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AHHOTaLUA

Henp uccienoBanus 3aKI0YaeTCs B ONPeIeICHUN
BO3MOYKHOCTH CO3[aHUSI YCJIOBHH [UI1 BO3HHUKHOBEHHS
onepexaroneld TpeluHbl MyTeM PEryJIMpOBaHUS PEXU-
MOB BHOpAaIMOHHOTO TOYCHUSI, HE3aBHCHIMO OT CBOWCTB
00pabaThIBaEMbIX MaTEPUAJIOB.

3amava, peIeHHI0 KOTOPOW TOCBSIIECHA CTaThsl.
Crathsi MOCBSAIICHA MOJICITUPOBAHUIO MPOIIECCa BHOpAIu-
OHHOTO TOUYCHHUS IUI (DOPMUPOBAHUS HANPSHKEHUN B 00-
pabaTbiBaeMOM Matepualie Uil CO3JaHus YCIOBHH BO3-
HUKHOBEHHS U TIOJICPKAHIS OTIEPEKAOIIe TPEIMHBI B
30HE pe3aHMs MPH BUOPAIIMOHHOM TOUYCHHUH, IOUCKY OII-
TUMAJBHBIX PEKAMOB LTS CO3IaHMS YCIIOBHH K e CyIIe-
CTBOBAaHHIO.

Meronpl uccrenoBaHus. MoIEIHPOBaHUE OCY-
HIECTBISUIOCH METOJIOM KOHEYHBIX 3JIEMEHTOB B TIPO-
rpammHOM komiuiekce Deform. HauanbHoit Toukoi st
MOJIETUPOBaHUs ObUIM TPUHSTHI PE3YJbTaThl HATYPHBIX
AKCIICPIMEHTOB 10 BUOPAIMOHHOMY TOYSHHIO KOPPO3H-
OHHOCTOHKOM cTanu aycTeHuTHOTO Kiacca 12X18H10T.

HoBusna paboOTHI 3aKiIrodyaeTcss B IMPUMEHCHUH
METO/Ia KOHEYHBIX 3JIEMEHTOB ]ISl OIPEICTICHUS PEXH-
MOB BHOPAIIMOHHOTO TOUSHHUS C LENBbI0 CO3JaHus B 00pa-

Cculnka 0na yumuposanusi:

0aThIBAEGMOM MaTepHalie OIPEEICHHON 30HbI BHYTpPEH-
HUX HaNpsDKCHUH B 33/JaHHOM HalpaBIIeHUH U1t popMu-
POBaHUS OllepexkKaroIIeii TPEeIUHBI.

PesynbTatel uccnenoBanua. B pesynerate mMoge-
JIMPOBaHUsI OBbLIM OIpeNesieHbl ONTUMAIIbHBIE PEKUMBI
TOYCHUS NPU BHOPAIMOHHOM DPE3aHHUH, KOTOPBIC T03BO-
JISIT CO37aBaTh YCJIOBHS JUIS BOSHHMKHOBEHHS OIICpPEXkKAI0-
e TPEIIMHBI ¥ UCUYEPIaHMs 3amaca IIACTHIHOCTH 00-
pabaTeIBaEMOTro MaTepuaa.

BoeBogpl: Co3nanue omnepexaroniei TpeluHbl U
HCUepIaHKWe 3amaca IUIACTUYHOCTH 00padaThIBaeMOro
Marepuaiga CrocoOCTBYET CO3IaHHIO Tpolecca Ipolie-
HHSl CTPY)KKH, (OPMHUPOBAHHIO MHUKPOTE€OMETPUH 00pa-
0aThIBa€MOM MOBEPXHOCTH NP BHOPOTOYCHHUM, CHIDKE-
HUIO CHJI Pe3aHMs IPH TOYEHUHN TPYIHOOOPaOaThIBAEMbIX
MaTepHanoB M HAIUIABJICHHBIX TOBEPXHOCTEH.

KiroueBble cj10Ba: BHOPOTOYECHHWE, aMILUIUTY/IA,
KoJIeOaHus1, yacToTa, KoueOaHus, METO/I, KOHCUHBIE 3JIe-
MEHTBI, TpeIVHa, B3aUMOJCHCTBHE, 3amac, IUIacTHY-
HOCTb.
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Abstract

The work objective is to consider the possibility of creating conditions for appearing a leading crack by adjusting
the modes of vibratory turning, regardless of the properties of the machined materials.

The problem to which the paper is devoted. The paper is devoted to modeling vibration turning for developing
stresses in the machined material to create conditions for appearing and maintaining a leading crack and in the cutting
area during vibratory turning, the search for optimal modes to create conditions for its existence.

Research methods. Modeling was carried out by the finite element method in Deform software application. The
starting point for modeling was the results of field experiments on vibratory turning of corrosion-resistant austenitic

steel 12X18H10T.

The novelty of the work lies in the application of the finite element method to define the modes of vibratory
turning in order to create a certain area of internal stresses in the processed material in a given direction for forming a

leading crack.

Study results. As a result of modeling, optimal turning modes are defined during vibration cutting, which will
create conditions for appearing a leading crack and exhausting the plasticity margin of the machined material.

Conclusions: The creation of a leading crack and the exhaustion of the plasticity margin of the machined materi-
al contributes to the chip control, the formation of microgeometry of the machined surface during vibratory turning, the
reduction of cutting forces when turning hard-to-machine materials and built-up surfaces.

Keywords: vibratory turning, amplitude, oscillations, frequency, oscillations, method, finite elements, crack, in-

teraction, margin, plasticity.
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Beenenue

Mexannueckass 00paboOTKa 3aroTOBOK
U3 Pa3IUYHBIX TPYAHOOOpPaOATHIBAEMBIX Ma-
TEpPUAJIOB U U3 KOHCTPYKLHOHHBIX CTajed ¢
BOCCTAHOBJICHHBIMH ~pabOYMMHU  TIOBEPXHO-
CTSIMH, METOJIOM 3JIEKTPOAYTOBOW HaIlJIaBKH,
IpU pe3aHuM Ha CTaHKAaX TOKAPHOW TPYIIIHI,
IIPOUCXOUT C 3apOKICHHEM psna ¢uznye-
CKMX TIIPOILIECCOB B 30HE KOHTaKTa HWHCTPY-
MeHTa ¢ 3arotoBkoi. [Ipomecchl, mpoucxo-
ISIIIMe B 30HE KOHTaKTa HHCTPYMEHTA U 3aro-
TOBKHM, 3HAQUUTEIBbHO BJIMSIOT Ha YCJIOBUSA
MPOTEKaHus Ipolecca MeXaHu4yecko oOpa-
O00TKH, B YaCTHOCTH, Ha TaKue IMapameTphbl,
KaK BEJIMYMHA MUKPOHEPOBHOCTEH TTOBEPXHO-
CTU M IIEpOXOBATOCTb IOBEPXHOCTH IMOCIE
MeXxaHH4eckoil o0pabOTKH, MEpHUoAa CTOMKO-
CTH pPEXylero HHCTpyMeHTa. OCHOBHBIMU
TaKUMM SIBIISIIOTCA  Tpoliecc 00pa3oBaHUs
CTpYXKH M HapocTooOpa3zoBaHue. Heobxo-
VMO BBIICIMTH, YTO TpOIEecC 00pa30BaHUS
CTPYXKH BO BpeMs INPOTEKaHUS IPOIECCOB
MEXaHMYECKON 00pabOTKHU pe3aHueM OTIHYa-
ercds B 3aBHCHUMOCTH  OT  (pu3MKO-
MEXaHWYECKUM CBOMCTB, 00pabaThIBa€MOTO
Mmatepuana. s HaxoxnaeHus Haubomee 3¢-
(EeKTUBHBIX YCIIOBHH MPOTEKaHUs Tporiecca
00paboTKU ONpeienEHHOro0 MaTepuana Heoo-
XOIMMO W3MEHUTh PsJ TapaMeTpoB, TaKUX
KaK pEXHUMBI Pe3aHMs U T€OMETPHsl pexyIle-
ro mHCTpyMeHTa. [Ipn HaxoxaeHnn HeoOXo-
JIMMBIX 3HaYeHUH HTHX MapaMeTpoB BO3MOXK-

HO KapAMHAIBHO M3MEHUTH MPOTEKAHUE TPO-
1ecca pe3aHus Uig BHIOpaHHOTO MaTepHana.

B paGote [1] ObUIO yCcTaHOBIEHO siBIIE-
HUE, KOTOpOE€ CBSI3aHO C BO3HUKHOBEHUEM
OTIEpEKAOIIEH TPEIIMHBI B CPE3aeMON 4acTH
MaTtepuana, KoTopas Obula HampaBieHa OT
BEpIIMHBI pe3la B 3aroToBKy. beuio ormeue-
HO, YTO BO3HHKHOBEHHUE OIlepekaroleil Tpe-
IIMHBI HAOJI0/1aJIOCh B CTAJISIX CPeHEN TBEp-
JOCTHU TPHU 3HAUUTEIBHON TOJIIMHE CTPYKKH.
Bo3HukHOBEHHE  OMNEPEXKAOMUX  TPEHIHH
TaKke ObUI0 OTMEYEHO B CTallsiX, KOTOpHIE
ObUIM TOABEPKEHBI TEPMUUYECKON 00paboTke
B BHUJAEC HOPMAJIM3AlMU WIM YIy4lICHHUS.
Crpykrypa Takux crajneid crnocoOcTBOBaIa
paspymaThcsl ee, NMpH MeXaHH4Yeckoi obpa-
00TKe pe3aHueM, Jierde 1O CaMHM 3epHaM,
yeM 1o npocnoiikam. Ilpu 3ToM OblI0 0TME-
YEeHO, YTO B MATKHX IO TBEPJOCTH U BSI3KHX
[0 MEXaHMYECKUM CBOMCTBaM MeTajax,
BO3HUKHOBEHHE ONEPEKAIONIEH TPEUIMHBI HE
Habmoaanock. Mexanuueckass oopaboTka Ta-
KHX MaTepHaJioB, p€3aHHUEM C BBICOKIMH CKO-
pocTsIMH, 00pa30BaHMIO OIEpeXKaroIel Tpe-
IIMHBI He crocoOcTBoBaa [8].

CymiecTBoBaloO ¥ MPOTHBOIIOJIOKHOE
MHEHHE O JaHHOM SIBIICHHH, TaK KOJIICKTH-
BOM aBTOpPOB B pabote [2] ompoBepraaoch
CYIIECTBOBAaHHWE TAaKOTO SIBJICHUS, KaK Omepe-
XKaroIas TpeluHa.

Takum oOpa3zoM, cleayeT BBIBOJ, YTO
IIPU BBISIBIEHUH, B pe3yJbTaTe HKCIEPUMEH-



TabHBIX WCCIICIOBAHUN SIBICHHS OTEpekKa-
IOMEH TpeImuHbl, HAOMIOJAINCh 3HAYUTEIh-
HBIE Pa3IU4Msi B METOAOJOTUM SKCIEPUMEH-
ta. Taxke, HA JaHHOE SBJIICHHC OKAa3bIBACT
BIIMSHHE OOJBIIOE KOJUYECTBO (PaKTOPOB,
KOTOpbIE, 10 BCEH BUAMMOCTU HE YYHUTHIBA-
JIUCh B DKCIIEPUMEHTAX BOBCE WJIM yYWUTHIBA-
JINCh, HO HE B IIOJIHOM 00BbEME.

B 1912-1914 rr. oqHUM U3 y4EHBIX OBLI
UCIOJIb30BaH METALIOTPAPUUECKHIA METOJ
JUISL HAXOXKJACHHWS W ONPEISICHUS JIMHHM
CKOJIBKEHHUS B YAANsIEMOM C MOBEPXHOCTHU
3arOTOBKHM CJIOSl Marepuayia. OTH JIMHUH M
€CTh CJIEJbl INIOCKOCTEH CKOJIbKCHHUS, M IIO
KOTOPBIM TPOUCXOJIUIIO CKOJBXKECHHE YaCTHI]
MeTajula BHYTPH 3JIEMEHTOB (puc. 1).

L i

. T
Puc. 1. Cxema 00pa30BaHUs CTPYKKH:
t — nryOuHa pe3aHus, U — CKOPOCTh
pe3anus, 31 — yroji cIBura,
B2 — yroJ miIoCKOCTH CKOIbKCHHS,
AB — mIocKOCTb CIBUTA,
CD — mi10cKOCTh CKOJIbKCHUS
Fig. 1. Chip formation scheme:
t — is the depth of cut, v is the cutting
speed, p1 — is the shear angle,
2 — is the angle of the sliding plane,
AB — plane of shear, CD - slip plane

HccnenoBanus, NpOBOAKMMBIE TIOCIHE,
nmoa pykoBoacTBoM mpodeccopa A. M. Po-
3eHOepra [2], Takxke MOATBEPAMIIA HAIUYHE
JUHUN CKOJbKEHUs, OOHapyXEHHbIE paHee
S.T. YcaueBpiM. Ilo pesynbraram uccieno-
BaHUH, OBIJIO OTMEUYEHO YBEIMYEHHUE YIIIOB 1
U (2 Opu yBETUYEHUH TIyOUHBI, CKOPOCTH
pe3aHuss M NEepeJHEero yria pexyllero HH-
CTPYMEHTA, TaK)K€ OKa3bIBAJI0 3HAYMTEIHHOE
BIIMSIHUE Ha NPOTEKAHME IPOIecca CTPYKKO-
oOpazoBaHusl.

B pa6ote [3] aBTOpamu ObUI0 OTMEUEHO
MpPOTEKaHHUEe IMpoliecca BO3ZHUKHOBEHUS OIle-
peXaIeld TPELUHbl B 30HE pe3aHus. Xa-
paKkTepHOH OCOOEHHOCTbIO OOHApPYKEHHOMN
OIIEPEKAIOIEN TPELUHBI ABIISJICS €€ IEPEXO]
B IJIOCKOCTh CJABHUIa MpPHU PacnpOCTpaHEHUH
BBEpPX.

Pe3ynbTaThl panpHEWIINX HCCIIEIOBA-
HUH, O IPOTEKaHNHU IIPOLECCA BOSHUKHOBEHMS

olepexarolield TPEeIIUHbl MPEJICTaBICHbl B
cratbe [2, 3]. ABTOpamMu OBUIO YCTaHOBJICHO,
YTO paspylieHre oOpabaThIBAEMOT0 MaTEpH-
aja, BCJIEJICTBUE CO3/IaHUS 30HBI IOBBILLEH-
HbIX 3HAYEHUW HANPSKEHUN PacIoIOKEHHOU
PSAIOM C pEKYILIEH KPOMKON UHCTPYMEHTA U B
3aBUCHUMOCTH OT MEXaHHUYECKHUX CBOWCTB 00-
pabaTpIBaeMOro Marepuana, INpH PE3aHUU
MOJXKET MPOUCXOAUTH MO JIBYM cxeMaM: Qop-
MHUPOBAHUIO TUIACTUYECKON 30HBI IO HAIpaB-
JeHuto | | omnepexaromed TPeUrHbl 10
HarpasJieHuo 2 (puc. 2).

B pesynbrare mnpoBeneHHs SKCIepu-
MEHTAJIbHBIX MCCIIEA0BAaHUN, aBTOpaMu ObLIO
YCTaHOBJICHO, YTO BO3HHUKHOBEHHE 30H KOH-
LICHTpAllMi HaNpsHKEHUM, B 30HE KOHTAaKTa
PEXYIIEr0 MHCTPYMEHTAa M MOBEPXHOCTH 3a-
TOTOBKH, MPOUCXOJIUT BHE 3aBUCHUMOCTH OT
CBOWCTB o0OpabarpiBaeMoro marepuaia [3].
Pe3ynbrarhl, Mnoiyd4eHHbIE C MOMOUIbIO KO-
HEYHO-3JIEMEHTHOTO MOJICIMPOBAaHUS, BOC-
MIPOU3BEACHHOTO IO pe3yJbTaTaM IpaKThye-
CKHUX OJKCIEPUMEHTOB, MOKa3ajiH, 4YTO THpo-
JOJDKEHHE POCTa BEJIMYMHBI  COKMMAIOLIUX
yCUJIMW HE OKa3blBaeT BIMSHUA Ha Kaue-
CTBEHHbIE H3MEHEHHs 30HBI JAepopMariuii.
Cnenyer OTMETUTB, YTO TAKK€ MPOUCXOAUT
YBEJIMYEHUE 30HBl U CTENEHU IJIACTUYECKUX
nedopManuii, mpu 3TOM MPOLECC CTPYKKOO0O-
pa3oBaHuUs OT IIpoLEcca CXKATUSI HE MPOUCXO-
mut. IpeanonoxxutensHo Ass 30HbI 1 mpeo0-
Jmajaer Takod BUJI Aedopmanmii kak H3ruo,
CIOCOOCTBYIOIIMNA OTIENEHHUIO MpUITycKa 00-
pabaThiBa€MOro MeTajljia B MECTE OCTIa0JIeHUsI
KOHLEHTpauui HanpsokeHuid. Jlns 30HBI 2
CTpY’KKa IpU U3rH0e HAuMHAET pa3pyllaThCs
Yy OCHOBaHUS «KOHCOJIM», B 3TOM CJIy4ae Ipo-
UCXOJUT CIBUT CTPY)XKH IO TOBEPXHOCTH
C/IBHTa.

Puc. 2. 30HbI BO3MOXHBIX Pa3pyIICHHNA:

1 — 30Ha pa3pymIeHus yIpYyTroIIaCTHYHBIX
MaTepualoB, 2 — 30Ha pa3pyIeHUs XPYIKHX
MaTepualioB
Fig. 2. Zones of possible destruction:

1 — zone of destruction of elastoplastic materials,
2 — zone of destruction of brittle materials



bouta BbIsSIBIeHa mpsMas 3aBUCUMOCTD
MEXIYy pa3MepoM 30HBI ITUIACTUYECKUX JIe-
dbopmaruii ¥ 3HaUYCHHEM H3THOAIOIIETO MO-
MEHTa OTAensieMor CTpyKku. Ilpu sTom 00-
pa3yromuiics pelyar CHUXKaJl 3Ha4YeHHE CHUIIbI,
HeoOxomuMoe /ISl pa3pymieHus oopadarbiBa-
emoro matepuaina. Eciu B 30He pe3aHus npe-
obnanmaetr pabora u3ruba, To CTpyRKK000Opa3o-
BaHUE MPOUCXOJUT MPU pPa3pyLICHUU MPH-
MyCKa BJI0JIb IIOBEPXHOCTU pe3aHus B 30HE 1,
MOCTICAYIOIUN CABUT BJOJb O0JacTU pas3py-
HICHUST W UUKIWYECKOE IOBTOPEHHUE JTUX
JNEUCTBUM BO3JCHCTBYeT Ha 0Opa3oBaHHUE
JJIEMEHTHOU CTPYXKKH. ISl XpYIIKMX MaTepu-
aloB ToOcie O00pa3oBaHUS —OmIepexarouiei

MaTepHaJIbI, MOACJIH, IKCIEPUMEHTBI U METO/AbI

Jlist ToueHus 3aroTOBOK M3 TPYIHOOO-
pabaTbIBaeMbIX  MaT€pUANOB  UCHOJIB3YIOT
pa3IuyHbIe TOYEHUS C BBEJICHUEM B 30HY pe-
3aHUS JOTOJHUTEIBHOU 3Hepruu. OJHUM U3
TaKUX METOJIOB SIBJIICTCSI TOUEHUE C HaAJIOXKe-
HUEM MasTHUKOBBIX KOJICOaHWI Ha BEPIIUHY
pexyiiero WHCTpyMeHar. ONTHUMalIbHO BbI-
OpaHHbIE BHUOpAIMOHHBIE XapPaKTEPUCTUKH
CIIOCOOCTBYIOT TOJYYCHHIO MaKCHMaIbHOM
MIPOU3BOJIUTENBHOCTH Tpoliecca BKYIE C Io-
BBIIIICHUEM TIEPUOJA CTOUKOCTH PEXKYIIEro

TPEIIMHBI PSAJIOM C MECTOM BpE3aHHUs BEPILH-
HbI JIC3BUS WHCTPYMCHTA, HE3HAUUTEIIbHBIN
W30 BO3HHKAOIICH KOHCOJHM 3aBepIacTcs
U3JIOMOM U 00pa3yercsi CTpyKKa HaaioMma.
ABTOpBI B CBOCiHI paboTe HE MCKIIIOYAIOT, 4TO
IpU  XPYINKOM pa3pylieHUHd HaOJF0Ial0TCs
npeABapUTENIbHBIC TUTACTHYECKUE aedopMa-
I[UU, YTO CXOJMTCSA C TCOPHEU pa3pyIICHHUs
CremaHoBa, U HAO0OPOT, MPH Pa3pyIICHUN
IUTACTUYHBIX MATCPHAIIOB 3apPOXKIAIOTCS 5IB-
JICHUS, TPOMCXOSAIINE TIPH TOYCHUU XPYIKHUX
MaTepHAaJIOB, CBA3aHHBIC C YIPOUHCHHEM, JIe-
(bopMHUPOBaHHUEM KPHCTAUTMYECKUX PEIHIETOK
W KOHIIEHTpAIMen auciokauii [3, 4].

WHCTPYMEHTA M CO3JIaHUEM TIpoIecca CTPYK-
konpoOneHus. [Ipu BHOpallMOHHOM TOYCHHH
Ha TPOLIECC pe3aHus BIUAIOT psll (HaKTOpOB,
OTJIMYHBIX OT OOBIYHOTO TOUeHHs. JloCTrKe-
Hue HanOoipmed 3¢dekTnBHOCTH TpUMeHe-
HUSI BUOPAITMOHHOTO TOYCHHS I 00pabOTKH
Pa3IMYHBIX MATePUAIOB SIBJISICTCS BaKHOU
3aayeil. DTy 3ajaqy MO3BOJISIET PEIIUTh MO-
NEIMPOBAHUE ITOTO IpoIecca B IPOrpamMM-
HoMm koMmiuiekce DEFORM, ucnone3ys meron
KOHEYHBIX 3JIEMEHTOB [5-7].

Tabnuua

Pexumer BI/I6paIlI/IOHHOFO pe3aHuA AJi1 KOHCYHO-3JICMCHTHOI'O MOACIIMPOBAHUSA

Table

Vibratory cutting modes for finite element modeling

CkopocTtb pe3a- | Yactorta kone- | Ammuutyna ko- | ['myOouna pesanus | [logaua Ha oGopoT
uus V, M/MuH Ganuii f, ' | nebanmii A, MKM t, MM So, MM/00
100 25 50
100 50 100
100 75 150
200 25 50 0.5 0.15
200 50 100
200 75 150

beun cMozenpoBaHbl IPOLECCH TOYE-
HUS U BUOPALMOHHOTO TOYEHHS Ha pas3jny-
HBIX peXHMMax pe3aHus KojebaHus i pas-
JUYHBIX MapoK TPYAHOOOpabaThIBaEMBIX CTa-
neit, Hanmpumep, 08X17H13M2, 651", IIX15.

CpaBHEHHE IIPOLIECCOB  OCYILECTBIIA-
JIOCh MO CIEAYIOUIMM IIapaMeTpaM: TemIepa-
Typa B 30HE pE€3aHus, TeMIepaTypa B Tele
CTPYXKH, HaNpspKeHUs U AeGopMalui B 30HE
pe3aHus, TaHIeHIMAJIbHAs CUJa pe3aHus,
HOpMaJibHasl CUJIa pPe3aHMsl, HaJIM4YUE WM OT-

CYTCTBHME 30HBI O0pa30BaHMs OINEPEKAIOLICH
TPELLUHBI.

bonee sApxue pasnuuus B CMOIEIHMPO-
BaHHBIX TIpollecca HAOIIOMATUCh TP 00Opa-
6otke cranu mapku 12X18HI10T. Ananorom
JTAHHOTO MaTepuaja B Cpele MOJSIUPOBAHUS
aprsuics  AlISI-321 (cranpapr CHIA). Ilpu
MOJIETMPOBAaHUU IIPOLIECCOB TeMIlepaTypa 3a-
roroBku npunHumanacek 20 °C c 3asBIE€HHOI
TBEPAOCTHIO MO MIKaie bpunenns pasuout 170
HB, ¢a3oBoe cocrosiHME 3aroTOBKM — IIja-



cTUYHOE. B KadecTBe MaTepuana pexyuieu
KPOMKH MHCTpYMEHTa ObLI BBIOpaH TBEPIBII
crutaB mapku WC (kap6ua Bonsdpama) [9].
Haubonee s¢pdpexruBHBIM MOKa3an ceds
nporecc Cco CICAYIONIMMU IapaMeTpaMu:
Ckopoctb pesanus V = 200 m/mMuH, yactora
kostebanuii f = 75 ', amruinTyaa KoeOanui

Pe3yabTaThl

IlepBbIM mapamMeTpoM Ml CpaBHEHUSA
MpoLeccoB pe3aHus ObUla Temmneparypa. Ha
puc. 3 OTYETIUBO BUIHO 30HY paCIpe/IeICHUs

A = 150 mxm, riryouHa pesanus t = 0,5 mwm,
nogava Ha obopor So = 0,15 mm/06. [lanee
MpHUBEIEM PE3YNIbTaThl CPABHEHHUS STOTO TPO-
1ecca ¢ OOBIYHBIM TOYCHUEM ISl BBISBICHHS
pa3In4Kii, BOSHUKAIOIINX B 30HE PE3aHUS MTPH
obOpaboTke.

MaKCUMAaJIbHBIX TEMIIEparyp NpH OOBIYHOM
TOYCHHMH, MAaKCHMaJbHBIC 3HAYCHHS KOTOPOM
Haxoauwiuch B auaraszone 360-410 °C.

200 Min

39 Max

Puc. 3. Temneparypa B 30He pe3aHus
pu 0OBIYHOM TOYEHHUH
Fig. 3. Temperature in the cutting
zone during normal turning

Crnenyromumu napameTpamM Ui aHa-
au3a ObUIM TaHTeHIMaJdbHAas M HOpMasbHas
cocTaBisonMe cuibl pesanus. Ilpu cmoze-
JMPOBAHHOM MpoIlecce TOYCHHs ObUIN IMOJTy-
YEHBI CIIEAYIOIINE 3HAYCHUsT TaHT HIIHATbHON
cuiiel Pz, npezcraBieHHsle Ha puc. 6. I'padux
0TOOpakaeT CKa4yOK CHJIbI pe3aHusi, YTO CBs-
3aHO C HaKJENOM WIM HaJHUIIaHUEM cpe3ae-
MO CTPYKKH Ha KPOMKE PEXYIIEro HHCTPY-
MEHTa, BCIEICTBUE YEro MPOUCXOIUT Iepe-
IaJ HaOpsDKEHUM W yCWIMM Ha NepelHeu
KpOMKe pe3la. JTo Takke oroOpaxkaer 00-
IUpHAsi 30Ha HANpPSOKEHWH B 30HE PE3aHUs
npexojsias B Tejao cTpyxku. Kpome Toro,
3HAQUEHHs 3TOHW COCTABIIAIONIEE ITOCTEIIEHHO
MOBBIIIATACH B XOJIE IMpOIecca pe3aHusi, YTo
OTPHUIATEIBHO CKa3bIBAJIOCH HA H3HOCE pe-
XKYIIEro HHCTPYMEHTA.

Ha puc. 7 u 8 otobpaxeHnsl rpapuku
TaHTE€HIIMAJIbHON COCTABIISAIOLICH CHIIBI pe3a-
Hus npu BuOpotoueHuu. Bo Bpems 006paboT-
KU C HaJOXEHHEM BHOpalMili Ha pexymui
WHCTPYMEHT TPOHMCXOIAT MEPUOTUICCKHE
MasiTHUKOBbIE KOJIeOaHUsI, KOTOPBIE B3BIBAIOT

Takyto Gopmy rpaduka.

[leproguueckue crnajpl HaNpsHKECHUNA B
30HE€ PE3aHMsI U Ha PEKYyIe KpPOMKE HH-
CTPYMEHTA TAKXE IOJIOKUTEIBHO BIUAIOT HA
IIPOTEKAaHHE IIPOLECCa PE3aHUs, CHUXKAA €ro
U3HOC.

Step 2460

Puc. 4. Temnepatypa B 30He pe3aHus
npu BI/I6paIII/IOHHOM TOYCHUHA (B HHXXHEM ITOJIOKCHHUH
MHCTPYMEHTA)

Fig. 4. Temperature in the cutting
zone during vibration turning (in the lower position of

the tool)



Puc. 5. Temneparypa B 30He pe3aHust
IpY BUOPAIIOHHOM TOYCHHU
(B BEepXHEM II0JIO)KEHIH HHCTPYMEHTA)
Fig. 5. Temperature in the cutting
zone during vibration turning
(in the upper position of the tool)

Step 1640

Puc. 6. I'paduk 3HaUCHHI TAHTCHIMATEHOW COCTABIISIONICH CHITBI Pe3aHUS
" pacnpeaciIiCHUC HaHpSI)I(eHI/Iﬁ B 30HC pe3aHus Ipu OOBIYHOM TOYEHHH
Fig. 6. Graph of the values of the tangential component of the cutting force
and the distribution of stresses in the cutting zone during conventional turning

IIpu o6bryHOM TOYEHHU (puc. 9) mpo- HaOroAanach TEHAEHIMS, CX0Xas C TaHTeH-
CIIeKUBANACh Takas e TEHICHIMs IOBBIIIe- LMaJTbHON COCTABJISIOLIEH CUJIBI PE3aHUsl.
HUS HalnpspKeHUH, Kak ¥y TaHTeHIMaJIbHON Jlanee aHaIM3MPOBANINCH HOPMAJIBHBIE
cocTaBisitonied. B menom HopmanbHas co- COCTaBJISIIOLINE CHJIBI PE3aHUs, OHM TaKXKe
CTaBJIAIOIIAs HaxoJIuiach B Oojee CTaOMIIb- NPEJCTaBICHbl B BHUJE I'paUKOB 3HAYCHUH.
HOM [JHana3oHe B IIPOLIECCE pe3aHusi, HO

Efuctivn P}

™
[T
774 Ma

Puc. 7. I'paduk 3HaUEHUI TAHTEHIIMAIEHON COCTABIISIFOIICH CHITBI PEe3aHUS
U pacrpeieieHne HallpsHKeHUH B 30HE pe3aHus IPH BUOPAITHOHHOM TOUEHUHN
(B BEpXHEM TIOJIOKEHUH HHCTPYMEHTA)
Fig. 7. The graph of the values of the tangential component of the cutting force
and the distribution of stresses in the cutting zone during vibration
turning (in the upper position of the tool)



[Tocne momenupoBaHusi BUOPAIIMOHHOTO
rpoiiecca, MOXKHO OTMETHUTh, YTO HOpMaJIbHAsI
COCTABJIAIONIASA CUJIbI PE3aHUS U3MEHSETCS 110
TOMY K€ MEpPUOJAMYECKOMY 3aKOHY, 4YTO M
TaHTEeHIMaJbHAs. JTO TMOATBEPXKAACTCS Ipa-
¢uKoM u pacmpeneneHHeM 3HAYCHUN HTOM
COCTaBJIAIONICH Ha MPOTSKEHUH BCErO Ipo-
1ecca TOYeHHs, PEACTABICHHBIM Ha PUCYHKE
10. CTtouT OTMETHTH, UTO M3MCHCHHE 3HAUe-

Time (20)

HHUI 3TOM COCTaBJISIIONIEN HECYIIECTBEHHO U
MOKHO CJEJaTh BBIBOJI, YTO OHa OKa3bIBAacT
MEHbIIICE BIMSHHE HA MPOTEKAHUE IpoIiecca
TOUYCHHUA, HCKCIMW TaHI'CHIHAJIbHAas1 COCTaB-
JISIOIIAs.

BaxxusIM mapameTpoM Il CpaBHEHUS
SIBJISICTCSl HAINPsDKEHUE B 30HE pe3aHus u 00-
JIACTH €r0 paclpeieICHuUs.

Stress - Effective (MPa)

Puc. 8. I'paduk 3HaueHNH TaHTeHIIMATIBHOW COCTaBIISIONICH CUIIBI PEe3aHMs U pacupeielieHHe HanpsHKeHUH
B 30HE PE3aHUs IPHU BUOPAIIHOHHOM TOUYCHHH (B HIDKHEM IMOJIOKEHUH HHCTPYMEHTA)
Fig. 8. The graph of the values of the tangential component of the cutting force and the distribution of stresses
in the cutting zone during vibration turning (in the lower position of the tool)

[Ipn monenupoBaHMM mpouecca ToYe-
HUS HaOMIOJaluCh CTaOWJIbHbIE 3HAYEHUS
3TOTO TMOKa3aTens C JOCTATOYHO OOJIBIION
30HOM paclpenecHys, oKa3aHHble Ha pUC.
11. Takum oOpa3om, HadHYUe TAKOW 3OHBI
pacnpeeNieHusl HallpsDKEHUH yXyZAIaeT Mmpo-
TeKaHue Inpouecca pe3anusd. [Iukosble 3Haue-

Load Prediction
¥ Load M)
w

wi [

HUS  HampsDKEHUH  JTOCTUTAIM  TMOPsIKa
770...775 Mlla, a cpeanuii auana3zoH ObLI
740...750 MIla. B TteueHum mporecca
HaOJIIOAATINCh PE3KUE BO3pACTAaHUM Harmpsike-
HUH, CBSI3aHHBIE C HAKJIEIOM WM HAJIUTIAHU-
€M CTPYXKHU Ha NepefHel MOBEepXHOCTU pe3-
Ia.

Stress - Effective (MPa)

0.00373 Min

771 Max

Puc. 9. I'padvk 3HaUEHNIT HOPMATEHOM COCTABJISIONICH CHIIBI PE3aHUS U PACIIpeelieHUe HATPSHKCHHUH
B 30HC pe3aHusl Ipu 0OBIYHOM TOYEHHH
Fig. 9. Graph of the values of the normal component of the cutting force and the distribution of stresses
in the cutting zone during conventional turning



Bo Bpems MoxenupoBaHus mporecca
BI/I6paHI/IOHHOFO TOYCHUS AUAIla30H CPCAHUX
3HaueHur Obu1 740...770 MIla, HO Makcu-
MaJIbHBIC 3HAUCHUA HC BBIXOJUJIN 34 IMPCACIIbL
3TOro nuanasoHa. Kpome toro, Habuonannucey
NEPUOANYECKHUE IIepepaclpeneyieHusl 30H U
CHMJKEHMsI BEJIMUUH HAIPSKCHUH, CBSI3aHHbIC
C INPUIOKCHHBIMU K pE3ly NCPUOIUUCCKUMU
KoJIeOaHUSAMH, 3TO MOXXHO YBHUJETb Ha pHC.
11 n 12. Ilpu yxone pe3ua u3 30HBI pe3aHUs

Load Prediction
¥ Losd ()

53 (LI S | B P I S I i IR

2000208 ooms oo (- e 00291

MIPOUCXOJUIIO CHUYKEHUE HAIPSHKEHUH Ha ero
nepenHed MOBEPXHOCTH, B MOJB3Y AedopMma-
U CHUMAEMOTo CJIOSl B BUJE CTPYXKKH, UTO
HE TOJBKO CITOCOOCTBOBAJIO CHM)KEHUH H3HO-
ca MHCTPYMEHTa, HO U HECKOJIbKO YITydYIlajo
MpeIBapuTelibHOE 1eOPMUPOBAHNUE MaTEPH-
aja mepeJ BO3JACHCTBMEM Ha HEro Pexyllen
KPOMKOM JUIsl ITOCJIEAYIOLEr0 CPE3aHus B BU-
JIe CTPYXKKHU IIpH paboyeM Xo/e pesna.

Stress - Effective (HPa)

0000 Min

757 Max

Puc. 10. I'paduk 3HAUEeHUIT HOPMATEHOM COCTABIIIONICH CHIIBI PE3aHUS U paclipe/ieicHue HalpsHKCHUN
B 30HC pe3aHusd 1pu BI/I6pa]_II/IOHHOM TOYCHUU (B HMWKHEM ITOJIOXKCHUU I/IHCTp}fMeHTa)
Fig. 10. The graph of the values of the normal component of the cutting force and the distribution
of stresses in the cutting zone during vibration turning (in the lower position of the tool)

Stress - Effective [Pz

0000 Min

65 Max

Hax = 764504

Puc. 11. 3oHa pacnpenenenys HanpsKEHUH B 30HE pe3aHus
npu O0OBIYHOM TOUYEHHUHU
Fig. 11. The zone of stress distribution in the cutting
zone during conventional turning



Min = 1185860 07

Stress - Effective (MPa)

0.000
0.000 Min

765 Max

Puc. 12. 3ona pacnpeneneHus HanpsKEHUH B 30HE pe3aHus
npu BI/I6paIII/IOHHOM TOYCHUU (B BEPXHEM MOJIOKCHUU I/IHCprMeHTa)
Fig. 12. Zone of stress distribution in the cutting zone during
vibration turning (in the upper position of the tool)

Step 2504

Min = 3.34938e.07

Max = 757.245]

Stress - Effective (MPa)

958

838
. .
598

0.000 Min
757 Max

Puc. 13. 3oHa pacnpeaeneHus HaNpsDKEHUH B 30HE pe3aHus
npu BI/I6paI_lI/IOHHOM TOUYCHUHU (B HWXKHEM ITOJIOXKCHHNU I/IHCprMeHTa)
Fig. 13. Zone of stress distribution in the cutting zone during
vibration turning (in the lower position of the tool)

3aKIIIOYUTENBHBIM  MApaMeTPoOM  JUIs
CpaBHEHHsI TIPOIIECCOB pe3aHusi ObLIa CKO-
POCTh MHTEHCUBHOCTH Aedopmaruii. IT1a Be-
JMYMHA TIOKA3bIBAET HA CKOJBKO OBICTPO TPO-
TEKaloT IMpolecchl edopMaluii B 3arOTOBKE
pu MeXaHHUYecKo 00pabdoTke, a WMEHHO
CKOJIbKO ~ MWJUIUMETPOB  J1e(hOpMUPYIOTCS
BHYTPH TIOBEPXHOCTH 3a ONpEACIEHHBIA T1e-
PHOJ] BpEMEHH.

ITocne MonenupoBaHusi ObUIO OIpene-
JICHO, YTO TPH OOBIYHOM PE3aHHH CO3JAETCS
CTaOMIIbHAs 30HA ITOTO apamerpa. 3HauYCHHs
YMEHBIIAUCH MPOMOPIHOHAIBHO YIAICHUIO
OT TOYKH KOHTaKTa C pexyIlield KpoMKOil HH-
CTpyMeHTa. Pe3ynpTaThl  MOAETMPOBAHHA
IpeJcTaBiIeHbl Ha puc. 14.

VY mpomecca BHOPalMOHHOTO TOYCHHS
30Ha ATOTO MapaMeTpa U3MEHsIach B 3aBUCH-
MOCTH OT TOJIOKEHHS aMIUTUTYAbI PEXKYIIEro
MHCTPYMEHTA, 3TO OTYETIINBO BUIHO Ha pUC.
15,16 u 17. B MOMEHT BEpXHETO TMOJIOKEHUS
aMIUTUTY/bl JaBlieHHEe Ha 00pabaThiBaeMylo

12

IIOBEPXHOCTh MAaKCUMaJIbHO, IIO3TOMY 3Haye-
HUsI HaXOJATCS NMHUKOBBIX BEIIMYWH U YBEIH-
YUBAIOT CBOI0 KOHIICHTPALMIO 10 BCEH 30HE
JEUCTBHSI HANPSIKEHUH, DTO IOJIOKUTEIBHO
CKa3blBaeTCsl Ha JedopMalluu MaTepuasia B
OTOM HAaIpPAaBJIEHUH, DTO IPEACTABICHO Ha
puc. 15.

train rate - Effective ({mm/mm)/sec)

38400

0.000

00352 Min

24600 Max

Puc. 14. CkopocTb HHTEHCUBHOCTH JiepopMannii
IIpY 0OBIYHOM TOYEHUH
Fig. 14. Strain intensity rate for conventional turning



[flectve (immmm) wec)

win

0.0000
001060 Min
21000 Max

Puc. 15. CkopocTb HHTEHCHUBHOCTH JAe(opMaIiwii
[IpY BUOPAIIMOHHOM TOYCHHU (B BEpXHEM
TIOJIOKEHUH HHCTPYMEHTA)

Fig. 15. The rate of the intensity of deformations
during vibration turning (in the upper
position of the tool)

Strain rate - Effective ((mm/mm)/sec)

49700

0.0208 Min
20400 Max

-

Max = 20400.1

Puc. 16. CkopocTb HHTEHCHBHOCTH JAe(OopMaIiiii
IIPY BUOPALIMOHHOM TOYECHUH (B HEHTpaJIbHOM
MOJIOKEHUH MHCTPYMEHTA)

Fig. 16. The rate of the intensity of deformations
during vibration turning (in the neutral
position of the tool)

IIpu nepexone B HEUTPaAIbHOE IOJIOKE-
HUE aMIUTUTY/Jbl IPOUCXOJUT Iepepacupeie-
JeHue HanpsbkeHud u aedopmanuii B 30He
pe3aHus, TE€M CcaMblM HauWHas MpeaBapu-
TenbHOE JAe(opMUpOBaHHE BTOPOIO HAIpaB-
JeHuss Ha oOpalaThiBaéMON MOBEPXHOCTU

Oocyxxnenne/3akiioueHune
[Ipoananu3upoBaB pe3yabTaThl MoJe-
JUPOBAHUS MOKHO CJIENIaTh BBIBOJ, YTO BHO-
palMoOHHOE TOYEHHUE CO3MAET Psll (aKTOPOB,
OKa3bIBAIONINX TIOJOKHUTEIBHOE BIUSHHE Ha
nporecc pesanuss. HaumbGonee >QdexTuBHO
MOKa3bIBaeT ce0si Tpolecc BUOPAITMOHHOTO
ToueHHs ¢ ammuTynoi A = 150 MkmM, gacrto-
toit T = 75 T'm Ha ckopoctu pesanust 200
M/MUH. B cpaBHEeHMU C JpyrUMH CMOJEINPO-

13

(puc. 16). B MoMeHT mojHOTO Tepexoja B
HW)KHEE TOJIOKCHHE HMHCTPYMCHTA 30HA Je-
dbopmanuii TMOJHOCTBIO TEPEXOJUT B HIK-
HIO0, el He MOJABEPruIyrocs oopaboTke 00-
Jacte. JTO moka3aHo Ha puc. 17. Takoe pac-
npeaeseHue aehpopManuii IpOUCXOIUT TTEPH-
OJTMYECKH, B MOMEHT KaXIOro Iepexoja B
HWXXHCC ITOJIOXKCHUC aMIUIUTYAbl, TEM CaAMbIM
co3llaBasi JIOMOJHUTEIbHBIC MPEIBAPUTEIIb-
HBIC HAIIPpsSDOKCHUA B TCJIC 3aroTOBKHU, UYTO
o0ecreyrBaeT CHUKCHUE MTPOYHOCTH MaTepH-
ajia MPU Pe3aHrM U MO3BOJISET JOCTUIaTh I1e-
peragoB HaNpPsHKEHHIA, KOTOPBIE B CBOIO OYe-
penb CO3Mal0T HAYaJbHYIO OIEPEKAIOUIYIO
TPEIIHHY.

Stain (ate . Effective (imm/mm)'sec)

o710

0.0000 Min
10710 Max

Puc. 17. CxopocTs HHTEHCHUBHOCTH e opManuii
npu BPI6paI.IHOHHOM TOYCHHUU (B HW>KHEM
IIOJIOKCHHUH I/IHCTPYMGHTa)

Fig. 17. The rate of the intensity of deformations
during vibration turning (in the lower
position of the tool)

OT0 CO37a€T ONTHUMAIBbHBIC YCIOBHS
JUI TIPOTEKaHUs Ipoliecca CTPYKKoapoOIe-
HUS, 4TO yBeIuuuBaeT 3((HEKTUBHOCTH IPO-
1ecca BUOPAIIMOHHOTO pe3aHusl.

BaHHBIMH TIPOLIECCAMU OH CO3AaéT Hamboee
3HAYUTEJbHBIC TIepenaabl B HANPSHKCHUAX U
neopManusax B 30HE pe3aHus MPH JOCTaTOU-
HO CTaOWJIBHOM JHMara3oHe TeMIIEpaTyp, 4TO
o0ecreyrBaeT MOBBIIIEHUE MPOU3BOAUTEIb-
HOCTH TIpOIIecca pe3aHusi U MPOTEKaHUs TPO-
1ecca CTpy>KKoApoOsieHus: 03 UHTEHCUBHOTO
BIIMSIHAS Ha yBEJMUEHHE M3HOCAa MHCTPYMEH-
Ta.
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