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AHHOTAIIUSA

PaccMOTpeHBI METONOJIOTHS M PEe3yJIbTaThl
NPUMEHEHUSI HOBBIX pa3paOdOTaHHBIX IIOKPHITHH Ha
1BépmoM crutaBe BK8 mns TokapHOi 00pabOTKH KOp-
po3uOHHOCTOMKUX  crameit  Mmapok  12X18HI10T,
13X15H5 AM-3, 09X17H71O.

Lenp pa®oThl: MOBBICUTH IEPUO], CTOWKOCTH
TOKAPHBIX PE3IIOB NIPH HAHECEHUH TIOKPBITHI.

PesynbraThl MccnenoBaHuA: pa3paboTaHBI MO-
KpbITHS Ui TBEpAOro cruiaBa Mapku BKS, nosbrmaro-
M€ TIEPUOJ] CTOMKOCTH PE3LOB B 3 pasa.

BriBoa: Hanbosee MPOCTHIM M TOCTYHHBIM pe-
IICHHUEM I10 MOBBIIIEHHUIO NIEPHO/Ia CTOMKOCTH HHCTPY-

MeHTa mpu TodeHuu ctramu 09X17H7IO sBusercs
HaHECEHHE MOKPHITUII MOCPEACTBOM KOHJCHCALUH C
noHHo# 6ombapauposkoii (KUB).

HoBu3zHa paboTsl: chopMHpOBaH HOBBIH MOJAXO]
K TTOBBILICHHUIO NIEPHUO/Ia CTOHKOCTH METAJUIOPEXKYILEro
TBEPOCIUIABHOTO MHCTPYMEHTAa, OCHOBaHHBIM Ha MO-
JETTMPOBAaHNH TIPOIIECCca Pe3aHHs B MPOTPAMMHOM cpe-
ne deform.

KnioueBble cjioBa: NMpOTrHO3MPOBaHWE, IIEPHU-
0]l, CTOMKOCTb, WHCTPYMEHT, HIMHUTAIIHOHHOE MOJEINH-
poBaHHe.
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Abstract

The methodology and results of applying the
newly developed coatings on BK8 hard alloy for turn-
ing corrosion-resistant steels of the following grades

12X18H10T, 13X15H5 AM-3, 09X17H7IO are con-
sidered.
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The paper objective to is increase the durability
of turning tools when applying coatings.

Research results: coatings are developed for
BKS8 hard alloy, which increase the durability of cutters
by 3 times.

Conclusion: the simplest and most available so-
lution to increase the tool life when turning

09X17HTIO steel is the application of coatings by con-
densation with ion bombardment (CIB).

The novelty of the work: a new approach is ap-
plied to increase the durability of a metal-cutting car-
bide tool, based on modeling the cutting process in
deform software environment.

Keywords: forecasting, period, durability, tool,
simulation modeling.
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BBenenue

BonpmmHCTBO OTpaciied MpOMBIILIEH-
HOCTH BBIHYKJICHBI MEPEXOJUTh K MpPHUMEHE-
HUIO HEP)KABEIOUIUX KOPPO3UOHHOCTOUKUX
CTaJiel B3aMEH THUIIOBBIX KOHCTPYKIIMOHHBIX.
DTO CBSI3aHO C HEOOXOAMMOCTBHIO HEUTpalu-
3allM  arpecCUBHOTO BO3JEHCTBUSI OKpYXKa-
folel cpenbl U cnenu(UKON IKCIUTyaTalluu
m3nenuid. Ho mrobGast HeprkaBeroIias CTallb
CIIO)KHa B MeEXaHMYECKOil o00paboTke u3-3a
MOBBIIICHHOTO COJEPKAHMS XpOMa U HUKEJS.
OnHuM U3 IPUMEPOB SIBIIAETCS CTajlb MapKu
09X17H7X0. Ona Obuna pazpaborana st
HYXJI CYIOCTPOECHHS U CETOJIHS IPUMEHSETCS
B XMMMYECKOU OTpaciii, aBHAIlMU, KOCMUYE-
CKMX allaparax, MUIIEBON MPOMBILIIEHHO-
CTH U T.[I.

B npou3BOACTBEHHOW IIPaKTHUKE W3-
BECTHO, YTO PKOHOMHYECKHE 3aTpaThl Ha H3-
TOTOBJICHHE HHCTPYMEHTa B CTPYKType cele-
CTOMMOCTH HW3TOTaBIUBAEMbBIX H3ICIUA CO-
ctaBisaoT 6onee 10%. B cBs3u ¢ BbICOKMMH
3aTparaMd W TMpoOJIeMaMH COBEPIIEHCTBOBA-
HUSI MHCTPYMEHTAJIbHBIX MaTE€pUaIOB CTaHO-

Metoposiorus uccjae10BaHuA
HccnenoBanust  BBIIOTHEHBI  ITyTEM
IPEBAPUTEILHOTO UMUTAIIMOHHOIO MOJIEIH-
POBaHUS MOKPBITUH I HHCTPYMEHTAILHOTO
TBEpaorO cruiaa BK8 B mporpammuoii cpene
deform, BeIOOpa HamboNee paMOHATBHBIX
MOKPBITAH, W3TOTOBIICHUS PEXYIUX CMEH-
HBIX IJIACTUH C TAaKUMH MOKPBITHSIMH, dKCIIe-
PUMEHTAIBHOW MPOBEPKH PE3yIbTATOB MOJIe-
JMPOBaHUS B IPOLECCE pPEaTbHON TOKAPHOMN
00paboTKM  yKa3zaHHBIX cTajei. OueHky
CIIPOCKTUPOBAHHBIX M HW3TOTOBJICHHBIX WH-
CTPYMEHTOB PEaJM30BBIBAUIM MO MEPUOAY
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BUTCSl aKTyaJlbHbIM IPOBEJIEHUE HCCIIE0Ba-
HUS C LIEJbIO IOBBIIIEHUS MEPHUOJA CTOMKO-
CTH TOKApHBIX PEXYIIUX IUIACTHH.

B crartbe npuBeneHsl pe3yiabTaThl CO-
BEPLICHCTBOBAHMSI METAJJIOPEKYILLIEr0 HH-
ctpymenta st 09X17H7HO u anamorudHbIx
12X18H10T, 13X15H5 AM-3 craineii. Co-
BEPILICHCTBOBAHUE PEATIM30BAHO IIyTEM pas-
pabOTKM CHENMAIU3UPOBAHHBIX IOKPHITHHA
JUIsL MUHCTPYMEHTAJIbHOI'O TBEPAOIO CIlIaBa
OTEYECTBEHHOI0 Mpou3BojcTBa Mapku BKS
JUISL TUIOBBIX CMEHHBIX PEXYIIMX IUIACTUH
TOKAapHBIX PE3LIOB.

OTOT MyTh BHIOpAH Kak HamOojee mpo-
CTOH M NO3BOJISIOIIMN HMCKIIOYUTH HUMIIOPT-
HYIO 3aBUCUMOCTb. B TOM uuncie noromy, uto
pPEKOMEHJALUU  3apyOEKHBIX  HHCTPYMEH-
TaJbHBIX (PUPM OPUEHTHPOBAHBI HA UX MapKH
TBEPJOTO cIjiaBa. Anpodanus 3TUX PeKOMEH-
Jaluil mokasajga, 4TO OHU HECOCTOSTENbHBI,
OTKa3 MHCTPYMEHTA NPOUCXOIUT Ha MEPBBIX
K€ MUHYTax pe3aHusl.

CTOMKOCTH 710 BennuuHbI u3Hoca (0, 5 MM) 1o
3aJHEN TpaHUIIEe PEXYIIHUX IUIACTHH.

JIOTIONIHUTENBHO  BBIMIOJIHEHA OIIEHKA
COCTOSIHUSI TEXHOJIOTUYECKOW CHUCTEMBI pe3a-
HUSl «CTAHOK-TIPHCIIOCOOICHUE-UHCTPYMEHT-
netanb» (CIIN/]) nmo mapamerpam akycrtuue-
CKOHM 3MMCCHH, U3Iy4aeMOW B IpoIecce pe-
3aHMUSL.

[Ipn UMHUTAIMOHHOM IPOTHO3UPOBAHUU
PEXYIIMHA KIVH IPUHUMAIN KaK TBEPIOE Te-
710, KOTOpOE OTBeuYaeT GopMe U reoMeTpuu
CTaHJIApPTHOW  BCTAaBHOW  TBEPAOCIIABHOU
IIJIACTHUHBI.



Meroponorust uccieqoBaHusl MOCTPOE-
Ha Ha pe3yibTaTax aHalii3a CYLIECTBYIOIIEH
poOJIEMbI ¥ Ha BBIIBUHYTOM THUIIOTE3E.

CymHOCTh TPOOIEMBI 3aKIIIOYACTCS B
HEOOXOJUMOCTH TOBBIIICHUsI TIEPHOJIa CTOM-
KOCTH PEXYIIEro HHCTPyMEHTA MPU 00padoT-
K€ U3JIeuil TabapuTHBIX W3/eNui (HarpuMmep,
BAJIONIPOBOJIOB JUIMHON 6...20 meTpoB, aua-
Metpom 600...800 mm).

Pemenne mpoGiemMbl JOCTUTAETCS TPO-
pabOTKOM psijia BOIIPOCOB:

1. BOo3MOXXHO J1M MOBBIIIEHUE TEPUOA
CTOMKOCTH JIO HEOOXOJAMMOTrO YPOBHS s
YKa3aHHBIX CTaJIel TPU HAHECEHUHU MMOKPBITHI
Ha TBEPOCIUIABHYIO OCHOBY?

2. Kak mox ompenenéHHble yCIOBUSA

TIOBBILICHHE
TEIIOCTOHKOC-
TH 110BEpPX-
HOCTEH HHCT-
pymenTa

AKCIUTyaTalliy BBIMOIHITh MPOSKTUPOBAHUE
WHCTPYMEHTAILHBIX MaTepruanoB?

3. Kakumu kputepusiMu pyKOBOICTBO-
BaThCsl NpU OTOOpE MHCTPYMEHTAJIBHBIX Ma-
TepUaJIoB?

CdopmupoBanHasi TUNOTE3a 3BYUHT
TaK: Mpu 0OpaboOTKe M3AETHH U3 TPYTHOOO-
pabaTbiBaeMbIX HEpP)KaBEIOLUX CTajeil Tmo-
BBIIICHHE TIEpUOJa CTOMKOCTH HHCTPYMEHTA
MOJKET OBITh JOCTUTHYTO 3a CUET HAHECEHUs
MOKPBITUN Ha pabo4yl0 YacTh PEXKYILEro WH-
CTpyMEHTA.

N3BecTHO [1] 0 3aBUCHMOCTH TTapaMeT-
POB pe3aHHs Ha KPUCTATIOXUMUYECKHX U (H-
3UKO-MEXaHUUECKUX XapaKTEPUCTUK IMOBEPX-
HOCTHOTO CJIOSI HHCTpYMeHTa (puc. 1).

NMpumeHnenune
mMmeropos
HaHeceHMA
NOKPLITUA M
moaucpmukaumm

NOBEpPXHOCTH

Puc. 1. Pe3ynbrar, 1oCTUraeMblii KCIIOJIL30BAHUEM BCEBO3MOXKHBIX
TEXHOJIOTHI HAHECEHUsI TOKPBITHH U MOAN(DUKALINN PA00YHX
IUIOCKOCTEH PEXYIUX HHCTPYMEHTOB [1]

Fig. 1. The result achieved by using various coating technologies and modification
of the working planes of cutting tools [1]

OO0cy:xaeHne MOTy4eHHBIX Pe3yJIbTAaTOB

PaccmoTpeHs! pe3ynbraThl IPUMEHEHHUS
MOKPBITUI MIPU TOUEHUH TPEX pa3HBIX HEprKa-
Beromux craneid. Cranmu mapok 13X15HS wu
AM-3 npuHATH K aHanM3y Kak Oas3oBble. B
CpPaBHEHMM C HEW paccMOTPEHO TOUYEHHE
TPyIHOOOpabaThIBAEMBIX  CTaJIEd  Mapok
09X17H7HO n 12X18HI10T.

VY CTaHOBIIEHO, YTO HM3MEHEHHME CKOpO-
CTH pe€3aHus TOYEHHUS HeprKaBelolle craiu
09X17H7IO ¢ 50 m/mun Ha 60 M/MUH U Ty-
OuHBI pe3aHusi ¢ 1| MM Ha 2 MM UHCTPYMEHT,
SIBIISIBIIAIACSL O0Jiee pallMOHATBHBIM B TIEPBOM
cllyyae, OKa3bIBaJCsl HE PAlMOHAIBHBIM BO

28

BTOpPOM city4yae. B 3Tol CBsI3M CTAJIO0 HYKHBIM
HCIOJIb30BAHNE WMUTALMOHHOIO IPOTHO3U-
pOBaHMs AJIsl ONPENENICHUs PAalMOHAIBLHOCTU
WCIOJIb30BaHUS TOTO WM APYroro HHCTPY-
MEHTa ¥ ONTHUMHU3ALMU NApaMETPOB pexUMa
pe3aHus, a TakXke MPOEKTUPOBAHUSA HOBBIX
MHCTPYMEHTAJIBHBIX MaTE€pPUAJIOB JUIsI HOBBIX
YCIIOBUH 3KCIUTyaTallud HHCTPYMEHTA.
Cozmano Oonee 30-TH TOKPBITHHA IS
TBEP/IOTO CIUIaBa OTE€YECTBEHHOI'O MPOU3BOJI-
ctBa mapku BKS. B c¢Bs3u ¢ orpannueHHbIMH
TEXHUYECKUMHU BO3MOXHOCTSIMU HAHECEHHS
nokpeiTuid 13 30 mokpeiTuil BbIOpaHo 20.



Haubonee panmoHadbHBIMH M3 HUX BBIOPAHO
10 moKphHITHH.

Jlis ompeneneHus Cuil pe3aHuss NpU
NPUMEHEHUH  BBIIICYKA3aHHBIX  MOKPBITUI
paspaboran cTeHA Ha 0a3e TOKapHO-
BUHTOpE3HOro ctanka 16K25 ¢ 3ameHol pes-
neaepxkatens Ha auHamomerp STD 201-02,
3alHiCh COCTABJISIIOIIMX CHJIBI PE3aHUsl BbI-
nonHsuiack Ha [IDBM. TokapHyto 00paboTKy
BBIMOJIHSATIM Ha oOpasuax mmmHoi 600-800
MM, auametpoMm 300 mMm. Benmumna umsHoca

Sol 161. Ilo pe3ynbraTaM SKCHEPHUMEHTAIb-
HBIX HMCCJICIOBAHUN CTPOUIH TpaduKu 3aBH-
CHMOCTH «BEIMYMHA H3HOCAa — BpeMs pado-
ThI», OMHUCHIBAIH TOJTYYCHHBIC JaHHBIC MaTe-
MaTHYECKUMH ypaBHCHUSMHU. JlOTIOTHHUTEb-
HO BBITIOJTHSUTH OIIEHKY KaueCcTBa MOJTy4aeMOi
MOBEPXHOCTU C HCIIOJIb30BAaHUEM IpHOopa
KOHTpoJyisi mepoxoBatocth TR200 B KOM-
iekce co croiikoit TA-620.

OOmas cxema pa3pabOTKU Tpejyiarae-
MOT'0 HHCTPYMEHTA MPE/ICTaBlIcHa Ha PUC. 2.

OLIEHUBAJIACh C HMCIIOJIb30BAaHUEM MYJIbTHCEH-
COPHOI0 HM3MepHUTeabHOro rentpa MicroVu-
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Puc. 2. [Ipunsitas cxema pa3pabOTKU HHCTPYMEHTa: | — MEXaHWYECKUE XapaKTepUCTUKH 00padaThiBaeMOro Marepuaia
(TIpenien mpOYHOCTH, MOJYJIb YIPYTOCTH U JIp.); 2 — XapaKTEePUCTUKH PEXYILEro MHCTpyMeHTa (MaTepualn cyocTpara,
TEOMETPHS PEKYIIEH 9acTH); 3 — TEXHOIOTHIECKHUE OTpaHUIeHHS (110 TeMITepaType, CKOPOCTH pe3aHusl, mojaue); 4 —

pacdeT mapaMeTpOB, XapaKTePH3YIONINX HAMPSDKEHHOE COCTOSTHUE HHCTPYMEHTA (G6X, GY, TXY); 5 — apXUTEKTYPHBIC

OTpPaHUYCHUS TIOKPHITHA (THIT HOKPBITHS, CIOCO0 OCAXKICHHS U T.I1.); 6 — pa3padOTKa BApHAHTOB IMOKPHITHIA; 7 — TOI00P

BAPHUAHTOB HOKpLITPIﬁ; 8 — TEXHOJIOTHYECKHH IIOTCHIIMAJ OCaXIACHUA HOKpLITHﬁ; 9— YCTAaHOBJICHHUC 3aTPAT HA OCAXK/IC-

HHUE MOKpHITHH; 10 — Ppu3myeckue orpaHuveHus (TeMIepaTypa, YCwius U T.; 11 — olleHKa HTOTOB CO3IaHHOTO HHCTPY-
MeHTa; 12 — aHaIu3 0KUIaeMbIX pe3yIbTaToOB pa3padaThIBAeMOT0 HHCTPYMEHTa (M3HOCA, TEMIIEpaTyphl B 30HE pe3a-
Hus); 13 — hopMupoBaHie BHIOOPKH BO3MOXHBIX BapUAHTOB NOKPHITHIL; 14 — (hOpMUPOBaHHE CUCTEMBI OTpPaHUYEHHUN

YHCJIa BAPHAHTOB MIPOSKTHPYEMOTO HHCTPYMEHTA; 15 — u3bsTHE WiIN 00beANHEHNE COBNAAAIONINX PE3yIbTaTOB CO-
3JaHHOTO MHCTPYMEHTA; 16 — BbI/IeNIeHHE pallMOHAIbHBIX KOHCTPYKTHUBHBIX PELICHN HHCTPYMEHTOB; 17 — ycTaHOBIIe-

HHE 00JaCTH palMOHATIBHBIX TapaMeTPOB peKUMa pe3aHus; 18 — oT6op HHCTpyMEHTa IO BeMUYHHE U3Hoca; 19 — otbop

10 MapaMeTpy MEPOX0BaTOCTH 00paboTaHHON MOoBepXHOCTH; 20 — pelIeHne o UTOTaM CO3JIaHHOTO HHCTPYMEHTa; 21 —
SKCIIEPUMEHTAbHAs OLIEHKA aJIeKBATHOCTH PE3yJIbTAaTOB, MOJYUYEHHBIX TIPU MOJCTUPOBAHUY; 22 - pa3paboTka peKo-

MEH/IaIUii 10 TOKapHOU 00pabOTKe HEPKABEIOIMINX CTaleH
Fig. 2. The scheme adopted of tool development: 1 — mechanical characteristics of the machined material (breaking
point, modulus of elasticity, etc.); 2 — cutting tool characteristics (material of the substrate, geometry of the cutting
part); 3 —technological constrains (temperature, cutting speed, feed); 4 — calculation parameters characterizing the

stress state of the tool (ex, 6y, 7xy); 5 — architectural constrains of the coating (coating type, deposition method, etc.); 6
— development of coating options; 7 — selection of coating options; 8 — technological potential of coating deposition; 9

— costs of coatings deposition; 10 — physical constrains (temperature, effort, etc.); 11 — evaluation of the developed tool
results; 12 — analysis of the expected results of the developed tool (wear, temperature in the cutting zone); 13 — finding
a sample of possible options for coatings; 14 - finding a system of restrictions on the number of options designed; 15 —
removing or combining the matching results of the developed tool; 16 — selection of rational constructive solutions of
tools; 17 — finding the range of rational parameters of the operation mode; 18 — selection of the tool by the wear; 19 —

selection by the roughness parameter of the machined surface; 20 — decision made on the results of the developed tool;
21 — experimental assessment of the results obtained during modeling; 22 — working out of recommendations for turn-

ing stainless steels

29



BuptyansHoe UMHUTHPOBAaHUE BBITIOIHEHO T10 aJITOPUTMY, H300paKEHHOMY Ha puc. 3.
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Puc. 3. Cxema MIPpOBCACHUA UMUTALIUOHHOT'O MOJACIIMPOBAHUA: 1 — TexHUYECKHUE
XapaKTCPHUCTHUKHN CTAHKA; 2 - Q)HSHKO-TCXHH‘IGCKI/IG XapaKTCPUCTUKHU U SKCILTyaTallUOHHBIC
0COOEHHOCTH Marcepuajia 3aroToBKH; 3- (bPIBI/IKO-TCXHI/I‘IGCKI/Ie XapaKTCPUCTHUKHU
1 SKCIUTYyaTallMOHHBIC Ka4Y€CTBA MaTepUala MHCTPYMCHTA, 4 — CHJIOBEIE K TeMIeparypHbIC
XapaKTEPUCTUKHU MPOIECCa pe3aHus; 5 - co3gaHue TBEPAOTEIbHOMN
MOJEJIN 3arOTOBKHU U HHCTPYMEHTA, 6— pa3pa60TKa HUX KOHCYHO-3JICMCHTHBIX
MoJienelt; 7 — 3aJjaHue KPaeBbIX YCIOBHH U MepeyHs TpeOyeMbIX BBIXOIHBIX
napaMeTpoB MOJICIMPOBaHUS; 8§ — pacuéT 00pa3yoUX YCUINN pe3aHus,
TeMIlepaTyphbl, HANPSHKEHUH 1 IeopMalliil HHCTPYMEHTA, IPOTHO3UPOBaHKE
ero paboTococoOHOCTH; 9 — BapHAIMOHHBIE PACYETHI YKa3aHHBIX IIaPaMETPOB;

10 — pa3paboTka HHCTPYMEHTAIEHOTO MaTepHalia i pacyér mapaMeTpoB
peXrMa pe3aHnd UM IO HOBBIC U MIPCAIIOJIaracMbI€ YCIOBHS DKCIIITyaTallkuu;

11 — pa3paboTKa HOBEIX HHCTPYMEHTAIFHBIX MaTepHANOB; 12 — m300pakeHue
HTOT'OB IIPOTHO3UPOBAHUA B BUJC AUAT'DAMM, MTOKAAPOBBIX CHaﬁZ[OB UT.,

13- pacneyaTbIBAaHUC U KONMPOBAHUEC UTOT'OB; 14 — CO3J1aHHuC OaHKa JaHHBbIX
Fig. 3. Simulation scheme: 1 — technical characteristics of the machine;

2 — physical and technical characteristics and operational features of the workpiece
material; 3 - physical and technical characteristics and operational
qualities of the tool material; 4 - power and temperature characteristics of the cutting
operation; 5 — making of a solid model of the workpiece and tool; 6 — development
of their finite element models; 7 - setting of boundary conditions and a list of required output
parameters of modeling; 8 — calculation of the forming cutting forces,
temperature, stress and deformation of the tool, forecasting its operability; 9 — various
calculations of the specified parameters; 10 — development of tool material
and calculation of the cutting mode parameters for new and expected
operating conditions; 11 — development of new tool materials; 12 — making
diagrams, frame—by-frame slides, etc of forecasting results; 13 - printing and copying
of the results; 14 — making a data bank
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Nmurtanuio peanu3oBbiBaiu [2] ciemy-
UM obpazoM. HampsbkeHus: B anemeHTap-
HOM 00BbEME (IEMEHTE) pPeXyIed KPOMKH
OIMCHIBAIM TEH30POM YCHIIUA (fajiee UCTIOIb-
30BaHbl OOIIENPU3HAHHBIE 0003HAYCHHS C UX
Pa3MEpPHOCTHIO):

(o} T T

X Xy Xz

1)

O = Txy Gy Tyz

T T o}

zX zy z

3a XapaKTEepUCTHKY TEH30pa Halpsxke-
HUW B3AT KBQJPATHYHBIA WHBapUAaHT — (-
(heKkTUBHOE HaNpsKEHHE:

Hledopmarusi 37eMEHTa OIUCHIBACTCS
CIIEIYIOIIMMU KOMIIOHEHTAMU: &, &y, &2, Yxy,
Wz, U Yzx, KOTOPBIE OMPENENSAIOTCS KaK CMe-
IIEHHE 3JIeMEHTa U, L, ® B HAIpPaBJIEHUU KO-
OpPJIMHAT X, ), Z IO CJEAYIOIIEMY BbIPAKEHUIO:

ou ov OuU .
& = yxy:_+_’
OX ox oy
ov ow Ov
gy:_; 7yz=_+_; (3)
oy oy oz
ow ou Ow
&, =" 7zx:_+_'
0z 07 OX

Yennuss B NOKPBITMM  IPEICTABIISIN
CYMMOH HaIpPsDKEHUH, MOSBISIIOIIMXCA B
Ipolecce MeXaHW4ecKOW 00paboTKH, TEeIuio-
BBIX HAIIPSDKCHHUH, MOSIBIIAIOIIUXCS BCIEN-
CTBUE€ HEPAaBHOMEPHOCTH  pacIpelueleHus
TEMIIEpaTypbl, OCTATOYHBIX YCWIMM U YCUIUN
MOSABIIIOIIMXCA B PE3yJbTare IOI3y4EeCTH
UHCTPYMEHTAJIbHOM OCHOBHI [2]:

0,=0,t0O +0 +0

mepm ocm n! (4)
I 01 — HaNpsKEHHs, BO3HUKAIOIIKNE B IPO-
uecce pesanus, lla; omepn TEPMUUYECKHUE
HanpspkeHus, I1a; oocn — OCTaTOYHBIE HAMps-
xeHus, [la; 0, — HampsOKEHUs MOJ3Y4ECTH,
Ila.

@akTop paBHOBECHS HMHCTPYMEHTaJb-
HOW OCHOBBI U CJIOSI IOKPBITHSI OIKMCBHIBAETCA
CIIeYIOIUM 00pa3oMm:

N,+N,=0, (5)
rae No — HopMasibHasl CHIIa, IEHCTBYIOIIAs Ha
WHCTPYMEHTAILHYIO OCHOBY; Ni — HOpMalb-
Hasl cuJjia, IEMCTBYIOIIAs HA MTOKPBITHE.

[Tocnennee ypaBHEHUE 3amUIIEM Yepes
HOpPMAaJIbHbIE HAMPSIKEHUS:

o = %[(Ux _O-y)z +(O-y _O-z)2 +(O-z _O-x)2:|+3(z-fy +T§Z +T22x)'
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oohy +oihy =0 (6)
rae ho — ToNIIMHA MHCTPYMEHTAIBHOW OCHO-
Bbl; h1 — Tommuua mokpeitus. ITpuyem ho
>>hy,

Y CTaHOBIEHO [IOCTaTOYHBIM BBEICHHE
CIIEAYIOIIMX BXOJHBIX HapameTpoB: (pu3mKo-
MEXaHHUYECKHUEe XapaKTepUCTUKH 0OpabaThiBa-
€MBbIX MaTepuajoB M apXuUTeKTypa (0coOeH-
HOCTH KOHCTPYKIIMH, COCTaBa, TEXHOJIOTHH
HAHECEHMs) MOKPBITUN HHCTpyMeHTa. BbI-
XOJHBIMU O0>KMJIAEMBIMU pE3yJbTaTaMH CUH-
Tanu TeMIlepaTypy B pailoHe pe3aHus,
HaMpsDKEHUS B MHCTPYMEHTAJILHOM MaTepua-
Je, u3HOC MHCTpyMmeHTa. llepexon oT 3TuxX
[apaMeTpoB K IMPOTHO3HOMY IPOEKTHPOBA-
HUIO apXHUTEKTYpPbl MOKPBHITUN pean30BbIBA-
A MyTEM H3MEpPEHUs CHIIbl pPEe3aHus IpH
HaTypHOM pE€3aHUU. 3HA4YECHMsI COCTaBIISIIO-
IIUX CUJIbl pE3aHus UCIONB30BAIM AJIsl pacué-
Ta HaNpsHKEHUH B MHCTPYMEHTAJIbHOM MaTe-
puane no 3aBucuMocTu npogeccopa Ilerpy-
muHa C.1. [3].

Ha puc. 4 mnpuBeneHsl H3MEpEHHbIE
3HAa4YeHHUs CUJIBI Pe3aHUs MPH TOKApHOH oOpa-
00TKE HEp)KaBEIOIIMX CTaJel, KOTOpbIe pac-
CMaTpPUBAIOTCS B UCCIIEIOBAHUU.

YcTaHOBIEHO, YTO MHWHHMAaJIbHBIE
3HAUEHUS CUJIbI PE3aHUS XapaKTepbl Ul IIpo-
JIOJILHOM cocTaBiisitolie. PaguaneHas u Bep-
TUKaJIbHAasl COCTAaBJISIOLINE CHJIBI COU3MEpH-
MBI MEXTy COOOM.

Ha puc. 5 wimocTpupoBaHO U3MEHEHHE
BEJIMYMH HaNpsDKEHUH B MHCTPYMEHTAJIBHOM
MaTepHaje B 3aBUCUMOCTH OT MPUMEHSAEMOTO
MoKpbITUsL (BapuaHThl 1-10) B cpaBHEHHH C
TBEPABIM crutaBoM BK8 6e3 mokpeiTus (Bapu-
anT 11) nmpu touenuu cranu 09X17H71O.
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Puc. 4. 3HaueHHs BEIMUUH COCTABIISIOIINX
CHUJIbI pE3aHus MPHU TOYCHUUN PA3HBIX
00pabaThIBaeMBIX MaTEepUaIOB
Fig. 4. Values of cutting force components
when turning different machined materials
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Puc. 5. PGSyJ'ILTaTLI MOACINPOBAHUA SKBUBAJICHTHBIX BEJIMYNH
HanpspkeHui (B MIla) [1st pa3muvHBIX HHCTPYMEHTAIBHBIX MaTEPHUAIOB
(ToxapHas oopabdoTka cranu 09X17H7HO, ckopocTh pe3anus 5 M/MuH,
nmogada 0,21 MM/00., TiryOuHa pe3anus 1 Mm)

Fig. 5. Simulation results of equivalent stress values (in MPa) for various
tool materials (turning of 09.X17H71O steel, cutting speed 5 m/min,
feed 0.21 mm/r, cutting depth 1 mm)

Pacimmmgposka BapuanToB 1-10 moxpsl-
TUH NaHa Janee. AHalIM3 PUCYHKA MO3BOJISIET
MIPOTHO3UPOBATh BEIWYMHBI M3HOCA Pa3HBIX
MHCTPYMEHTOB M, COOTBETCTBEHHO, BHIOMPATh
HanOoJiee parmoHaIbHBIC U3 HUX.
[IporuosupoBanue paboTOCIIOCOOHOCTH
IUTS TOYCHHS Pa3HBIX HEPKABEIOIIUX CTayei
MoKa3aHo Ha puc. 6.
Puc. 6 moka3eiBaeT, 4YTO MpPUMEHEHUE
nokpeiTust Ti + TiN + (TiAl)N yBenuuuBaer
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nepuoa croikoctu no 150 MuUHYT HepkaBe-
fomeit cranu mpu toueHuu 13X15HS AM-3,
IIpU  TOYEHUM  HEPXKABEIOIIEW  CTalnu
12X18HI10T — no 140 munyr.

Ha puc. 7 npuBeneHsl pe3ynbTaTsl Ipo-
THO3UPOBAHUS NOCPEACTBOM MMUTALIMIOHHOTO
MOJIETTUPOBAHUS IEPUO/A CTOUKOCTH.
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Puc. 6. a — Benuunna u3Hoca uHcTpymenTta BK8; 6 — BK8+Ti+TiN+(TiAIN
Fig. 6. a — Wear value of BK8 tool; b — BK8+Ti+TiN+(TiAl)N
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Puc. 7. Ilepnoj cTOHKOCTH CIPOEKTHPOBAHHBIX HHCTPYMEHTOB (a — B MUHYTax; O — B pa3ax) Ipu TOKapHOW 00paboTke
cranu Mapku 09X17H7IO (riay6una pesanus 1 mm, mogava 0,21 Mm/00. U ckopocTti pe3anust 50 M/MUH)
Fig. 7. Durability period of the designed tools (a — in minutes; b — in times) when turning 09.X17H7fO steel (cutting
depth 1 mm, feed 0.21 mm / r and cutting speed 50 m/min)
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N3 pucynka cinenyer:

1. IlpumeHeHHEe MOKPBITHI TO3BOJIAET
IMOBBICUTH IICPUOJ CTOMKOCTH HHCTPYMCHTA B
3 pa3a B cpaBHEHUH C MHCTPYMEHTOM 0€3 Mo-
KpPBITHUS.

2. ChopMynupoBaHHas BbIIIE€ THIOTE3a
IIOITBEPIKICHA.

L5

3. Haubonee paunoHaIbHBI MHOTO-
CJIOWHBIE TIOKPBITUA. 3 HUX Hambomee paiu-
OHAJIBHBI TE€, KOTOPHIE COJEpPXkAT alMa3oIo-
noousIi cioit AlLOs.

PesynbraThl oneHKH KayectBa 00pabo-
TAaHHOH MOBEPXHOCTH IO TapamMeTpam Iepo-
XOBaTOCTH IPEJICTaBIICHBI Ha pHC. 8.
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ApINTERTYpa MOKPEITHA

Puc. 8. BrustHue apXUTEKTYpH! HOKPBITHS HHCTPYMEHTA Ha IIEPOXOBATOCTh 00pabOTaHHOM MOBEPXHOCTH CTaJIN
09X17H7IO (B1 — 3HaueHune mapameTpa MEpOXOBATOCTH ISl HHCTPYMEHTaJIbHOTro Marepuana BKS;
B2 — 1j1s MHCTPpyMEHTAJIbHBIX MaTepHasoB, 0003HaueHHBIX nudppamu 1-10)
Fig. 8. Influence of the tool coating architecture on the roughness of the treated surface
of 09X17HT7IO steel (B1 - roughness parameter for BK8 tool material;
B2 — for instrumental materials indicated by numbers 1-10)

1 - BK8+TiCN(5mkm) + (TIAIN(3mrm) + Al203(5mrm) + TiC(5mkm); 2 — BK8+AILO3(2mkm) +
(T1)CN(5mkm) + (TIAIN(3mrm) + TiN(3mrm); 3 — BK8 + (TIAL)N(3mrm) + Al2O3(3mkm) +
(TIADN(3mkm) + Al,O3(3mkMm); 4 — BK8 + TiN(3mkm) + TiC(3mkm) + TiN(3mrm) + TiC(3mkm);
5 — BK8+TiC(3mkm) + TiN(3mkm) + (TIAI)N(2mkm); 6 — BK8 + TICN(2mkm) + TiC(3mrm) +
TiN(1,5Mkm); 7 — BK8 + TiC(1,5 mxm) + TiN(3mkm); 8 — BK8 + TiN(2mkm) + TiC(5mkm); 9 — BK8
+ TiICN(0,5mkm) + TiN(1Imkm); 10 — BK8 + TiN(0,5mkm) + TiC(1mkm)

VYcraHoBIEHO, YTO 1T CIPOCKTHPO-
BAHHBIX MHCTPYMEHTOB OTHOUIEHUE MOKa3a-
Teneit B1/B2 Bcerma Oosiee equHUIBI U 10-
cruraetr 1,46, COOTBETCTBEHHO, BEJIMYMHA
IEPOXOBATOCTH yMEHbIMINCh Ha 46%. [lpu
5ToM oTHomenne B1/B2 mgas  cranei
12X18H10T u 13X15H5 AM3 ob6nagaer
OOJILIINMUY 3HAYEHUSIMU.
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Hawubosnee ynoBIeTBOPUTENBHBI MO CO-
otHomreHno B1/B2  mns Bcex paccMmaTtpuBae-
MBIX HEPXABEIOIINX CTaJel SBISIOTCS WH-
CTPYMEHTHI BK8+TICN(5Mkm) +
(TIADN(QGBmrM) + AlLOz(5Smrm) + TiC(5Smrm)
nu BK8+AlO3(2mxkm) + (Ti)CN(5SmMrMm) +
(TIADN(3mrm) + TiN(3Mrm)



YCTaHOBNEHO, 4YTO [JOJI1  CIMBHOM
CTPYKKU TIPHU PE3aHUU CHPOEKTUPOBAHHBIMHU
WHCTPYMEHTAMH  CHIDKEHa  CYIIECTBEHHO.

[Tpumeps! BIMSHHUA TOKPBHITHH Ha 00pasyro-
IIYIOCS CTPYKKY TPEICTaBICHBI Ha puc. 9.

B)

r)

Puc. 9. O6wmwmii BUI cTpy)ek, chOpMHUPOBABIIMXCS TP UCIIOJIB30BAaHUN HHCTPYMEHTA
¢ pasubiMu OKpeITHIME: @ — TICN(5MiM) + (TIAIN(3MrM) + AlO3(5Mrm) + TiC(5MEM);
6 — BK8 + TiCN(2mkm) + TiC(3mkm) + TiN(1,5mkm); B — BK8 6€3 mokphiTus;
C - IIPW TOYEHUH ILJIACTHHAMHU, U3TOTOBJICHHBIME Kopeiickoii ¢pupmoit Karloy Inc
Fig. 9. General view of chips formed when using a tool
with different coatings: a — TICN(5 microns) + (TiAl)N(3 microns) + Al,O3(5 microns) + TiC(5 microns);
b — BK8 + TiCN(2 microns) + TiC(3 microns) + TiN(1.5 microns); b — BK8 uncoated;
¢ — when turning with plates made by Karloy Inc (Korean company)

JUs MCTIBITaHHBIX MATH MJIACTUH KOM-
nanuu Karloy Inc paszopoc mepuoaa croiiko-
ctu cocrasisul oT 20 muHyT 10 60 MuHyT. B
npesenax OAHON IUIACTHHBI BCE YETHIpE pe-
JKYIIMX KPOMKH MoOKa3bIBaIM pa3dpoc ot 20
MuHYT 10 40 munyTt. Camas Jiydmiasi mjiacTH-
Ha Ha OJHOM M3 KpOMOK I[OKa3aja Hepuoj
CTOMKOCTH 65 MUHYT. DTO XyXe, 4eM MpH-
MEHEHHE CO3/ITaHHBIX HAaMH MTOKPBITHH.

Huxe npuBeneHsl OTIENbHBIE pe-
3yJbTaThl MaTepUAIOBEIYECKHX HCCIIE0Ba-
HUN pa3pabOTaHHBIX UHCTPYMEHTOB. Vcmoib-
30BaH 3JIEKTPOHHBIA MHKPOCKOIN MOJENN
VEGA3 TESGAN ¢ COOTBETCTBYIOIIUMH
npuctaBkamu. [lpumep mosyuyeHHbBIX pe3yiib-
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TaToB noka3aH Ha puc. 10. [IpuBenéunsie Ha
HEM 0003HAYEHUS 3/1eCh HE pacimu(poBaHbI,
OHU cCIeUU(pHUYHBl U HCIOJIB3YIOTCS B 3JIEK-
TPOHHOW MUKPOCKOIIUH.

AHanu3 MoJlyueHHOU MeTamiorpaduye-
CKOW MH(OPMAIINHU TTO3BOJISIET MTPOBEPUTH ap-
XUTEKTYpY TMOKPBITHH (KOJIMYECTBO CJOEB,
COCTaB U CTPYKTYpPY Ka)JOro U3 CIOEB) MH-
ctpymeHTa. OHa CIIy)kKMUT OCHOBOWM AJis IIO-
CIENYIOIIEH KOPPEKTUPOBKH apPXUTEKTYPHI
MOKPBITUN TIPU ONTHUMM3ALUM HHCTPYMEHTA
IIOJI KOHKPETHBIE YCIIOBHS DKCILTyaTallHH.

[Tpumep mertamnorpapuyeckoit HHPOP-
Maluy JApPYyroro HWHCTPYMEHTa IIOKa3aH Ha
puc. 11.



Onemenr | Bec. % Curma | Arom.%
Bec.%
C 19.59 0,46 72.13
(0] 1.57 0.18 4.34
Co 8.94 0.15 6.71
W 69.90 0,46 16.82
Cymma 100 100
0)
OnemeHt | Bec. Curma | Atom.% ] [ [T
% Bec.% ] Bec o
C 31.17 0.36 72.15 3 0] .
Ti 39.09 0.32 22.68 ; ] o
Fe 0.32 0.09 0.16 1 n
Co 1.74 0.12 0.82 ]
W 27.68 | 0.46 4.19 R SRR SRS SRR
CymmMma 100 100
B) T)
DiaeMeHT Bec. | Curma | Atom. I Coexrp 10
% Bec.% % ] S
C 16.39 | 035 | 38.79 3 %]
0] 9.96 0.51 17.70 ;‘ .
Ti 71.91 0.50 42.76
Co 1.74 0.09 0.84
Cymma 100 100 G3'""""!""""'1!]'""""1'5"""":(3'3
x) e)

Puc. 10. IIpumep merayutorpadudeckoit nHGopmManuu 06 HCCIeyeMOM HHCTPYMEHTAIbHOM MaTepuale ¢ MHOTO-
CJIOMHBIM MOKPBITHEM: a — (h)OTO TONEePEeYHOro Iunda MaTepruana; 0 — cojepKaHue XUMHYECKUX dJIEMEHTOB B TBEP-
JIOCTIJIABHOW OCHOBE MHCTPYMEHTA; B — TAOJIMYHOE COACPIKAHNE XUMHUUECKHUX JJIEMEHTOB B HIDKHEM CJIO€ ITOKPBITHS;

I — rpaduyeckast WIUTIOCTPALHs COAEPKAHUS XMMUUECKIX JIEMEHTOB B HH)KHEM CJIO€ TIOKPBITHS; [ - TAOMUYHOE
coJiep)KaHNe XMMUYECKHUX JIEMEHTOB BO BTOPOM CHHU3Y CJIO€ TIOKPBITHS; € - rpaduieckas WIIFOCTpalus coaepikKa-

HUS XUMHUYCCKUX 3JIEMEHTOB BO BTOPOM CHH3Y CJIO€ ITOKPBITHUA
Fig. 10. Example of metallographic information about the tool material under study with a multilayer coating: a -
photo of the transverse section of the material; b — content of chemical elements in the carbide base of the tool; ¢ —
tabular content of chemical elements in the lower layer of the coating; d — graphic illustration of the content of
chemical elements in the lower layer of the coating; e - tabular content of chemical elements in the second bottom
layer of the coating; e - graphic illustration of the content of chemical elements in the second bottom layer of the

AHanmu3 53TOro pUCYHKa TIOKa3bIBaeT,
YTO B COCEACTBYIOLIMX Y4YacTKax (Todka
«Cnektp 10» 1 Touka «Cnektp 11) moKpbITHS
COJIep)KaHUEe XUMHUYECKUX 3JIEMEHTOB MOTYT
OTJIMYAThCS, HAIPUMEP OTJINYHE B DJIEMEHTaX
Al, Ti, W, N 3"auuTenpHo. JTO CBI3aHO C
HECTAIlMOHAPHOCTBIO MPOLIECCOB, MPOTEKaro-
IIUX TPU OCAKICHUU MOKPLITUH. [ mpume-
pa, npuBeaéHHoro Ha puc. 10, Takas Hecra-
[IUOHAPHOCTh 3HAYUTEJILHO MEHbIIE (UCTIONb-
30BaHO OCAKICHUE MOKPBITHS METOJIOM KOH-
JeHcalu ¢ HoHHoM OomOapauposkoit KNB),
4yeM JUIs puMepa, MpuBeAEHHOTo Ha puc. 11
(MCTIONTP30BAaHO OCAXK/AEHUE TOKPBITUS Ta30-
(a3HBIM METOAOM).
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coating

OOmien3BecTHO NPUMEHEHHE MeToJIa
aKyCTMUYECKON 3MHCCUU JJISl OLEHKH COCTOS-
HUS TEXHOJIOTMYECKOM CUCTEMBI pE3aHMs
CIIN[. OcobeHHOCTh JaHHOW pabOThI COCTO-
UT B pa3pabOTKe KPUTEpUEB NIl OLIEHKU CO-
crostHust CIIM/. Perucrpanuto 6 napameTpoB
aKyCTMUECKOM 3MMCCHUU BBIIOJHSIM C HC-
nojip30BaHueM mpubopa «Manaxur 15A/12».
Toumnu crane 09X17H7HO kBagpaTHbIMU
CMEHHBIMHU IJIACTUHAMM IIPU CKOPOCTH pe3a-
HUsA Vpes = 50 m/mun, nomave 0,21 mm/00.,
rnyouHe pe3anus | MM. YNpoOUEHHBIM MpH-
Mep HCMOJIb30BaHUSI aKyCTHUYECKOW 3MUCCUU
n3o00pakeH Ha puc. 12.



Puc. 11. Ilpumep metamnorpapuaeckoir THPOpMAauH 00 UCCIEAYEMOM HHCTPYMEHTAIEHOM MaTepHalie ¢ TOKPBITHEM:
a — ¢oro mormepeyHoro numpa Marepuana (cieBa — cyocrpar, Hagmucu «Crektp 10» u «Crektp 11» yka3siBaroT MecTa
C IOKPBITHH, B KOTOPBIX MMPOBCACHO UCCICAOBAHNEC XUMHUYCCKOTO COCTaBa CJIOA HOKpBITI/IH); 0-— rpa(bﬂqecxaﬂ WO~
CTpauus coJiepKaHusi XMMHYECKUX AJIEMEHTOB B TOUKe, 0003HaueHHOH Bbime «Criektp 10»; B — rpadguveckas Winio-
CTpalus CoepP KaHUs XUMUUECKHUX 3JIEMEHTOB B TOUKe, 0003HaueHHOM BhIiie «Crektp 11»

Fig. 11. An example of metallographic information about the tool material under study with a coating: a — a photo of
the transverse section of the material (on the left — the substrate, the inscriptions "Spectrum 10" and "Spectrum 11"
indicate the places with the coating in which the chemical composition of the coating layer was studied); b — a graphic
illustration of the content of chemical elements at the point, indicated above "Spectrum 10™; ¢ — graphic illustration of
the content of chemical elements at the point indicated above "Spectrum 11"

Ha puc. 12 npousBoibHO BbIOEpEM J1BE
pernepHble TOUKHU 10 BpeMeHH (Harpumep, t1 =
15 cexyHnn, t2 =55 cekyHn) perucTpanuu duc-
na Ch curnanos. Jlunusi 1 WutrOCTpUpyeT 3a-
IUCh YKCJIa CUTHAJIOB OT 0a30BOr0 JIaT4HKA.
OHa HakJIOHEHa K TOPU30HTAIMU O] HEKOTO-
peIM yriaoM @i. JIMHMS 2 WUIIOCTpUpYET 3a-
MUCh OT OCHOBHOTO Jaryuka. JluHus 2
HAKJIOHEHA K TOPU30HTaIX nox yriom 2. Ilo
MIOJIO)KEHUIO 3TOM JIMHUM MOYKHO CYIOUTH O
PaIMOHATIBLHOCTH  HCIIOJIB3YEMOT0  HUHCTPY-
MeHTa. Hampumep, ¢ukcupyst KOJIMYECTBO
curHanoB 1220 B MmomeHT BpeMenH t, =55 ce-
kyHa (niau 280 CUTHAIOB B MOMEHT BPEMEHHU
t1) UIg pa3sHBIX MHCTPYMEHTOB MOYKHO IOJia-
rarb, 4YTO 4Y€M MEHBIIE 3TO YUCIIO CUTHAJIOB,
TE€M 3TO OJaromnpusiTHee C MO3HUIMHA aKyCTH-
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YECKOM DMHMCCHM CUCTEMBI pe3anus. [ns uc-
KiroueHust momex u HaBogok ot CII ]I Goree
palMOHAIBHO MCIOJIB30BATh PA3HUILY CHUTHA-
JI0B, XapakTepHbIx JuHUsSM 2 u 1. To ecthb
pasnuna 1220 — 100 = 1120 Gonee parumo-
HaJbHa B CHJLy TOTO, YTO B 3TOM ClIy4ae oTce-
karoTcs nomexu. ClenoBaTenbHO, pa3HULA B
yrilax HakJIOHA JUHUW | U 2 CUMBOJU3UPYET
Pa3HUILY B YHCII€ CUTHAJIOB, PETUCTPUPYEMBIX
JaT4uKaMHu. DTO pazMuve B MOMEHT BpeMe-
HU 11 0003HauuM At1, B MOMEHT BpeMeHH 2
00o3HaunM Atr. U3 3Havenuit Ha ocu Ch cur-
HaJIOB OMPEJENIUM UX BETUYHHBI:

At1 =100 — 48 = 52 curnana; At = 1220
— 280 =940 curnasnos.

ITIo HuM onpenenum pasnuny A1 -2 = t2
— t1 = 940 — 52 = 888 curHanoB. YcCI0OBHO



HA30BEM 3TO YHUCJIO NPUPOCTOM YHCIA AKY-
CTHYCCKHX CHTHAJIOB 3a Bpems (oT t1 10 12)
MEXy BHIOpDAHHBIMU pPENEPHBIMUA TOYKAMH.

1500

3HaYeHUs] MCKOMBIX MapaMeTpOB CBEJCHBI B
TaOJIUIy ISl HEKOTOPBIX HHCTPYMEHTOB.
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Fig. 12. The scheme for determining the parameter "counting the number of signals”

Tabnuma
3HaueHus mapaMeTpoOB CUI'HAJIOB aKYCTHHeCKOﬁ SMHUCCUHU
Table
Values of acoustic emission signal parameters
[TapameTtp Pexxymuii ”HCTpyMEHT
BK8 + Ti+ (Ti)CN+ BKS8 + (TIAL)N BK8+TiCN + BKS
Ti+(TIANN+(NbZITIADN+ Ti | +AlLOs+ (TIADN + | (TIADN + Al,O3 +
Al,05 TiC
1 2 3 4
Aty 40-10=130 110 -5=105 525 -10 =515 100 — 48 =52
At 120 - 15 = 105 400 - 20 = 380 1570 — 200 = 1370 | 1220 — 280 = 940
A1_2 105-30=75 380 —105 =275 1370 —515 =875 940 — 52 = 888

W3 Tabnuuel cieayer, 4TO MaKCHUMallb-
HBIA TPHPOCT Ai1-2 CHUTHAJIOB aKyCTHYECKON
OMHUCCUM 3apETUCTPUPOBAH IIpU PE3aHUU
crutaBoM BKS, MuHMManbHbIN — pyu pe3aHuu
pazpaboTanHbiM uHCTpyMeHToM BKS + Ti +
(Ti)CN + Ti+(TiAIN + (NbZrTiADN + Ti.

Ilo pesynprataM HCCIIEJOBaHMs YCTa-
HOBJIEH (aKkT BJIMSHUS WHCTPYMEHTa Ha Ia-
paMeTpsl aKyCTHYECKON sMmuccuu. B cBoro

3akirouenue

B cratbe mpuBeneHsl pe3yabTaThl MC-
CJIEJOBaHMsI MEepHOJa CTOMKOCTH MeTajiope-
XKYIIEr0 MHCTPYMEHTa MpPHU HOBBIX pa3pado-
TaHHBIX MMOKPBITUSAX Ha TBEPIOCIIABHOM CYO-
ctpatre BK8 mnpu ToueHmm KOppo3MOHHO-
CTOMKHX  HEPKABEIOIUX CTAJIEH  MapokK
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odepellb YCTAHOBJIEHA BO3MOYKHOCTH IIpHUMeE-
HEHUSI aKyCTHYECKOW AMHUCCHUU IJIsl YCTAHOB-
JIeHUsl HauOoJjee palroOHAIbHBIX MHCTPYMEH-
TOB C OOECIeYeHWEM IUArHOCTUKU JHUHAMH-
YECKOI'0 COCTOSIHUSI TEXHOJIOTMYECKOM CHUCTE-
Mol pezanusi CITU ], koTopast mo3BOJSET MO/I-
Jep>KUBaTh Ha TpeOyeMOM ypOBHE JHMHAMHYeE-
CKO€ COCTOSIHHE C TOMOIIBI0 HHCTPYMEHTA Ha
ocHoBe ciuiaBa BKS.

09X17H71O, 12X18HI10T, 13X15H5 AM-3.
VYcTaHoBlIEHa BO3MOXKHOCTH MHOBBINIEHUS IIE-
pHOJa CTOMKOCTH MHCTPYMEHTa B 3 pasa 0e3
CHMXXCHHUA KadyeCTBa U IMPOHU3BOJUTCIIBHOCTU
00paboTKH.
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