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[TpoaHanu3upoBaHbl 9KCTIEPUMEHTATIbHBIE JaHHbIE BIUSHUS Pa3IMYHON CKOPOCTU pe3aHUs] HA UHTEHCUBHOCTb U3-
Hoca MHCTpyMeHTa. [ToydyeHa 3aBUCUMOCTh BEJTMYMHBI M3HOCA OT BEJIMUMHBI HAPOCTa, OT TOJIIMHEI CPE3aeMOro CJIOST 1
nonauu. [poaHanM3MpoBaHbl SKCIEPUMEHTATbHbBIE TaHHbIE BAUSHUS TJYOMHBI pe3aHus U TeMmIepaTypbl MHCTPyMeHTa
Ha MHTEHCUBHOCTb M3HOCA MHCTpyMeHTa. [IprBeaeHbl peKOMEHIAMK 110 BLIOOPY ONTUMAaIbHBIX PEKUMOB pe3aHUsl, TIpU
KOTOPBIX 00ECIeYnBaeTCss MAaKCUMaIbHBIN CPOK CIYXKObI MHCTPYMEHTA.

Karouesvie caoea: 3arotoBKa, MexaHUuecKas o0paboTKa, MepeaHsisi MOBEPXHOCTh, CKOPOCTh pe3aHus, IJ1yOuHa pe3a-

HUsA, TT0a4a, CKOPOCTh pe3aHUsl, TeMITepaTypa.

BBenenne

Marepuanbl, MCIOJb3yeMble B aBUALlMOHHOW
MPOMBINIIEHHOCTH, XapaKTepU3YIOTCSI  BBICOKOM
MPOYHOCTHIO, KECTKOCTBIO U Majioii Maccoil. Pabora
C MJACTUYHBIMU MaTeprajaMU OTJIMYAETCS OCOOEHHO-
CTSIMHM TIpU B3aUMOACHCTBUM CTPYKKU U PEKYIIETO
UHCTpyMeHTa. TemnepaTypbl B 30HE pe3aHusl, TOJIILIM-
Ha Cpe3aeMoro CJiosi, CKOPOCTU pe3aHus BIMUSIOT Ha
(buznyeckre 1 XUMUYECKHE TIPOLIECCHl B 30HE KOHTaK-
Ta. [l aBMallMOHHbBIX MaTepUaaoB pa3MepHasi CTOM-
KOCTb MHCTPYMEHTA, YMEHBIIICHNE eT0 M3HOCA U CO-
XpaHEHME MMOKPBITUS Ha PEXYIINX IUIACTUHAX BasKHO
C TOUKHM 3PEHMS YBEIMUEHHOTO HApOCTOOOPa30BaAHUS

M3-3a TIAaCTUIHOCTU MaTepuaia 3arotoBku. [1o cpaB-
HEHWIO C YyTYHaMH, OpOH3aM1 MHTEHCUBHOCTH 00pa-
30BaHUs HApOCTa M M3HOCA PEXYIIeil KPOMKHU OTIIN-
YaeTcs B pasbl.

SBneHue U3HOCA UHCTPYMEHTA
Mo nepeaHeil MOBEPXHOCTH

ITpu 06paboTKe 3ar0TOBOK U3/IEIUI aBUAIIMOHHOMN
MPOMBIIIJIEHHOCTH METOJAMU pe3aHUsI BO3SHUKAIOT
npo0bJjieMbl, CBsI3aHHBIE C M3HOCOM MHCTPYMEHTA.
OCOOEHHOCTH TaKOTO M3HOCA TOJIKHBI YYUTBHIBATHCS
npy 00paboTKe MIACTUYHBIX MAaTepHUATIOB, TAKUX KaK
aJTIOMUHUEBBIC, MATHUEBBIC 1 TUTAHOBLIE CIUIABLI, UC-
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Puc. 1. M3Hoc pe3ua mo nepeaHeil moBepXHOCTU: @ — TOJI-
LIMHA CPe3aeMoro ciiosl; [ — paccTosiHue, Ha KOTOPOM YC-
TaHaBJIMBAeTCsl HAMOOJIbIIIEe AaBJIeHUE CTPYXKKW U HAauOOb-
mas teMmnepatypa; C — LIEHTp AaBAeHUs CTPYXKuU; Y —
MepeaHuii yroj; b — IMpuHa JYHKU; I — TayOuHa JTYHKH

MOJIb3YEMbBIX B aBUALIMOHHOUN MPOMBILIJIEHHOCTH KaK
OCHOBHbIE MaTepuajibl KOHCTPYKLUU Y3JI0B JIeTallei.

I1pu aTOM HanboOJIbIIIEE NaBIEHNUE CTPYXKKU U TEM-
rnepaTtypa yCTaHaBJIMBAIOTCSI HA HEKOTOPOM PacCTos -
Huu [ oT pexyliieir Kpomku (puc. 1), KoTopoe yBeau-
YUBAETCS C YBEJIWUYEHUEM TOJIIIUHBI @ CPE3aeMOro
CJ1051, CKOPOCTHU pe3aHus V' 1 ¢ yMEHbIIEHUEM Tepe-
JTHETO yria Y.

B Touke C, Ha3piBaeMOll IIEHTPOM JaBJEHUS
CTPYXXKHW, HAUMHAETCS U3HOC MepeHel TTOBEPXHOCTHU.
Uepes HeKOTOpoe BpeMsl oOpa3yeTcsl HeOOJIbIIOE yI-
nyboneHne — nayHka. CTeneHb M3HOCA MepeaHeit mo-
BEPXHOCTH XapaKTepU3YeTCsl TJyOUHOU A U IIMPUHOMK
b nynku. I'lo Mepe M3HOCA JYHKa YBEJIMYMBACTCS IO
r1yOMHE U LIMPUHE, U €€ Kpail mpuoImxKaeTcsl K pe-
Xyliei kpoMke. [Tpu 3ToM yBeIMyeHue IMPUHbI JTyH-
KM B CTOPOHY PeXYIllel KPOMKU MPOUCXOAUT 3HAUU -
TEJIbHO MEJJIEHHEE, YEM B TTIPOTUBOIMOJIOXKHYIO CTOPO-
Hy. ITocje Toro Kak Kpaii JyHKM JOCTUTAET pexyllei
KPOMKU, MUHCTPYMEHT OY€Hb OBICTPO TYITUTCS.

h

ﬂﬂl

Y

IS
@@xw

T

/ 4 A

Puc. 2. 3aBucumMocTh U3HOCA pe3lia OT MPOLOJIKUTEIbHO-
CTH €r0 paboThL: /i, — U3HOC pe3ua; T — BpeMsl pabOThI MH-
ctpyMeHTa; I — mepuon HavanbHOro usHoca; Il — nepuon
HopmasibHOTO M3Hoca; Il — mepuosa ycuieHHOro u3Hoca

Ecau usMepsiTh TyOMHY JIYHKM 4epe3 paBHbIC
MPOMEXYTKU BPEMEHU U MOJydYeHHbIE Pe3yJIbTaThl Ha-
HECTU Ha rpaduK, TO MOJYYUM KPUBYIO, XapaKTepu-
3YIOLIYI0 U3HOC MepeaHeil MoBepXHOCTHU (puc. 2).

Brayasie u3HOC TPOMCXOAUT OBICTPO, U KPUBasl Ha
rpaguke MogHUMAETCSl KPYTO. DTO TaK Ha3bIBaeMBblii
nepuoj I HauaabHOrO M3HOCA. 3aTEM HACTYyIaeT Te-
puon II HopManbHOTO M3HOCA, OOBIYHO OH 3aHUMAET
90—95% BCero BpeMeHM PabOTHI MHCTPYMEHTa OT
3aTOYKHU 10 3aTouku. [locie aToro HacTymnaetr o4eHb
KpaTKOBPEMEHHbIN mepuo ycuiaeHHoro n3sHoca II1.
3aech 3a HEOOIBIION OTPE30K BPEMEHU U3HOC PE3KO
YBEJIMUMBAETCSI.

Bausinue CKOpPOCTH pe3aHvsd HA U3HOC MHCTPYMEHTA

[Ipu n3MepeHM M3HOCA MHCTPYMEHTA TIPH pa3-
JIMIHBIX CKOPOCTSIX PEe3aHUsI BBISIBJICHO, YTO YEM BEIIIIE
CKOPOCTh pe3aHMsI, TeM BEIIIC OyIeT JIeXKaTh KpUBast
M3HOCA U TeM Kpyue Oy/IeT ee IOIbeM, YTO CBUICTEIb-
CTByeT O 0Oojiee OBICTPOM H3HOCE MHCTPYMEHTa

(puc. 3).
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Puc. 3. BiusiHue ckopocTu pe3aHus Ha MHTEHCUBHOCTD
U3HOCa MHCTpyMeHTa: V|, V,, V3 — CKOpOCTH pe3aHus:
Vi<V,<Vy; Ty, T,, T, — Bpems okoHuanus nepuoza I nop-
MaJIbHOTO M3HOCA; A, — M3HOC MHCTPYMEHTa; T — BpeMs
paboThl MHCTPYMEHTA

Bausinue TOMIMHBI cpe3aeMoro CJosd M nmoaavu
HA MHTEHCHBHOCTb M3HOCA MHCTPYMEHTA

IIpu oOpaboTke MOBEpXHOCTEM OoOpa3yeTcs Ha-
poct. Korma TonmmmHa cpe3aeMoro CJIosT BenkKa, TO 1
HapOCT, COOTBETCTBEHHO, MMeeT OOJIBIIIYIO BEICOTY, a
€T0 BepIIMHA JTaJIeKO BBIIAeTCS 32 PEXYIITYI0 KPOMKY,
YCTpaHsIs KOHTAKT 3aJHEl MOBEPXHOCTU C TTIOBEPXHO-
CTBIO PE3aHUS U TEM CaMbIM ITPEAOXPaHSIs 3Ty IMOBEP-
XHOCTb OT M3Hoca. [To3ToMy Ipu TAKUX YCITOBUSX
OyleT U3HAILIMBATHCSI TOJIBKO TTePEIHSS ITOBEPXHOCTD.

C yMeHbIIIEeHUEM TOJIIIMHBI Cpe3aHus BbICOTA Ha-
pOCTa CTAaHOBUTCSI MEHBIIIE, Y, KaK MTOKA3BIBAET OIIBIT,
IpH TIyorHe cpe3aemMoro ciios a <0,5 MM HapocT yxke
He MOXeT HallesKHO 3allUIIATh 3aHIO0 TTOBEPXHOCTh
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OT U3HOca. B pe3ynbTaTe MpOMCXOIUT U3HOC 1O 3a1-
Hell 1 MmepeaHeidl MOBEPXHOCTIM OTHOBPEMEHHO.

ITpu oueHp manoii ToamuHe cpe3a (a < 0,1 Mm)
HapOCT MMeEeT OYeHb He3HAUNTEIbHYIO BEICOTY, a JaB-
JIeHVEe CTPYXXKHW KOHIICHTPUPYETCS Ha ITOBEPXHOCTH
3aKpyIJIeHUs peXylleil KpoMKH. Bemencrsue aToro
MMPOUCXOINT U3HOC TOJBKO IO OTHOM 3amHel oBep-
XHOCTH.

YunrteiBasg GopMyiTy, CBSI3b MTOAAYM W TOJIIWHBI
cpe3a a = §'sin @ , MOXXHO clieJIaTh BBIBOM, YTO C yBE-
JIMYEHMEM TTOJauM YBEJIMYMBAeTCs TOJIIMHA cpesa, a
3HAYUT, U U3HOC IO TTepeaHE MOBEPXHOCTH.

Bausinue rryOuHbI pe3aHus
HAa MHTEHCHMBHOCTh M3HOCA MHCTPYMEHTA

ITo naHHBIM 3KcepuMeHTa [2] mocTpoeHb! rpadu-
KM 3aBUCUMOCTH A OT f. JleTanu u3 HepxKaBerolei
cramu 12X18HI9T ogHoro u Toro xe pasMepa oopada-
THIBAJIMCh HA OJTHOM U TOM K€ CTaHKe pe3llaMu U3
tBepaoro ciutaBa BK6 ¢ usmeHenueM rnogay u riyou-
Hamu pe3aHud (puc. 4).
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Puc. 4. BausHue rnyOMHBI pe3aHUs Ha MHTEHCUBHOCTb
M3HOCA MHCTPYMEHTA: S — 1ofaya; A, — MU3HOC UHCTPYMEH-
Ta; t — IIyOMHA pe3aHus

W3 ananm3a mosrydeHHOTO TpadurKa CleAyeT, 9To
MUWUHUMAJBHBIN M3HOC MHCTPYMEHTA TIPU Pa3TUIHBIX
rmogavyax MPOUCXOINT TP TIIyOWHe pe3aHus (= 1 MM
MIPY TaHHBIX YCIIOBUSX paboThl. To ecTh MMeeTCsI OTI-
peneieHHas TyOMHA pe3aHus, MPU KOTOPOIl M3HOC
MWHUMAJBHBIN. YBeIMYeHNE VJIM YMEHBIIICHUE TITy-
OMHBI pe3aHUs MPUBOAUT K YBEIMICHUIO M3HOCA.

3aBHCMMOCTb H3HOCA MHCTPYMEHTA
OT pa3jin4HbIX (haKTOpOB pe3aHust

ITpu ucrnbiTaHUK PE3LOB U3 TBEpAOro criasa [3]
MTOJTY9IeHBI 3aBUCUMOCTHA M3HOCA OT U3MEHEHUSI PesKu-
MOB pe3aHus (CKOPOCTU pe3aHusl, Mojauu, ryOuHbI
pe3aHust). Pe3yabraThl 9KCIIEPUMEHTOB IIPEACTaBICHbI
Ha puc. 5—7.
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Puc. 5. 3aBucuMOCTb M3HOCA OT CKOPOCTHU PE3aHMs: A —

M3HOC UHCTPYMEHTa; T — BpeMsi paboThl MHCTPYMEHTA;
V — ckopocTh pe3aHusi
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Puc. 6. 3aBucuMoCTb U3HOCA OT MOAAYU: /i, — U3HOC UH-
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cTtpyMeHTa; T — BpeMsl pabOThl MHCTPYMEHTa; S — mojaJa
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Puc. 7. 3aBucHMOCTb M3HOCA OT IJIyOMHBI pe3aHust: h  —

M3HOC MHCTPYMEHTa; T — BpeMsl pabOTbl MHCTPYMEHTA;
! — TIyOWHA pe3aHust

Ha ocHoBe MaTemMaTH4yecKoi 00pabOTKU OIBLITHOIO
maTepuralia Oblja BbIBEAeHa Clielylolliasi 3aBUCUMOCTh
M3Hoca (TIyOuHa JTYHKU) OT pa3IndHbIX (paKTOPOB pe-
3aHMS:

h= CeT0’6V5’5S3’1t1’1 ,

rae h — riayouHa JYHKU, MM;

C, — xoo(duimeHT,

T — BpeMsl pabOThl MHCTPYMEHTA, MMH;

V — ckopocTb pe3aHusi, M/MUH;

S — nmomaya Ha OAUMH O00OPOT, MM/00;

t — mIyOMHA pe3aHusT, MM.

ITpoBeneHHBIE MCCIIEIOBAHMST TTOKA3bIBAIOT, UTO
HauOOJBIINI M3HOC HAOIIOMACTCS TPU YBEIUMICHUN
CKOPOCTH pe3aHus.
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Bausnue TemMnepaTypbl HHCTPYMEHTA
HA WHTEHCHBHOCTh M3HOCA WHCTPYMEHTA

CKopocCTh pe3aHusl gaeT 00Jjiee pe3K0oe MOBbILLICHHE
TeMIIepaTyphbl, YeM YBeJUUEeHUE TOJIMHbBI WJIN ILIUPU-
Ha cpesa, CJIe0BaTeIbHO, POCT CKOPOCTH COTTPOBOXK-
naeTcs 00Jee CUIBHBIM YCKOPEHUEM M3HOCA MHCTPY-
MEHTA.

IlpoBeneH oskcrepumeHT. Jleraaum wu3 craiud
10X20H10M3O3CS5TJI ogHOTO M TOTO XK€ pa3mepa
o0pabaTblBaIMCh HA OJTHOM U TOM K€ CTaHKe pe3lia-
MU 13 TBepuoro ciuiaBa BK4 ¢ paznuuHoii riiyonHoii
pe3aHusI IPU Pa3INIHBIX TEMIIEPATypax pe3aHusI MpU
mogavye S= 0,11 MM/06. Pe3ynbrarsl aKcriepuMeHTa
MIpeacTaBieHbl Ha puUC. 8.

By 60/ 100 ”

€CTh MeeTCsT OTIpeiecIeHHAsT ONITUMAaJIbHAs TeMIIepa-
Typa pe3aHus, IpU KOTOPOU M3HOC MUHUMATLHBIN.
YBenmmueHne MM yMEeHBIIIEHNE TeMITepaTyphl Pe3aHUsT
MMPUBOAUT K YBEJIMICHUIO N3HOCA.

s yMEHBIIEHUST BPEIHOTO BIMSTHUSI BBICOKOM
TeMIlepaTypbl Ha paboTy MHCTPYMEHTa MPUMEHSIIOT
CMa3bIBaoIe-0OXJIaXKIAIONINE KUIKOCTH.

BoiBoIBI

JIsT maacTUYHBIX METAJJIOB, MCITOJb3YEMBIX B
ABUALIMOHHOM MPOMBIIIUIEHHOCTH, TAKUX KaK aJTFOMU-
HUEBBIC CTUIaBEI, 00pabOTKa pe3aHneM CBsI3aHa C 13-
HOCOM IIepeIHeil MOBEPXHOCTU MHCTPYMEHTA.

CdopmympoBaHHbI ClIeayIONIe PpEeKOMEeHAAUN 1
3aBUCUMOCTH JIJIST 00ecTieYeHUST MaKCUMAaJIbHOTO CPO-
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Puc. 8. Biusanue TeMnepatyphl pe3aHus NpY TOYCHNUY C PA3IMYHOM TIyOUHOl pe3aHus: f — IIyOMHA pe3aHus; /i, — U3HOC

WHCTPYMEHTa; 0 — TemrepaTypa pe3aHus

Cranu u cruiaBbl, 00J1amast pa3JIMYHbIMUA IIPOYHO-
CTHBIMHU U TIJIACTUYECKUMU CBOMCTBAMM, MO-Pa3HOMY
YIIPOYHSIIOTCS IIPU 00pabOTKE Ha META/UIOPEKYILIUX
ctaHkax. bojee racTuuHble U YyIPOUHSIEMBIE TPU
JedopMaliy MaTepuabl, Kak IpaBuiIo, IIpyu o0padboT-
K€ pe3aHueM HMMEIOT U OOJbIIMi Hakjen (Hakjem —
MOBBILLIEHNE TIPOYHOCTHBIX CBOMCTB U TBEPAOCTU Me-
Tajula IpU ero IiacTu4eckoM aedopMmupoBaHun). B
cyJae paccMaTpUBaeMOTr0 3KCIIEPUMEHTA IIPU TEMIIC-
patypax 700—750°C u BblllIE OIHOBPEMEHHO C YIIPOU-
HeHMeM npu AehopMaluKi B MOBEPXHOCTHOM CJIOE
MPOTEKAET U MPOLIECC PA3YIIPOYHEHUS (CHATUSI HAKJIe-
na), MO3TOMY Ha PUC. 5 Mbl BUAUM, KaK MMOBEPXHOC-
THBII MI3HOC CHayajia yMeHbIaeTcsl (IPOUCXOIUT Ha-
KJIeIl), 3aTeM yBeJIMYMBaeTCs (HauMHas ¢ TeMIlepaTy-
pst 750°C).

AHanu3upys MNOJYYEHHbIN rpaduk, MOXHO cle-
JIaTh BBIBOJI, YTO MUHUMAJIbHBIM M3HOC MHCTPYMEHTA
MPUY pa3IMYHbIX MMOJaYaX MPOUCXOIUT MPU TeMIepa-

Type 8= 750°C MM Ipy JaHHBIX YCIOBUAX paboThl. To

Ka CIIy>XKOBI MHCTpYMEHTa: 00pabaThIBaroIIie HAarpy3-
K{ B TeUEHUE OIMPEIeICHHOTO MPOMEXYTKa BpeMEeH!
JOJDKHBI OBITh HIDKE, YeM CTOMKOCTh MHCTPYMEHTA;
IIpH TIOI0O0pPE PEKUMOB 00pabOTKI HEOOXOTNMO Y1 -
TBIBaTh 3aBUCUMOCTh BCEX TTapaMeTpoB (TJTyOMHA pe-
3aHMs, TToJada U CKOPOCTh), a TAKXKE TO, UYTO CTO¥-
KOCTh MHCTPYMEHTA 3aBUCHUT OT CKOPOCTH PE3aHMST He-
JuHelHo (puc. 9).

Kax 1mmoka3bsIBaloT mcciaenoBaHus, TepeOMHBIE
TOYKU B KPUBOW H3HOCA
00YCJIOBJIEHBI XapaKTepOM
U CTEIIeHbIO Ipeodianalo- 7-7
11IeTO M3HOCA, a TaKXKe Xa-

Puc. 9. 3aBucumocTb cTOiKO-
CTU MHCTPYMEHTA OT CKOPOC-
T pe3aHust: T — CTOMKOCThb 1/7 VZ [/3
MHCTpYMeHTa; V — CKOpOCTb
pe3aHus

Vi>Vy> v, T)>T>T,
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pakTepucTUKaMu oopabdareiBacMoro matepuana. Cuia
pe3aHus He paBHO3HAUHA MEXaHUYECKO Harpy3ke Ha
uHcTpyMeHT. [Ipu pacueTe B3aMMHOTO BAMSIHUS Ma-
paMeTpoB 0O0pabOTKU HEOOXOAMMO MPUHUMATL BO
BHUMaHUE CJACAYIOLIEe:

— yBeJMYEHUE MIYOUHBI PE3aHMsl YIBAUBAET CUJIbI
pe3aHusl, a TakKe yIBauBaeT IJIUHY pexXylleil Kpom-
KU B pazpese. DTO MPUBOAUT K TOMY, UTO Harpyska
OCTAaETCsl HEM3MEHHON Ha eAUHUILY JJTUHbI peXylIei
KPOMKU;

— C POCTOM CKOPOCTH TOJayu YBEeJIUYMBACTCS
cuJjia pe3aHusi, HO He B JIMHelHO# creneHu. [Tockomb-
Ky OoJibllIasi Toaya yBeJUUMBaeT TOMIIUHY CTPYKKH,
MPU HEU3MEHHOM JTMHE pexXyllei KpOMKU Harpy3Ku
Ha Hee CWJIbHO BO3PAacCTaloT;

— C yBEJIMYEHUEM CKOPOCTHU pe3aHus Cuia pe3a-
HUS B 1IEJIOM OCTaeTcsl MpexHei, a moTpediasemMast
MOIIIHOCTb BO3pAacCTaeT;

— CUJIbl pe3aHusI MOBBIIIAIOTCS Ha 00Jiee HU3KUX
CKOPOCTSIX U CHUXKAIOTCSl Ha Oosiee Bbicokux. Heob-
XOAUMO BHUMATEIbHO CJAEIUTh 32 HAPOCTOM, KOTOPBIM
MOXKET YKa3blBaTh Ha HEMPUEMJIEMYIO CKOPOCTh pe3a-
Hus;

— CJIMIIIKOM BbICOKAsl CKOPOCTb PE3KM MOXKET CHU-
3UTh HAIEXHOCTh Mpoliecca 3a cyeT (OPMUPOBAHMS
HEKOHTPOJUPYEMOI CTPYKKH, SKCTPEMAIbHOTO U3HO-
ca MHCTpyMEHTa U BUOpallMU, KOTOPbIe MOTYT MOBpPE-
IUTh WHCTPYMEHT;

— C YBEJIMYEHUEM CKOPOCTU PE3aHUsI CKOPOCTh
U3MEHEHUs U3HOCOCTOMKUX XapaKTePUCTUK UHCTPY-
MEHTa CHauajla yMEHbIIIaeTCsl, 3aTeM YBEJIUUMBACTCS
U BHOBb CHIUKaeTcsl. Takast HeJlmHeitHast CBsI3b 00bsIC-
HsIeTCSl UBMEHEHEM UHTEHCUBHOCTU HAJTUMAHUS Ya-
CTHII TPYIIUXCS TTOBEPXHOCTEN — aaTre3MOHHOTO U3HO-
ca, a 3aTeM MepexoJoM aAre3MOHHOro u3Hoca B 1Ud-
(by3MOHHDIN;

— OoJiee BbICOKME MOjavya M IMIyOMHA pe3aHusi B
COYETAHUU C HU3KUMU WJIM CPEAHUMU CKOPOCTSIMU
pe3aHusl mpejiaraloT Hauaydlllui MOTeHIMal AJs
obecrneyeHUs1 6e30MacHO M HaAexkHOH 00pabOTKU.
bosee BbicOKMEe CKOPOCTU pe3aHUs, eciau IyouHa
pe3aHus U rojayva J0CTaTOUHO HU3KUE, YTOOBI orpa-
HUYUTH CUJIbI pe3aHusi, MOTYT o0ecreunTh HanboJiee
BBICOKYIO MPOU3BOAUTEIbHOCTbD.

HeBo3moxHO M30exaTb M3HOCA WHCTPYMEHTa
MOJHOCTBIO. OJHAKO MyTeM Moadopa ONTUMAaJIbHBIX
napaMeTpoB 00pabOTKI MOXKHO TOOMTHCS MaKCUMaJTb-
HOI MPOJOIKUTEILHOCTU €ro padOoThl U MpeicKasye-
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Abstract

The article tackles the issue of determining the
degree of various cutting modes effect (cutting speed,
cutting thickness, cutting width, feed, cutting depth,
temperature, front angle, vibration) on the front surface
wear of the cutting tool.

The authors describe the nature of cutting modes
effect on the front surface wear of the tool, and suggest
recommendations on optimal cutting modes, which
ensure maximum life span of the tool.

The article consists of three main sections:
introduction, the bulk section, conclusions.

The introduction considers causes of the tool wear.
As a rule, cutting tools wear occurs under the impact
of molecular adhesion forces of the treated metal

surface with the cutting tool, or under abrasive action
of solid particles existed in the structure of the
machined material.

The main section regards the tool wear process over
the front surface. It analyzes an experimental
dependence of the cutting speed impact on the tool
wear intensity. As the result of the analysis conclusion
was made that the wear increased with the cutting speed
increase. According to professor A.M. Danielyan’s
studies, with the cutting speed, feed and cutting depth
20% increase the cutter surface wears out
correspondingly 3.5, 1.7 and 1.05 times faster. This
research data demonstrates that the largest effect may
be achieved not by the cutting speed increase, but by
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the cut width and thickness increase. The effect of the
cut thickness and feed on the wear intensity of the
cutting tool is analyzed. With large cut thickness (more
than 0.5 mm), a misgrowth of significant height is
formed, eliminating the contact of the rear surface with
the cutting surface. Only the front surface of the tool
thereby wears out. With the cut thickness reduction,
the wear occurs on both back and front surfaces
simultaneously. At very small cut thickness (less than
0.1 mm), the misgrouth is of rather insignificant height,
and the wear occurs only on the back surface. With feed
increase, the cut thickness increases either, and, thus,
the wear on the front surface increases. The
experimental dependence of the cut depth impact on
the tool wear intensity is analyzed. As the result, the
optimal cutting depth is determined, at which the front
surface wear is minimal. The experimental dependence
of the tool temperature influence on the tool wear
intensity is analyzed. The optimal tool temperature, at
which the wear of the front surface is minimal, is
determined. The effect of the tool front angle and
vibrations on tool wear is analyzed.

Recommendations on selection of optimal cutting
modes, ensuring maximum tool life are presented in
conclusions

Keywords: workpiece, machining, front surface,
cutting speed, cutting depth, feed, cutting speed,
temperature.
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