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Annomayus: B viccrneoBaHNY OLICHUBAECTCSI BO3MOXKHOCTD HCIIOJIb30BaHMS KYH)KYTHOTO Macila B KaueCTBE HKOJOTH-
YEeCKH YUCTOH CMa309HO-0XJIaXKAAIOIICH KUIAKOCTH IIPH TOKapHOU 00paboTke. IIpoBeneHI SKCIIEPUMEHTHI IS OTIpeaee-
HUSI BIMSHUS pajdyca 3aKpyTJICHHUS BEpPIIMHBI M MEPETHEr0 yrila HHCTPYMEHTA Ha W3HOC MHCTPYMEHTA, ()OPMHUPOBAHHUE
MOBEPXHOCTH U cuily pe3anusa. Kpome Toro, 6bu1M Hccae10BaHbl pa3IndyHble CMa30YHbIE MAaTEPUaIIbl, TAKHE KaK CMa304HO-
OXJIKIAIOIINE JKUIKOCTH Ha HE(TSIHONW OCHOBE M OMOMacia, C LENbIo ONpeleNIeHNs] UX MMOTEeHIMana Uil MUHUMHU3aluu
TPEHUs, BBIJCNICHNS TEIUIa U U3HOCAa HHCTPYMEHTA BO BpeMsl 00pabOTKU. Y CTaHOBJICHO, YTO MO CPABHEHHUIO C CYXHM pe3a-
HHEM U OOBIYHBIMH CMa3KaMH Ha HE(TSHOW OCHOBE KYH)KYTHOE Macio obecneyuBaeT Oojiee TIIaJKyl0 MNOBEPXHOCThb
W CHWXKAeT CHITy pe3aHus. B3auMocBs3p Mex/1y mapamMeTpaMH pe3aHus U KaueCTBOM 00pabOTKH MOBEPXHOCTH aHAIM3HP O-
BaJach C UCIOJBb30BAaHUEM CTATUCTHYECKOTO MOAETHPOBAHUA. [ KOJTMUECTBEHHON OLIEHKU KOPPENAlui U 3HaUUMOCTH
MIPEANKTOPA MCIIOIb30BANCE KO3(GGHUINECHT AeTepMUHANNH (R-KBaapar) n p-3HadeHUs. Pe3ynbTaTel MOAUEPKUBAIOT 3(-
(hEeKTHBHOCTb HCIIOIb30BaHMS KYH)KYTHOTO Maciia B Ka4eCTBE CMa30YHO-OXJIXKJAIONIEH JKUIKOCTH U BaXXHOCTh ONTHMHU-

3aIliM TTapaMeTPOB MpOoIiecca IS MOBIMIECHNUS 3G GEKTUBHOCTH 00pabOTKH.
Kniouegvie cnoea: >pheKTBHOCTD pe3aHMs B KyHXXYTHOM Macile; MeXaHW4eckass o0paboTka B KyHXKYTHOM Macie;
CMa3bIBaOIIe-0XJIaKAAI0Iasl KUIKOCTh; HaJAeKHast 00paboTKa; KadyecTBO 00pabOTKH MOBEPXHOCTH; H3HOC MHCTPYMEHTA,
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BBEJIEHUE

Bri6op cmazouHo-oxnaxkaaromet xuakocta (COX) mme-
€T pelaroiee 3HauCHNEe MPU MEXaHWIECKOH 00paboTKe, To-
CKOJIbKY HAIIPSIMYIO BIHSECT Ha Ka4eCTBO MOBEPXHOCTH U 3(-
¢exruBHOCTh pe3anus. COX co3maeT 3amuTHEIN Oapbep Me-
Ky PSKYIIAM HHCTPYMEHTOM W 3aTrOTOBKOM, YMEHBIIAsK M3-
HOC MHCTPYMEHTa U TpeHue. Vcnop3oBanne 6GnomMacel B mpo-
[[ECCe MEXaHUYECKOW 00pabOTKH B HEMABHUX HCCIICAOBAHMSX
MIPOIEMOHCTPUPOBATIO yBeIUUIeHUE SPPEKTUBHOCTH PE3aHUs
U yIydIleHHe Ka4decTBa IMOBEPXHOCTH 3a CYET W3MEHEHHs
KOHTAKTHOTO B3aUMOJICHCTBHS HHCTPYMEHTA C 3arOTOBKOIL.

B TpaauimoHHBIX pexuMax o0pabOTKH TUHAMHUYECKOe
B3aMMOJIEHICTBHE MEXIY PEXKYIIUM HMHCTPYMEHTOM H 3aro-
TOBKOW HTPACT KIFOYEBYIO PO B JTOCTHIKCHHH JKEITaeMOM
IIepOX0BaTOCTH M (POPMBI ToBepXHOCTH. KOoHTaKT, ompee-
JSEMBI PEeKYIINM ABIDKCHHEM, IMPHBOAHUT K YAAJICHUIO
METaJUIOB C MTOBEPXHOCTH, NMPHUIAHHUIO 3arOTOBKE 3aJJaHHON
HHCTPYMEHTOM (OPMBI B MOOYXKIACT K FCCICAOBAHUIO Me-
xaHM3MOB pe3anust [1]. IIporecchbl pe3aHusi UMEIOT IIUPOKUI
CHEKTp TEXHUYECKHX XapaKTePHCTHK, BKIIOYAas KadeCTBO
MTOBEPXHOCTH, TOYHOCTh, M3HOC WHCTPYMEHTa, 00pa3oBaHMe
CTPYXKH, 00pa3oBaHHe 3ayCEeHIIEB, BEIOOpP MaTepuaia u Jp.
[2]. CoBokymHOCTE 3THX TapaMeTpoOB OOYCIIABIMBAET IPO-
BE€/ICHHE HCCIICIOBAHUH, HAIIPaBICHHBIX Ha TOIyYeHHE IOJI-
HOTO IPEACTAaBICHUS O MPOU3BOACTBEHHOM MEXaHWYECKOU
06paboTke. OCHOBHOM CIIOXHOCTBIO 3IECh SIBIISIETCSI DHEPTO-
s¢dexTrBHOCTL Mpon3BoO/CTBa. Henomxosmme napaMeTps
Tpoliecca MOTYT IIPUBECTH K YBEINUSHUIO SHEpronoTpedie-

HUs U cebecroumoctu mponykimu [3]. Takum o6pasom,
TIIATEIbHBINH BHIOOP ONTHUMANBHBIX IApaMETPOB IIpoIiecca
00pabOTKH CTAHOBHUTCS HEOOXOJUMBIM.

B obnactu coBepuieHCTBOBaHHMS Iporecca 00paboTKH
MOBOJIOM JJIs1 OecIiOKoicTBa SIBISIETCSI M3MEHEHNE TeOMeT-
pPUH KPOMKH, BEPIIMHBI pe3lla U U3HOC TepeaHed u 3aaHeil
noBepxHocTe. OnpereneHne napaMeTpoB 00paboTKH 3a-
TOTOBKM MMEET pelIaloliee 3HaueHHe JUIsl TOJIyYeHHsl MO-
BEPXHOCTH C 3aJ[aHHBIMH JKEJIAEMBIMH XapaKTePUCTHKAMH.
CranmapTHbIC TapaMeTPbl TOKAPHOH 00pabOTKH, €CIId OHU
NoA00paHbl HEJAOCTATOYHO TIHIATENLHO, MOTYT IPHBECTH
K TOJYYEHHIO HEONTHMAIILHON TOBEPXHOCTH U YCKOPHUTH
U3HOC HMHCTpyMeHTa. UTOOBI pemuTh 3Ty mpobiiemy, Hc-
CJICIOBATIMCh BUOpanusi W HECTaOMIBHOCTh TOKAPHBIX HH-
ctpymeHTOB [4]. TlocmencTBusMU BUOpaIlil HHCTPYMEHTA
SIBIISIFOTCSL  HEYIOBJICTBOPUTEIIbHAS IIEPOXOBATOCTh  I10-
BEPXHOCTH, IIYM W NPUTYIJICHUE KPOMOK, YTO MOIAYEPKH-
BAaeT CJIOKHOE B3aMMOJEHCTBHE 3JIEMEHTOB B JIOCTHKCHUH
JKeJTaeMOH TOYHOCTH 00PabOTKH.

ABTOpHI [5] HccneaoBaM U3HOC M TOJITOBEYHOCTh HMH-
CTPYMEHTa NpPU TOYCHUH AFOMHHHUEBBIX CIUIABOB. Mccie-
JIOBaHHUE BKIIFOYAJIO IMTOCTIEIOBATEIbHBIE N3MEHEHHS Tepea-
HEro yria ¥ Jpyrux BaKHBIX MapaMeTpoOB MPOLecca, YTOObI
OIIPEACINTh MX BIHMSHUE HA JOJITOBEYHOCTh MHCTPYMEHTA.
[onoXuTenbHBINH NEepeTHUI YIoJI YBEIHYHUI CPOK CITY>KOBI
HMHCTPYMEHTa B TIpoliecce 00paboTku. BrisBienne cooTBet-
CTBYyIOIIEH KOH(QUIypallMM WHCTPYMEHTa YIIydIIaeT ycIilo-
BUSI TOKApHOW 00paboTKH, a yiydlleHHe oOpabaTbiBaeMo-
CTH JIOCTHTaeTCsl 32 CUET TOYHOH PETyIMPOBKH BEPIIMHBI
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TOKapHOTO Pe3Iia MO BBICOTE, a TAKXKE €€ yIJla U OTKIOHCHUS
[6]. Pagnyc 3akpyrieHus BEPIIUHBI SBISIETCS KPUTHICCKUM
[apaMeTpoM, KOTOPBIH CIEAyeT YYWTHIBaTh MPH OICHKE
TIPOIIECCOB TOKAPHOI 0OpPaOOTKH, MOCKOJIBKY OH OKa3hIBAET
CYILECTBEHHOE BIMSHHME HA PE3yNIbTAaThl MEXaHWYECKOH 00-
paboTku. CyIIecTBYIOT IOAPOOHBIE MCCIENOBAHMS, MOCBS-
IICHHBIE TETUIOBBIICTICHHUIO, BIMSHHIO ITIEPEIHEro yriia Ha
(hopMHUpOBaHME TOBEPXHOCTH W CTOWKOCTH HMHCTPYyMEHTa
npu oOpaborke TBepablx MarepuanoB [7]. Cuna pesaHus
olpefieNsieTcsl C MOMOIIBI0 TUHAMOMETPa TOKApPHOTO CTaHKa
JUISL pa3iIMYHBIX OTPHUIATENBHBIX U TOJIOKUTEIBHBIX Nepea-
HUX yriioB. [IpumedaTensHo, 9TO MOJIOKHUTEIbHBIE MIepEeJHUE
YIJIBI TIOMOTJIH YMEHBIIUTD CHITY pe3anus [8].

M3menenne mapaMeTpoB Tporiecca 00padOTKH, TAKUX Kak
CKOPOCTh pE3aHMsl U CKOPOCTbH IIOAa4H, MPUBOAMT K 3aTyIl-
JeHWI0 TpoduiIsi HMHCTPYMEHTa M pajuyca 3aKpyTJICHUS
BEPILIHUHBI, IYTO YCKOPSIET U3HOC U JIETPaJAUI0O HHCTPYMEHTA,
ocobeHHO Tpu Ooubleii Timyoune pesanus [9; 10]. Hempa-
BUJIBHBIN TOI00p TapaMeTpOB UMEET Cepbe3HbIE MOCIIENICT-
BUsI, BKJIIOYAsi U3HOC MHCTPYMEHTA, HOBBIIICHUE TEMIIEpaTy-
pBl U yXyZALIEHHE KadecTBa MOBEpXHOCTH. IlepemHuii yromn
SBJISIETCSI BaXKHBIM AaCIEKTOM, OIPEACNSAIONINM IPOU3BOIHU-
TEJILHOCTh MHCTPYMEHTA, U IPH €0 MaKCHMalIbHOM YBEIH-
YEHHH CPOK CIIyXKOBI HHCTpYMEHTa yBenmdauBaeTcs. OmHaKo
3TO MPHUBOJMT K M3AEPKKaM B BHJIE M3HOCA M BUOPAIMN WH-
CTPYMEHTa, YTO TIOJJYCPKUBACT BAXXHOCTH TOHKOTO OayaHca
npu BeIOOpe mapametpoB [11-13]. B3aumopeiictBue Mexmy
paarycoM BEpPIIMHBI U TIEPEIHUM YIJIOM MHCTPYMEHTa OKa-
3bIBAaCT CYIIECTBEHHOE BIMSHHME Ha MPOQIIb HHCTPYMEHTA,
a clelloBaTeIbHO, Ha IIEPOX0BATOCTh 00pabaThIBaeMOil Io-
BepxHocTH. [loka3aHo, 4ToO MojyIepKaHue 3aJaHHOTO JHara-
30Ha paauyca BepuuHsl, Hampumep 0,4-0,5 MM, yrmydmiaeT
KaueCcTBO IIOBEPXHOCTH, OCOOEHHO NPH PE3aHHU BBICOKO-
npouHoil Hepxkasetomteit cramu AISI 1040 [14]. Bonee rmy-
OoKue KaHaBKH, a TAKXKe HAJIMYME 3aKPYTJICHUS Ha BEpIIUHE
MHCTPYMEHTA CIIOCOOCTBYIOT 0Opa30BaHUIO JIYHOK U (hacok
u3Hoca. HempaBuibHBIE HACTpPOWKHM Ipolecca TOKApHOM
00pabOTKM MOTYT HPHMBECTH K 00pa30BaHMIO NPEPHIBUCTOM
cTpyxkku [15; 16]. AnprepHaTHBHBIA MeTOn 00pabOTKU
C HWCIIOJIb30BAaHWEM IOCTOSHHOTO MAarHUTHOTO TOJIST TIOKa3all
ce0s1 MHOTOOOCTITAIONIMM B IDTaHE YIYYIICHHUS TOKapHOU 00-
pabaThIBAEMOCTH, XapaKTEPUCTHK IIOBEPXHOCTH M CpOKa
ciyk05I HHCTpyMeHTa [10]. DT nepeoBele METOABI MOTIEP-
KHBAIOT CJIOXKHYIO CBS3b MEXIy MapaMeTpamu o0paboTKu
Y UX CYIIECTBEHHBIM BIIMSIHHEM Ha MPOM3BOJMUTEIBHOCTh WH-
CTpyMEHTA U CBOMCTBA IIOBEPXHOCTH MPU METAIIO00pabOoTKe.

[Tnomans KOHTaKTa CTPY>KKH C HHCTPYMEHTOM OTIpeie-
JsIeTCsl IEpeTHUM YTIIOM PEeXyIIero MHCTpymenTa. [1ogo6-
paTh MEpeaHuil Yroi CI0XHO, TaK Kak JII00oe OTKIOHEHHUE
OT ONTHUMAJBHOTO 3HAYEHUs BIMSCT HAa MPOQWIb WHCTPY-
MEHTa 1 00pabaTbIBaeMyIO IOBEPXHOCTh. YBEIMUYCHHUE ITe-
peIHero yriia NPUBOANT K YBEIWUYECHUIO TPEHUS MEXKAY
CTPYXXKOH M wmHCTpyMeHTOM. Cunia pe3aHuss W IIIOIIA]Ih
KOHTAaKTa yMEHBIIAIOTCS 3@ cUeT nepeaHero yria. Cymect-
ByeT MHOXECTBO HCCIICJIOBAHMU, MOCBSIEHHBIX BIMSHHIO
Pa3NMYHBIX TapaMeTpPoOB Ha MEPEIHUI yYrol W MPOIECCHI
o0pabotku. [ToHATE 3TO BIMSHHE 3aTpyIHHUTENBHO. [IpoBe-
JICHO HCCIIeJIOBaHUE TOTO, KaK TEPEeIHUIl yroil BIWSAET Ha
napaMeTpsl 00paOOTKH IUIACTUYHBIX M XPYIKHX Marepua-
J0B. BBUIO NpOBEAEHO KOMIUIEKCHOE HCCIEIOBaHHE IS
orpezieIeHust napamerpos oopadoTku [14]. Tlepexnuii yron
U CKOPOCTh IOJIaudl MOTYT CIIOCOOCTBOBAaTh CHHIKEHHIO
CHJIBI pe3aHus IpHu oOpaboTKe CTaibHBIX crutaBoB. Cyte-

CTBYeT yIIyOJICHHOE HCCIIECOBAaHHE CBS3M MEXIY BHOpa-
IMeH ¥ MIEPeHUM YIIIOM. AMIUIMTYAa BUOpALlU yMEHbIIIa-
Jlach 1O Mepe yBeludeHus repenHero yria [17]. B apyrom
WCCIIEIOBAaHUN W3YYaJIOCh BIIMSHHAE W3MEHEHHS IIEPEIHETO
yIJla Ha CTOMKOCTb MHCTPYMEHTA. 3a CUET YMEHBIICHUS IIe-
penHero yria BepIIMHA OblUla 3aTyIUICHA. YCTAaHOBJEHO,
4yTo mepeaHuid yroa 20° naeT HawIydllMe pPe3yNbTaThl
C TOYKHU 3pEHUsI CPOKA CTOMKOCTH MHCTPYMEHTA M Ka4eCTBa
noixy4aeMoii nmosepxHoctu [18].

COX urparoT BaKHEHIITyI0 pojib B YMEHBIICHUHN TEILIA,
BBIJICTSIEMOTO HA TPAHUIIE KOHTAKTa CTPYXKKH M HHCTPY-
MEHTa B IIPOLECCe Pe3aHHus. OTH JKUJIKOCTH BBIIOIHSIOT
JIBOMHYIO (YHKIIHIO: OXJAKACHHUS U CMa3KM NPU PE3aHNH,
YTO CHOCOOCTBYET YBEIMUYCHUIO CTOHKOCTH HMHCTPYMEHTA.
COX, mpoxozsmue yepe3 MOBEPXHOCTh KOHTAKTA CTPYKKA
U MHCTPYMEHTA, CIHOCOOCTBYIOT CHM)KEHHIO TEMIIEPATYpEHI
pesanus [19]. Tekyniie ncciieqoBaHUS COCPEAOTOUYCHBI HA
IBPTCPHATHBHBIX TEXHOJOTUSAX OXJAKICHUSI M CMa3KH,
TaKUX Kak OMomacia, KpUOreHHKa M OXJIaKACHHBIH BO3/IYX,
A peHICHUSA D3KOJOTHYCCKUX npo6neM 1 onTUMHU3ALNU
nporieccoB (peseporanus [20; 21].

[Touck 5KOJOTUYECKN YHUCTBIX METO/IOB 00pabOTKHU B Te-
KyLIMH MOMEHT B OCHOBHOM COCPEIOTOYEH Ha HCIIOJIb30Ba-
HUM Onomacen. MccnenoBaTeny M3y4aroT BO3MOXHOCTD 3a-
MEHBI CMA309YHBIX MaTepHaIOB HA HE(TAHOI OCHOBE M3BECT-
HBIMH Oe3omacHbIMU Onomaciamu. [IpoBomsiTest nccnenosa-
HUS LIETIECO00Pa3HOCTH HCTIONB30BAHKS BO BPEMS TOKapHBIX
olepanii pacTUTENBHBIX Macell, TAKHX KaK MaJbMOBOE Mac-
no u macno mu. OOHapy)XeHO YIydIIeHHe KadyecTBa II0-
BEPXHOCTH M YBEJIMYEHHE CTOMKOCTH MHCTPYMEHTa B IIPO-
necce 00pabotku [22]. CpaBHHUTEIBHOE HCCICIOBAHKE
MaJbMOBOTO Maciia ¥ Macja IIU MPOJEMOHCTPUPOBAIIO 3HA-
YUTCJIBHOC IIOBBIIICHUC npe;:[enbﬂoﬁ TOJIIUHBI CHHUMaeMOM
CTPY)KKH M CTOMKOCTH MHCTPYMEHTA, a TaKXKe OOHapy»KHJIO
JOTIOJHUTCIIBHOC TPEUMYIICCTBO B BUAC YMCHBLIICHHUSA HE-
NPHUATHBIX 3allaXxOB, XapaKTEPHBIX IS TPaIUINOHHBIX CMa-
30K Ha He(pTsHOI ocHOBeE [23]. AHANOTHYHBEIM 00pa30M HC-
TI0JIb30BAaHNE BO BPEMSI MEXaHHMUYECKOH 00pabOTKH Macia 3
CeMsH ATpo(Bl NPHUBENO K CHIDKEHHIO TEMIEpaTyphl IO-
BEPXHOCTH W YJIyUIICHUIO €€ KayecTBa, YTO JIEMOHCTPUPYET
MOTEeHIMa OMoMaces B yJIyqlIeHHH 00pabOTaHHBIX MTOBEPX-
HocTelt [24]. [IpumeuarensHO, YTO MO CPaBHEHMIO CO CMa-
304HO-OXJIAXKIAFOLIMMH PACTBOPAMHU HA MUHEPAIBLHOM OCHO-
B€ KOKOCOBOE Macjio 00eCIeumIo Jydiiee KayecTBO MOBepX-
HOCTHU M MEHbIIIEe N3HAIIMBAHNE HHCTPYMEHTa [25].

Kak ormeuaroT uccnempoBarenu [26; 27], cpaBHUTEIHHOE
M3yYeHHE DA3JIMYHBIX OMOMaceN CIIOCOOCTBOBAJIO ITIOHMMa-
HUIO WX WHIWBUIYyaJIbHBIX CBOWCTB M XapakTepucTHK. Mc-
TIOJIb3YSl CTATUCTHYECKHE METOMBI, TaKhe Kak Anova, hucclie-
JIOBaTENM MEHSIOT TapaMeTphl Iponecca B 3KCIIEPUMEHTAIb-
HBIX TPOEKTaX, YTOOBI MOBBICUTH 3(PPEKTUBHOCTH HCIOIB30-
BaHMS OHOMacell B MEXaHIIecKoi o0paboTke [28; 29].

HccnenoBanne u mporHo3upoBaHue 3PpPEeKTUBHOCTH HC-
MOJTB30BaHMS pa3INnIHBIX Onomacen B kagectse COX B ome-
panusx MexXaHW4ecKoH 00pabOTKH MOXKHO BBINTOJTHHTH ITy-
TEM BHCIAPCHUA TMCPEAOBBIX IMOAXOJ0B K aHAJIN3Y JaHHBIX
[30]. MoxHO cO31aTh KOMIUIEKCHYIO IIPOTHOCTHYECKYIO
MOJIENb Ul CUCTEMATHYECKOH OLEHKH BO3MOXHOCTH TIPH-
MeHeHusI M 3((EeKTUBHOCTH pa3an4HBIX Onomacen. boura
pa3paboTaHa Mojeib, KOTOpasi BKIIOYAET CJIOXKHBIE (haKkTo-
PBI, TaKKe Kak Kiaccu(UKalys OrnoMacel, mapamMmeTpsl oopa-
00TKM (HampuMep, CKOPOCTb PE3aHMs, CKOPOCTh MO/auM),
CBOICTBa MaTepuajia M KOHKDETHBIE LIEJICBBIE PE3yJIbTAThI
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obpabotkr [31]. Mozgenb NPOTHO3UPOBAHUS HCIIOJIB3YET
Hepe/lOBbIE CTATHCTUYECKHE IOAXOIbI M aJrOPUTMBI Ma-
IIMHHOTO OOYYeHHS UL BBISBICHUS CIIOXKHBIX 3aKOHOMeEp-
HOCTEH M CBSA3EH B MMEIOIIMXCS TAHHBIX. DTO ITO3BOJISIET
OLICHUTH BIIMSHHE HCIIONB30BaHHUS KOHKPETHBIX OHOMacen
B kauectBe COX [32]. Monens pacmmpsieT BO3MOKHOCTH
MPOTHO3UPOBAHMS [UISl U3MEPEHHs] KDUTHYECKU BAXKHBIX I10-
KazareJsied MpOM3BOJUTENBHOCTH, TAKUX KaK Ka4ecTBO 00pa-
OOTKH MMOBEPXHOCTH, CKOPOCTh U3HOCA HHCTPYMEHTa U 00pa-
30BaHME CTPYKKH, JUISl KaKIOro BUIa OMoMacia 1 rnapamer-
poB 00padoTku [33]. Mcrnons30BaHUE MPOrHO3HOTO MOJICITH-
poBaHUs IpU M3ydeHuH Ouomacen B kadectBe COXK maer
UCcCleoBaTeNsIM ~ IIyOOKOe IIOHMMaHHE IPEUMYIIECTB
1 HEJOCTATKOB HEKOTOPHIX Omomacen [34]. DToT aHanHTHYE-
CKHI1 METOZ CTTIOCOOCTBYET MPUHATHIO OOOCHOBAHHBIX peTlie-
HUM, ONITAMHU3AINHN Olleparuii 00pabOTKH U CMSATYCHUIO BO3-
JeHCTBHS Ha OKPYXKAIOIIYIO Cpely, MOOIIPSs HCIOJIb30Ba-
HHUe 0e30macHbIX 1 3Komorudeckn ucTex COXK.

CornacHO JOCTYIHOHW JIMTeparype, TIIATeNbHAas OLECHKA
MPUTOTHOCTU ¥ 3()D(EKTUBHOCTH pa3MYHBIX OMOMaces B Ka-
yectBe COXK B mporeccax MexaHM4IeCKOH 0OpabOTKU BKITIO-
YyaeT B ce0sl SKCIEpPUMEHTAJIbHbIE HCCICHIOBAHMUS, a TAKKE
UCIIOJIb30BaHUE METOOJIOTHI TPOTHO3HOTO MOJIEIIPOBa-
Hus. HeoOXoanMo TInatebHO U3YYHMTH BIMSHHE OHOMAce
Ha TaKue Ba)KHBIC IIOKa3aTelNH, KaK Ka4eCTBO IOBEPXHOCTH,
W3HOC MHCTPYMEHTA, 00pa3oBaHHE CTPYKKH U BO3ICHCTBHE
Ha OKpyKarolryto cpexy. CoriacHo iureparype, dnomacia
JEMOHCTPUPYIOT MOTEHIMAN B KaYeCTBE MPAKTHYHOH M KO-
JIOTHYeCKH Oe30TaCHO 3aMeHbl CMa304HBIM MaTepuajiaM Ha
HedTsiHON ocHOBe. OnHako s Oojee IiyOOKOro M3yueHUs
HX OKCITyaTallUOHHBIX XapaKTCPUCTUK HCO6XOZ[I/IMI)I JOII0JI-
HUTCJIbHBIC SKCIIEPUMEHTAJIbHBIC UCCIIENOBaHUA B COYCTaAaHUU
C Hepe/IOBBIMU METO/IaMHU TIPOTHO3HOTO MOJIEITUPOBAHHSI.

Heo0xonumo mpoBeieHHE pacIIMPEHHBIX HCTIBITAHUI
U CO3/1aHHE TOYHBIX MPOTHOCTHYECKHX MOJIENei, croco0-
HBIX BCECTOPOHHE OLECHHTH 3(P(EKTUBHOCTH HCIONB30Ba-
HUs OMoMacen B KayeCTBE CMa30YHO-OXJIaXKIAIOIINX JKHI-
KocTell. B mepcrnekTuBe 3TO He TONBKO CBEAET K MUHUMYMY
3aBHCHMOCTh OT CMAa304YHBIX MAaTepuajoB Ha HedTsIHOU
OCHOBE, HO TaKKe MIOMOXKET PAaCIIMPUTh 3HAHHSA O OUOMac-
JIaX ¥ UX MCTIOJb30BAHUH B IPOU3BOACTBEHHOM CEKTOPE.

METOJUKA NPOBEJAEHUA UCCIEJOBAHUSA

Hacrosmee uccnenoBaHne BBISIBHIIO, YTO KYH)KYTHOE
MacJio, CheI00HOE PacTUTEIILHOE MAcJIo U3 3€peH KyHXKYTa,
sBsiercst 3()(EeKTHBHOW 3aMEHOW MHWHEPaIbHBIX Maces
B IIpoliecce MexaHW4eckoi o0padoTku. B tabmuue 1 cpaBHu-
BAIOTCSl XapaKTEPUCTUKK KyH)KYTHOTO Macja M Macja Ha Hed-
TSHOM OCHOBE. B HcClieoBaHMM HCMONB30BAJICS TOKAPHBIM
craHok cpennei MmomHocTi BALAJI Model 215 Super Series.
3arotoBkr m3 Manoyriepoauctor ctamm AISI 1014 mramer-
poMm 20mMM u mmHOW 100 MM HameXHO YISP)KUBAIHCH
B TPEXKYJIAYKOBOM IIATPOHE U BPAILAIUCH CO CKOPOCTHIO 328
u 750 o6/MuH. 511 000MX AKCIIEPHUMEHTOB CKOPOCTH TTOIAYH
nojyiepkuBanack Ha ypoBHe 0,23 mm/00. [l oOpaboTku
npomsBoautesib INDIAN TOOL u3rotoBus1 MHCTPYMEHT U3
BBICOKOTIpOYHOH cTamu ¢ 10 % conepikaHueM KoOaibTa,
KBaJpaTHBIM ceueHueM 12,7 MM u JutuHoi# 50 Mm.

OKkcnepuMeHTaNbHbIEe PabOTHl TPOBOJMINCE TPH pas-
JUYHBIX TIEpeIHUX yriaax mHCTpyMmeHta (5, 8 u 11°) u pa-
nmycax BepiinHBI mHCTpyMeHTa (1, 1,5 u 2 mm). Kymxkyrt-
HOE MacJIo MOJaBAJIOCh C MIOCTOSHHOM CKOPOCThIO 50 Mil/MuH,
Tor/a Kak Macio Ha He(TsaHOH ocHOBe (SAE 20W-40) mona-
BaJIOCh CO CKOPOCTBIO 72 MJI/MHH. DKCIIEPUMEHTHI ITPOBO-
IUITACH TpeMs pa3nmaHbiME criocobamm: 6e3 COX (cyxoi
xox), ¢ COX Ha HedTsiHol ocHOBe (SAE 20W-40) u ¢ KyH-
*KyTHBIM MacyioM B kauectBe COXK. [llepoxoBaTocTs HOBEpX-
HOCTH (Ra) 3arOTOBOK OMpEJENsiach ¢ MOMOIIbIO TIOPTATUB-
HOTO TpUOOpa JUIsl U3MEPEHHs! ILIEPOXOBATOCTH MTOBEPXHOCTH
MITUTOYO SJ-210. Drta »KcnepuMeHTalIbHas YCTaHOBKa
TIO3BOJIMJIA OLICHNUTH 3(P(PEKTUBHOCTh HCIIONIB30BAHUA KyH-
’KyTHoro Macia B kauectBe COJK, cpaBHUB ero Bo3JeicTBHE
Ha IIEpOXOBaTOCTh IOBEPXHOCTH C BO3JCHCTBHEM pPaOOTHI
Hacyxyto u co craggaptHeiMu COXK Ha HedTsHON OCHOBe.
Cuna pe3aHus N3MepsIIach ¢ IOMOIIBIO JUHAMOMETPA TOKap-
HOTO MHCTPYMEHTA. PeXXyImuii HHCTpYMEHT BCTaBISUICS B [TH-
HaMOMETp M 3aKpeIuLsuicd Ha TonepedHoM cymmopte. llepen
3aIyCKOM TOKapHOTO CTaHKa CKOPOCTh M Ioj[ada ObLIM ycTa-
HOBJICHBI Ha HOJIb, 110/Ia4a K MHCTPYMEHTY NPHMEHsUIach aB-
TOMAaTH4YecKd. VI3MepeHHs IIepOXOBATOCTH IOBEPXHOCTH
POBOMINCH ¢ moMotibio mpudopa Talysurf (MITUTOYO)
TIPH Pa3JINYHbIX YCJIOBHSX PE3aHHS.

Taonuya 1. Xapaxmepucmuxu cMazouHo-0X1ax#cOaowell ¥CUOKOCmu Ha HepmsaHOIU 0CHOGe

U KYHIICYMHO20 MACIA
Table 1. Characteristics of petroleum based oil and gingelly oil

XapaKkTepucTHKH COK na HedTsnoii ocuoBe (SAE 20W-40) Kyn:kyTHOE Mac/i0
TemmnepaTypa BCIIBILIKI 210 °C 255°C
TemmnepaTypa BoCILUIaMEHEHHUS 215°C 280 °C
[TotHOCTH TipH 50 °C 774 xriv® 780 kr/nv’®

Kunemarnyeckas BsizkocTh npu 50 °C

2,39x107° M/c

3,72x107° M?/c

Junamigeckast Bs3kocTs pu 50 °C

1,86x107° H-c/m>

2,67x107° H-c/m?

LBer

KpacHbrii

SIpKo-KkenThIit
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PE3YJIBTATBI HCCJIIEJOBAHUA

Puc. 1 nemoHCTpHpyeT 3aMeTHBIE U3MEHEHUS IIEpOXOBa-
TOCTH TIOBEPXHOCTH B 3aBUCUMOCTH OT pa3Mepa 3aroTOBKH
W TUNA HUCTOJIL3YEMBIX ONepalii pe3aHus, OCOOCHHO IpU
HCTIOJIb30BaHUM TIEPETHETO yria 5° M pajuyce 3aKpyrieHHs
BepwHbl 1 MM. Vcmosb3oBaHME METOJa CYXOro pe3aHHs
MpUBEJIO K 00Jee HU3KOMY MOKA3aTelf0 IIEPOXOBATOCTU II0-
BEPXHOCTH IO CPAaBHEHHIO C PE3aHHEM C HCIIOJIb30BAaHHUEM
COX =e3aBuCHMO OT TOTO, OBUIM OHH TIOJNyYEHHI U3 HeTH
WM KyH)KyTHOTro Macia. HecMoTpst Ha 3T0, 3HaYEHHS IIEpo-
XOBaTOCTH TIOBEPXHOCTH YBEIWYMBAINCH C YBEIMYCHHUEM
nmramerpa obpasna. CTereHp OCTPOTHI PeXKyIeii KPOMKH HH-
CTpyMEHTa He OKa3aja BIMSHHUS Ha KayecTBO 0OpabOTKHM Imo-
BEpXHOCTH. XOTSI HEKOTOPBIE 00pa3IIbl MOKA3aIN MPEBOCXOA-
HOE KaueCTBO MOBEPXHOCTH, NPYTHe OOHAPYXWIH Tropasio
OoJiee BBICOKMI YpPOBEHb LIEPOXOBATOCTH. MOXKHO clenath
BBIBOJI, YTO Ka4€CTBO ITIOBEPXHOCTU B 3THX YCIOBHUSX OIperie-

-
= & = =

Surface finish, pm

° . . .
1 15 2

asgercss OOJBIIMM KOJIHMYECTBOM I1apaMEeTPOB, HEXKENH OIHA
3a0CTPEHHOCTB PEXYIIEi KPOMKH HHCTPYMEHTA.

Ha puc. 2 noka3aHbl pe3ysbTaThl SKCIIEPUMEHTa 110 BIIHS-
HIIO O0JIee BBICOKOI ckopoctn pe3anus (750 o6/mMuH) Ha 1ire-
POXOBAaTOCTh TTOBEPXHOCTH 3arOTOBOK Pa3fIMYHOTO IUaMETpa.
IIpu yBemraeHnn ckopoct pe3aHus 1o 750 o6/mMuH mpu me-
peaHeM yriie 5° HaOMIOaJIOCh 3HAYMTENBHOE YBEIMYEHHUE 1IIe-
POXOBaTOCTH MOBEPXHOCTU € 5,4 10 8,7 MKM. YBENMYEHHBIH
MIEPETHUH YTOM ¥ PaJINyC 3aKpyTJICHUs BEPIIMHBI 2 MM MPHBE-
JM K TIOy4YeHHIo Ooliee TNaJKOH MOBEPXHOCTH M CHIKCHHIO
cwibl pe3anust. [IprMedaTenbHO, YTO MPH MEHBIINX Paiycax
3aKpYTJICHHs] BEPLINHBI HAOIOAAeTCsl HEIOCTATOYHOE CLIeTUIe-
HHE MHCTPYMEHTA C 3arOTOBKOH, YTO IIPUBOAMT K pazdpocy
3HAYCHMI! CHJIBI pe3aHMsl WIS CYXOro Xofa M ¢ IPUMEHEHHEM
COX na HedpTsHON ocHOBe. braromaps comep aHHIO
TPUTIHLEPUIOB KYHKYTHOE Macjo IPOAEMOHCTPHPOBAIIO
IPEBOCXOHBIE CMa30YHO-OXJIAXKIAIOIINE CBOICTBA, CO3IaB
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w Gingelly
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Puc. 1. Bruusnue na kawecmeo nogepxHocmu paouyca 3aKpy2ieHus 6epulubsl
npu nepednux yenax uncmpymenma 5° (a), 8° (b), 11° (c) u ckopocmu pezanus 328 06/mun
Fig. 1. Effect of the surface finish over nose radius
for the varying rake angles 5° (a), 8° (b), 11° (c), and cutting speed 328 rpm

104

Frontier Materials & Technologies. 2024. Ne 2



Majinem Pao A. «KavecTBo 00padoTKkH NOBepXHOCTH M 3(PPEeKTHBHOCTH Pe3aHUs B KYH:XKYTHOM MacJe...

»

10
E .
= mDry
LY )
= m Petroleum
E + w Gingelly
a2
i
1 1.5 2
Nose radius for the tool with 5° rake angle, mm
a
10
€
_'E: & u Dry
iE w Petroleum
3 4 o i
Kol w Gingelly
2 2
L]
1 1.5 2
MNose radius for the tool with 8° rake angle, mm
b
&
T
g,
=, =Dy
.-E 4 mPetroleum
a
o 3 wGingelly
<.
v 1
(1]
1 L5 2

Nose radius for the tool with 11° rake angle, mm

c

Puc. 2. BiusHue Ha Kauecmeo No8epXHOCU pAOUyCca 3aKpy2ieHus 6epuilHbl
npu nepeduux yeaax uncmpymenma 5° (a), 8° (b), 11° (c¢) u cxopocmu pezanus 720 06/mun
Fig. 2. Effect of the surface finish over nose radius

for the varying rake angles 5° (a), 8°

HPOYHYI0 CMAa304YHYyH IUICHKY, KOTOpas CHH3IJIA TPEHHE
W M3HOC MHCTPYMEHTa BO BpeMsi 00pabOTKH M CHOCOOCTBO-
Bajia popMHUpOBaHHIO HauboJsiee IJ1aJAKOH MOBEPXHOCTH 00-
pabaThIBaeMBIX JCTalCH.

OBCY)XXIEHUE PE3YJIBTATOB

B3aumocBa3b KkadecTBa 00padOTKH MOBEPXHOCTH
U Pa3JHYHbIX YCI0BHI CMa3KH

JlanmpHelime vcclienoBaHus TIOKa3ai, YTO YBEIUYCHHE
paaMyca 3aKpyIJIEHHS] BEpIIMHBI PEXYILEro HHCTPYMEHTa
CIOCOOCTBOBAJIO YBEIUYCHHIO CLCIUICHHS MEXIY WHCTPY-
MEHTOM M 3aroTOBKOH, YTO TPHUBENO K Oojiee CTaOMILHBIM
MoKa3aTesIM KadecTBa MOBepXHOCTH. Hambomee riamkast
MTOBEPXHOCTH (C IIEpOXOBATOCThIO OT 4,9 1m0 6 MKM) OblIa
JIOCTHTHYTa TIPU paIuyce 3aKpyIrJICHUS BEPIIMHBI HHCTPY-
menTra 1,5 mMm, xorma B kadectBe COXX wcmonn3oBaaoch

(b), 11° (c), and cutting speed 720 rpm

KyH)XyTHOe Maciio. Kpome Toro, ucnosib3oBaHie OOJIBILIETO
paadyca 3aKpyrieHHs] BEpIIMHBI HHCTpYMEHTa (2 MM) HIpHBe-
70 K yMeHblIeHH0 Ha 20 % I1epoXoBaTOCTH MOBEPXHOCTH,
YTO JIEMOHCTPHUPYET IOJIOKUTEIHHOE BINSHUE YBEITMIEHHOTO
paaMyca 3aKpyrieHHs BEpIIMHBI Ha KaueCTBO IOBEPXHOCTH.
[Ipu nepexone Ha nepeqHuil yroa 8° orpaHWYEHHBIA aUamna-
30H UBMCHCHUS CUJIbI PE3aHUA TPUBEIT K 3HAYUTEJIbHON pas-
HUIIE B Ka4eCcTBe 00pabOTKU IIOBEPXHOCTH MEXKIY CYXOH pe3-
koit u ¢ ucnons3oBanreM COX Ha HedTsAHON OCHOBE. DTO
CBSI3aHO C BEPOSITHBIMU OIIMOKaMH B 00paboTKe BO BpeMs
TOKapHBIX omepanuii. OxHako, korma B kadectBe COX wc-
TIOJIE30BAJIOCH KyH)KYTHOE Macio, KOHTAKT MEX/TY PEXYyLIAM
WHCTPYMEHTOM ¥ 3aroTOBKOM 3HAYMTEIBHO YITydIIaJcs,
n QopmupoBasiack Oojee riaakas moBepxHocThb. [Ipumeda-
TEJIFHO, YTO YBEIHMYCHHE pajiyca 3aKpyIJICHHS BEpIINHBI
WHCTPYMEHTa elie OoJbIle YIy4IIMIO IIePOXOBATOCTh I10-
BEPXHOCTH 32 CUET YBEJIUYCHHs IUIOa1 00paboTKH U Bpe-
MEHH KOHTAKTa MEKly HHCTPYMEHTOM U 3arOTOBKOH.
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Kpome Toro, yBenuueHne mepesHero yria CHU3HIO 00-
pa3oBaHME 3ayCEHIIEB HA TPAHMIE KOHTAKTAa «HHCTPYMEHT —
3aroTOBKa», MMO3BOJISII HHCTPYMEHTY C OOJIBIIEH JIETKOCTHIO
CKOJIb3UTh CKBO3b MaTeprai. OJHAKO AMHAMUYECKHE CHIIBI
JOIDKHBI OBITh COANaHCHPOBAHBI, IOCKOJBKY CIHIIKOM
OonpIvie TIepeHue YIiIbl He MOTYT TapaHTHPOBATh Ooiee
wiaBHyto pabory. OnTuManbeHbIil nepeanuit yroa 8°, mo-
BUJIUMOMY, OOECIEYMBACT ONTUMAIBHYIO JHHAMHYECKYIO
0aJaHCHPOBKY CHJI, YMEHbIIas TaHICHIUAIbHYIO CHITY
¥ OJHOBPEMEHHO YBEIIMUMBAs OCEBYIO CWJIy Ha TpaHUIE
C peKylIed KPOMKOM MHCTpYMEHTa. B xoxe 3Toil nmpoueny-
pBl HabIIOANIOCH HEOOTIBIIOE YBEIHMYCHUE ILIEPOXOBATOCTH
MOBEPXHOCTH.

B xauectBe COX KyHXyTHOE Macjo MPOAEMOHCTPHPO-
BAJIO MIPEBOCXOHBIE CMAa309HBIC M OXJIAXKJAIOLINE CBOMCT-
Ba 10 CPAaBHEHWIO C KPHOTCHHBIMH JXUAKOCTAMH, YTO IIO-
3BOJIMJIO YITyUIIUTh CKOJIB)KEHHE HHCTPYMEHTA T10 3ar0TOB-
Ke M TeM CaMbIM YIIydIIUTh oOpabaTsiBaeMocThb. Vcmomnb-
30BaHue Oosiee BBICOKMX ckopocteil pesku (750 06/MuH)
U KyH)XYyTHOTO Macjia MOMOTJIO TOJY4HTh 00pabOTaHHYIO
MOBEPXHOCTh TPEBOCXOJHOTO KayecTBa II0 CPAaBHEHHIO

¢ Oonee HU3KMMHU CKOpocTsMHU pe3anus. Coderanue Oomee
BBICOKOH ckopoctu pe3anus (750 06/MHH), IEpeTHETO yTia
8° u paamyca 3aKpyTJICHUS BEPIIMHBI 2 MM C KYHXXYTHBIM
Maciiom B kadectBe COJXX mpuBeno K 3HAYUTEIHHOMY
VIIy4IICHUIO TPOU3BOIUTENFHOCTH 00padboTku. I1o cpaBHe-
HUIO C JPYTUMH TapaMeTpaMH IPoIecca ATH YIydIICHUS
BKJIFOYAIIM CHIDKEHHE CHIIBI pe3anus (Ha 5-25 %) u moBbI-
[IEHHE YUCTOTHI MOBEPXHOCTHU (Ha 2—15 %).

Crarucruyeckasi MoaeJab

Llenblo CTaTHCTUYECKOH MOJEIH, IPEUIOKEHHON B 3TOM
WCCIIEIOBaHUM, SIBIISIETCS HM3YyYEHHE BIHMSAHHUS TEXHOJO-
rU4ecKkux (aKTOpOB Ha Ka4eCTBO MPOIYKIUHU B MpoLEC-
ce MexaHn4decKoit 00paboTku. [lomydeHHbIe TaHHBIE O CHIIe
pe3aHus W MIEpPOXOBATOCTH CBelneHH B Tabmuiyy Excel.
KoppenaunoHHbIil U perpecCUOHHBII aHaIu3 NPOBOAMII-
csi C TMOMOMIBIO IporpaMmMHOTO obecredueHus R. B Tab-
JHIe 2 MpeICTaBICHB JaHHBIC A 00pa3la AHaMeTpOM
20 MM, B TOM 4YHCJIE pPaAUyC 3aKpPYIJECHUS BEPILIUHBI,
HepeaHUH yroj, CHia pe3aHHs M KauecTBO oOpaboTku
MOBEPXHOCTH.

Tabnuya 2. 3nauenus cunbl pe3anus U wepoxo8amocmu nOSEPXHOCMU NPU PASHBIX NAPAMempax npoyecca 0opabomxu
Table 2. Cutting force and surface roughness values for the different process parameters

Cuia pesanus (H) IlepoxoBaTocTh MOBEPXHOCTH (LLM)
Tepensmit Panguyc COM CkopocTtb CO
yrou 3AKPYTICHHA cyxas . | KyH:XKyTHOe pesatmi cyxas . | KyH:KyTHOe
BEPIIMHBI o6paboTica Ha HepTAHOMI MACTOo (00/MuH) oGpaGoTka Ha HeTsIHOM MACIO
OCHOBe OCHOBe

5 1 459 451 448 328 9,350 7,388 7,455
5 1,5 466 441 438 328 9,350 7,388 7,455

5 2 452 444 319 328 8,948 7,021 5,331

8 1 444 432 420 328 6,967 6,521 5,335

8 1,5 458 451 450 328 7,161 6,661 6,117
8 2 430 437 318 328 5,636 7,963 6,548
11 1 466 458 447 328 9,788 8,327 8,221
11 1,5 473 469 446 328 9,017 7,287 7,171
11 2 441 438 318 328 9,248 9,132 8,626
5 1 470 462 444 750 10,152 8,758 7,682

5 1,5 477 461 448 750 7,682 7,152 6,758

5 2 382 343 327 750 8,920 7,980 6,230

8 1 469 450 444 750 9,596 8,651 7,989

8 1,5 476 460 454 750 7,682 7,152 6,758

8 2 360 323 310 750 7,560 7,510 7,030
11 1 472 461 457 750 7,249 6,351 5,532
11 1,5 483 462 434 750 7,847 6,490 6,143
11 2 356 317 311 750 7,420 5,730 5,020
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OKCHEPUMEHTAILHOE HCCIEI0BAHNE MOKA3aJ0 CTaTH-
CTHYECKH 3HAYUMYIO OOpaTHYIO CBSI3b MEXIY KaueCTBOM
00paboTKM MOBEPXHOCTH M PA3IMIHBIMU YCIOBUSIMU CMa3-
K1, OCOOEHHO B OTHOIICHHWHU Paflyca BEPIINHBI U MEPEaHE-
ro yrna. Ko duuneHTsl Koppenanny mepegHero yria Ha-
xoawuch B nuamnazone oT —0,2 mo —0,4, a ko3¢ UIIeHTH
KOppesiiMKM paanyca 3aKpyryieHus BepiuHbl — ot —0,3
mo —0,6. OOHapyXCHHBIC OTpPHUIATEIBHBIC 3aBUCHMOCTHU
MO3BOJISIIOT PEAIOI0KUTD, YTO YBEIHYCHHUE IEPEHETO
yrila ¥ pagnyca 3aKpyIJeHHUs BEpIINHBI OBBIIIAET KayecT-
BO 00pabOTKH MOBEPXHOCTH.

Perpeccronnas mozens Obula co3fjaHa AUl JIyYIIETO
MOHMMaHHS B3aMMOCBSA3M MEXIY Pa3lINYHBIMH ITapamMeTpa-
MH B KadeCTBOM 00pabOTKHM IOBEpXHOCTH. B mcciemoBa-
HHUM OCHOBHOE BHHMAaHHE YJCISUIOCH B3aHMOJCHCTBHIO
HECKOJIBKUX HE3aBHCHUMBIX NEPEMEHHBIX, TAaKHX KaK CKO-
POCTB pE3aHus, CHJa PE3aHus, NMEPEAHUH Yrol W Pajuyc
3aKpYIJIEHUS BEPIIMHBI, a TAKXKE 3aBUCUMON IEpEMEHHON —
KayecTBy 0OpaOOTKH MoBepXHOCTH. OJHAKO MOCTPOCHHAS
MOJIeTIb MHO>KECTBEHHOW perpeccuu okaszanach Hed(pdek-
THUBHOM, O 4Y€M CBHUJETEJbCTBYIOT 3HaueHus R-KBajapara
B auanasone ot —0,1 g0 —0,3. Uem Gouiblile HE3aBUCHUMBIX
rapaMeTpoB Tpolecca 100aBisjIoch B MOJIENb, TEM CHIIb-
Hee CHMIXanach ee oOmas cTaOWIbHOCTh M TOYHOCTB.
C npyroil CTOpOHBI, HWCCIICOBAHUC BIMSHHSA TIEPETHETO
yTJIa ¥ CHJIBI pE3aHus IPH COXPAHEHUH MTOCTOSHHOM CKOPO-
CTH PE3aHUsl OKA3aJoCh IEPCIEKTUBHBIM ITyTEM YIIydIlle-
HUsE Mozenu. CKopee BCEro, 3TO CBS3aHO C BO3pOCHICH
CJIO’KHOCTBIO M B3aMMO3aBHCHMOCTBIO, BBI3BAHHOW BBEZE-
HHUEM HECKOJIbKUX NEPEMCHHBIX.

Kpome Toro, 0bi10 00HAapyXEHO, YTO p-3HAUYCHUS, MO-
JIYYCHHBIC Ha OCHOBE MOJCIN MHOKECTBEHHOM perpeccun,
MIPEBBIIAIOT YPOBEHb 3HAYMMOCTH, paBHbIM 0,05. 31O MO-
Ka3bIBaCT, YTO IOJIC3HOCTH IPCIAUKTOPOB IJIA YTOUYHCHHSA
W3MEHYHMBOCTH IIEPOXOBATOCTH MMOBEPXHOCTU HE NOCTHIJIA
CTaTUCTUYECKON 3HAYMMOCTH, BO3MOKHO, M3-32 CIIOXKHBIX
B3aUMOJICHCTBUI MEX]ly TepEMEHHBIMH, KOTOpPBIE HE OBIIH
TIOJTHOCTBIO YYTEHBI MOJIEIBIO.

Lenbro nccienoBanus sBISJIOCh NOHUMAaHUE CIOXKHON
B3aMMOCBSI3U MEXIy KadyeCTBOM OOpabOTKH TMOBEPXHOCTH
1 KPUTHYECKUMHU (haKTOpaMH PE3aHUsI B IPOLECCE MEXaHH-
geckoit 00pabotku. {1t ycTpaHeHHS HEIOCTAaTKOB TpaIH-
LHOHHBIX METOAOJIOTHH HCIIOIB30BAINCH METOJBI Perpec-
cur. C MOMOIIBIO TPAAUIHOHHBIX HOAXOA0B TPYJHO TOYHO
OIIPEAEINTh CJIO0KHBIE HEIWHEHWHBbIC B3aHMMOCBSI3U M B3au-
MOJICHCTBHSL MEXIY BaXXHbIMU (DaKTOpaMH, TaKUMU Kak
CKOPOCTB PE3aHMsl, CUJIa PE3aHusl, IEPEHUH yrol U pajnyc
3aKpYIJeHUs] BepUIMHBI. YTOOBI MCIPaBUTh 3TOT HENOCTA-
TOK, OBUIM BHEJPEHBI pa3leeHHbIE CTpaTeruu, dPQPeKTuB-
HBIE TIpH 00pabOTKE CIIOKHBIX B3aUMOJICHCTBUI M OLICHKE
COBOKYITHOTO BJIMSTHHS OTIEIBHBIX (JPAKTOPOB Ha POBHOCTH
moBepXxHOCTH. UTOOBI OXBAaTUTH OoJiee MHUPOKUH ITHama30H
YCIIOBUH pe3aHusi, ObUTM TPOBEICHBI WCHBITAHUA C HE-
cKONMBKUMH nuamerpamu (8, 12 m 15 Mm). 3atem skcmepu-
MEHTaJIbHBIC J[aHHBIE OBUIM CHCTEMAaTHU3UPOBAHBI M IIPO-
aHAIM3MPOBAHBI NIPH Pa3IUYHBIX MapaMeTpax paauyca 3a-
KPYIJICHUS BEPUIMHBI U MIEPETHETO YyIia.

YcnemHo ucclieJoBaHo BIUSHHE CHITBI PE3aHus], JUaMeTpa
Y MIEPE/IHEro YIa Ha Ka4yeCTBO MOBEPXHOCTU NIPH COXPAHEHUU
TIOCTOSTHHOTO pajuyca 3aKpyTrieHusl BepIIMHbL. Pe3ynbTaTsl
9TOTO aHajJM3a OLEHUBAIUCH C UCIIOJIB30BAHHEM CTaTHUCTH-
YEeCKMX IOKa3aTeleld, B YaCTHOCTH 3HAYCHUH R-KBajxpaTa
U p-3Ha4YCHUH, KOTOpBHIE MOKA3bIBAIOT CTENCHb KOPPEIILIHN
1 BaKHOCTH TPEIVKTOPOB. 3HAUCHUs R-KBajpara M p-3Ha-
YeHUs JUIS PA3INYHBIX MEPEAHUX YITIOB U PaJHyCoOB 3aKpyT-
JICHWs1 BEPIIMHBI IOKa3aHbl B TaOmunax 3 u 4.

BrisiBieno, uro nepeanuit yron 8° u pamuyc 3akpyrie-
HUS BEPUIMHBI 2 MM TPHUBOJAT K 00Jiee BHICOKOMY Ka4deCTBY
00paboTku moBepxHocTH. Cpeln BCeX HCCIEIOBaHHBIX Ba-
pHaHTOB MMEHHO 3Ta KOMOHMHALMS IapaMeTpoB pe3aHus
Jlaa HawjIydllue pe3ysbrarbl. [IOHATHO, 4TO BHOpanus BO
BpEMs pE3aHusd, KIMMATHICCKUEC YCIIOBUs, IMapaMETPhl CTaH-
Ka 1 JpyTru€ HEU3BECTHLIC MEPEMCHHBIC BJIIMAIOT HA U3MECHC-
HHUE CWJIBI PE3aHUsI M KadeCTBO OOpPaOOTKM ITOBEPXHOCTH.
HecmoTpst Ha BIHMsSHUE 3TUX M JIPYTHX 3JIEMEHTOB, YCTaHOB-
JICHO, YTO NEpEeIHUH Yroj, pajnyC BEpIINHBI, CKOPOCTh

Tabnuya 3. R-xeadpam u p-3nadenus npu pasHevlX 3HAYEHUAX pAOUYCa 3aKPY2IeHUs 6ePUIUHbL

Table 3. R-square and p-values for different values of nose radius

Pamuye sakpyraenns R-xBagpat p-3HaueHue Cma3o04HbIii MaTepuaa
BepUINHBI

1 0,014 0,36 Cyxast 006paboTka

1 0,01 0,03 COX Ha HeTAHOI OCHOBE
1 0,3 0,015 KynxyTtHOoe Macio
1,5 0,1579 0,09447 Cyxast 00paboTka
1,5 0,3 0,1243 COX Ha HedTSIHOM OCHOBE
1,5 0,5 0,0005 KynxyTHoe Macio

2 0,3 0,04 Cyxas obpaboTtka

2 0,5 0,003 COX Ha HedTSIHOIM OCHOBE
2 0,66 0,019 KymxytHoe Macio
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Tabnuya 4. R-xeadpam u p-3nauenuss 015 pa3HbIX 3HAUEHUL nepeoHe20 Yeaa UHCHPYMeHmd

Table 4. R-square and p-values for different values of rake angle

epeannii yroa R-xBagpart Pp-3HaueHue Cma3o4Hblii MaTepuaa
5 0,17 0,05 Cyxas obpaboTtka
5 0,3046 0,008478 COX Ha HeTSIHOH OCHOBE
5 0,3351 0,005295 KymxyTtHoe Macio
8 0,3394 0,002 Cyxas obpaboTtka
8 0,3409 0,009779 COX Ha He}TSIHOH OCHOBE
8 0,5878 0,0004 KymxyTtHoe macio
11 0,32 0,04 Cyxast 00paboTka
11 -0,115 0,08926 COX Ha HeTSIHOH OCHOBE
11 0,44 0,008 KymnxyrtHoe macio

pe3aHust M AMaMETp WIparoT BAXKHYIO POIb B 00paboTke
MOBEPXHOCTH U CHUJIC pe3aHHsd. DTH KPUTHYECKHE IapaMeT-
PBI pe3aHus OKa3bIBAIOT OOJBIIOE BIHMSHHE HA KOHEUHYIO
IEPOXOBATOCTh MOBEPXHOCTH U TapaHTUPYIOT aJIeKBaTHBIN
YPOBEHB CHIIBI pe3aHusl B Iporiecce 00paboTKH.

CratucThdeckue IMOKas3aTelld, Takue Kak R-KBaapar
W p-3HAYCHUS, WCIIONB3YIOTCS I KOJIMYECTBEHHON OIIEHKU
CBSI3CH 1 OLICHKH PEJIEBAHTHOCTH BBISBICHHBIX IPEAUKTOPOB.
3HaveHne R-KBajpaTa KOJIMYECTBCHHO OMPEIEISECT BEMINHY
OTKJIOHEHHMSI 3aBHUCHMOM TIEpEMEHHON (YMCTOTHI NOBEPXHO-
CTH), OOBSCHAEMYIO Uepe3 He3aBHCHUMBIC IEpPEMEHHBIE (Iie-
pemHuii yroJ, paanyc 3aKpyTJICHUs BEPILIMHbI, CKOPOCTh pe3a-
HUA U tuametp). C Ipyroit CTOPOHEBI, p-3HAaYE€HHUE PACKPhIBAET
CTaTUCTUYECKYIO0 3HAUYUMOCTb JEHCTBUS IpeiukTopoB. Hau-
OonbIie 3HAYEHMS ATHX IIOKa3aTelell OKa3alHCh CBSI3aHBI
C TepefHUM YIiaoM 8° M PaanycoM 3aKPYIJIEHHS BEPIIMHBI
2 mm. IlogpasymeBaercsi, yTo 3Ta KOMOWHAIMS IEPEIHETO
yIila ¥ pajguyca 3aKpyIJICHHS] BEpIIMHBI OKa3bIBaeT MaKCHU-
MJIBGHO OJNAronpusATHOE BIMSHHE HA KayeCcTBO 0OpabOTKM
noBepxHocTH. COrnacHO MOJYYEHHBIM JAaHHBIM, paboTa
B 9TUX ONTHMH3UPOBAHHBIX YCIIOBUSIX IPHBEJA K 3HAYNTEIb-
HOMY YJIy4IICHHIO KadecTBa OOpPaOOTKM MOBEPXHOCTH MO
CPaBHEHHMIO C JPYTMMH 3KCTIEPUMEHTAIBHBIMU MTapaMeTpaMH.
HanpoTnB, HU3KME 3HaYeHNs R-KBajparta W p-3Ha4eHHs ObLIN
TIOJTY4EeHbI TIPU JIPYTUX YCIOBUSIX PabOTHL. DTO 03HAYAET, UYTO
B 3TUX YCJIOBHSX TMPOIecC 0OpabOTKH MPOXOIUII HEYIOBIIe-
TBOPHUTENBHO, YTO MPUBOAMWIO K YXYALIEHHIO KadecTBa oOpa-
0OTKM TOBEPXHOCTH M, BO3MOXKHO, K YBEJIMICHHIO TABICHUS
pesanus. IIpoBeneHHas SKCrepUMEHTalbHAs pabora mpoje-
MOHCTPHPOBaJla BaXHOCTb ONTHUMM3ALMU MEPEIHEro Yyria
U pajyca 3aKpyIJICHUs] BEPILIMHBI JUIS CO3aHUS MOBEPXHO-
CTU NIPEBOCXOAHOTO KAauecTBa U PEryIMPOBAaHMS CUII pe3aHUs
Ha MPOTSDKEHUH BCETo Npoliecca 00paboTKH.

BbIBO/IbI

B uccnenoBaHnn W3ydanoch MCMOJIb30BAaHUE KYH)KYTHO-
TO Macjia B KadecTBE CMAa30YHO-OXJIAXKAAIOMIEH KHUIKOCTH
MpU MeXaHWUUYECKOW 00paboTKe, a TakXKe ero BIMSHUE Ha

Ka4ecTBO 00pabOTKM MOBEPXHOCTH W CHIy pe3aHus. KyH-
JKYTHOE Macjio TPEB30LUIO CMa304HbIe MaTepHaibl Ha Hed-
TSHOW OCHOBE, 00ECIIEeYNB HAWIYYIIYIO CMa3Ky M OXJaxIe-
Hue o6pa3noB. KyH)XyTHOe Maciio BO BcexX cliydasx obecre-
4yuBaJo OoJsiee INIaJKyl0 MOBEPXHOCTh NPH MEHBIIEH cuie
pe3aHus, 4eM cyxasl pe3ka U cMa3Ka Ha He(DTSIHOW OCHOBE.

CraTHCTHYECKHAN aHANW3 TOKa3all, YTO OITHMHU3AIIHS
mapaMeTpoB Ipoliecca, OCOOCHHO MEpeaHero yria W pa-
JUyca 3aKpyTJICHUS BEpIIMHBI, yIydllaeT KadyecTBO oOpa-
O0oTkn moBepxHOCTH. KadecTBo 00pabOTKH MOBEPXHOCTH
W CHJIa PE3aHUs IMOKA3aIM HAWITYYIIWH pe3ynbTaT IPH CO-
YeTaHWH TEePeJHET0 yriia MHCTpYMeHTa 8° W pajumyca 3a-
KPYIJIEHUs] BEpIIMHBI 2 MM. ODTH YCJOBUS pE3aHus Ipe-
B30OIIJIK JPYTUE€ OKCICPUMCECHTAJILHBIC BapHUaHTBI, MIpoaec-
MOHCTPHPOBaB Ba)KHOCTh BbIOOPA M KOHTPOJIsSI IAPaMETPOB
pe3aHus B onepanusax o0paboTKy.

[TporHo3HOE MO/EIMPOBaHHE IIOMOTAaeT PacCMOTPETh
6uomacia B kauectBe COX. [IporHo3Hsie MOjenU MO3BO-
JSIOT OLICHUTH BIMSHUE OMOMaciia Ha Ka4ecTBO 00padoTKU
MTOBEPXHOCTH, CKOPOCTh HM3HOCAa WMHCTPYMEHTa, 0Opa3oBa-
HHUE CTPYXKH H JPYTUe MOKA3aTeNd MPOU3BOJUTEIHHOCTH,
UCTIONB3YS YXKE UMEIOIINECS JaHHBIE U Pe3yIbTaThl KCIIC-
pUMEHTOB. JlaHHBIH METOI ONTHMH3HPYET Ipolecc odpa-
0OTKH, TIOMOTaeT B MPHUHATHH pPEHICHHH W CIOCOOCTBYET
HCTIONB30BaHUIO 3Konornyecku yucTerx COXK.

KymxkyTHOe 1 ipyrue Ouomacsa NpeCTaBIsIFOTCS KOHKY-
PEHTOCTIOCOOHBIMH M IKOJIOTHYECKH 0e30IaCHBIMU 3aMEHHTE-
JSIMM CMa304HBIX MaTepuaioB Ha HeTAHOH ocHOBe. OnHAKO
HeOGXOI[I/IMbI JIOIIOJTHUTECJIBHBIC UCCIICIOBAHUA, YTOOBI IOHSTH
CIIOXHYIO CBSI3b MEXKJIY IapaMeTpaMHu pe3aHus, 00padoTKOM
MOBEPXHOCTH W CHJIAMH pe3aHus. [IpOrHO3HOE MOJEIMpOBa-
HHE MOXKET MOMOYb MPOMBIIUICHHOCTH BHEAPUTH MPUPOIO-
cOeperaroliye MeTO/bI, BBIBIAS S(P(PEKTUBHOCTE OHOMAacen
TIPH OTIPE/ICIICHHBIX MapaMeTpax 00padoTKu.
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Abstract: This study evaluates the use of gingelly oil as an eco-friendly cutting fluid for the turning operation. Experi-
ments were conducted to determine the effect of nose radius, and rake angle on tool wear, surface formation, and cutting
force. In addition, different lubrication techniques, such as cutting fluids and bio-oils, were investigated to determine their
potential for minimising friction, heat generation, and tool wear during machining. In comparison to dry cutting, and con-
ventional petroleum-based lubricants, the results demonstrate that gingelly oil consistently produces smoother surface fini-
shes, and reduces cutting forces. The relationships between cutting parameters, and surface finish were analysed using
statistical modelling, with R-square and p-values used to quantify correlations and predictor significance. The findings
highlight the viability of gingelly oil as a cutting fluid and the significance of optimising process parameters for increased
machining efficiency.

Keywords: cutting efficiency in gingelly; mechanical processing in gingelly oil; cutting fluid; sustainable machining;
surface finish; tool wear; rake angle; nose radius.
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