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Annomayun: HazHaueHne panroHaIBHOTO PEXMMa IpoIecca MEXaHHIeCKOW 00pabOTKN OCTaeTCsl aKTyallbHOU 3a/a-
4el TEXHOJIOTHYECKOH MOATOTOBKM MPOM3BOJCTBA. VI3BECTHBIE PEKOMEHAAIMHM W METOAWKH HAa3HAYEHHS 3TOTO PEKHMa
OpPHEHTHPOBAaHBI Ha 00Pa0OTKY MacCHBHBIX 3arOTOBOK M HE YUHUTHIBAIOT TOTO OOCTOSATENHCTBA, YTO NMPH 00pabOTKE TOHKO-
CTEHHBIX 3arOTOBOK TEMIIEPaTyphl B 30HE 00pa0OTKH M MOBEPXHOCTHOM CJIO€ 3arOTOBKM OTiIHM4YaroTcs. VccnenoBaHue Ha-
NPaBJICHO Ha BBISBJICHHE 3aKOHOMEPHOCTEW B U3MEHEHMSIX MapaMeTpoB Ipolecca (pe3epoBaHUs 3ar0TOBOK TOHKOCTEH-
HBIX JieTaJieil B 3aBUCUMOCTH OT DJIEMEHTOB PEKHMa, a TaKkKe pa3paboTKy peKOMEHAALMI 110 Ha3HAYEHHUIO 3TOrO PEXUMA.
BBInosHEeHO YUCIIEHHOE MOJICIUPOBaHHE TEXHOJOIMYECKUX MapaMeTpoB Ipoliecca (ppe3epoBaHus 3ar0TOBOK MacCHBHBIX
U TOHKOCTEHHBIX JIeTajlell U3 TUTAaHOBOTO CIUIaBa MPU PA3JIMYHBIX pexuMax. BappupoBaim cKOpOCTh pe3aHus, IITyOUHY
pe3aHus u nojauy Ha 3y0 ¢pessl. PaccuntsiBanu cuily pe3aHus, MOIIHOCTH M TIOTHOCTH MCTOYHHMKOB TEIUIOBBIIECICHUS
U TEMIIEpaTypy B TIOBEPXHOCTHOM CJIO€ 3arOTOBKH, B 30HaX KOHTaKTa 3y0a (pe3bl ¢ 3aroTOBKOW M CTPYXKKH C HepeTHen
MOBEPXHOCTBIO 3y0a. YCTaHOBIECHO, YTO IIPU (PE3CpOBAHMM 3arOTOBOK TOHKOCTEHHBIX ACTAJEH TeMIlepaTypHOE IOJie
3HAUUTEIBHO OTIMYAETCS OT (POPMHPYIOLIETOCS NMpH 00pabOTKE MAcCHUBHBIX 3aTrOTOBOK HM3-32 HHU3KOTO TEINIOOTBOJA OT
HeoOpadaThIBaeMOM TTOBEPXHOCTH. Y BEIMUCHHE ITOJa4uy Ha 3y0 Ha 45 % NpHUBOIUT K HE3HAYUTEILHOMY CHIDKCHHUIO TEM-
nepatyp B 30He pezaHus (Ha 5...12 %). YBenudeHue ckopocTH pe3aHus Ha 25 %, HalpOTHB, PUBOJUT K POCTY TeMIIepa-
Typ Ha 5...10 %. YBenuyeHue riryOuHBI pe3aHusi IPUBOANT K YBEIMYECHUIO TEMIIEPATYPhl B 30HE KOHTAKTa CTPYKKH C 3y-
6oMm B 1,5 pa3za, a Takke K YBEJIMUYCHHUIO TEMIIEPATypPhl B 30HE KOHTaKTa 3y0a ¢ 3aroTOBKOM.

Knrouegvle cnosa: pexxuM pe3aHHs; TEXHOJOTMYECKUE HapaMeTpsl mporecca (pe3epoBaHus; TeMIlepaTypHOe IOJIe;
IIpe/iesl TeKy4ecTH; TOHKOCTEHHAs 3ar0TOBKA; CUJIa pe3aHus; TeMIlepaTypa B 30HE pe3aHusl.
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BBEJIEHUE

TemnepatypHoe mosne, GopMHUpYyIOIeecs: MPH MeXaHU4e-
CKOH 00paboTKe 3arOTOBOK TOHKOCTEHHBIX JeTajiel, OTIIga-
€TCsl OT TEeMIIEPAaTYPHOTO TIOJIS IPH 00pabOTKE 3aTOTOBOK Jie-
Tasel 3HauuTeNIbHOM TomuuHsl [ 1; 2]. IlpuunHO# siBasietcst To
00CTOSTENBCTBO, UTO TIPH 00paOOTKE TOHKOCTCHHOM 3aroTOB-
KA €€ TOBepXHOCThb, IMPOTHBOIOJOXHAA 00pabaTeBacMOM,
OKa3bIBacT CYIICCTBEHHOE BIMSIHUE Ha TeMIEpaTypHOE MOJIe.
OpHaKo M3BECTHBIE PEKOMEHJALMM U METOAMKH Ha3HAYEHHS
pEeXUMa OPHEHTHPOBAHBI HA 0OPabOTKY MACCHBHBIX 3aroTo-
BOK U HE YUUTHIBAIOT TOTO, YTO MPH 00pabOTKE TOHKOCTEHHBIX
3arOTOBOK TEMIEPATypHl B 30HE 00pabOTKH M B TIOBEPXHOCT-
HOM CJIO€ 3arOTOBKH OTJIMYAIOTCS. OTO BBI3BAHO HU3KUM
YPOBHEM TEIJIOOTBOA ¢ HEOOpabaThIBaeMOW ITOBEPXHOCTH —
TEMJIO0TBOJl B OKPYXKAIOLIYI0 CPEly CYLIECTBEHHO MEHBILE
TOT0, KOTOPBIN pean3yeTcsl IpH OTBOJE TEIUIOTHI B HIKENE-
JKallye CJIOW MAaCCUBHOM 3aroTOBKH [2; 3].

3HaHME 3aKOHOMEPHOCTEH TEIJIOBBIX MPOLECCOB MeXa-
HUYECKOH 00padOTKM M YMEHHWE YNPaBIATH STHMH IPOLEC-
caMH HEOOXOIMMBI /UIS TOBBIIICHHUS NPOU3BOAUTEIFHOCTH
00paboTkn M obecrieueHHs] KadecTBa 00pabOTaHHBIX JeTa-
nieit. TemnepaTypa MOBEPXHOCTHBIX CJIOEB 3arOTOBKH BIIMSIET

Ha UX CTPYKTYpHO-(ha30BBIii COCTaB, MUKPOTBEPIOCTb M Ha-
npsbkeHHOe cocTosiHue marepuana [4]. TemmepaTypsl mo-
BEPXHOCTE MHCTPYMEHTA, KOHTAKTUPYIOUIUX C 3arOTOBKOM
U CTPYXKOM, ONpeneNsstoT U3HOCOCTOMKOCTh U MEPHOJ] CTOM-
KOCTH WHCTPYMEHTa, T. €. €ro paboTocnocoOHOCTH [5; 6].
OpnHako BIMSHHUE TEIUIOBBIX IPOLIECCOB HA MPOIECC PE3aHMs
3a4acTyIO HEe pacCMaTPUBAETCS KaK 3HAUMMBIN dakTop [7; 8].
AprymMeHTaMH 3aBHCHUMOCTEH JJIsI pacueTra MOIIHOCTEH
WCTOYHUKOB TEIIOBBIICICHUS SBISIIOTCS CHIIBI PE3aHUs,
KOTOpbIE, B CBOIO OUYepelb, 3aBUCIT OT MEXAHMYECKUX Xa-
PaKTepHCTHK MaTepHana oOpabaThIBaeMOI 3aroTOBKH (TIpe-
Jieia TeKy4eCTH M Ipejielia IIPOYHOCTH). UToOB! onpeneniTh
MEXaHHUYECKHE XaPaKTEPUCTHKH, HEOOXOIMMO 3HATh TeMIIe-
patypy B obnactu ruractmdeckor aedopmarum. Jlns ompe-
JCIICHUA JTOH TEMIICPATYPhI TMpeaaracTcsad 3aBUCHUMOCTD,
apryMeHTOM KOTOPOM SIBIISIFOTCSA CPEJIHUE KacaTellbHble Ha-
NIPSDKEHUS B YCJIIOBHOM MOBEPXHOCTH CABMIa, 3aBUCSILIME OT
TeMITepaTypsl B 3TOH 001aCTH. DTO 0OCTOSITEIBCTBO 3aTPY-
HSIET BO3MOXKHOCTH OTIPEIENICHHS pejiesia TeKydecTH MaTe-
pHana 3aroToBKM B 00J1aCTH IIacTHYECKO JiehopMaryu.
ObecrieunTh pabOTOCIIOCOOHOCTH MHCTPYMEHTa M Ma-
paMeTpsl KadecTBa 3aroTOBOK TOHKOCTEHHBIX JieTajei
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BO3MOXHO 3@ CYET HA3HAUCHWS DPAIMOHAIBHOTO PEKHMa
00pabOTKH, OIHAKO COOTBETCTBYIONIHE PEKOMEHIAINU
B JIMTEpaType OTCYTCTBYIOT. lcciemoBaHms, CBS3aHHBIC
C OTpeNeNICHHEM PaIlMOHABHOTO pekuMa 00pabOTKH 3aroTo-
BOK TOHKOCTEHHBIX JA€Talel, YUIUTBIBAIOT YIPYTyIO0 Aedop-
MAIHIO JIEMEHTOB TEXHOJIOTHYECKON CHCTEMBI, B TOM UHCIIE
camoit 3arotoBkd [9; 10]. [IpuHuMaroTcs BO BHUMaHHE BUO-
pauuy U MmyJbcaluy CUJI Pe3aHus, YTO TAKXKE aKTyaJbHO JUIs
TOHKOCTEHHBIX 3aroToBokK [11-13]. MccnenoBanue temmepa-
TYPHBIX TOJIEH W BIMSHUS TEMIIEpaTyp Ha MEXaHWYECKHe
CBOICTBa MaTepHaia 3aroTOBKH B TIporiecce 00paboTKu mpo-
BOJMWJIOCH JUISI MAacCHBHBIX 3arotoBok [14]. OmgHako mpu
3TOM HE IPUHAMAIOCH BO BHHMAaHHE, YTO TEMIIEPATypHOE
nore, opmupyromieecss mpu 0OpabOTKE 3arOTOBOK TOHKO-
CTEHHBIX JeTalel, HHOe, YeM IpHu 00paboTKe MAacCHBHBIX 3a-
TOTOBOK, M HE YYHTHIBAIOCH BIIMSHHAE TEMIIEPATYPHI 3arOTOB-
K{ Ha TpeneN TeKydecTu ee Marepmuaina [15; 16]. B paborax
[17; 18] nccmemoBamick mporeccsl 00pabOTKH TOHKOCTEHHBIX
3arOTOBOK, @ TAK)KE 3arOTOBOK CJIOYKHOTO NPOQMIsL, HO HE
NPHUBEJICHBI PEKOMEHJALIMH TSl BBIOOPa PEXKUMOB PE3aHUSL.

3aKOHOMEPHOCTH HW3MEHEHHsl MapaMeTpoB IIpolecca
(pe3zepoBaHus 3arOTOBOK TOHKOCTEHHBIX JAeTalleldl U3 THTa-
HOBBIX CIIJIABOB B 3aBUCHUMOCTH OT 3JICMCHTOB PCKHUMa HC
HCCIIEZIOBAHBI.

Lens uccienoBaHus — M3YYEHHE BIHSHUS 3JIEMCHTOB
pexnMa (pe3epoBaHHs 3arOTOBOK TOHKOCTEHHBIX J€TaseH
U3 TUTAaHOBOTO CIUIaBa Ha TEXHOJOTWYECKHE MapaMeTphl
mporecca, B TOM YHCJIE Ha CHIBI M TEMIEpaTypbl, BO3HHU-
KaloIIre B Iporecce 00paboTKH.

METOJUKA NPOBEJEHUA UCCIEJOBAHUA

Cuibl TpeHHs CTPYXKKH O NEpeJHIOI0 MOBEPXHOCTh 3Y-
0a, 3aJHel MOBEPXHOCTH 3y0a O 3aroTOBKY M IVIaBHYIO CO-
CTaBJIAIOIIYIO CHJIBI pe3aHHs PACCUUTHIBAIU IO 3aBUCHUMO-
CTSIM, TIOJIyYEHHBIM IpeoOpa3oBaHHEM COOTBETCTBYIOIIMX
3aBHCHMOCTEH, NMPEANIOXKECHHBIX B padotax [19; 20]. Otun
CHJIBI TIOJIYYEHBI TIPH YCIOBHH, YTO OIICHKA pa3pyIICHUSL
MaTepHaja 3aroTOBKH IIPOW3BOAWTCS HAa OCHOBE TEOPUHU
TUTACTHYECKOTO TEeUeHHs («METOJ| IUIACTUYECKOTO Tede-
HUS»), UcTioNb3yemoit B [12; 18]. OnuH U3 OCHOBHBIX (hak-
TOPOB, OTPEIEIAIONINX 3TOT MPOIECC — MPEAeT TeKyUECTH
MaTepHaja 3aroTOBKH, 3aBHCSIIMA OT TeMIIepaTyphl jae-
hopmupyemMoro ciost:

Gst:f(Td) >

rne T, — Temneparypa neOopMHUPYEMOTo CIIosi MaTepuaia
3aroToBkH, K.
Pacuer mapamerpa G, BEIONHsIH 10 hopmyde [7; 17]:
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I/ie Gs— HaNpsDKEHUE TeKY4eCTH MaTepHaia 3arOTOBKU IpU
temneparype 293 K, Ila; 7, — TemnepaTypa IJIaBleHUs
Marepuana, K.

MOITHOCTH ¥ TJIOTHOCTH MCTOYHUKOB TETUIOBBIICICHHS
B 30He JeopMHpOBaHMS M B 30HaX KOHTaKTa 3y0a co
CTPYKKOM M 3arOTOBKOM pacCUMTBhIBAIU, UCIOIb3Yys 3aBU-
cumoctu [20; 21].

[MpunAnn gomylieHne, YTO MaTepHal 3arOTOBKH (THTa-
HOBBIN crutaB BT6, 6mmkatimmii anaior mo DIN — 3.7164)
W30TPOIICH, U TPH pacdeTe HE YYWThIBAIU (pa3oBble mpe-
BpallleHUs B IIpoIecce ero Harpesa. JlaHHOE MOIyIIEHHE
MPaBOMEPHO, MOCKOJBbKY YHCIEHHBIM MOJAEINPOBAHUEM
Y DKCTIEPUMEHTAIBHBIM IyTEM YCTaHOBIECHO, YTO TEMIIEpa-
Typa B IOBEPXHOCTHOM CJIO€ 3arOTOBKU HE JOCTUTaeT 3Ha-
YEeHUH, IPU KOTOPBIX MIPOUCXOAAT IPEBPALICHUS.

Jlns pacuera mapaMeTpoB nporecca (ppe3epoBaHus Hc-
MOJB30BaJIM  COOCTBEHHOE IIPOrpaMMHOE oOecIieueHue,
peanusymolee pacueT TeMIEepaTypHOro Mojs C INpUMEHe-
HHEM MeToJa KOHEYHBIX 371eMeHTOB. OHO MO3BOJMIIO pac-
CUNTaTh TEMIEPATYpy Ae(HOPMHPYEMOrO CIIOSI MaTepHaia
3aroTOBKH 1, W Tpenen TEKydecTH MaTephalia 3aroTOBKH
G IPU 3TOH TeMIieparType.

Bpewms, B TedeHHE KOTOPOTO MPOUCXOIUT TETIIIO0OMEH,
pa3duTO Ha KOHEYHbIE Masble MPOMEXYTKH. Temmeparypa
nedopMupyeMOTro ciosi, pacCUNTaHHAS ISl OIIPEACICHHOTO
MOMEHTa BPEMEHH, HCIOJb3yeTCs Ul pacdera Ipeaena
TEKy4eCTH MaTepHaja 3arOTOBKH B MOCIEAYIOIINNA MOMEHT
BpPEMEHHU.

ITapameTp oy, sABISETCS apryMEHTOM 3aBUCUMOCTEH IS
pacueTa CUJl TPEHHUS U IJIaBHOM COCTaBIIAIONIECH CUIIBI pe3a-
HUA P,. PaccunThiBanm CHibl, MPUXOIINECS HA 1 MM BBI-
COTHI 3y0a (pe3bl.

AZeKBaTHOCTh (PM3MYECKHX M MaTeMaTHYECKHX MOJe-
JeH, IPUHATHIX IPH pacueTe TeMIepaTyp, PealbHBIM YyCIO-
BUSIM TIPOBEPSUIN ITyTEM CPaBHEHHS CPEIHEH TeMIlepaTypbl
B MIOBEPXHOCTHOM CJIo€ 00pabaThIBaeMOi 3arOTOBKH M3 THTa-
HOBOTO cruiaBa BT6, moay4eHHOW pacyeTHBIM IyTeM, C pe-
3ynbTaTaMM H3MEpeHHs MOIYHUCKYCCTBEHHOW TepMomapoi.
VYcepennsas temneparypy MNOBEPXHOCTHBIX CJIOEB MaCCHBHOM
3arOTOBKU B Pa3JIMYHbIE MOMEHTHI BPEMEHHU U B Pa3IMUHBIX
TOYKaX Ha PacCTOSHHUU OT NMOBEPXHOCTU 3arOTOBKH, PABHOM
nuaMmeTpy mpoBosiokd Tepmomapbl (0,05 mm), momyuanu
CPEIIHIOI0 pacyeTHYyI0 TeMmneparypy. Pexum ¢pesepoBanust:
nmogada Ha 3y0 ¢pessr S,=0,16 MM/3y0; CKOPOCTh pe3aHms
V=120 u 150 m/mun; riryOuna pesanust =0,3 MM; CKOPOCTB
nomaun V;=1,91 m/mMuH. OcTaNpHbIC YCIOBHUS 3KCIEPHMCHTA
COOTBETCTBOBAJIM HCHOJIB3YEMBIM MPH IOCIEMYIOIEM YHC-
nenHoM MonenmupoBaaud. [Ipu ckopocetsx V=120 u 150 m/mMuH
pacdeTHble Temmeparypsl coctaBuwiu 686 u 701 K, sxcnepu-
MEHTaJIbHbIe 3HaueHnsd — 618 n 623 K.

PacxoxaeHnss MeXIy pacdeTHBIMU M 3KCIIEPUMEHTAb-
HBIMH 3HAYEHUSIMH TEMIIepaTtyp, 3a(UKCUPOBAHHBIMU MPH
Pa3IUYHON CKOPOCTH pe3aHus, He MpeBbimarT 12 %, 9to
CBHJICTEIECTBYET O BO3MOXKHOCTH HCIIOJIB30BAHUS TIpe]i-
JIO)KEHHBIX METOZOB JUIS TEIUIO(QHU3NIECKOTO aHaIn3a Mpo-
necca (pesepoBaHusl.

BeImomHuIM YMCIEHHOE MOJEIMPOBAaHHE ITapaMeTpOB
npouecca (Gpe3epoBaHus 3ar0TOBOK W3 TUTAHOBOTO CILIaBa
BT6 munmuHapideckol MOBEPXHOCTHIO KOHIIEBOH (pe3bl U3
tBepaoro cmiaBa TSK10 gmamerpom 20 mm. Termmodusn-
YeCKHe XapaKTepUCTHKH MaTephaia 3aroTOBKH U (pessl
(motHOCTH, K03()(PUIIMEHTHI TEMIOMPOBOTHOCTH U TEILIO-
€MKOCTH) B 3aBUCHMOCTH OT TEMIIEPaTypsl W HAIpPsHKCHHE
TEKy4eCTH MaTepuajia 3aroTOBKH Mpu TemmepaTtype 293 K
OTIpeNeNsIN 10 CIIPAaBOYHBIM IaHHBIM. llapamerpsl mpo-
necca (PUKCHUPOBAJIM NPH PE3aHUU 3arOTOBKU JBAILATh
ISITBIM M3 TIOCIIEA0BATEILHON Yepeabl paboTaromux 3yoneB
(pe3bl. MonenpoBalii MpoLece OXJIaKACHHUs 30HBI pe3a-
HUS CMa304YHO-oxJaxaaromei sxuakocteio (COX), npunsis
KO3(h(HUIMEHT TENI00TAa4YM 0T KoHTakTHpylomux ¢ COX
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noBepxHocTeii paBHeM 5000 Br/(M*-K);  Kkod(duument
TETUIOOTAAYH TOBEPXHOCTEH, KOHTAaKTHPYIOIIUX C BO3IY-
XOM, IpHHsUTH paBHbM 40 Br/(M* K).

MozenupoBanu mporiecc (Gpe3epoBaHUS MACCHBHOH 3a-
TOTOBKH TOJNMMHOM 10 MM, a Tak)ke 3aroTOBOK, TOJIIIMHA
KOTOpHBIX Tociie o0padotku cocrasmia 0,7 u 0,5 mm. Bapsu-
POBaJIM 3JIEMEHTHI peKiMa: Hozaauy Ha 3y0 ¢pessr S, — 0,11
u 0,16 Mmm/3y0; ckopocth pesanus V — 120 u 150 m/muH;
rnyouny ¢peseposanus ¢ — 0,3 u 0,5 mm. [lapameTpsr mpo-
necca (PUKCHPOBAIN B TMOCIEJAHUH MOMEHT BPEMEHH KOH-
TakTa 3y0a ()pe3bl ¢ 3aroTOBKOW (3TO BpeMsi 3aBUCHUT OT
9JIEMEHTOB peXuMa (hpe3epoBaHUs) U B MOMEHT BPEMEHH,
MEHBIIHIT mocieaHero Ha 8:107° ¢.

B Tabmmie 1 npuBeneH maH YUCICHHOTO MOJIEINPOBA-
HHUS TIapaMeTpoB Iporiecca 0OpabOTKH 3aroTOBOK TOHKO-
CTEHHBIX JIeTaJCH IPH BapbHUPOBAHUHN 3JIEMEHTOB PEKHIMA.

PE3YJBTATBI HCCJIEJOBAHUSA

HccnenoBaHusi, BHIIOJIHEHHbIE TPH 00pabOTKe 3aroTo-
BOK M3 TUTAaHOBOTO ciuiaBa BT6, mokaszanu, 4To 3aroTOBKH
tonuHoi 10 MM 1 GoJiee OTHOCSTCS K MAacCHUBHBIM 3aro-
TOBKaM, IIpH 00pabOTKe KOTOPBIX IMOBEPXHOCTb, MPOTUBO-
MOJIOKHAsE 00padaThIBaeMOi, HE OKa3bIBaeT BIMSHUS Ha
TEMIIEPaTYPHOE TI0JIE B 3aTOTOBKE.

B tabmmmax 2 u 3 mpencraBieHbl pe3yabTaThl pacueTa
IapaMeTpoB Mporuecca (ppe3epoBaHIsI MAaCCUBHOM 3aroTOB-
Kd TOMmKHON 10 MM M TOHKOCTEHHBIX 3arOTOBOK, TOJIIIH-
HBl KOTOpBIX IIOCNE YyHaleHus Tpurycka pasHbel 0,7
u 0,5 mm. Ilpu naHHBIX YCIOBHSAX M PEXHUME PE3aHUs 3a-
METHBIE U3MEHEHHSI TEMIIEPaTYPHOTO Mot OblIM 3aduKCH-
POBaHbI IpU (Gpe3epoBaHUN 3ar0TOBOK, TOJIIIMHA KOTOPBIX
nocie o0padotku cocraBuia 1 mm. [Ipu 06paboTke TOHKO-
CTCHHOM 3aroTOBKM TeMIIEpaTypsl B 30HaX KOHTAKTa
CTPYXKKH C IEpeIHeH MOBEPXHOCTHIO 3y0a, 3a/iHel MoBepX-
HOCTH 3y0a C 3aroTOBKOH M B 30HE Je(OpPMUPOBAHUS BbI-
re, 4eM npu o0paboTKe MacCHBHOM 3arOoTOBKH. YBelMUe-
HHE TeMIIepaTyps! JeopMHUPYeMOro ciI0sl MaTepHaia 3aro-

TOBKH [, NPUBOJWT K CHIDKCHHIO TIPEAena TEKydeCTH Ma-
Tepuaga TOHKOCTCHHOH 3arOTOBKH Og;.

B Tabnumnax 4 u 5 mpencraBieHBl Pe3yNbTAThl pacdera
IapaMeTpoB Ipornecca (pe3epoBaHUSI 3arOTOBKU TOJIIIH-
HO#l 0,7 MM moOcie yhajleHus MNPUIyCKa NpPU Pa3IUYHBIX
JJIEMEHTaxX PeXUMa; B TaOmuIie 6 mpencTaBieHBl pe3yabTa-
TBl pacuera Ttemmneparyp. [lpu yBenmueHuu mnomaunm S,
c 0,11 no 0,16 Mm/3y0 (Ha 45 %) yBETMUYMBAIOTCS MaKCH-
MaJlbHasi TJIyOMHA BHEApEHHUs 3y0a B 3arOTOBKY
(B cpeanem Ha 45 %) W MakcuMalbHas JUIMHA KOHTaKTa
CTPY)XKH C TepelHell moBepxHOCTbIOo 3yba [. Ilapamerp /
B OOJIbIIIEH CTENECHU YBEIMYMBACTCS NPH ITIyOWHE pe3aHus
t=0,3 MM — Ha 64 %. YBennueHne mapaMeTpoB d,,, U [/ AB-
JSIeTCsl IPUYIMHON YBEIWYEHHsI CHJI TPEHMS U TJIaBHON CO-
CTaBJsItoIleN P, cuibl pe3aHus. BiausHue nogauu Ha cuity
TpeHUs 3y0a 0 3aroTOBKY F, HE3HAYUTEILHOE; CHUIIa TPEHUS
CTPYXXKH O TIEpPEeTHIOI0 IOBEPXHOCTH 3yba F| m cuma P,
yBemmuuBatoTcest Ha 15...42 % n 14...21 % cooTBeTCTBEH-
HO. DTO NPUBOAUT K POCTY MOIIHOCTEH HMCTOUHUKOB TEIl-
JIOBBIJICTICHUSI B 30HAaX KOHTAaKTa CTPYXKH C 3yOom W)
U B 30He JehopMupoBanus W,; MOIIHOCTh HCTOYHHKA TETl-
JIOBBIZICTICHUS B 30HE KOHTaKTa 3y0a c 3aroToBKoil W, yBe-
JIMYMBACTCS HE3HAUUTEBHO.

[pu noBbImIeHnn ckopoctH pe3anust V¢ 120 go 150 m/muH,
T. €. Ha 25 %, MOIIHOCTH BCEX MCTOYHUKOB TEIUIOBBIAECIC-
HUs yBenuuuBaroTes Ha 17...27 %. OTo npuBOIUT K POCTY Ha
5...10 % cpemHux M MakcHManbHBIX Temmepatyp 1} um T.
CrenoBatenpHO, ¢ yBEIIMYCHUEM CKOPOCTH pe3aHus V yBenu-
YHUBAETCSI TEMIIEPATYPa MMOBEPXHOCTHOTO CIIOS 3aTOTOBKH.

Ha xunemarmueckrie napameTpsl porecca (pesepoBaHust —
JUIMHY TPaeKTOPUM KOHTaKTa 3y0a C 3arOTOBKOH /g, MakcH-
MaJIbHYIO TJIyOMHY BHEApEHHUS 3y0a B 3aTOTOBKY d, Y MaK-
CHUMAaJIbHYIO JAJIMHY KOHTAKTa CTPYXKKH C TIepefHel TIOBEpPXHO-
CTBIO 3y0a / — CKOPOCTh pe3aHusl BIMSHUS HE OKa3bIBACT.

YBenuueHne TIIyOWHbBI pe3aHHsi NPUBOIMUT K POCTY KH-
HeMaTH4YecKuX mapamerpoB. [Ipm yBenmmueHnn mapamerpa
gy YBETTUUUBAIOTCS CHJIa TpeHus F; u cuna P,, a Taxke
MOILHOCTH UCTOYHUKOB TEIIOBbIAeNeHUs W, 1 W,

Tabnuya 1. [Tnan yucaennozo Mooenruposanus
Table 1. Numerical simulation plan

Bapbupyembie napamMeTpsbl
Homep
IKCMEPUMEHTA IMopaua Ha 3y0 ¢pe3nt CxopocTh pe3aHusi 'nyouna ¢pesepoBanus CkopocTh nogayu
S, MM/3y0 V, M/Mmun t, MM V,, M/MUH
1 0,11 120 0,3 1,05
2 0,16 120 0,3 1,52
3 0,11 150 0,3 1,31
4 0,16 150 0,3 1,91
5 0,11 120 0,5 1,05
6 0,16 120 0,5 1,52
7 0,11 150 0,5 1,31
8 0,16 150 0,5 1,91
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Tabnuya 2. Ilapamempwl npoyecca (pe3eposanusi npu pasiutHbX pasmepax (MoauuUHax) oopabomaHHol 3a20mMoeKu.
S.=0,16 mm/3y6; V=150 m/mun; t=0,5 mm; ckopocme nooauu Vy=1,91 m/mun

Table 2. Milling process parameters at various sizes (thicknesses) of a processed blank:

S.=0.16 mm/tooth; V=150 m/min; t=0.5 mm; feed speed V,=1.91 m/min

Cwa Tpenns MouHOCTh HCTOYHHUKA TEMIOBbIIEICHHS,
BT, B 30He
CTPY:KKH I'naBuas
Pa3smep (Tonuna) Cuiia TpeHus
0 NepeHIo COCTABJISIIOIIAST
3aroTOBKH mocJje 3y0a 0 3aroToBKYy KOHTAKTAa
MOBEPXHOCTH cuiibl pe3anusi | aegopmupo- KOHTAKTa 3y0a
00padoTKH, MM F,,H CTPYKKH .
3y0a P,H BaHHUA ¢ 3yBom € 3ar0TOBKOIi
Fi,H W, W, w,
10 54,8/62,7 54,3/55,1 118,1/128,1 109,0/124,9 82,2/94,1 163,0/165,4
0,7 54,7/62,6 54,2/55,0 117,7/127,8 108,7/124,6 82,0/93,9 162,5/165,0
0,5 53,4/61,3 54,0/49,8 117,0/127,2 108,2/124,1 81,6/93,5 162,0/164,5

IHpumeuanue. F, Fy, P, — cunvi, npuxoosiwyuecs Ha 1 mm gvicomol 3y6a ghpesul.
B 3namenamenax npeocmasnenvl napamempbui npoyeccd, 3aQuKCUposantble 6 NOCIOHUN MOMEHM BpeMeH KOHmaKkma 3y6a gpesul

€ 3a20MOBKOU, 8 YUCTUMENSX — 8 NPEObLLOYUUL MOMEHNI.
Note. F;, F,, P. are forces per 1 mm of the cutter tooth height.

The denominators represent the process parameters recorded at the last moment of contact between the cutter tooth and the blank,
and the numerators represent the same parameters at the previous moment.

Tabnuya 3. Temnepamypol npu pasiuyHsix pasmepax (MoauHax) 06pabomanHol 3a20MoeKuL.:

S.=0,16 mm/3y6; V=150 m/mun; t=0,5 mm; V=1,91 m/mun

Table 3. Temperatures at various sizes (thicknesses) of a processed blank:

S.=0.16 mm/tooth; V=150 m/min; t=0.5 mm; V;=1.91 m/min

Pazmep Cpeausisi TeMnepaTtypa Temneparypa Temnepartypa 3aroroBku 73, K
B 30HEe KOHTaKTa Ipenen TekyuecTn HA paCCTOSIHUU
(To/IIMHA) nedopmupyemoro .
Marepuaja oT 00pabaTbIBaeMoii
3aroTOBKH cJI0s1 MaTepuaJa
3y0a CTPYKKH 3aroTOBKHU TOBEPXHOCTH
6 gocne ¢ 3aroTOBKO¥ ¢ 3y0om 321‘;T0]l<3KI/[ 6, MIla

00paboTKH, MM T, K T, K @ 30 MkM 180 mKm
10 1 000/1 018 1 .004/1 012 365/337 784/796 484/478 389/390
0,7 1 006/1 023 1008/1 013 371/341 782/794 497/ 491 406/406
0,5 1014/1 031 1014/1 015 379/347 778/791 514/506 425/425

Tpumeuanue. B 3HaMeHamensx npedcmaesieHvl Napamempul npoyecca, 3aQuKcUpo8anHbie 8 NOCIEOHUL MOMEHN 8PEeMeHU
KOHmaxkma 3yoa ¢hpesvl ¢ 3a20Mo8KO1, 8 YUCIUMENAX — 8 NPEObIOYUULL MOMEH.

Note. The denominators represent the process parameters recorded at the last moment of contact between the cutter tooth
and the blank, and the numerators represent the same parameters at the previous moment.

Ha cuny tpenus F, 1 MOIIHOCTb UCTOYHMKA W, n3Me-
HEHHE IITyOMHBI pe3aHus HE BIIUSET.

C yBenn4eHHeM TIIyOMHBI pe3aHHs CpelHee 3HaueHHe
Temriepatypsl 7, ymensmaercs npu S,=0,11 Mm/3y0 u yBe-
muauBaercs mpu S,=0,16 mm/3y6. MakcuManbHOE 3HaUESHUE
TemrepaTypsl 7, yBEJIMYMBACTCS TPH BCEX KOMOMHAIMAX
napametpos S, u V, kpome S,=0,11 mm/3y6 u V=150 m/MuH.
Temneparypa 3arotoBku 73 Ha riyOouHe 30 MKM yBeJIN4H-
BaeTCs C POCTOM IIyOHMHBI Pe3aHMS MPH BCeX KOMOMHAIIMAX
napameTpoB S, u V, kxpome S,=0,16 mm/3y0 u V=150 m/muH.
Temmepartypa Ha BepmuHe 3y0a 7 HE3HAUNUTENIFHO CHHXA-
€TCsl ¢ POCTOM MapaMerTpa f, KpOMe pacueTa MpH pexHuMe
S.=0,11 mm/3y6 u V=120 m/MuH.

OBCYXJIEHHUE PE3YJIBTATOB

IIpu (pe3epoBaHKM TOHKOCTEHHBIX 3arOTOBOK CHJIa pe-
3aHUA P, 1 MOIIHOCTH MCTOYHHMKOB TEIJIOBBIJENIECHUSI HE-
CKOJIBKO HFDKE BCIIEJCTBHE MEHBIIETO 3HAUSHUS MapaMeTpa
0, OgHAKO M3-3a MEHEe MHTEHCHUBHOTO TEIUIOOTBOJA W3
30HBI 00Pa0OTKU 3arOTOBOK TOHKOCTCHHBIX JAETaniell KOH-
TaKTHBIC TEMIIEPaTyphl HECKOJIBKO BhIIe [3], yeM mpu 00-
paboTke MaccUBHBIX (Tabyuibl 2 u 3). B Gonblnei crenenn
YBEJIMUYMBAIOTCS TEMIIEpaTyphl B MOBEPXHOCTHOM CIIO€ 3a-
TOTOBKH, TPUYEM 4eM OOIbIIe PacCTOSHHE OT 00padaThi-
BaeMOH MOBEPXHOCTH, TeM OOJIBIIE Pa3sHOCTh TeMIEepaTyp
MAaCCHBHOU ¥ TOHKOCTEHHOW 3arOTOBOK.
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Tabnuya 4. Texnonocuueckue napamempsl NPOYecca nPpu PAIULHbIX INEMEHIMAX PEHCUMA Ppe3eposanus
Table 4. Process technological parameters at various milling mode elements

Juna MaxkcumajbHast MakcumaibHas Temneparypa
IIpenen TekyuyecTn
Homep TPaeKTOPHH riayouna MJIMHA KOHTAKTa aedopMHUpyeMOro MATeDHANA
JKCNEPHUMEHTA KOHTaKTa 3y0a BHeJpeHus 3y0a CTPYSKKH ¢ IepeHeii CJ1051 MaTepuaJia 3ar01l“)031m
no taéyuue 3 ¢ 3aI'0TOBKOI B 3aI'0TOBKY NOBEPXHOCTHIO 3y0a 3ar0TOBKH
6, MlIla
I, MM Ay axs MKM 1, MKM T, K
1 2,46 26,8 76,5 385/366 776/784
2 2,46 39,0 125,8 376/354 779/789
3 2,46 26,8 85,2 388/365 774/784
4 2,46 39,0 125,8 376/351 779/790
5 3,18 34,4 111,0 394/365 772/784
6 3,18 50,1 161,5 371/345 781/792
7 3,18 34,4 111,5 396/363 781/792
8 3,18 50,1 161,5 371/341 782/794

IIpumeuanue. B 3namenamensix npedcmasiienbl napamempuvl Npoyecca, 3aPuKCUpOSaHHble 8 NOCIeOHUL MOMEHM 6peMeHU
KOHmaxkma 3yoa ¢hpesvl ¢ 3a20mo6KOU, 8 YUCIUMENAX — 8 NPeOblOYWULL MOMEHM.

Note. The denominators represent the process parameters recorded at the last moment of contact between the cutter tooth
and the blank, and the numerators represent the same parameters at the previous moment.

Tabnuya 5. [lapamempol npoyecca npu pasnuiHbIX SAEMEHMAX PeXCUMa gpe3eposanus
Table 5. Process parameters at various milling mode elements

C MoIHOCTh HCTOYHHKA TENJI0BBIIeeHH s,
Wia TpeHust B
CTPYKKH Cuna TpeHust T'naBHas T, B 30ue
Homep 0 MepPeTHII0 3y6a cocTaBJisIIOLIAs KONTAKTA
JKCIIEPHMEHTA MOBEPXHOCTh 0 3arO0TOBKY CHJIBI pe3anust | JAedopMHpo- KOHTAKTAa 3y6a
CTPYKKH "
3y0a F, H P,H BaHUsl ¢ 3yGom ¢ 3aroTOBKOii
F,H W, W, W,
1 28,0/31,5 53,8/54,4 86,2/90,8 46,0/51,8 35,0/39,4 134,4/135,8
2 38,4/45,0 54,0/54,7 98,8/106,9 63,7/74,3 48,3/56,2 135,0/136,6
3 28,0/31,5 53,7/54,3 86,0/90,8 55,1/62,2 41,9/47,2 161,0/163,0
4 38,8/45,2 54,0/54,7 99,0/107,2 76,7/89,6 58,2/67,8 162,0/164,1
5 39,8/44,1 53,5/54,3 99,6/105,5 65,6/72,8 49,7/55,1 133,7/135,8
6 54,0/61,7 54,2/54,9 116,9/126,7 89,4/102,4 67,5/77,1 135,4/137,3
7 39,7/44,1 53,4/54,4 99,5/105,6 78,6/87,4 59,6/66,2 160,3/163,2
8 54,7/62,6 54,2/55,0 117,7/127,8 108,7/124,6 82,0/93,9 162,5/165,0

Ipumeuanue. F), Fy, P,— cunvi, npuxooawuecs na 1 mm evicomvl 3y0a ¢pesol.

B snamenamensx npedcmasienvt napamempbi npoyeccd, 3aghuKcuposantble 8 NOCIEOHUI MOMEHM 6peMeHU KOHmakma 3yoa gpesul
€ 3a20MOBKOU, 8 YUCTUMENAX — 8 NPEObIOY UL MOMEHTN.

Note. F, F, P, are forces per 1 mm of the cutter tooth height.

The denominators represent the process parameters recorded at the last moment of contact between the cutter tooth and the blank,
and the numerators represent the same parameters at the previous moment.
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Tabnuya 6. Temnepamypsl npu pasiuiHbIX 2NEMEHMAX PEACUMA Ppe3eposaHus

Table 6. Temperatures at various milling mode elements

Temmeparypa B 30He Temmneparypa B 30He T
. emMieparypa
H KOHTAKTa 3y0a ¢ 3aroToBKOM KOHTAKTAa CTPY’KKH € 3y0oM Temnepatypa
omep HA BeplLIHHe
T, K T, K 3ar0TOBKH
IKCIEPHUMEHTA 3y0a ¢pe3nl T K
3
cpeaHss MaKCHMaJIbHAsA cpeanss MaKCHMMAJIbHasA T K
1 967/972 1282/1 288 874/871 961/961 1025/1 017 532/525
2 922/936 1301/1317 959/934 1277/1 290 1019/1 010 506/496
3 1042/1 052 1 462/1 475 946/958 1305/1312 1036/1 025 539/531
4 966/987 1 441/1 467 963/970 1 384/1 403 1013/1 001 502/491
5 957/960 1285/129%4 948/946 1273/1277 1 034/1 024 542/537
6 956/969 1 330/1 348 967/970 1 380/1 393 1 014/1 001 507/500
7 1011/1 017 1 424/1 437 986/985 1380/1 388 1027/1 016 539/535
8 1 006/1 023 1477/1 504 1008/1 013 1506/1 528 1 008/991 497/491

Ipumeuanue. Temnepamypa 3acomoexu T; onpedenena na paccmosnuu 30 mkm om obpabamvigaemoti ho8epxXHOCHuU.
B snamenamensx npeocmasnenst napamempul npoyecca, 3aQUKCUposanivle 8 NOCIeOHULl MOMEHM 8peMeHy Konmaxkma 3yba gpesvl

C 3020MOBKOIL, 8 YUCTUMENAX — 8 NPeOblOYWULL MOMEHM.

Note. Blank temperature T; was determined at a distance of 30 um from the processed surface.
The denominators represent the process parameters recorded at the last moment of contact between the cutter tooth and the blank,
and the numerators represent the same parameters at the previous moment.

IInoTHOCTH BCeX MCTOYHMKOB TEIUIOBBLAEIICHUS yBEIHU-
YHMBAIOTCS HE3HAYUTEIHHO, MOCKOJIBKY C YBEIMYCHHUEM IIO-
Jlaul yBEJIMYMBAIOTCS HE TOJBKO MOIIHOCTH HCTOYHHUKOB
TEIUIOBBIACTICHNS, HO U uX Iutomanu. CpenHue TeMIepary-
PHI B 30HE KOHTaKTa 3y0a ¢ 3aroToBKoOil 7,, TeMIeparypa Ha
BepIuHe 3y0a Qpessl T U TeMIepaTypa 3aroToBKu T3 MOYTH
BO BCEX CIyYasiX HE3HAYUTEIbHO YMEHBILAIOTCS C yBEJIMYe-
HUeM mofaun (Ha 5...12 %). 3T0 MOKHO OOBSICHUTH YMEHB-
LIEHUEM BPEMEHU HaXOX/IEHUS 3arOTOBKM HAPOTHUB UCTOY-
HUKa TEIUIOBBIJICIECHUS NPH HE3HAYMTEIHHOM YBEJIWYEHUHU
IUIOTHOCTENH MCTOYHHMKOB TEIUIOBbIIEIeHUs. CpeHsisl U Mak-
CHMaJTbHAst TEMITEPATYPhI B 30HE KOHTAKTa CTPYKKH € 3yOOM
T yBeTUUUBAIOTCS C YBETHUCHUEM MOAYM.

Temmeparypa 3aroToBKH Ha paccTosHuH 30 MKM OT 00-
pabaThIBaeMOi TIOBEPXHOCTH C POCTOM CKOPOCTH V He H3-
MeHsIeTCsl JTMOO HECKOJIBKO CHMXKAETCs, YTO OOBSCHSAETCS
YMEHBIIIEHHEM BPEMEHHU JEeCTBUS TEIUIOBOIO HCTOYHHUKA
Ha 3arOTOBKY.

B mocnexHuit MOMEHT BpeMEHH KOHTaKTa 3y0a C 3aro-
TOBKOW TeMmImepaTypa XeOpMHUPYEMOTO CIIOS HECKOIBKO
HUKE, YEM B IPEUIECTBYIOIINMA. DTO SBJISETCS CIEACTBUEM
TOTO, 4TO 3y0 BCTyMaeT B KOHTAKT C MaTEpHUAIOM 3arOTOB-
KH, B MEHbIIEH CTENEHH HAarpeTbiM B pe3yibrare paboThl
mpeanecTByomux 3yobes. [103ToMy B mocieqHuii MOMEHT
BPEMEHH TIpe/ie TEKY4IeCTH Oy, BBIIIE, KaK, CIe0BAaTENBHO,
W CWJIBI PE3aHMsI M TPEHHS, MOITHOCTH ¥ IIOTHOCTH MCTOY-
HHUKOB TerutoBblAeneHus. [Ipu Bcex pexxnmax ¢pesepora-
HUS 3HAUEHUS CPEIHEN U MaKCUMalbHOU Temueparypsl 1,
B 3TOT MOMEHT BPEMEHH BBIIIE, YeM B Hpeaplaymuil. Tem-
neparypa 3arotoBku 73, Temieparypa Ha BepuinHe 3y0a Tx
U TemIiepaTtypa J1eOpMHUpPYEMOro ciosl B MOCIEIHUH MO-
MEHT BPEMEHU HECKOJIBKO HIKE, UEM B MPEAIIECTBYIOIMMA.

MaxkcumainbHOe 3HaYCHHUE TeMIepaTypsl 7] BbllIE B NOCIEA-
HUM MOMEHT BpPEMEHH, a Cpe/iHee 3HaueHHE 3TOH TeMiepa-
Typbl HM3MEHseTCsl He3HauuTeslpHO. [losToMy HMXempuBe-
JICHHBIE 3aBHCHUMOCTH ISl OLIEHKHM IapaMeTpoB Ipoliecca
MOJTy4YEeHBI JUIA: CPEAHEro 3HaUeHHs TeMIIepaTypsl 7, U CHIIBI
P., 3ahuKCHPOBaHHBIX B TMOCIEIHUA MOMEHT BPEMEHU KOH-
Takrta; Temneparyp Tr u 13 B NPEIIECTBYIOUIMN MOMEHT;
NP pacdeTe cpetHel Temrepatypsl 7| ONeprpoBaIN yCpea-
HEHHOM JUTs IByX MOMEHTOB BPEMEHH TEMIIEPATYPOH.

ITpn 00paboTKe 3aroTOBOK TOHKOCTEHHBIX JAeTaliel
CJIElyeT WCHOJIB30BaTh PEKUM, OOECHEYMBAIOMINI CHIIBI
W TEeMIIepaTyphl, HE INPEBBIIIAIONINE TE, KOTOPbIE HMEIOT
MecTo mpu 00paboTke MaccuBHBIX [14] 3aroToBok mpu
MaKCHUMaJIbHOHM MPOU3BOAUTEIBHOCTH.

BrImonHeHHbIE HCCIENOBAaHUS TO3BOJIAIOT IOA0OpaTh
HeoOXonuMbIi pexuM. Hampumep, ecnu HCHOIB30BaTh
pexkumM Ne 6 mo Tabmume 3 (=0,5 mm;  S.=0,16 MM/3y0
u V=120 M/MuH), T0 cuia P,, a Takke CpEAHHE W MaKCH-
MaJlbHble 3Ha4eHUsI Temneparyp 77 u T, OKUIAIOTCS HIKE,
4eM TIpH 00pabdOTKe MACCHBHOW 3aroTOBKH (Tabmuiet 2 u 3).
[Ipu sTOM cropocTs TOgaun cHm3utes ¢ 1,91 mo 1,52 m/c,
T. €. TIPOU3BOJUTEIHEHOCTh TPH 00pabOTKE TOHKOCTEHHOM
3arOTOBKM HECKOJIbKO yMeHbIIuTCs. VMeroTcss u apyrue
pPEXUMBI 00pabOTKM TOHKOCTEHHOW 3arOTOBKH, OOECTICUH-
BAalOIIME MEHBIINE CHUJIBI P, W TeMIepaTypsl B CpaBHCHHH
¢ 00paboTKOW MacCCHBHOM, OJTHAKO IMPH ITHX PEXHUMaxX Cy-
[IECTBEHHO CHM)KAETCS MPON3BOAUTEIHEHOCTb.

Pexomennmanum, kacaromuecsi 0oOpaOOTKH TOHKOCTEH-
HBIX 3arOTOBOK, IPUBECTH 3aTPYJHHUTEIBHO BCIIEACTBUE
HEOJIHO3HAYHOTO BIIMSHUS Ha MapaMeTpsl Ipolecca Kako-
ro-nmmbo 3JIEMEHTa PEeXUMa IIPH Pa3InIHBIX KOMOMHAIIUSIX
apyrux. IloaTomy ang omnpeneleHUs PalMOHAIBHOTO
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PEeKHUMa MOKHO HCIIONIF30BaTh HIDKEIPHUBEACHHBIC 3aBUCH-
MOCTH, TOJYYCHHBIC B pe3yibTaTe 00pabOTKH pe3yabTaToB
YHCIICHHOTO MOJICITAPOBAHUS:

7,=223.9+1141.3-S, +31.095 -V +272 -t —141.3-5_ -V —
~2400 -8, -t—30.68-V -t +355.56-S_ -V ’

Ty, =1320 +13110 - S, +905,4 -V + 4184 -1 —5340 - S, -V —
~25900 - S, -£—16900 -V -£ +11000 - S, -V :

Ty =439.3+3820 -5, +296.6-V +1351 -1 ~1760 - S, -V —
~8600 -5, =576 -V -£+3000-S. -V :

T,=306.9+1110 -5, +118 8-V +525-1—680-S, -V —
—2500-S_-£—188 -V -t +800-S_-V -t ’

P, =37.12+1141.3-5_+6.52 -V +63.8-1—62-5_ -V —
~70-S,-1—-232-V-1+220-S, -V -t '

C IIOMOINBIO 3TUX 3aBUCHMOCTCH MOJKHO paccyuTaThb
PEXKUM, MIPHU KOTOPOM TCXHOJOTHYCCKUEC MAPAMETPLI IIPpU
06pa60T1<e TOHKOCTCHHOI 3arOTOBKH HE MPEBBLICAT OOIyC-
THUMBIC 3HAYCHU .

OCHOBHBIE PE3YJIBTATBI

1. YcraHoBieHO, 4TO mpH (pe3epOBAHUU 3arOTOBOK
TOHKOCTEHHBIX JIeTaliell TeMIiepaTypHOe I0Jie 3HAUUTEIbHO
OTIIYaeTCsa OT (POPMHPYIOLIETOCS IpH 00paboTKe MacCHB-
HBIX 3aTOTOBOK.

2. YCcTaHOBICHB 3aKOHOMEPHOCTH W3MEHEHHs Tapa-
METpOB TIporecca (ppe3epoBaHUs 3aTOTOBOK TOHKOCTCHHBIX
JIeTajei B 3aBUCIMOCTH OT JJIEMEHTOB PEKUMA.

3. [lony4eHsI MaTeMaTHYECKHE 3aBUCHUMOCTH, OIHCHI-
BAOIIME B3aMMOCBS3b TEMIIEpATyp M CHII PE3aHUsl C dJie-
MEHTaMU peXuMa (Pppe3epoBaHusL.

4. Pe3ynpTaThl UCCIEJOBAHMNA W TIOJY4YEHHBIE 3aBHCH-
MOCTH TO3BOJISIIOT ONPEICIUTh PEKUM O00PaOOTKH TOHKO-
CTEHHOMW 3arOTOBKH, MPU KOTOPOM TEXHOJIOTUYECKHUE Mapa-
METpBI, B TOM YHCJIE TEMIEPATyphl, HE MPEBBICAT JTOMYCTHU-
MBIX 3HAUCHHUH.
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Abstract: The purpose of a rational mechanical processing mode remains an urgent task of pre-production engineering.
Known recommendations and methods for selecting this mode are focused on the processing of solid blanks and do not
take into account the fact that when processing thin-walled blanks, the temperatures in the processing zone and the surface
layer of the blank differ. The study is aimed at identifying patterns in changing the parameters of the milling process of
thin-walled blanks depending on the mode elements, as well as developing recommendations for selecting this mode.
The authors performed numerical simulation of technological parameters of the milling process of solid and thin-walled
blanks made of titanium alloy under various modes. The cutting speed, cutting depth and feed per cutter tooth were varied.
The cutting force, power and densities of heat sources and the temperature in the surface layer of the blank, in the contact
zones of the cutter tooth with the blank and the chips with the front surface of the tooth were calculated. It has been found
that when milling thin-walled blanks, the temperature field differs significantly from that formed when processing solid
blanks due to low heat removal from the unprocessed surface. Increasing the feed per tooth by 45 % leads to an insignifi-
cant decrease in temperatures in the cutting zone (by 5...12 %). Increasing the cutting speed by 25 %, on the contrary,
leads to an increase in temperatures by 5...10 %. Increasing the cutting depth leads to an increase in the temperature in
the chip-tooth contact zone by 1.5 times and to an increase in the temperature in the tooth-blank contact zone.

Keywords: cutting mode; technological parameters of milling process; temperature field; yield strength; thin-walled
blank; cutting force; cutting zone temperature.
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