Pazoen 3. Texnonoeuueckue npoyeccel u mamepuansl

VJIK 621.9
Doi: 10.31772/2712-8970-2023-24-2-385-395

Jnst nurupoBanus: laiipynnun U. U, ITnakcun A. M., TluysoB B. 0. Biusnue Gpu3nko-XxuMH4IeCKUX IapaMeT-
POB CMa30YHO-OXTAXKIAIOIINX TEXHOJIOTMYECKUX Cpej Ha CHJIOBBIC MOKA3aTeNH Ipolecca JIe3BUHHOI 00paboTku //
Cubupckuii aspokocmudeckuit sxypHai. 2023. T. 24, Ne 2. C. 385-395. Doi: 10.31772/2712-8970-2023-24-2-385-395.

For citation: Gaifullin I. I., Plaksin A. M., Piunov V. Y. [Influence of physical and chemical properties of cutting
fluids on the cutting force of the cutting process]. Siberian Aerospace Journal. 2023, Vol. 24, No. 2, P. 385-395.
Doi: 10.31772/2712-8970-2023-24-2-385-395.

Biansinne GpU3MKO-XMMHUYECKHX NapPAMETPOB CMa3049HO-0XJIAKIAI0IINX
TEXHOJIOTHYECKHX CPeJ HA CHJIOBBIE NTOKa3aTe/M Ipouecca
JIe3BHITHOI 00padoTKH

1. Y. Taitpymmn’, A. M. Ilnakcun, B. 0. TnyHos

AxumonepHoe o0mecTBo «Hay4uro-niponsBoacTBeHHOE 00beanHeHe nMeHn C. A. JIaBoukuHaY
Poccuiickas ®enepanms, 141402, MockoBckast 001., T. XuMkw, yi. JIeHuHrpaackas, 24
*E-mail: gfln.il74@gmail.com

Ilpobnema obecneuenuss NOBbIUEHHBIX MOYHOCTEN 63 NOMEPU NPOUIBOOUMENLHOCIU 8CTPEUAencs
APAKMUYecKu 60 8CeX MAWUHOCMPOUmenbHuix npeonpusmusax. CMazouHo-oxaaxcoarwue mexHoiosuye-
CKUe cpedbl GIUAIOM HA 6€Cb NPOYECC Ne36ULHOU 00pabomKu: omeood menia ¢ NOBEPXHOCTU PeNCyue2o
uHCmpymenma, oopasosanue OONOIHUMENLHOZ0 CLOSL MeNHCOY NOBEPXHOCMAMU PENCYUe20 UHCIMPYMEHmMA U
Ooemanu OKA3bl8arOm GIUAHUE HA HOEEHUATbHbIE NOBEPXHOCU 0emaiy npu NOMOWU DACKIUHUBAIOUe20
oeticmeus. Tlonosxcumenvhoe auaHUE CMA30YHO-OXAANHCOAOWUX MEXHOIOSUYECKUX Cped O00Cmueaemcs
MOALKO 6 CIyYae UX payuoHAIbHO20 6blbopa. B nacmosiwee epems, 6b160p MEXHOIOZUUECKUX CPE) OCHOBAH
HQ HEKOMOPbIX 3aKOHOOAMENbHbIX HOPMAMUGAX npeonpusimusi. BulOop 0CI0dCHEH MHOJCECMEOM MAPOK HA
PBIHKE CMA30YHO-OXAANCOAIOWUX MEeXHOL02udecKux cped. TIpousgodumenu cped darom Juuib KA4eCmeeH-
HYIO OYEHKY C8OUM MAPKAM, OCHOBbIGASCh HA UX QyHKyuoHamwuvix Oeticmeusx. C nodobHou npobiemoii
8b100pa  PAYUOHATILHOU MAPKU CMA30YHO-OXAANCOAIOWEl] MEXHON02UYECKOU CPedbl CMONKHYIUCL U NpU
U320MOGIEHUU UHHOBAYUOHHBIX PA32OHHBIX 010K06 « Dpecamy u « Ppecam-Chy. OyeHKy 6nusiHus MexHon0-
2UYECKUX CPeO NPOBOOUNU IKCNEPUMEHMATLHBIM MEMOOOM Npu 006pabomke panee nepeucienHblX KOHCHI-
PYKYUOHHBIX Mamepuanos. Memoouka npoeedeHus IKCNepUMeHma — HApyHCHoe MoveHue HA paziuiHbIX
CKOPOCMAX Pe3aHUs U NOOAYAX Pexcywezo UHCmpymenma. B kauecmee cnocoba nodauu mexHono2u4ecKkoll
cpedvl 8blOpar noau8 c80000HO nadaroujeti cmpyeil. IIposodunca 3amep cun pe3anus noo Oeticmeuem pas-
JUYHBIX mexHonocudeckux cped. Ha ocnose npoeedennozo sKcnepumenma CoCmasienvl pespeccUuoHHble
3a8UCUMOCIU PUSUKO-XUMUUECKUX NAPAMEMPO8 MEXHOLOSUUECKUX Cped Om pexcuMos pesanus. B nocie-
OyrIoujemM no pecpecCUOHHbIM 3A8UCUMOCHIAM 803MONCHO NPOBOOUNTL 8b100D ONMUMATLHOU MAPKU MEXHO-
JI02UYECKOU Cpedbl Npu yueme CUIl PEe3aHUsL HA PA3TIUYHBIX PEHCUMAX Pe3AHUSL.

Knioueswvie cnosa: CMGSOIIHO—OXJZCZchaaIOWMQ mexHoJiocuveckue cpe()bl, 6bl60p mexHo102Uu4YeCcKux cpe(),
ne36ULiHasL 06pa60m;<a, pecpecCuoHHble 3a8UCUMOCmu, KOHCMPYKYUOHHbLE Mamepudailol.

Influence of physical and chemical properties of cutting fluids
on the cutting force of the cutting process

I. 1. Gaifullin®, A. M. Plaksin, V. Y. Piunov

Lavochkin Science and Production Association (Lavochkin Association)
24, Leningradskaya St., 141400, Khimki, Moscow region, Russian Federation
*E-mail: gfln.il74@gmail.com

385



Cubupckuii aspoxocmudeckuil scypran. Tom 24, Ne 2

The problem of providing increased accuracy without sacrificing productivity is encountered in almost
all machine-building enterprises. cutting fluids affect the entire process of blade processing: they remove
heat from the surface of the cutting tool, form an additional surface between the surfaces of the cutting tool
and the workpiece, and affect the juvenile surfaces of the workpiece by means of a wedging action. The
positive effect of cutting fluids is achieved only if they are rationally chosen. Currently, the choice of
technological environments is based on some legislative standards of the enterprise. The market for cutting
fluid has a large number of brands, which makes the decision more difficult. Cutting fluids give only a
qualitative assessment of their brands based on their functional actions. A similar problem of choosing a
rational brand of cutting fluids was also encountered in the manufacture of the innovative «Fregaty and
«Fregat-SB» accelerating units. During the processing of the structural materials previously mentioned,
the impact of cutting fluids was evaluated using an experimental method. The equipment for the experiment
was machining center. The methodology for the experiment included external turning at different cutting
speeds and feeds of the cutting tool. Free-falling jet irrigation was chosen as the method of supplying the
cutting fluids. The cutting forces were measured under the action of various cutting fluids. On the basis of
the experiment, regression dependences of the physicochemical properties of cutting fluids on cutting
conditions were compiled. Subsequently, according to the regression dependencies, it is possible to select
the optimal brand of the cutting fluids, taking into account the cutting forces in various cutting modes.

Keywords: cutting fluids, choice of cutting fluids, cutting, blade processing, regression dependencies,
structural materials.

Beenenue

B coBpeMeHHOM a’pOKOCMUYECKON OTpacin HaOMOAAeTCsl TCHICHIINS YCOBEPIIICHCTBOBAHUS TTPOCK-
THUPYEMBIX KOHCTPYKIIMI KOCMHYECKHX armapaToB. KOHCTPYKIIMU COBEPIIEHCTBYIOTCS, CIIOCOOCTBYS yC-
MICITHOMY BBIBEJICHHIO JIETATC/ILHBIX allapaToB B KOCMHUYECKOE MPOCTPaHCTBO. OJHUM M3 MOCISIHUX
n300peTeHnii B 00JaCTH CPENCTB BBIBEACHHS CTANO U3/enue, pazpadotanHoe npeanpusatueM «HIIO um.
JlaBoukuHay, pasroHHbii 610K «Pperar [1]. THHOBaIMOHHAS KOHCTPYKIIUS BKITIOYajia MHOXKECTBO TEX-
HOJIOTHYECKUX 33/1a4 JJIs Tporu3BoJicTBa. KimroueBoii 3a1auei mpu M3roTOBICHUH H3ETHs CTallo obecrie-
YEHHE TOYHOCTH 00pabaThIiBaeMbIX MIOBEPXHOCTEH 03 MOTEPH MPOU3BOIUTEIBHOCTH. PexyInuii HHCTpY-
MEHT TpH 00paboTKe AeTaliel U3 TPyIHOOOpabaThIBaeMbIX MaTepHaJ OB HE OOecreyrBai 3asBICHHYIO
CTOMKOCTb. [Ipu aHaJIM3e NaHHBIX OTKA30B PEXKYIIETO HHCTPYMEHTA BBISBUJIA 3HAUUTEIBHOE TIOBBIIIICHUE
cui pesanust. JlaHHBINA (akT CBS3aH ¢ MPUMEHEHUEM YHUBEPCATBHOW MapKd CMAa304YHO-OXJIaXAromen
texHosoruueckor cpeapl (COTC), moaxosimiei st JIe3BUHHON 00pabOTKM MPAKTUYECKH BCEX TPYIIIT
00pabaThIBACMBIX MaTepualioB. B naHHOW paboTe paccMaTpuBacTCs METOJMKA BHIOOPA ONTHMATBHBIX
¢uzuko-xummyeckux napamerpo COTC Ha OCHOBE CHIIOBBIX MOKa3aTeleil mporiecca pe3aHusl.

AHaIN3 JUTEPATYPHBIX HCTOYHUKOB

UccnenoBanreM BIMSHHUS CMa30YHO-OXJIKAAIOUINX TEXHOJIOTHYECKUX CPell 3aHUMAJIOCh MHOXKe-
CTBO HCCJIeIOBaTeNel, KaK OTEeUECTBEHHBIX, TaK M 3apyOeKHBIX. B OoJbIIMHCTBE paboT, MOCBAIICH-
HBIX BIMSIHAIO JKUAKHX CMa30YHO-OXJIQKIJAIOIINX TEXHOJIOTHYECKUX Cpell Ha MpPOIecC pe3aHws,
orcyTcTBYIOT Metoauku Beioopa COTC o ee napamerpam [2—4]. Haubonee conepxarenbHbie pabOThI
y CJIEIYIONIUX OTEYECTBEHHBIX ucciuenoBateneii: Jlateimes B. H. [5; 6]; Muxaitios A. H. [7]; Haymos
A. T. [8]; Kymesa M. E. [9]. Hame Bcero BHIOOp MpeNCTaBICH B BHIAE IKCIIEPTHOI'O MOIYJS, OTpa-
xaromiero 3¢ ¢exruabie Mapkn COTC s 00paboOTKH yKa3aHHBIX 0OpaOaThIBaéMBIX MaTepHaloB
[10-12]. 3naunTenpHOE KOMUYECTBO paboT, mocBsameHHbIX BiaussHui0 xuakux COTC Ha mporecce pe-
3aHUs, PACCMATPHUBAIOT KUJKHAE TEXHOJOTWYECKUE CPe/bl KaK MAaCIISIHBII PacTBOP CO BCEMU IPHCY-
myMHu cBoiictsa [13—15].

PerpeccuonHble 3aBUCHUMOCTH

PaccmarpuBaTh BIMSHUE CMa30YHO-OXJIAKAAIOLMIMX TEXHOJOIMYECKUX CPEll Ha MPOLECC pe3aHus
TOJIBKO TEOPETUUECKH KpalHe 3aTpyIHUTENBHO BBUIY HETMHEHHOCTH Mpolecca JIe3BUHHOI 00padoTKH.
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OMIpryYecKuil cmoco0 mo3BodsieT oxBaTuTh Bech crekTp BiausHus COTC Ha mokasarenu mporecca
pe3anus. [lonmy4yeHHbIe TaHHBIE HEOOXOIUMO WHTEPIIPETUPOBATH C IENBI0 BHISBICHUS 3aBUCUMOCTEH
napameTpoB COTC u mporecca pe3anus.

MHoxecTBO TONydeHHBIX AaHHBIX 1o BiusHuio COTC Ha mporecc pe3aHus He oOpabOTaHBI H
TIpeICTaBIICHEI B BUAE yTBepKaeHUH. [lepeBoa yTBepKaeHUH B YHCIICHHBIH (hOopMaT MO3BOJIAT COCTa-
BUTH TMPOCTYI0O MAaTeMaTHYECKYI0 MOJENb, HO I pa3pabOTKH MPOTHO3ZWPYIOMIEH MOJenHn BBIOOpa
napameTpoB COTC storo Hemocratouno. Tpebyercs WHTEPIPETHPOBATh NAaHHBIC METOAAMH CTATH-
CTHYECKOTO MOAEITUPOBAHUS, 2 UMEHHO, TP TIOMOIIN PETPECCHOHHOTO aHATN3a.

CunoBble mapaMeTpsl IpoIiecca pe3aHns MpeCcTaBlIeHbl MHOTHMH BeJIHMYWHAMH, Hanboiee Xapak-
TEpHOI! sIBIIIeTCS cuiia pe3aHusi. Ha cuiy pezaHus BIHUseT MHOXECTBO TapaMeTPOB:

— (U3MKO-MEXaHMYECKNE CBOHCTBA 00pabaTBIBAGMBIX MaTEepPHANOB (IIPEACN IMPOYHOCTH, MPEIes
TEKy4eCTH, OTHOCUTENHFHOE Cy’KeHIE, OTHOCUTEIHHOE COepKaHNE JIETHPYIOMINX 3JIEMEHTOB);

— MapaMeTpbl THCTPYMEHTAILHOTO CIlJIaBa (TpeJiesl IPOYHOCTH, TBEPAOCTS);

— reOMEeTpHsI PEXKYIIEro UHCTPYMEHTa (IIEPeIHUI U 3aJHUH YroJ, TJaBHBIHA YroN B IUIaHE, PaInyc
MIPU BEPILIUHE);

— PeXHUMBI pe3aHus (CKOpOCTh, 1MoAaya U IiryOrHa);

— (pusuxo-xumuyeckue napameTpbl COTC (knHemaTHueckas BSI3KOCTh, INIOTHOCTb, MPOHUKAIOIIAS
CIOCOOHOCTD, IIOBEPXHOCTHOE HATSHKEHHUE, KOI(D(DHUIIMEHT TETUIONPOBOTHOCTH).

OO0miast MaTeMaTu4ecKy 3arrch PErPECCHOHHON 3aBUCHMOCTH CHIIBI pe3aHMsi OT MHOYKECTBa Mapa-
METPOB NpeICTaBICHA HUXKE:

F:f(GB: G0,25 \Va 85 Oy, HRA: Ca a, (Pa R: Va Sa ta v, p5 VV, o, e: )\') (1)

MertomamMu perpecCHOHHOTO aHalM3a UCCIEAYETCs CBSI3b MEXKIY (DU3NKO-XMMUYECCKUMHU MapaMeT-
pamMu ¥ CHJIOBBIMH IapaMeTpaMH Ipollecca pe3aHusl B BUIE JIOTapH(PMHUUECKOro IMOJIMHOMA BTOPOTO
TopsKa:

k k k
lnT:a0+Zailnxl. +ZZaijlnxilnxj, )
i=1

i=l j=1

IJIe X; — 3HAUSHHE [-T0 IEPEMEHHOT0 (haKTOopa; ¢; — 3HAYCHHUE [-TO TTapaMeTpa PErpeCCHOHHON MOJIEIH;
k — KOTM4IeCTBO (haKTOPOB, YUUTHIBAEMBIX MOJIEIHIO; dg— CBOOOIHBIN WICH MOJICIIH.

PerpeccrnoHHble 3aBUCIMOCTH COCTABIICHBI HA OCHOBE MPOBEJICHHOTO SKCIIEPUMEHTA U JIOTIOTHEHBI
JIAHHBIMH JIPYTHX aBTOPOB.

OGopynoBaHnne 1 MaTepUAaJIbI 1Sl IKCIIEPUMEHTA

HcnbIThIBaeMble JKUAKHE CMa309HO-OXJIAXKIAIOIINE TEXHOJOTHMUYECKHE Cpeabl ObLIM OTOOpaHBI
[0 OJHOMY IPEACTaBUTEINIO U3 KOKIOH Pyl KiaccupUKaLMN:

— smynsrupytomas — BECHEM Avantin 361 I-N;

— cuntetnueckas — Cimtech BF921R;

— nonrycunterndeckas — BECHEM Avantin 408 M.

O06pabaTbIiBacMble MaTepHalibl BRIOpaHBI U3 YKCIIa JeTaneil 61oka «Dperam): »KapornpovHbIi CIIaB
XHS50BTIOB; crane 15X18H12CUTHO; tutanoBsiii cruiae BT6. [Ipu o0paboTke yka3zaHHBIX MaTe-
pHaoB, TOKapHbIE IUIACTHHBI MOBEPrajich HHTEHCUBHOMY aOpa3MBHOMY M3HOCY, PUBOJIS K MOBBI-
IIEHUIO CUJI Pe3aHHUsl.

B kauectBe 000pyI0BaHUs 715l IPOBEICHNUS SKCIIEPUMEHTa BEIOpaH 00pabaThIBaIOIINIA IIGHTP MOJIEIH
Multus U3000-1000 ¢pupmbr Okuma (puc. 1). Pexxymmm WHCTPYMEHTOM BBICTYIMIIA PE3LIOBasi ONpaBKa
CO CMEHHBIMH MHOTOpa30oBbIMU TacTuHaMu C6-DCMNN-00115-12 ¢upmer Sandvik. [Tnactussr mc-
TMIOJIB30BANM JIBYX THIIOB: C TIOKPBITHEM U 0e3 HOKphITHL. [t 00paboTku THTanoBoro criasa BK6 u xa-
ponpounoro cruiaBa XH50BTHOB ucnonszosanuce mactiuael CNGA 120408S01520HWG 7105 dupmet
Sandvik, mnactura CNMG 120408 HI13A ¢upmer Sandvik mms o6padotku cramu 15X18H12CUTHO.
Pesxxumbl pezanust BEIOpaHbl ycpeTHEHHBIE TIPH 00pabOTKe YKa3aHHBIX MaTepUasioB (CM. TabIuILy).

387



Cubupckuii aspoxocmudeckuil scypran. Tom 24, Ne 2

LaHUES

Puc. 1. O6pabatsiBatomuii nenTp Mogenu Multus U3000-1000 ¢pupmbr Okuma

Fig. 1. Machining center model Multus U3000-1000 company Okuma

O0padaTbiBaeMble MaTepHAaJIbl M PeXKUMbI Pe3aHHs

OO6pabaTbiBacMblil MaTepHai S (MM/00) t (Mm) V (Mm/MuH)
YKaponpounsriit crutas XH50BTHOb 0,05/0,1/0,18 1 2042
Cranps 15X18HI12CUTIO 0,1/0,18/0,35 1 40-120
Turanoselii criaB BT6 0,1/0,18/0,3 1 30-100

HpOBe)IeHl/le IKCIIEPpUMEHTA
P CrUCTPUPOBAHUC CUJI PE3aHUA Ha CTAHKC BCJIOCH MOCPCACTBOM 3aMCHBI JATYUMKOB HAIr'PY3KU CTaH-

Ka Ha JaT4YMKH, yJaBIMBaIOIIMEe Majeie Konedanus cuil pe3anus. K KoHTposiepaM cTaHka JOHoJ-
HHUTEJIFHO TTO/KIFOYEHBI TUIATHI JUTd (PUKCHPOBAHUS TTOKa3aTeliel Harpy3Kd CTaHKa B IpoLecce IMpoBe-
JICHUSI DKCTIEPUMEHTA.

Jle3BuitHas 00pabOTKa MPOBOJAMIACH B TEYCHHUE ONPEICIICHHOTO MHTEPBaja BPEMEHH: NiepBas MHU-
HyTa — MepuoJ NpupabOTKH PEXyIIEero HHCTpyMEHTa (puc. 2), BTopast MHHYTa — CTaOWIN3anus Mpu-
PpaboTKH pexymiero HHCTpyMeHTa (puc. 3).

PAB B ABT.PEX.
MOHUTOP HATPY3KN 1M NO114 28
(%) MAUMHH.BPEMA | 0: 0:41 WKANA BPEM 0: 0:20
200 X 372.6611
z 83.6716
@ 0.0000
150 W 1000. 0000
3AMP. TPACC
—
100 NETAML I
0
WW—J\ Fr 0.000
0= 00104
Co 1
0 . . : |
5 10 15 20 (o)

Puc. 2. Tlepuon npupaGoTKU pexyILero HHCTPYMEHTA B T€UEHUE N1EPBOH MUHYTBI PabOThI

Fig. 2. Break-in period of the cutting tool during the first minute of operation

O6paboTKa MPOBOAMIIACE C MCTIOIL30BAHUEM TPOAOILHON Tomauu pesna. CTpaTerus 3a1ana CTaH-
JApTHBIM IIMKIIOM YEpHOBOTO HAPYKHOTO TOYeHUs. Peszell nMeeT HEHTpPAbHYIO OpUEHTAIUIO U JJIs
MPEJOTBPAIIEHHUS] CTOTKHOBEHHIH PabOYMX OPraHoOB CTaHKA YCTAHOBICH B MO3MIHUIO «45°% OT BepTH-
KaJIBHO OocH «X» cTaHka (puc. 4). [Togada cMa309HO-0XJIXKIAOIMINX TEXHOJIOTHIECKUX Cpell OCyIIIe-
CTBIISUTACH TTOJT IABJICHUEM IO BHYTPEHHUM KaHallaM HHCTPYMEHTA.
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MOHWTOP HAFPY3KM Ium N0955 499
(%) MALMHH.BPEMS | 0:14:31 WKANA BPEM ~ 0: 0:20
200-3 X | s56.0752
z -29.5000
c 0.0000
150 W 1000.0000
3ATP. TPACC
x
100~ IETAb fe
0
Fm|  159.200
20 _— 00106
co| 1
0 1 ] 1 }
5 10 L5 20 (o

Puc. 3. Crabuinm3anust IpEpabOTKHU PEXYIIEro HHCTPYMEHTA B TEUCHNE BTOPOI MHHYTEI 00pabOTKH

Fig. 3. Stabilization of the running-in of the cutting tool during the second minute of processing

Puc. 4. Pabouast 30Ha cTaHKa NIpY IPOBEICHUU HHCTPYMEHTa

Fig. 4. The working area of the machine when holding the tool

PesyabTaThl 9kcriepuMeHTa
Ilo 3aBepureHHH 3KCIEPUMEHTOB COCTABJICHBI TPaUKH 3aBHCHUMOCTEH IMOKA3aTEeH CHII pe3aHws

B 3aBHUCHUMOCTH OT p&XHMOB pe3anus (puc. 5—12). Ha rpaduke mokazano, 94To mporiecc MpoTeKaeT
HEJIMHEWHO, CJIeI0BATEIbHO, 3aBUCUMOCTH HEOOXOIMMO CTPOHUTh Ha OCHOBE MOJMHOMA TIEPBOTO WITH

BTOPOTO TOPSIKA.

1600
&
gm, 1400
3 é 1200
o
E &
m
= E 1000
2
[
800
0,04 0,06 0,08 0,1 0,12 0,14 0,18 0,18 0,2

ITogaga. /o0
==Fes COTC =—BECHEM ——Cimtech —BECHEM —Teepaoe COTC
Avanim 361 I'N  BF921E.  Avantin 408 M

Puc. 5. [lokazatenu cuibl pe3anus npu oopadorke crutaa XH50BTIOb
(V=20,f=10,05...0,2], t=1)

Fig. 5. Cutting force indicators when machining KhN50VTYUB alloy
(V=20,f=1[0,05...0,2], t=1)
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Puc. 6. [Tokazarenu cuibl pezanus mpu oopadotke cruiaa XH50BTHOb
(V=50,f=10,05...0,2], t=1)

Fig. 6. Cutting force indicators when machining KhNSOVTYUB alloy
(V=50,f=10,05...0,2], t=1)
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Puc. 7. Tloka3zarenu cuiibl pe3aHust mpu oopadboTke cruiaBa BT6
(V=25,=[0,1...04],t=1)

Fig. 7. Cutting force indicators when machining alloy VT6
(V=25,=10,1...0,4],t=1)

1200
1000
gm
= o 800
E &,
[y
]
5 B
B s
400
01 0,15 0,2 0,25 03 0,35 0,4
Tlogaga, My'od
—~Bes COTC --BECHEM ——Cimtech —BECHEM ——Teepaoe COTC

Avantin 361 I'N  BF92IR.  Avantin 408 M

Puc. 8. ITokazarenu cuibl pe3anus mpu oopadoTke cruiasa BT6
(V=60,f=1[0,1...0,4],t=1)

Fig. 8. Cutting force indicators when machining alloy VT6
V=60,f=1[0,1...0,4],t=1)
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Puc. 9. IlokazaTenu cuibl pe3aHus npu odpadorke criaBa BT6
(V=100,f=10,1...0,2], t=1)

Fig. 9. Cutting force indicators when machining alloy VT6
(V=100,f=10,1...0,2], = 1)
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10. IToka3zatenu cuibl pezaHus npu oopadotke cranu 15X18H12CUTIO
(V=40,f=1[0,1...0,4],t=1)

10. Cutting force indicators when machining steel 15X18H12SCHTYU
(V=40,f=1[0,1...0,4],¢=1)
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11. TToka3zarenu cuiibl pe3anus npu o0padotke cranu 15X18H12CUTIO
(V=80,f=1[0,1...0,4],t=1)

. 11. Cutting force indicators when machining steel 15X18H12SCHTYU
(V=280,=1[0,1...0,4],t=1)
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Puc. 12. TToka3atenu cuibl pe3anus npu oopadotke cranu 15X18H12CUTIO
(V=120,7=[0,1...0,2], t=1)

Fig. 12. Cutting force indicators when machining steel 15X18H12SCHTYU
(V=120,f=10,1...0,2], t=1)

O0padoTka pe3yIbTATOB IKCIIEPUMEHTA

PesynbTaThl 5KCHIEpIMEHTa HEAOCTATOUHBI AJsl POPMHUPOBAHMUS LETIOCTHON KApTHHBI BIMSHUA (QU3H-
KO-XHUMHUYECKHAX MapaMeTpoB CMa30YHO-OXJIKAAIOMINX TEXHOJOTHYECKHX Cpell Ha TMPOIECC Pe3aHMUsL.
JlaHHBIE TI0 APKCTIEPUMEHTY MOTIOTHILTH PE3yJIbTaTaMH MpeablaynX padoT aBropa no Brusanto COTC
Ha CHJIy pe3aHusl IPOBOIUMBIX B 30HE HM3KHX CKOPOCTEH pe3aHHs, Ie PacCMaTPHBAINCh OTECUECTBEH-
HbIC MapKH CMa30YHO-OXJIAKIAFOIIUX TEXHOIOTHIECKUX cpel: cyabdodpesor; MP-3, JI3 OX2.

[IpoBeneH perpeccHOHHBIN aHAIHU3 MOMYYEHHBIX JaHHBIX, COTJIAaCHO QopMyle (2), ¥ MOIyYeHbI KO-
¢ puLUeHTsl perpeccun. MHTepnperanus 3aBUCUMOCTEH CHII pe3aHHsl OT MapaMmeTpoB pe3aHus (pop-
myia (1)) mo3BoSMIIa COCTABUTEL PErPECCHOHHBIC 3aBUCHMOCTH BBIOOpA (H3UKO-XUMHUIECCKHUX ITapaMeT-
poB COTC (BSBKOCTh KHHEMATHYECKas V; ITIOTHOCTD pP; IPOHUKAIOIIAS CIOCOOHOCTH W IOBEPXHOCTHOE
HaTsDKEHHE G; KpaeBod yroi 0; ko3 GHuLUMeHT TemIonpoBoJHOCTH A). OCHOBHAs 3aBUCHMOCTh BBIOOpa
TEXHOJIOTHIECKUX CPEJ MpecTaBieHa B Bunae ypasuenuit: v = A V) p =AV), W= V), c = V), 0 =AV),
A =AV). Ilo noy4eHHBIM 3aBHCUMOCTSIM ITIOCTPOEHBI TOUEYHEIE IpadUKH, 10 OcH «X» HaHECEHbI (PpH3u-
ko-xummdeckue cBoiictBa COTC, o ocu «Y» ckopoctb pesanus (puc. 13—18). Kpusas, npubnkeHHO
OTMCHIBAIOIIAS XapaKTep MOCTPOCHUS TOUEK, ABISETCS IOTapUPMHIECKON KPUBOW TIEPBON CTEIIEHN.
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Puc. 13. PCFpCCCI/IOHHaH 3aBHCHMOCTh KHHEMATHICCKOM BI3KOCTH OT CKOPOCTH pE€3aHnA

Fig. 13. Regression dependence of kinematic viscosity on cutting speed
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Puc. 14. PerpeccuoHHas 3aBUCUMOCTb KO3 (QUIIHEHTA TEILIONPOBOIHOCTU OT CKOPOCTH PE3aHUs

Fig. 14. Regression dependence of the thermal conductivity coefficient on cutting speed
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Puc. 15. Perpeccronnast 3aBUCHIMOCTB INIOTHOCTH OT CKOPOCTH pe3aHus

Fig. 15. Regression dependence of density on cutting speed
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Fig. 16. Regression dependence of surface tension on cutting speed
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Puc. 17. Perpeccnonnas 3aBHCHMOCTH KPaeBOTO YIJIa OT CKOPOCTH PE3aHUS

Fig. 17. Regression dependence of the contact angle on the cutting speed
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Puc. 18. PerpeccronHas 3aBUCUMOCTh MPOHUKAOIIEH CITOCOOHOCTH OT CKOPOCTH PE3aHuUs

Fig. 18. Regression dependence of penetrating power on cutting speed
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3akiouenne

B pabote paccMOTPEHO BIMSHHUE KUIKUX CMa30YHO-OXJIKAAIOUINX TEXHOJIOTHUECKUX CPEl Ha CH-
JIOBBIE ITOKA3aTeNHu mpolecca pe3anus. IIpoBeneHsl pag sKCIepUMEHTOB JIE3BUHHON 00paboTKU TpyA-
HOOOpabaTkiBaeMbIX MaTepuanoB mpu nogaue pazmuyabix COTC B 30Hy pe3anusi. Ha ocHoBe mody-
YEHHBIX JaHHBIX COCTaBJIEHA PErpecCHOHHAs 3aBHCHMOCTH CHJIBI PE3aHHs OT MapaMeTpoB Ipoliecca
pesanus. HTEpnpeTnpoBaB AaHHBIE O] BBIOOp (usnko-xumuueckux napamerpos COTC, cocrasie-
HBI LIECTh PErPECCHOHHBIX 3aBUcHMOCcTel. [lo pa3paboTaHHBIM 3aBHCHMOCTSIM OIpEICTeHbI ONTH-
MaJIbHBIE TapaMeTpaMy CMa30YHO-OXJIKIAIOUINX TEXHOJIOTHUECKUX Cpea il 00paboTKH H3Ienus
«®Dperat». Ha ocHoBe mapamerpoB nomobOpansl HanmeHoBaHuss COTC, obecrieunBaromme OnTHMAalb-
HBIE 3HAYCHUS CHJI Pe3aHus B IIporiecce 00paboTKH.
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