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Annomayua. Ilpu mexanuueckoi obpabomke 3a20Mo60K MOHKOCHIEHHbIX 0emainell memnepamypHoe noie Omiudaemcs om
popmupyoujecoca npu 0bpabomke MACCUBHBIX 3a20MOBOK. [Ipuyuna 3aK104aemcs 8 mom, 4mo npu 06pabomke MOHKOCMEHHOU 3ad-
20MOGKIU ee N0BEPXHOCMb, NPOMUGONONONICHASL 00PAOAMbIBAEMOl, OKA3bIBAEM CYWECMBEHHOE 6NUANHYUE HA MeMnepamypHoe noie, no-
CKOJIbKY UHMEHCUBHOCIb MENnI00me00a om 3motl NOGEPXHOCTNU 8 OKPYIICAIOWYIO Cpedy CYueCmEeHHO MeHble Pealu3you|e2ocs npu
menioomeooe 6 Hudicenedlcawjue clou MacCUGHOU 3a20Mo6KuU. B céa3u ¢ smum, akmyanvHou a613emcs npooiema HasHaveHus payuo-
HALHO20 PedCUMA NPOYeCcca Mexanuyeckol 0opabomku 3a20mMo6oK MoHKocmenHvlx Oemanei. Llenvto uccredosanus asnaemces ycma-
HOGleHUe BNUAHUS DNEMEHNIOE PeNCUMA (Ppe3eposanus 3a20mMo60K MOHKOCMEHHbIX Oemanell u uiaza 3y0vee (pesvl Ha mexHono2ue-
CKue napamempul npoyecca ppe3eposanis 3a20MoeoK U3 MUMaHo8020 cnidaed U paspabomka pekomenoayuti no ebloopy pexlcuma
ppeseposanus. J{na amozo Obi10 6bINOTHEHO YUCTEHHOE MOOETUPOSAHIE MEXHOI02UHECKUX NapaMempos npoyecca Qpeseposanis 3a-
20MOBOK MACCUBHBIX U MOHKOCIEHHbIX Oemaliell U3 MumaHo8020 CHaasd NP pa3nuiHslx KOMOUHAYUAX noOayu Ha 3Y6 ghpe3vl, ckopo-
cmu pesanus u waea 3yovee ¢pesvl. Ilpu obpabomxe moHKOCMENHOU 3a20MO6KU, 6C1e0CHEUe MeHee UHMEHCUBHO20 MeNnl00me00a U3
30HbI 0OPAOOMKIL 6 3A20MOBKY, MeMNePAMmypbl 8 30HAX KOHMAKMA CIMPYICKU C nepeoHell NOBeEPXHOCHbIO 3Y0a, 3a0Hell NOBePXHOCIU
3y0a ¢ 3a20MO6KOI U MeMNnepamypa 3a20moeKu. evluie, Yem npu 00pabomre MAcCUBHOU 3a20MO6KU. YCmaHoe1eHbl 3aKOHOMEPHOCHIU
U3MeHeHUs napamempog npoyecca pe3epoeanius 3a20Mo60K MOHKOCHEHHbIX Oemaliell 8 3d8UCUMOCTNY Om NOOAyU, CKOpocmu pe3a-
HUs u waea 3yobves gpesvi. Ilpu b6onvuiem waze @pesvi cpeonue U MAKCUMATbHbIE MEMREPamypbl 6 30HAX KOHMAKMA CMPYICKU C
nepeoHeti N0O8EPXHOCMbIO 3Y0a U 3a0Hell NOBepXHOCIU 3y0a C 3a20MOSKOU HUdiCe NPpU DOILUUHCIEE UCHOIb3YEMbIX KOMOUHAYUAX dTle-
Mmenmoe pedxcuma. Tlonyuensl ypasnenus, ycmanasuiusaiowjue eiusanue nooavu Ha 3y6 gpesvi, ckopocmu pesanus u uiaza 3ybves Ha
napamempul npoyecca obpabomku. Pesynomamer ucciedosanus no3gonam 6blopams payuoHatbHblll pexcum peseposanus u uiaz
3ybbes npu 0bpabomxe 3a20MO80K MOHKOCHIEHHBIX Oemanell U3 MUumarno8o20 CHiaed.
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Abstract. When machining workpieces of thin-walled parts, the temperature field differs from the field, which is formed during
massive workpieces treatment. The reason for this is that machining of a thin-walled billet is interfered with its surface, being opposite
to the one under machining. It has a significant effect on the temperature field, since the intensity of heat removal from this surface into
the environment is significantly less than heat removal into the underlying layers of a massive material blank. In this regard, the
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problem of finding a rational mode of the machining process of thin-walled workpieces is relevant. The aim of the study is to determine
the effects of the elements of the milling mode of thin-walled workpieces and milling cutter teeth space on the technological parameters

of the milling process of titanium alloy workpieces and to develop recommendations for choosing this milling mode. For this purpose,

a numerical modeling of the technological parameters of the milling process of blanks of massive workpieces and thin-walled parts
made of titanium alloy, was performed experiencing various combinations of feed to the milling cutter tooth, cutting speed and milling
cutter teeth space. When machining a thin-walled workpiece, due to less intense heat removal from the cutting zone into the workpiece,

the temperatures in the areas of chip contact with the front surface of the tooth, the back surface of the tooth with the workpiece and
the temperature of the workpiece itself are higher than when in a massive workpiece treatment. The patterns of changes in the param-
eters of the milling process of thin-walled workpieces depending on the feed, cutting speed and the milling cutter teeth space are
established. With a larger tool stepover, the average and maximum temperatures in the areas of chip contact with the front surface of
the tooth and the back surface of the tooth with the workpiece are lower in most of the combinations of mode elements used. Equations
that establish the effect of feed on the milling cutter tooth, cutting speed and spacing of teeth on the parameters of the machining are
obtained. The results of the study will allow choosing a rational milling mode and spacing of teeth in the work on workpieces of thin-

walled parts made of titanium alloy.
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[epcneKTHBHBIM ~ HANpPABICHUEM TOBBIIICHHS
a¢peKTUBHOCTH 00pabOTKH 3arOTOBOK TOHKOCTEHHBIX
JieTajie SBISETCs UCTIONb30BaHKE (hpe3 ¢ HepaBHOMED-
HBIM I11aroM 3yObeB, MO3BOJISIOLINX CYIIECTBEHHO CHU-
3UTh YPOBEHb BBIHY)KICHHBIX KOJCOAHUI, BO3HUKAO-
mmx B mporecce o0padoTkm. Illar 3yObeB oka3bpiBacT
BIIUSIHHE HA CHJIBI PE3aHUs, TPEHUS U TeMIlepaTypHoe
nonie. OHAKO BIUSIHYE IlIara Ha JIAHHBIE TapameTphbl
nporiecca (ppe3epoBaHust 3ar0TOBOK TOHKOCTEHHBIX Je-
Tajel He YCTaHOBJIEHO.

TemnepatypHoe nose rmpu MexaHuueckoi oopa-
0OTKE 3aroTOBOK TOHKOCTEHHBIX JETaleH, OTIMYaeTCs
OT T0J1s1, (POPMUPYIOILIETOCS TIPH 00PaOOTKE 3arOTOBOK
JieTajiell 3HaUUTEeIILHOM TONMIIMHBI («MAaCCUBHBIX) 3aro-
TOBOK), TIOCKOJIbKY IpH 00pabOTKE TOHKOCTEHHBIX 3a-
TOTOBOK €€ TIOBEPXHOCTb, PACHOJIOKEHHAs HalpOTHUB
00pabaThIBacMOM, OKa3bIBACT CYIICCTBEHHOE BIIMSHHE
Ha TapaMeTpsl IPOIIecca, B TOM YUCIIE Ha TEMITepaTyp-
HOE TIoJIe. DTO CBsI3aHO ¢ 00Jee HU3KUM YPOBHEM TeTl-
JI0OTBOZIa OT HEOOpadaThIBAEMOM TMOBEPXHOCTH, TIO-
CKOJIbKY MHTEHCUBHOCTH TEILIOOTBO/IA OT TOM MOBEPX-
HOCTH B OKPY)KalOIIyI0 CPEy CYIIECTBEHHO MEHBIIE
TOT0, KOTOPBIN peau3yeTcsi MPH TETUIOOTBO/IE B HUKE-
JIeKall|e CJIOW MacCUBHOM 3aroToBku [1, 2.

O0ecrieunTh PabOTOCTIOCOOHOCTE MHCTPYMEHTA
1 TTapaMeTphl KauecTBa 3ar0TOBOK TOHKOCTEHHBIX JeTa-
JIeii BO3MOYKHO 32 CUeT Ha3HaYeHHUS! PallMOHAIBHOTO pe-
KrMa 00pabOTKH | 11ara 3y0beB (pe3bl, OJHAKO COOT-
BETCTBYIOITNE PEKOMEHIAIINN OTCYTCTBYIOT [ 3, 4].

Llens wccmenoBaHusi — YCTAHOBIICHUE BITHSTHHS
11ara 3yObeB MPU Pa3TMIHBIX KOMOWHAIMSAX SJIEMEHTOB
pexuma (ppe3epoBaHHs 3aTOTOBOK TOHKOCTEHHBIX Jie-
TaJiel U3 TATAHOBOTO CIUIaBa HA TETUIOCUIIOBYIO HAIIps-
YKEHHOCTB TpoLIecca.

Cutbl pe3aHus U TPEHUSI PACCUUTHIBAIIH TIO TIpe-
00pa30BaHHBIM  3aBUCHUMOCTSM, TIPEIIOKEHHBIM B

pabotax [5, 6]. Cuiibl 3aBHCAT OT TIpefea TeKy4ecTH
MarepHaia 3aroToBKU MpU TeMIlepaTrype ee 1eGopMu-
pyemoro ciost: o = f (Tg), rae 7, — Temrieparypa Jie-
(hopMupyemoro ciost Marepuasa 3aroroBkd. MorHo-
CTH U IJIOTHOCTH UCTOYHHUKOB TEIUIOBBIZICTICHHS B 30HE
neopMUpOBaHKs U B 30HAX KOHTAKTa 3y0a co CTpyxk-
KOM W 3arOTOBKOW PaCcCUUTHIBAIM, UCTIONB3YS 3aBUCH-
MoctH [7, 8].

Jlns pacuera mapaMeTpoB IpoLEecca UCHONIB30-
BaJIM TIPOrpaMMHOE OOeCTIeYeHHE, pealn3ylolee pac-
YeT TEMIIEPATYPHOT'O MOJIS ¢ IPUMEHEHNEM METO/IA KO-
HEYHBIX 371eMeHTOB. [Ipu pacuere onpenemnstoTcst TeM-
neparypa aedOpMUpPYEMOro CIlIos Marepuana 3aro-
TOBKU T, Y IpeJiesl TEKy4eCTH MaTepuasia 3ar0TOBKH Oy
npu 3Tor Temneparype. [lapamerp Gy sBIsIETCS apry-
MEHTOM 3aBUCUMOCTEH JUIsl pacyeTa CUJI TPEHUs U IJ1aB-
HOW COCTaBIIAOIIEN CHUJIBI pe3aHus P, Ipy 3TOM pac-
CUMTBIBAII CWJIBL, TIpuxosimecs Ha 1,0 MM BBICOTHI
3y0a (pe3bl.

BeImonHmwm 4ucieHHoe MOAENIMPOBaHKE Mapa-
METPOB Mporiecca (ppe3epoBaHusI 3ar0TOBOK U3 TUTAHO-
Boro ciiasa BT6 mumuHIpuyeckoll MOBEPXHOCTBHIO
KOHIIEBOM (hpe3bl u3 TBepaoro ciuiaBa TSK10 nuamer-
poMm 20 mmM. [Tapamerpsl mporiecca (pUkCUpoBaH TIPH
JUCTIEPTUPOBAaHMM 3aroTOBKM 25-M W3 TIOCIIENOBA-
TENLHO paboTaronux 3yobeB ¢pe3bl. MoaenupoBamu
MPOLIECC OXJIAXKIIEHUS 30HBI PE3aHMs CMAa30YHO-OXJIa-
xraromeit sxuakoctbio (COX), mpussB Ko duimpeHT
termootAayn ot kKoHTakTupytommx ¢ COX nosepxHo-
creit, paBapIM 5000 B1/(M*K); K03(hHUITHEHT TEMIOO0T-
JIAYM TIOBEPXHOCTEH, KOHTAKTHPYIOIIMX C BO3ILYXOM,
npuasma pasaeM 40 Br/(v*-K) [9, 10].

MopaenupoBanu nporecc Gppe3epoBaHHs MaCCHB-
HOM 3ar0TOBKM TOMLMHOM 10 MM, a Tak)ke TOHKOCTEH-
Hol TormmHou 0,7 MMm. BappupoBaiu seMeHTaMu pe-
*uMa: riogadeit Ha 3y0 ¢pesbl s: = 0,11 u 0,16 Mm/3y0;
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ckopocThio pe3anust v = 120 u 150 m/muH; marom
3yObeB .= 12,6 m 25,2 Mmm [11].

[TapameTps! mporiecca (PUKCHPOBAIN B MOCTE-
HUIA MOMEHT BPEMEHH KOHTaKTa 3y0a (hpe3bl ¢ 3aroToB-
KOM (3TO BpeMs 3aBHICUT OT JJIEMEHTOB peknuma (pese-
POBaHMsT) U B MOMEHT BPEMEHH, TIPEIIIECTBYIOLIHI T10-
CleTHEMY Ha 8 10°¢.B HIDKETPUBEICHHBIX TA0IHTAX
NpeJICTaBIIeHbI PE3yJIbTaThl, 3aUKCUPOBAHHBIE B ITPE/I-
MOCIIeTHAI MOMEHT BPEMEHH (UHCIIUTENb) U B TTIOCIEA-
HUA MOMEHT BpEMEHHM KOHTaKTa 3y0a C 3aroTOBKOM
(3HAMEHaTENh).

Pesynbrarsl pacuera mapameTpoB mporiecca 00-
pabOTKH «MAacCHUBHOW» 3arOTOBKH TOMMIMHON 10 MM

(hbpe3oii ¢ pazTMIHBIM I1aroM 3yObeB U TOHKOCTCHHOMN
3aroToBKU ToNmMHOM 0,7 MM (hpe3oii ¢ marom 3yObeB
t- = 12,6 MM mipesictaBiieHbl B Ta0n. 1 u tabm. 2. [o-
CKOJIBKY MCIOJIb30BaHbI OJIMHAKOBBIE TITyONHA pe3aHns
u momada Ha 3y0 ¢pessr (s: = 0,16 Mmm/3y0; v = 150
M/muH; £ =0,3 MM; vy = 1,91 M/MuUH), To TapamMeTphI Mpo-
[ecca, XapaKTepU3YIOIIMe €ro KUHEMaTuKy, OJMHa-
KOBBI U COCTaBJISIOT: MAaKCUMAaJTbHAsI TITyOWHA BHEAPE-
HUA 3y0a B 3aTOTOBKY @max = 39,1 MKM; JUTMHA TPAaeKTO-
UM KOHTaKTa 3y0a C 3aroToBKOH /x = 2,46 MM; MaKcu-
MaslbHas! JUTHHA KOHTAKTa CTPYXKKH C IepeIHe IoBepX-
HOCTBIO 3y0a /= 125,8 MKM.

1. ITapameTpbI mponecca (pe3epoBaHUs NPH Pa3TUYHOM HIare 3y0beB 1

pa3Mepax (TOJIIMHAX) 3ar0TOBKH

1. Milling process parameters with different teeth distance and various
dimensions (thickness) of the workpiece

MOIHOCTh UCTOYHUKA TEILIOBBIICICHUS, BT,
Cuna TpeHus
Pazmep I'maBnas co- B 30HE
[lar | cTtpyxku omne- | Cuina TpeHHs
(TommmHa) CTaBJISIOIIAS KOHTaKTa
t, PETHIOO TI0- 3y0a o 3aro- nehopMu- KOHTaKTa
3arOTOBKH, CHJIBI PE3aHUsA 3yba ¢
MM | BepxHOCTB 3y0a | TOBKY F>, H pOBaHUsA CTPYKKH C N
MM P.,H 3aroTOBKOI
F], H Wg 3y60M W] Wz
10 12,6 38,9/45,3 54,2/54,9 99,3/107,5 77,0/ 89,9 58,4/68,0 162,6/164,7
10 25,2 39,1/45,3 54,5/54,9 99,9/107,5 77,4/89,9 58,7/68,0 163,5/164,6
0,7 12,6 38,8/45,2 54,0/54,7 99,0/107,2 76,7/89,6 58,1/67,8 162,0/164,1
Illpumeuanus: F, F», P, — cunbl, npuxoasmuecs Ha 1,0 MM BBICOTHI 3y0a dhpe3sl.

2. TemnepaTypsl IpU Pa3iIMYHOM 1Iare 3y0beB U pazMepax (TOJIIHHAX) 3aT0TOBKH

2. Temperatures at different spacing of teeth and various dimensions (thickness) of the workpiece

Cpenmsist
TeMIepaTypa B 30He KOH- Temneparypa | Ipenen te- | Temneparypa sarotosin T, K,
Pazmep (Ton- lar TaKTa nedopmupye- Ky4ecTH Ha pacCTOMHIH OT 0bpabaTsi-
IIMHA) 3aro- MM MOTO CIIOSl Ma- | Marepuaia Ba€MOM TIOBEPXHOCTH, MKM
TOBKH, MM > 3y0a c 3aro- | CTPYXKH C Tepuaa 3aro- 3arOTOBKH
toBko# 1>, K | 3ybom Tj, K TOBKU Ty, K o5, MIla 30 180
10 12,6 960/981 960/968,5 370/346 782/792 490/479 393/394
10 25,2 955/974 954/964 358/346 787/792 472/462 382/383
0,7 12,6 966/987 963/970 376/351 779/790 502/491 409/410

[Tprr 06paboTKEe MAaCCHBHOM 3aroTOBKU (Ppe3oid ¢
OOJIBIIIM 3HAUEHHEM I11ara 3yObeB MaTepra 3aroTOBKH B
riepeppiBe MeKIy paboTol TOCIeoBaTeNIbHO padoTaro-
IIMX 3yObEB OCTHIBAET OoJiee MPOOLKUTENEHOE BpeMs,
M09TOMY TeMIleparypa 1e)OpMUPYEMOro CJI0si MaTepu-
aJla 3aroToBKH T, HIDKE, YeM Ipu 00paboTKe (hpe3oit ¢
MEHBILIMM 3HAYCHHWEM Ilara. JTO SBISIETCS TPUYUHON
YBEIIMUEHHUSI TIpeJieNia TeKy4ecTH MaTepriajia 3aroTOBKU
Ost, CUJT TPSHHS! M PE3aHUS, MOIITHOCTEH ¥ IUIOTHOCTEH HIC-
TOYHHMKOB TeruIoBbliesieHus1. OIHAKO BapbUPOBAHKE I11a-
TOM He MPUBOJIUT K 3HAYUTEIILHOMY U3MEHEHHIO ITHX T1a-
pameTpoB MpH 00pabOTKEe MacCHBHBIX 3aroToBok. [lo-
CKOJTBKY TIpH OOJTBITIEM 3HAUECHHH 111ara 3yObs BCTYIIAIOT B
KOHTAKT C MaTE€pHaJIOM 3arOTOBKH, IMEIOIIM MEHBIIIYIO

TEMIIEpaTypy, MO3TOMY CPETHHE U MAKCUMAaJIbHBIE TeM-
TepaTypbl B 30HaX KOHTAKTa 3y0a C 3ar0TOBKOH U CTPYX-
KOH M TemIiepaTypa IOBEPXHOCTHOT'O CJIOSl 3aTOTOBKU Ha
paccrosiHun 30 MKM OT 0OpabaThIBaeMOM MMOBEPXHOCTH
Hbke Ha 17...18 °.

I[Tpr 06paboTKE TOHKOCTEHHOM 3arOTOBKH, BCIIECI-
CTBHE MEHEE MHTCHCHBHOTIO TEIIOOTBO/A U3 30HBI 00pa-
OOTKM B 3arOTOBKY, TEMIIEpaTypbl B 30HaX KOHTAKTa
CTPYXKKH C TIepe[iHel MOBEPXHOCTBIO 3y0a, 3amaHel mo-
BEPXHOCTH 3y0a C 3arOTOBKOM U B 30HE J1e(hOPMUPOBAHUS
BBIIIIE, YeM NPU 00pabOTKN MAaCCHUBHOW 3arOTOBKH. YBe-
JIMYEHHe TeMIiepaTyps! AeopMUpyeMoro cros MaTepu-
aJ1a 3aroToBKU 7, IPHBOJUT K CHIDKEHHIO TIpEieia TeKy-
YeCTH MaTepraia TOHKOCTEHHO! 3ar0TOBKH Oy. [TosTomy

Haykoémkne TeXHOJOTHM B MammmHocTpoenuu, Nel (151) 2024
«Science intensive technologies in mechanical engineering», Nel (151) 2024



TexHo/I0rMM MeXaHUYecKoii 00padOTKH 3ar0TOBOK
Technology and equipment of metal processing by pressure

npu (hpe3epOBAHUK TOHKOCTEHHBIX 3arOTOBOK HECKOJIBKO
HIDKE CHITBI TPSHHS M COCTABIISIOIIAS CHITBI pe3antist P 1
MOIITHOCTA WCTOYHMKOB TeIUIOBbIAeneHus. OHako
BCJIC/ICTBIE MEHEEe MHTCHCHBHOTO TEIUIOOTBOJIA M3 30HBI
00pabOTKY 3ar0TOBOK TOHKOCTCHHBIX JIeTalleli KOHTAKT-
HbIE TEMIIEPATyPbl HECKOJIBKO BBIILIE, YeM MPH 00paboTKe
MacCHBHOM (cM. Ta0i. 1 1 Tabi. 2). B Gorblneli crereHn
YBEJIMUMBAIOTCSL TEMIIEPATyphbl 3arOTOBKH, MPHYEM YeM
OOJIBIIIE PACCTOSIHKE OT 00pabaThIBAEMOI TIOBEPXHOCTH,

TeM OOJIBITIE PA3HOCTh TEMITEPATYP B MACCUBHOMN M TOHKO-
CTEHHOM 3arOTOBKE.

[naH YKCIEHHOrO MOJICIMPOBAHKS IAPAMETPOB
nporiecca 00pabOTKM 3ar0TOBOK TOHKOCTEHHBIX JICTAICH
TP BAPLHPOBAHHH JIEMEHTAMH PEKMMA U I11aroM 3yObeB
(pe3bl puBeAEH B Tab. 3. B Tabn. 4 — 6 npencraBieHbl
pe3yJIbTaThl pacyeTa mapaMeTpoB mporiecca (peseposa-
HUS1 3arOTOBKH TOMIIMHO# 0,7 MM.

3. [I1aH YnCcJIeHHOT0 MOAETHPOBAHUS

3. Computational simulation plan

Bapbupyembie mapaMeTpbl

Howmep sic- CKOpOCTh pe3anus v, CKOpOCTh Moa4Yu
MePUMEHTA IMonaua Ha 3y0 dpe3sr sz, MM/3y0 /MU Iar dpe3ssl £, MM Ve, M/MIH

1 0,11 120 12,6 1,05

2 0,16 120 12,6 1,52

3 0,11 150 12,6 1,31

4 0,16 150 12,6 1,91

5 0,11 120 252 0,52

6 0,16 120 252 0,76

7 0,11 150 252 0,66

8 0,16 150 252 0,96

4. Texnonormyeckue napaMerTpsl nporecca (ppeepoBaHus PH PAZTMYHBIX JJIeMEHTAX Pe;KAMA U 11are 3y0beB

4. Technological parameters of the milling process with various elements of the mode and spacing of teeth

Howmep MaxcumansHas MakcuManbHas AMHA KOHTAKTa Temneparypa Hpenen
sxerepu- TITyOWHA BHEIPECHUS CTpyIKKH ¢ MepenHedt nehOpMHUPYEMOTO CJIOS TEKy4EeCTH
MeHTa 3y0a B 3aTOTOBKY HOBEPXHOCTHIO 3y6a [, MM MaTepHaia MaTepHaia

Amax, MKM i 3aroToBkH 1y, K 3aroTOBKH Gy, MIla

1 26,8 76,5 385/366 776/784

2 39,0 125,8 376/354 779/789

3 26,8 86,2 388/365 774/784

4 39,0 125,8 376/351 779/790

5 26,8 86,2 383/372 776/781

6 39,0 125,4 373/361 780/785

7 26,8 86,2 384/371 776/781

8 39,0 125,8 375/361 780/786

5. ITapameTpsl nponecca ¢pe3epoBaHNs MPH PA3JIHYHBIX JJIeMEHTaX PesKAMa 1 mare 3y0beB (ppe3bl

5. Parameters of the milling process with different elements of the mode and tool stepover

Homep Cé/ITJg; ;(pKf:II(/)IH Cuna Tpenus [naBras MOoIIHOCTh UCTOYHHKA TEILIOBBIACIICHUs, BT, B 30He
31;01;1_ © HEpEaHIO0 3;1.};6;:);)1(}, CC(I):;;B;:;:S: nedopmupona- Ci;?ﬁ}f;ac KOHTAaKTa 3¥6a c
vonra | TOBEPXHOCTE o H P. H Hust Wy svGom 7 3aroTOBKOW W
3y6a Fi, H y 1
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 28,0/31,3 53,8/54,1 86,2/90,4 46,0/54,5 35,0/39,1 134,5/135,3
6 38,7/44,8 54,1/54,4 98,9/106,4 63,8/74,0 48,4/56,0 135,2/136,1
7 28,0/31,4 53,8/54,1 86,2/90,5 55,2/62,0 42,0/47,1 161,3/162,4
8 38,8/45,0 54,0/54,4 99,0/106,6 76,8/89,1 58,2/67,5 162,1/163,3
Ipumeuanus: Fi, F>, P, — cunbl, npuxosuyecs Ha 1,0 MM BBICOTHI 3y0a (Gpe3sl
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6. TemmepaTypbI Ipy pa3jJHYHBIX YJIeMEHTAaX pe:xkuMa (ppe3epoBanus U mare 3yobeB (pesnl

6. Temperatures at various elements of the milling mode and teeth distance of the milling cutter

H Temmneparypa B 30HCUKOHTaKTa Temmneparypa B 30HE KOHTaKTa Temneparypa | Temmeparypa
3KC(;II\é;II/)I- 3y0a ¢ 3arotoBkoii 1>, K cTpyKKH ¢ 3yoom 71, K Ha BepIIMHE 3aTOTOBKH
MeHTa CpenHsis MaKCHUMaJIbHast CpenHssA MaKCHUMaJIbHas 3y6;£¢)§e3.51 T K

1 967/972 1282/1288 874/871 961/961 1025/1017 532/525
2 922/936 1301/1317 959/934 1277/1290 1019/1010 506/496
3 1042/1052 1462/1475 946/958 1305/1312 1036/1025 539/531
4 966/987 1441/1467 963/970 1384/1403 1013/1001 502/491
5 980/987 1314/1321 921/922 1206/1210 1038/1034 521/514
6 917/931 1297/1312 925/931 1273/1286 1013/1009 495/485
7 1036/1045 1459/1470 952/955 1300/1307 1028/1023 522/514
8 963/982 1441/1462 958/968 1381/1399 1005/1000 492/482
Tlpumeuanus: Temnepartypa 3aroToBku 73 onpeneieHa Ha paccTossHuM 30 MKM oT oOpabaThiBaeMOi TIOBEPXHOCTH

Ilpu yBenmuuenum nomauu s: c¢ 0,11 gmo
0,16 mm/3y6 (Ha 45 %) yBeaM4MBAIOTCS MaKCH-
MajibHas ri1yOMHAa BHEApPEHHUs 3yOa B 3aroTOBKY
Amax € 26,8 10 39,0 MKM B MakcuUMaibHas JJIMHA
KOHTaKTa CTPYXKKH C TMEpeaHed MOBEPXHOCTHIO
3y6a [ (B cpenHem Ha 45 %). YBenudenue mapa-
METPOB @max U [/ TPUBOJIUT K yBEIMUYEHUIO CHIIBI
TpeHus F1 U TJIaBHOW COCTaBIIsONIEN P, CHIIBI pe-
3aHus Ha 35...43 % u 17...18 % cOOTBETCTBEHHO.
Ha cuny Tpenms 3y0a o 3aroToBKY F> mojada BiIH-
sIeT He3HAYUTEIbHO. BeneacTeue yBeanueHus: Cuil
F1u P, yBeIM4MBAKOTCS MOIIHOCTH HCTOYHUKOB
TEIUIOBBIJCICHUS B 30HaX KOHTAKTa CTPYKKH C 3y-
Ooom W1 u B 30He nedopmupoBanus We; MOIIHOCTD
UCTOYHHKA TEIJIOBBIJCICHUSI B 30HE KOHTAaKTa
3y0a ¢ 3arotoBkoil W, yBenuuuBaeTCs HE3HAUYU-
TEIBHO.
[InoTHOCTH BCEX UCTOYHHKOB TEIIOBBIE-
JICHUS YBEJIIMYUBAIOTCS NIPU YBEIUYCHUH MTOJa4H B
MaJOW CTENEeHHU, IIOCKOJIbKY HW3MEHSIOTCS He
TOJBKO MOILIHOCTU UCTOYHUKOB TEIJIOBBIACICHUS,
HO U ux miomann. CpeaHue Temneparypsl B 30He
KOHTaKTa 3y0a ¢ 3arotoBkoil 7>, TemmepaTypa Ha
BepmuHe 3y0a ¢pe3bl Tr WM TemIeparypa 3aro-
TOBKHM 73 IOYTH BO BCEX CJydyasX HE3HAYUTEIbHO
YMEHBILIAIOTCS c yBEIUYEHUEM nojauu
(Ha 5...12 %). OTO MOXHO OOBSCHUTH YMEHBIIIE-
HUEM BPEMEHHU HAXOXICHUS 3arOTOBKU HANPOTHUB
HCTOYHHKA TEIUIOBBIACIICHUS TpPHU HE3HAYUTEINb-
HOM yBEJIMYEHUU IJIOTHOCTEH UCTOYHUKOB TEILIO-
BbifieieHuss. CpeqHsas U MakCcUMallbHasi TeMiepa-
TypbI B 30HE KOHTAKTa CTPYKKH ¢ 3yOoM 77 yBeH-
YUBAIOTCS C YBEJIMYEHUEM TOJIauH.
[Ipu yBenMUYEHHUN CKOPOCTH PE3aHUs V OT
120 1o 150 mM/muH, T. €. Ha 25 %, yBenMUHUBAIOTCS
MOIIHOCTH BC€X HMCTOYHHKOB TEIUIOBBIJCICHHUS,
CpelIHre U MaKCUMalbHble TeMuepatypsl 11 u 1>.
CnenoBaresnbHO, C  yBEJIWYEHUEM CKOPOCTH

pe3aHus V yBEIMYHMBACTCS TEMIIEpaTypa MOBEpX-
HOCTHOT'O CJIOSI 3aTOTOBKH.

Ha xuHemaTtuueckue napameTpsl mporecca
¢dpe3epoBaHusl — IJIUHY TpPACKTOPUU KOHTAKTa
3yba ¢ 3aroToBKO# /x, MaKCHMaJIbHYIO TIyOWHa
BHEJIPCHHS 3y0a B 3arOTOBKY dmax U MaKCUMAJlb-
HYI0 JUIMHY KOHTaKTa CTPYXKH C TepeaHeil mo-
BEPXHOCTBIO 3y0a / CKOPOCTh pe3aHusl BIUSHUS HE
OKa3bIBaCT.

[Ipn n3meneHun mara 3yObeB (pesbl ¢ ITH
napameTpbl TAK)KE HE U3MEHSOTCS, MOCKOJIBKY T0-
nada Ha 3y0 (pe3sr ouHAKOBA.

[Ipu yBenuyeHHM mara yMEHbIIACTCS TEM-
neparypa aepopMHUPYEMOro CJIOsl MaTepuaa 3aro-
TOBKH [y B IPEANIOCIETHUA MOMEHT BpEMEHHU KOH-
TakTa 3y0a ¢ 3arotoBkoii. [Ipu o6paboTke Maccus-
HOW 3arOTOBKH 1y CHUYKAETCS B 3TOT MOMEHT BpE-
MeHu Ha 11,5 °; npu 06paboTKe TOHKOCTEHHOU B
MeHblIel crenenu — Ha 2,0...4,0 °. B mociennwnii
MOMEHT BpeMeHHU paboThl 3y0a Ghpe3bl ¢ OOIBITIM
marom 7 Beime Ha 5,0...10 °, yem ¢ MEeHbIINM H1a-
roM. OTO MOXHO OOBSICHUTh MEHbIIIEH HHTEHCHB-
HOCTBIO OTBOJIa TEIIOTHI MpU 00pabOTKE TOHKO-
CTEHHOM 3arOTOBKH.

[ToaTOMy mpenen TekydecTH Marepuana 3a-
TOTOBKH Gy B MPEINOCIEIHUNA MOMEHT BPEMCHH
BEITIIE TIPU 00paboTke Gpe3oii ¢ OOTBITUM MIArOM.
OpxHako pa3HHIIA TEMIIEpaTyp ropas3iao MEHbIIE,
4eM mpu 00pabOTKe MaCCUBHBIX 3arOTOBOK. B mo-
CJIeIHUI MOMEHT BpeMEHU paboThI 3y0a mapamerp
O BBINIE, TIpU 00paboTKe (Ppe3aMH C MEHbIIUM
1aroMm.

[ToaTOMY CHIIBI TPEHUS U PE3aHHS U MOIIHO-
CTH HCTOYHHKOB TEIUIOBBIIEICHUS HECKOJIBKO
BBIIIC B MPEIINOCIECIHUNA MOMEHT IpHu 00paboTke
¢bpe3oii ¢ GonpmmM 1marom. B mocneqHuii MOMEHT
BpeMEHH paboThl Gpe3bl ITU mapaMeTpsl s hpe3
¢ OOJBIIMM IIATOM HUXKE, OJJHAKO Pa3HULA HECY-
IECTBEHHASI.
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IToatomy mipu Gonbiiem mare ¢gppessl cpei-
HHE U MaKCUMAaJIbHBIE TeMIIEpaTypsl 71 1 1> 1 TeM-
nepatypa Ha BepuiuHe 3y0a (pessl Tr okazanuch
HUKE ITPU BCEX UCIOJIb3YEMbIX KOMOMHAIUAX JJIe-
MEHTOB pPEXHUMa, KPOME S 0,11 mm/3y6 u
v =120 M/MuH.

IIpu oOpabotke ¢pe3oit ¢ marom ¢pess
t-=125,2 MM TeMIiepaTypa 3aroToBKH 13 Ha paccTo-
sanu 30 MKM OT oOpabaThiBaeMOW MOBEPXHOCTH
HUXe, 4yeM (pe3oif ¢ marom £ = 12,6 mm.

Kak u mpu o00paboTke MaccCUBHOW 3aro-
TOBKH, CHJIa P;, a TaK)Ke MaKCUMaJIbHbIE U CPETHUE
temreparypsl 71 1 T2 B IOCIHEHUI MOMEHT Bpe-
MeHH paboThl 3y0a BBINIEC, YEM B MPEANICCTBYIO-
mnii. Temneparypa Ha BepuiuHe 3y6a ¢pessl T 1
TEMIIEPATYypa 3aTOTOBKH 73 HUKE B MOCHETHUN MO-
MEHT KOHTaKTa 3y0a ¢ 3aroToBkoid. [loaTomy HE-
JKETpUBEICHHbIE 3aBUCUMOCTH JJIS pacyeTa rnapa-
MeTpa P., a Takke cpeaHux temmepatypsl 11 u 1
MOJIYYE€HBI JJIsI TIOCJIETHETO MOMEHTa BpeMEHH pa-
00THI 3y0a; mist pacuera mapameTpoB T¢ u T3 — s
IpeablIyIIETO.

[TockoJIbKY CNpaBOYHHUKU M PEKOMEHANHU
cozepKaT JaHHBIE M0 YCIOBHIM U PEXUMY 00pa-
OOTKU MacCUBHBIX 3aTOTOBOK, TPU 00pabOTKe TOH-
KOCTEHHBIX 3arOTOBOK CJIEAYET UCIOJIb30BaTh LI1ar
3yObeB U pekHUM, 0OecrneurBaloIue OJMHAKOBbIE
WJIM MEHbIIHME CUJIBl U TEMIEpaTyphl, YeM MpHU 00-
paboTKe MacCHUBHOM 3arOTOBKH, IPH MaKCHMallb-
HOM MPOU3BOJIUTEIBHOCTH.

Hanpumep, ecnu nmpousBoauTh 00pabOTKy
3aroTOBOK TOHKOCTEHHBIX NeTanieil gppe3oit ¢ mia-
rom £, = 25,2 MM ¢ pexxumoM s: = 0,16 mm/3y0 u v
=150 m/mMuH (3xcriepument Ne 8, cM. Tabm. 3) , To
cuna P., a Takke MaKCUMaJbHBIC U CPEHUE TEM-
nepatypsl 71 u 1> u temnepatypsl Tt u T3 HUXKE,
geM npu 00paboTKe MacCUBHOM 3aroTOBKH (ppe3oit
¢ maroMm £ = 25,2 mm. OJIHaKO MPOU3BOAUTENb-
HOCTh 00pabOTKM TOHKOCTEHHOW 3aroTOBKH CO
CKOPOCTBIO mojaun vs = 0,96 M/MUH OyaeT HUXKE,
yeM MaccuBHOH (vs = 1,91 M/MuH) B 11Ba pasa.

Ecau mpu 06paboTKe 3aroTOBOK TOHKOCTEH-
HBIX JleTallel HCMOJb30BaTh YCJIOBHUSL JKCHEPH-
MeHta Ne 2 mo Tabn. 3 (dpe3a c marom
t:=12,6 mm; s: = 0,16 Mmm/3y0; v = 120 M/MuH), TO
MPOU3BOIUTEIEHOCTh O00pPa0OTKH TOHKOCTEHHOM
3aTOTOBKHU co CKOPOCTBIO noJlauu
vy = 1,52 M/MuH Oyner HUXKe, YeM MacCHBHOMN
(vs = 1,91 m/mun), Ha 20 %. [Ipn 3TOM MaKcUMaTh-
HBIC U cpeaHue Temmepatrypsl 11, 17> u Temmnepa-
Typa Tr HIKE, 9eM npu 00paboTKe MaCCUBHOM 3a-
rotoBku. OJIHaKO TeMIlepaTypa 3arOTOBKU Ha pac-
crosiuuu 30 MKM OT oOpabaThiBaeMO MOBEPXHO-
CTH BBIIIIE, Y€M B MaCCUBHOI.

Jnst ompeneneHusl palMoOHAIBHOTO peXuMa
MO>KHO MCIIOJIb30BaTh HIKEIPUBEACHHbBIE 3aBUCH-
MOCTH, TIOJIy4eHHBIE B pe3yjbTare 00paboTKH pe-
3yJIbTATOB YHCJIEHHOTO MOJACIHPOBAHUS:

T,=934,2+10820s.+748,4v+69,032£--42405,v-434,95,1--27,78vt-+174,65.Vt:;
T,=135,4+3760s,+428,4v+27,032£-2040s,v-171,4s.1-11,17v£+69,84 15, vt:;
T;=538,6+3140s.+222,4v+24,286t.-14405,v-150,85.£:-9,968v£+60,3 1 7S, v2:;
7,=389,8+9205,+105,2v+5,92£-7205.v-44,445_1.-3,39Tvt.+22,22-5_Vt.;
P.=56,84+316s,-0,64v-0,0461-+4s,v-0,165.£+0,01 6 vZ..

IIo >TUM 3aBUCHUMOCTSIM MOXKHO pacCUnuTaThb
PEXUM, IIPU KOTOPOM TEXHOJIOTHYCCKUC ITapaMETPbL
npu 06pa60T1<e TOHKOCTEHHOM 3arOTOBKU HE IMPCBLBI-
CAT AOIIYCTUMBIC 3HAUCHUA.
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