ia€MbIM BBbIJje/IeHNEeM OOJIBIIIOTO
KOJIM4eCcTBa TeIUIa, IEepeXOfAllero B CTPYXKy, U
CHIDKEHMEM CWI pe3aHMs M3-3a IUIacTU(UKAINm
(pas3ympouHeHMs) IOBEPXHOCTHOTO C/1osi obpaba-
THIBA€MOJ1 3arOTOBKU U, KAaK C/I€[ICTBME, YMEHbIIIe-
HIeM CIJI pe3aHus B 30He 06paboTKu. DTo yrydIia-
€T YC/IOBUA OTBOJA OOJIBIIOTO KOIMYECTBA TeIIa.

4. ITomy4eHHble 3aBUCUMOCTM IIO3BOJIAIOT pe-
KOMEHJ0BATb JI/I1 TIOBBIIIEHS IPOM3BOANTE/IbHO-
cTM 00paboTKM yBeNM4MBaTh IIyOMHY pe3aHus, a
He [Iojayvy.

5. 111 moCTMKeHMs HIEpOXOBATOCTU IIOBEpPX-
HOCTM, COOTBETCTBYIONIENl TAaKOBOM, IOTY4YE€HHON
omeparnyeit uyM¢oBaHys, HEOOXOZMMO BBIION-
HATb TodeHue cTanyu 40X IIacTMHON U3 peXylen
kepamuky BOK-60 ¢ n3HocoMm 1o 3ajgHell oBepx-
HOCTHU He 6onee 0,2 MM.
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