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AHHOTAINUA

BBenenne. CoBpeMeHHOE MAIIMHOCTPOCHHE XapaKTepPHU3YeTCs PaCHIMPEHHEM NPUMEHEHHUS KapOIPOIHBIX
CIUTaBOB JUISL AETaNeH a’3pOKOCMHUYECKON M 000pOHHOU TeXHHKH. Oco0yIo CIOXKHOCTH IPEACTaBIseT 00paboTKa
TIePCIIEKTHBHBIX MOJIHOIEHOBHIX CINIaBOB, Takux kak Mo30TiC, u3-3a MX BBICOKOH XXapOIPOYHOCTH, aOpa3HBHO-
CTU U aHOMAJIFHOTO MOBEICHNS MEXaHHUECKUX CBOMCTB IpH Harpese. CyIeCTBYIOIUE TeXHOTOTHICCKHE PEIICHHS
JUISL HAKEJIEBBIX CIUIaBOB OKa3bIBAIOTCS Mayod()(EKTHBHBIMH, YTO OOYCIIOBIHBACT aKTyalbHOCTh HCCIICHOBAHMIT
B ITaHHOH obnactu. Iens padomet. Pa3paboTka pariHOHATBHBIX TEXHOIOTHIECKHX PEKUMOB U CTPATeTHH JIC3BHIA-
HOH 00pabotku xaponpoynoro cmiasa Mo30TiC, HanpaBIeHHBIX Ha MOBBIIICHHE CTOHKOCTH PEXYIIEro HHCTPY-
MeHTa U obecriedeHre TpeOyeMoro KadecTBa OBEPXHOCTH. MeToabl uccaenoBanus. [IpoBeeHb! SKCIIEPUMEH-
TaJbHBIe HCCIeN0BaHU Ha oOpabareiBatonieM nentpe Okuma MB-46BE ¢ ucnonbs3oBaHreM TBEpIOCIIABHOTO
MHCTPYMEHTA OT Pa3IMYHbIX Ipou3BogUTENeH. M3ydanocsk BIUsSHUE T€OMETPHUECKUX ITApaMETPOB HHCTPYMEHTA
(mepenHHIl yroi, CKpyIIeHHE pexyllell KpOMKH, HaJMYHe OTPUIATENbHOH (acku) U PeKUMOB pe3aHus (CKo-
POCTB, Iofada, NTyOHHa) Ha H3HOC 110 3aHEH MOBEPXHOCTH M IIEPOXOBATOCTh. KOHTPOIbL TapaMeTpoB OCYyIIECT-
BIISLJICS C TIOMOIIBIO ONTHYECKOH MUKpOCKOIHHU U npodmiomerpun. Pesyabrarel u o6cy:xaenne. OnpeneneHs
ONTHMAJbHBIC TeOMETPHUCCKHEe MapaMeTpbl HHCTPYMEHTa: HepemaHuid yron 0°, cKpyIIeHHe peKyIed KpOMKH
0,5...1 MM, orpunarensHast dacka 0,05 mm. Pa3pabGoransl nBe cTpaternu oOpaOOTKH: CTaHIapTHOE pe3aHHe
(V,=50...72 m/mumn, £, = 0,03...0,04 Mm) 15151 KadecTBeHHOH 06pabOTKU U cuitoBoe peanue (V, = 12...17 m/mun,

f. = 0,08...0,1 MM) 11l BBICOKOIIPOU3BOJUTENBbHONW 00paboTKu. YcTaHOBICHO, 4To (pe3sl Karcan 99508003

1 CNCINS MS15.25.08.19.63.38.R05 JIEMOHCTPHPYIOT HAWIY4IIyI0 CTOHKOCTh. [Ioka3aHo, 4TO HapacTaHHE H3-
HOCa MHCTPYMCHTA IMPUBOJUT K HKCIOHEHIMAIFHOMY POCTY IUCIEPCHH MapaMeTpoB HIEPOXOBATOCTH Ra U Rz.
Bo1600b1. KoMIuneke HpeayIoKCHHBIX TEXHOIOTHYECKUX PENICHHI MO3BOIsIeT 3(P(EKTHBHO OCYIIECTBISATH 00-
pabotky crutaBa Mo30TiC, xoHTponUpysI H3HOC MHCTPYMEHTa M (POPMHUPYS 3aJaHHOE KaueCTBO MOBEPXHOCTH.
PesymbraTsl pabOTH IMEIOT IPAKTHIECKYIO 3HAUMMOCTD JUII MAIIHHOCTPOUTEIBHBIX IPEATIPUSITUH, CIICIUaTH31-
pyronmxcs Ha 00paboTKe TpyAHO0OpadaThIBaEMBIX MaTEPHAIIOB.

Jlnst nuTupoBanusi: BiMsiHAE TEXHOIOTMYECKHX PEXKUMOB 00paboTky xkaporpouHoro ciuiaBa MoTiC Ha ocHOBe MonnbneHa Ha CTOHKOCTh
uncrpymenta / 10.B. Tutos, E.B. Kpusonoc, B.P. Amnarynos, 3.P. Munu6aes, H.M. bo6posckuii, P.Y. Kamenos / O6paborka MeTaios
(TexHonorus, obopynoBanue, HHCTpyMeHTHI). — 2026. — T. 28, Ne 1. — C. 176-192. — DOI: 10.17212/1994-6309-2026-28.1-176-192.
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BBenenue

COBpeMCHHOC MalIMHOCTPOCHUC, B 0COOEHHO-
CTU TAKHUC HAYKOCMKHUC OTpaAC/I, KaAK aBUAIITMOHHOC
MOTOPOCTPOCHHUEC, PAKCTOCTPOCHUEC U KOCMUYCCKAA
TCXHUKA, XapaKTCPpU3yCTCA YCTOﬁQHBOﬁ TCHACHIIN-
en K YBCIUMYCHUIO JOJIN CJIOXKHBIX JeTalel u3 xa-
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EQUIPMENT. INSTRUMENTS

POIIPOYHBIX U TPYAHOOOpaOaThIBAEMbIX CILUIABOB [ 1,
2]. 910 00yCI0BICHO TPEOOBAHUSAMU K TTOBBIIIICHHIO
pabouyux mapamMeTpoB 00OpyIOBaHUA (TeMIepary-
PBI, 1aBJICHUS, HATPy3KH), YTO, B CBOIO OYEPEIb, BE-
JET K UCIOJIb30BAHUIO MaTepHalIOB, COXPAHSIOIMINUX
BBICOKHE MEXaHMYECKHE CBOMCTBAa B AKCTPEMalib-
HeIX ycnoBusx. lllupokoe BHeapeHue MHOrooce-
BBIX 0OpabateiBaronux eHTpoB ¢ YITY mo3Bonmio
KOHCTPYKTOpPaM MPaKTUYECKU HUBEIUPOBATDH MPEXK-
HUE TEXHOJIOTUYECKUE OTPAaHUUEHUS 110 TE€OMETPUHI
U3JICNIUN, OJJHAKO MEPEHECIIO OCHOBHYIO CIIOKHOCTh
Ha 3Tal UX U3roTOBJICHUsA [3].

KitoueBoit mpobiaemoit MexaHu4eckoir 00padboT-
KU >KapOIPOYHBIX CIIABOB SIBISIETCS UX HU3Kas Te-
IUIONPOBOIHOCTH 1O CPABHEHUIO ¢ KOHCTPYKIIMOH-
HBIMHU CTaJsiMU. BeniecTBie 3Toro 0oCHOBHAsI 4acTh
TeIUIa, FTeHepupyeMasi B 30HE pe3aHusi, He OTBOJUTCS
CO CTPYKKOH, a aKKyMYJIHPYETCS B TOBEPXHOCTHOM
CJI0€ 3arOTOBKHU M B PEXYLIEM HHCTPYMEHTE, MpH-
BOJISl K 3HAUUTEJIBHOMN TETIOCUIIOBOM HANpsKEHHO-
ctu npoiuecca [1, 4]. DTo BbI3BIBAECT PsiJi HETATHUB-
HBIX SBJICHUI: CTPYKTYpHO-(ha30BbIe MpeBpaLCHHUS,
BO3HUKHOBEHHUE OCTATOYHBIX HaMNpsOKEHUH, aedop-
MAaIIO JeTaId U UHTEHCUBHBIA U3HOC MHCTPYMEH-
Ta [5, 6]. s cHIKEeHHS TIepeunciieHHbIX 2P GEeKTOB
Ha MPaKTHKE 4acTO MPHUXOAMTCS CYHIECTBEHHO 3a-
HUKATh PEKUMBI PE3aHUs, YTO HAMIPSIMYIO CHUXKAET
MIPOU3BOAUTEIHLHOCTh 00paObOTKHM Ha JTOPOTOCTOS-
mem obopynoBanuu [7, 8].

BonbmmHCTBO (yHIAMEHTANBHBIX U MPHUKIAI-
HBIX HCCJIEOBaHMUM B 00JaCTH pe3aHHsl )Kapompoy-
HBIX CIUIAaBOB C(POKYCHPOBAHO Ha Marepuaiax Ha
OCHOBE HHKEJIs, TAKUX KaK CIUIaBbl TUAa HHKOHEIh
[9, 10]. B TO ke BpeMs cIuiaBbl HA OCHOBE MOJIHO-
JeHa, o0Najaronife YHUKAIbHBIM KOMIUIEKCOM
CBOMCTB — BBICOKOM yI€IbHOM MPOYHOCTHIO, TEMIIE-
paTypoil IIaBIeHUS U CTOMKOCTBHIO K MOJ3y4YecTH,
— U3y4YEeHBI B KOHTEKCTE MEXaHUUYECKOM 00paboTKu
SBHO HENOCTaTO4yHO. B uacTHOCTH, MepCreKTUB-
Heli crmaB Mo30TiC xapakTepusyercss HE TOJIBKO
BBICOKOM >KapONpOYHOCTHbIO, HO U 3HAYUTEIbHOMI
BA3KOCTBIO, a TaKKe aHOMalluell MEeXaHWYEeCKUX
CBOMCTB — POCTOM Ipejiesia MPOYHOCTH MPHU MOBBI-
HICHUH TeMIIepaTyphbl 0 ONPEAETICHHOTO 3HAYCHUS
[11,12].

MexaHu3M JI€3BUHHON 00pabOTKH >Kapompod-
goro ciurasa MoTiC Ha ocHOBe MOJIHOAEHA 10 CUX
1op 70 KOoHIIa He u3ydeH. [lox Bo3aeicTBUEM CHITBI
U TEeIjIa B 30HE PE3aHUsI TPOUCXOAT CIOKHBIE TIPO-
LECChl Pa3ynpoOYHEHUs W YHIPOYHEHHUs, YTO MpH-
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BOJIUT K PE3KUM M3MEHEHUSM Harpy3ku mpu Qpe-
3epOBaHMM U PE3KUM IMepernajgaM TemIeparyp Ha
MOBEPXHOCTH MHCTPYMEHTA. DTHU IMepenaabl YCKO-
PAIOT U3HOC WM TIOBPEXKICHNE HHCTPYMEHTA, B KO-
HEYHOM UTOTE CHUXKAsi Ka4eCTBO 00pabOTKHU AeTanu
[13]. TBepmocmiaBHbIE MOHOJUTHBIE (HPE3bl YACTO
UCIONIB3YIOTCS MPU (Ppe3epoBaHUH, TOITOMY UX U3-
HOC IpUBIIEKaeT 0OJbIIOE BHUMAHUE UCCIeI0BaTe-
JIel BO BCEM MHpE.

Krnaccuueckoe ¢peszepoBanue reHepupyeT 3Ha-
YUTENbHOE TEIUIOBBICTICHUE MPH pEe3aHuu, IHU-
KoBble Temmeparypbl mnpesbimator 1000 °C. Otu
AKCTPEMAaJIbHBIE YCJIOBHSI U3MEHSIOT CBOWMCTBA Ma-
TepHalia B 30HE PE3aHus, CO3JAI0T 3HAUUTEIbHbBIE
TEMIIepaTypHbIe T'PAaTUCHTHl HAa TOBEPXHOCTH 3a-
TOTOBKM M BBI3BIBAIOT PE3KOE MPUIIOKEHHE CUJII
pe3anusi [6]. B pe3ynbrare BO3HHUKAIOT OCTaTOY-
Hble AepopMaluy, UHIYIUPOBAHHBIC HATPSXKECHUS
U TIOBEPXHOCTHBIE MUKPOTPEIIMHBI, CYII€CTBEHHO
BIIMSIONINE HA Pa3MEPHYIO0 TOYHOCTH, LIEJIOCTHOCTh
MOBEPXHOCTH U OOIIYI0 HAIEKHOCTb KOHEYHOTO
KOMITOHEHTA.

Cpenu mpouux ¢akTOpoB, BIUSIOIIUX Ha Ka-
YECTBO MOBEPXHOCTU, CTAOMIBHOCTH 00pabOTKU
U CTOMKOCTbh MHCTPYMEHTA, AByMsI OCHOBHBIMU SIB-
JISIIOTCSL CUJIBI PE3aHMsl U TeMIIEpaTypsl B 30HE 00-
pabotkwu [14]. Beuto mpoBeneHO MHOXXECTBO MCCIIC-
JIOBaHUU NJIS1 KOJIMYECTBEHHOW OLEHKU M aHaIMU3a
3TUX MapaMeTpoB Mpu 00pabOTKe KapONPOUHBIX
CIUIaBOB Ha OCHOBe MonubOaeHa. [IpumeuarensHo,
YTO PaJANYC PEXYIIEH KPOMKH CYIIECTBEHHO BIIUS-
€T Ha BEJIMYMHY U pacnpeaenaeHue cui pe3anus [ 15].
Uccnenosarens [16] mpeaigokuil SMIUPUYECKYIO
MOJIeNb JUIS TPOTHO3UPOBAHMS [TOJIaUX M OCHOBHBIX
CWJI pe3aHusi, NOAUYEPKUBasl CUIIbHYIO KOPPEALIUIO
MEXIy paAnyCcoM KPOMKH U PE3yIbTUPYIOLIUMU
CUJIaMH, U JaJl IEHHbIe PEKOMEHIALIUHU IO ONITUMHU-
3alUy MapaMeTpoB pe3aHusl ISl MOBBIMICHUS 3¢-
(hbeKTUBHOCTH 00pPaOOTKHM M TOUHOCTH JETajICH.

Jnst ppesepoBanmst MOIMOICHOBBIX CymepcIuia-
BOB IIMPOKO UCTOIB3YIOTCS TBEPAOCIIIIaBHBIE MOHO-
JUTHBIE UHCTPYMEHTHI OJIaroapsi UX OTHOCUTEIBHO
HU3KOI CTOMMOCTH IO CPaBHEHHUIO ¢ KOHKYpPEHTa-
MU U3 KepaMuku. OIHAKO BBICOKHE TEMIIEpaTyphbl
MOTYT M3MEHHUTb COCTaB M MEXaHHUYECKHE CBOW-
CTBa MarepHuajla UHCTPyYMEHTa, YBEITU4YHUBAasl €ro U3-
HOC W CHWKasi mpou3BoguTenbHOCTh [17]. Kpome
TOT0, TEMIIepaTypa pe3aHusi HAIpsSIMYIO BIUSET Ha
pacnpeziefieHue KacaTeNlbHbIX HANpsSKEHUH B 30HE
pe3aHus, TeM CaMbIM BJIMsS HA CTA0MIIBHOCTH MPO-
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necca obpaborku. MccnemnoBarenn Takke HUCIOIb-
30BaJIM OAXOABI K MOJIEINPOBAHUIO TUHAMUYECKUX
CUCTEM, TaKhe KaK MOJIEJIN C OJTHOM CTENEHbIO CBO-
OOIBI, IUIT TTPOTHO3UPOBAHUS JTUHAMUYECCKUX CHII
pe3aHusi B Pa3IMYHBIX TETUIOBBIX YCIIOBHSIX, ITOJI-
YepKHUBasi B3aUMOCBSI3aHHYI0 TEPMOMEXaHUYECKYIO
npupoay nporecca oopadorku [11-13].

®pe3pl U3 TBEPAOTO CIjlaBa IIUPOKO IpHUMeE-
HSIOTCSI B TTOJTyYUCTOBBIX M YHCTOBBIX OTICPAIIHSX.
W3HOoC MHCTpYMEHTA CYIIECTBEHHO BIIMSET HA Kaue-
CTBO JI€Tajii, BKJIIOYas IIEPOXOBATOCTH MOBEPXHO-
CTH, OCTaTOYHbIE HANpPSHKEHUS, CKOJIBI Ha TIOBEPX-
HOCTH W YIPOYHEHHE, BBI3BAHHOE MEXaHWYECKOM
obpabotkoit [15]. Hccnemosarenu [16] mpoBenu
AKCIEPUMEHTAJIbHbIE HCCIIEI0BaHUs, KOTOPHIE BbI-
SIBUJIM CHJIBHBIN U3HOC MHCTPYMEHTA Ipu (pesepo-
BaHUU JKapOIPOYHBIX CIJIABOB, OMPEEIIUB €r0 Kak
KIIF04EBOM (haKkTOp yXY/IIIEHUS! KadyecTBa MOBEPXHO-
ctu. TiarensHoe U3ydeHue rnpouecca ppe3epoBaHust
Y aHaJU3 MOBEPXHOCTH MOKAa3aJd, YTO MO Mepe U3-
HOCa UHCTPYMEHTA MOBEPXHOCTHBIE NEPEKTHI, TAKUE
KaK TOBBIMICHHAS MIEPOXOBATOCTh, MUKPOTPEIIIHEI
U pa3MepHble HETOYHOCTH, CTAHOBUJIMCH OOJiee BbI-
PaXEHHBIMH, YTO MOAYEPKUBACT KPUTHUECKYIO BaXK-
HOCTb 3(PEKTUBHOTO YIIPABICHUS U3HOCOM.

[Tpu 06paboTke MOIMOIEHOBBIX KAPOIPOUHBIX
CIUTABOB OBbUIO BBISIBIEHO HECKOJIBKO DPA3IIUYHBIX
MEXaHHW3MOB HW3HOCA, BKJIIOYas W3HOC MO 3aaHel
MOBEPXHOCTH, M3HOC IO KaHaBKaM, aOpa3uBHBIN
U3HOC, aire3MOHHBIN U3HOC U U (y3nOHHBIN U3-
Hoc. M3HOC 10 3a/iHEel MOBEPXHOCTH IPUBJIEK HaW-
OoIplliee BHUMAHUE BBHILYy €O IMPSIMOTO BIIHMSTHUS
Ha pa3MEepHYI0 TOYHOCTh M KaueCTBO MOBEPXHOCTHU
[17-20]. MHOTrOUYHCIICHHBIC HWCCIICIOBAHUSA TIOJI-
TBEPAWUJIN, YTO U3HOC 3aJHEHl MOBEPXHOCTH SIBIIS-
€TCsl IOMUHHUPYIOIIUM (DaKTOPOM, OIpeesIFoIINM
CPOK CiIyObl HHCTpYMeHTa U 3(h(HEKTUBHOCTh 00-
pabOTKM yKa3aHHBIX CIIaBOB [6, 21-23].

HecMoTpss Ha BBICOKYIO TBEPIOCTb M TEPMO-
CTOHKOCTB, TBEPAOCIUIABHBIE HHCTPYMEHTHI IIO-
MIPEeKHEMY TO/IBEPKEHBI OBICTPOMY M3HOCY, YacTON
3aMEHe U COKPAIIEHUIO CPOKa CITYKObI ITPH KJIaCCH-
yeckoi 00paboTke MOJMOIEHOBBIX >KAPOIPOYHBIX
CIJIaBOB. DTH (aKTOPHI MOMUYEPKUBAIOT HEOOXOIU-
MOCTbh TOYHOTO KOHTPOJIS MapameTpoB o0paboTKw,
B YaCTHOCTU CKOPOCTH PE3aHus, A1 ONTUMHU3ALUU
MIPOM3BOJUTEIBHOCTH MHCTPYMEHTA W TIPOIJICHHS
CpOKa €ro CIIy>KOBI.

[Ipu oOpabGoTke pe3aHHEM HHCTPYMEHTHI M3
TBEP/OTO CIJIaBa T'€HEPUPYIOT 3HAUUTENIBHOE KO-
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JMYECTBO TEIUIA HA TPAHMIIE Pa3/iesia HHCTPYMEHTA
Y 3aTrOTOBKH, TIPH ATOM TEMITEpaTypa pe3aHus 4acTo
npesbimaet 800 °C. Takue NOBBINIEHHBIE TEMIIEPA-
TYPBI MOT'YT CYIIIECTBEHHO M3MEHHUTh MEXaHUIECKHUE
CBOWCTBA M MUKPOCTPYKTYPY TBEPAOCIUIABHBIX WH-
CTPYMEHTOB, CHIDKAs X PEXYIIYI CIOCOOHOCTH
U cpok ciyx0bl. Mccnenosarens [24-26] BHEC 3HA-
YUTEIBHBIN BKJIA] B TOHUMAaHUE TETIOBBIX Y QeK-
TOB MpH 00pabOTKE Ha CTaHKaX, MpOoaHaIN3UPOBaB
pacmopezelnieHne Temia Bo BpeMs (hpe3epoBaHUS.
braromapst codeTaHuIo SKCIIEPUMEHTAIBFHOTO H Te-
OpETUYECKOTO MOJICITHPOBAHUS aBTOPHI [27] 00b-
SICHWJIM B3aWMOCBSI3b MEXIYy paclpeneIeHueM
TeTIa, MapaMeTpaMu pe3aHusl U XapaKTepoM H3-
HOCAa MHCTPYMEHTA, MPEUIOKUB IIEHHBIE TEOPETH-
YEeCKHUE HJIEH TI0 YIPABICHUIO TETUIOBBIM PEKUMOM
W CTpaTeTusiM CHI)KEHUS W3HOCA. B COBOKymHOCTH
9TH WCCIIEOBAHMS MTPOJIEMOHCTPHUPOBAIH, YTO d(-
(EeKTHBHBIN KOHTPOJIb M3HOCA WHCTPYMEHTA U Te-
TUTOBBIJICIICHUS TIPH PE3aHUU HE TOJHKO MOBBIIIACT
3¢ (deKkTUBHOCTH 00pabOTKH, HO ¥ 3HAYUTEIBHO YITyd-
[I1aeT Ka9eCTBO U HAJCKHOCTh KPUTHIECKH BaKHBIX
KOMITOHEHTOB a3pOKOCMHYECKOM, IHEPreTHudeCcKoun
Y BOCHHOHM MPOMBINIICHHOCTH. TeM He MeHee co-
XPaHSIOTCST TPOOJIEMBI, B YaCTHOCTH CBSI3aHHBIC
C TOYHBIM TPOTHO3MPOBAHNEM W3HOCA WHCTPYMEH-
Ta B CIIOKHBIX YCJOBUSX DPE3aHHS, YIPABICHUEM
pacrpenieNieHueM TeTIOBBIICTICHUsT TIPH (ppe3epo-
BaHUM ¥ pa3pabOTKO COBPEMEHHBIX TBEPIOCTIIAB-
HBIX UHCTPYMEHTOB, CIIOCOOHBIX COXPAHATH CTPYK-
TYPHYIO IEJIOCTHOCTh B OKCTPEMAaJIbHBIX YCIIOBHSIX.
HccrnenoBanus B 3TUX 001aCTIX UMEIOT pEIAoIIee
3HaUEHUE JIJISl COBEPIICHCTBOBAHMS TEXHOJIOTHH 00-
paboTKH W YITyUIIeHUs] Pe3yJbTaTOB B BHICOKOIIPO-
M3BOJIUTEIFHBIX TPOU3BOJICTBEHHBIX YCIOBHSIX.
CymiecTByromuye CTpaTeTuy ONTUMH3AIAH TIPO-
1ecca, BKIIIOYAs BapbUPOBAaHHE T'€OMETPHUUECKHUX
napaMeTpoB HMHCTpyMeHTa (TIepenHuii yroi, pa-
JIMYC CKPYTJICHUS PEXyIIed KPOMKH), PEKUMHBIX
rapaMeTpoB (CKOPOCTh pe3aHus, Mojaava, TyouHa)
W TIPUMEHEHHE COBPEMEHHBIX METONIOB OXJIaXIIe-
HUS (B TOM YHCJIE C UCIOIh30BaHUEM KPHOTEHHBIX
Cpen — XKHUIKOTO a30Ta), IEMOHCTPUPYIOT CBOIO d-
(EKTUBHOCTH IS HUKEJIEBBIX U TUTAHOBBIX CILIa-
BoB. OJIHAaKO WX TIPSMOE TIepEeHECEeHHE Ha 00paboT-
Ky MonuoneHoBoro criaBa Mo30TiC HekoppeKTHO
BBHIY (yHIaMEHTAIBHBIX pazanduii B pu3uko-me-
XaHUYECKHX CBOMCTBaX M MOBEJACHUU MaTEpHAaIOB
B 30HE pe3anus (puc. 1). Takum oOpazom, cyie-
CTBYET OYEBHIHBIA Pa3phIB MEXITY TIOTPEOHOCTIMH
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Puc. 1. Duzuko-MexaHUIeCKUE CBOMCTBA

Fig. 1. Physical and mechanical properties

COBPEMEHHOT0 MPOU3BOCTBA U UMEIOLIEHCS Hayy-
HO-TEXHUYECKON 0a30i JaHHBIX, YTO OMPEICISIET
aKTyaJIbHOCTb HAaCTOAIIETO HCCIIEI0BaHUS.

ILlenvto oannoii pabomut sBIsiCTCS pa3zpadboT-
Ka palMOHAJIBHBIX TEXHOJOTUYECKUX PEXKUMOB U
CTpaTeruil Je3BUHHON 00pabOTKH KapOIpPOUYHOTO
cruiaBa Mo30TiC Ha oOpabareiBarolieM LIEHTpe
Okuma MB-46BE, HanpaBieHHBIX Ha MOBBIILIEHUE
CTOMKOCTH PEXKYILEro UHCTPYMEHTA U o0ecrieueHue
TpeOyeMoro KauyecTBa MOBEpXHOCTH. J[j1s nocTmxe-
HUSl YKa3aHHOM I1eJi ObUIM NOCTaBIIEHBI CJETyIO-
e 3aoauu:

— ONpeieeHue ONTUMANIbHBIX T€OMETPUYECKUX
apaMeTPOB PEXKYIIET0 UHCTPYMEHTA JIsi MUHUMU-
3a1uu abpa3suBHOIO U3HOCA M0 3a/IHEH TTOBEPXHOCTH;

— pa3paboTKa palMOHaJIbHOH cTpaTeruu dpese-
pPOBaHMsI, YUUTHIBAIOLIEH OCOOEHHOCTH CHUJIOBOTO U
CKOPOCTHOT'O pe3aHMs;

— MOMCK U BepuUKalus PeKUMOB pE3aHUs,
o0ecreunBaOIUX OagaHC MEXIY MPOU3BOAMUTEIb-
HOCTBIO Y CTOMKOCTBIO HHCTPYMEHTA;

— WCCIIEIOBAaHHUE 3aBHCHMOCTH IIEPOXOBAaTOCTH
00pabOTaHHOW MOBEPXHOCTH OT TEXHOJIOTHYECKUX
mapaMeTpoB Mporecca.

MeToauka uccJie10BaHumi

OOBEKTOM HCCIICOBAHUS CIYXKUJT KAPOIPOU-
HBII JHCTIEPCHO-YIPOYHCHHBIA CIJIaB Ha OCHOBE
mombaena Mo30TiC. 3aroroBka mpeacTasisiyia co-
0ol ruuHAp auameTpoMm 20 MM U TuHON 90 MM.
JI1st HaJeKHOTO KPETJICHUSI B CUJIOBBIX THCKax 00-
pabaTpIBalONIETO IIEHTPA HA DIIEKTPOIPO3HOHHOM
cranke Sodick VZ300L 6wu1a chopmupoBana Tex-
HOJIOTHYECKasi 0a3a B BUJIE MPSIMOYTOJIBHOTO XBO-
CTOBHMKA Ha TOPIIE 3arOTOBKH (pHC. 2).

Puc. 2. O6pazen 3arotoBku u3 cruraBa Mo30TiC ¢ TEXHOJIOTHYIECKAM XBOCTOBUKOM

Fig. 2. Workpiece sample made of Mo-30TiC alloy with a technological shank
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XUMHYECKH COCTaB Marepuaja IpPUBEICH
B Tab1. 1, a OCHOBHBIEC (PUBUKO-MEXAaHMUECKHUE CBOM-
CTBa, 00YCJIOBJIMBAIOIINE €TO TPyIHOOOpabaThiBae-
MOCTbh, — B TaOII. 2.

DKCHEPUMEHTHI MPOBOIUIUCH HA TISTHOCEBOM
obpabarsiBaromiem 1eHTpe Okuma MB-46BE. Ox-
JaX]JIEHUE OCYIIECTBISIOCH BOAHO-3MYJIbCUOHHOMN
COX AdvaCut A2 (xonuentpanus 7 %) mom cTaH-
JAPTHBIM JIaBJICHUEM.

Jns mccnenoBaHusl MCHOB30BAJICA CEPUUHBIN
TBEPJOCIUTABHBI WHCTPYMEHT OT BEIYyIIHUX IPO-
m3Boauteneit: Karcan Cutting Tools (Typuus),
JJ Tools (FOxmnas Kopest), CNCINS/«MaCucrency»
(Kurait/Poccus) (tabn. 3). bouin BeIOpaHbl KOHIlE-
Bble ()pe3bl TUaMETPOM 8§ MM CO CXOKUMHU reoMme-
TPUUECKUMHU MapaMeTpaMu JJ1sl 00ecriedyeHHs COMo-
CTaBUMOCTH pEe3yJbTaTOB:

— 3aaHui yrou (a): 12°;

— nepeaHuit yroin (y): 5

— yTOJI HaKJIOHA BUHTOBOM KaHaBKH (m): 40°;

— 9UCII0 3yOheB (2): 4.

WHCTpyMEHT yCTaHABIMBAJICA B THUAPOIIIACTO-
Bble ompaBku ¢upMbl SCHUNK ¢ muHMMaibHO
BO3MOXXHBIM BbLTETOM (He Ooiee 1,5 muamerpa dpe-
3b1) JJII MaKCHUMAaJIbHOTO TIOBBIMICHUS YKECTKOCTH

OBOPYZIOBAHHME. MHCTPYMEHTBI

cucteMbl CIIN]] (ctaHOK — mpucnocoOiaeHue — uH-
CTPYMEHT — nieTainb) (puc. 3).

CoBpemeHHast IpakTHKa 00pabOTKH XKapompou-
HBIX CIJIAaBOB MpeJiaraeT JBa NPUHIUIHAIBHO pa3-
HBIX TEXHOJIOTUYECKUX MO/IX0/1A.

[TepBrIil moaX0A MpeANoaaracT UCIOIb30BaHUE
OCTPOT0 MHCTPYMEHTA C MOHWKEHHBIMU 3HAYEHUS-
Mu nogauu Ha 3y0 (0,05...0,1 mm). JlanHas crpare-
T'Usl TIO3BOJISIET JI0CTUYb BBICOKOTO KayecTBa 00pa-
00TaHHOW MOBEPXHOCTHU, OJTHAKO XapaKTepU3yeTCs
OTHOCHUTEJIbHO HU3KOM MPOU3BOIUTENBHOCTHIO. -
(hekTUBHOCTH OOpaOOTKH MpU 3TOM OLEHUBACTCS
MO-pa3HOMY: JUIsl YEPHOBBIX OIEpalil KIH0UeBbIM
MoKa3aTesieM SBIISETCS 00beM CHATOW CTPYXKKU 3a
MIepPHOJ] CTOMKOCTH HHCTPYMEHTA, TOT/IA KaK JUIs Yh-
CTOBBIX — IJIOLIAb 0OpabOTaHHOM MOBEPXHOCTH 3a
TOT 7K€ HHTEPBAJl BPEMEHHU.

ANbTepHaTUBHAs CTpaTervsi OCHOBaHA Ha IpU-
MEHEHUU HMHCTPYMEHTA C YIPOYHEHHOW PpEXyIeH
KPOMKOH, UMEIOIIEH OTpHUIIaTeIbHYI0 (PacKy wim pa-
nuyc ckpymieHus okoso 0,05 mm. Takas reomerpust
crocoOcTByeT (hOPMUPOBAHHUIO B IPUIIETAIOIIEH 30HE
YIPOYHEHHOTO cJIos 00pabaThiBaeMOro marepuana,
KOTOPBIN BBITIOIHAET 3alUTHYIO (PYHKIIMIO U CHUXKA-
€T WHTCHCHBHOCTh a0pa3sMBHOTO HM3HOCA PEKYIIEH

Taonumpa 1
Table 1

Xumnueckuii cocras ciiiapa Mo30TiC, % (macc.)
Chemical composition of Mo-30TiC alloy (wt. %).

Mo / Mo Ti/Ni

c/C

Hpyrue anements / Other elements

OcHoBa / Base 28...32

0,8...1,2

<0,5

Tabauma 2
Table 2

dusuko-Mexannueckune cpoiicrsa criasa Mo30TiC

Physical-mechanical properties of Mo-30TiC alloy

CgoiicTBo / Property

3naueHue / Meaning

[Tpumeuanne / Note

Teepaocts / Hardness

45...47 HRC

IIpenen mpounoctu ¢, /
Ultimate strength, o

450...460 MITa (ipu 20 °C)

Bospacraer no ~600 MIla npu 600 °C /
Increases to ~600 MPa at 600 °C

OTHOCHTENBHOE YIITHHEHNE O /

. . ...1,09 -
Relative elongation, & 0,5...1,0 %
Monynb ynpyroctu E /
. ~320TT1 -
Modulus of elasticity, £ a
TelIONDOBOLHOCTE / Huskas / HHTeHCcHBHAS JIOKaTU3alHs Tera
Thzﬁmz{)cinflic tif/Ii)ty Low B 30He pe3anus / Intense heat localization

in the cutting area
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of helical flute », grad

Tabnuma 3
Table 3
Hcnosb3yemMblii HHCTPYMEHT
Tools used in the study
®pe3a JJ Tools ®pesza CNCINS MS15.
[Tapamerp / Parameter ®pesa Karcan 99508003 ASUE080120S08 75 08.19.63.38 ROS
IIpousBonurens / Manu- Karcan Cutting Tools CNCINS/«MuaCuctenc»
facturer (Typumst) JJ Tools (HOxnas Kopes) (Kurati/Poccus)
gﬁfgga“e“e / Desig- 99508003 4SUE080120S08 MS15.75.08.19.63.38.R05
Huamerp, MM / Diameter, 3 2 3
mm
Uucno 3yobeB z / Number 4 4 4
of teeth z
[Mepenuwuii yromn vy, rpaj / 50 50 50
Rake angle vy, grad
3amuuii yron o, rpaf / 120 120 120
Clearance angle a, grad
Yros HakJIOHa BUHTOBOM
KaHaBKH o, Tpan / Angle 40° 40° 40°

KoncTpykTrBHBIE
ocobernoctH / Design
features

YcuneHHbli CEplICHHNK,
OpPUEHTHPOBAHHBINA Ha
MTOBBIIIIEHHYTO )KECTKOCTD /
Reinforced core for
enhanced rigidity

CHC]_II/IaIILHa}I TrCOMETpUL

CTPYXKOIPOOICHHS /
Special chip-breaking
geometry

Pagunyc ckpyriienus pexyien
kpoMkH R 0,5 mm / Cutting
edge radius R 0.5 mm

Marepuan / [TokpbiTre /

Teepuaplii cruias /
U3HOCOCTOlKOE TTOKpEITHE

TBepnplii crutas /
H3Hococrolikoe /

Material / Coating . (TIAIN) . TTORPBITHE (TIAIN) / (TiAIN) / Carbide /
Carbide / Wear-resistant Carbide / Wear-resistant Wear-resistant coating (TiAIN)
coating (TiAIN) coating (Ti4IN) &

Teepaplii crutas /
N3HOCOCTOIKOE TOKPBITHE

KPOMKHU. DTO MO3BOJISIET YBEJIMYUTH NOAAYY Ha 3y0
IIPUMEPHO B TPHU pa3a M0 CPaBHEHHUIO C NIEPBBIM IO~
XOJIOM U CYIIECTBEHHO TOBBICUTH 00BEM CheMa Ma-
Tepuana. Komrpomuccom siBiseTcst He0OX0AUMOCTh
CHIDKEHMSI CKOPOCTH pe3aHMsl JUIl MUHUMHU3ALUH Te-

Puc. 3. BeiOpaHHBIH HHCTPYMEHT B THAPOIIIIACTOBON OTIPaBKe
tupmer SCHUNK

Fig. 3. Tool mounted in a SCHUNK hydroplastic holder

TIJIOBBIACIICHUS. HeCMOTpﬂ Ha HCKOTOPOC CHMIKCHHE
IMPOU3BOAUTCIIBHOCTH, OCHOBHOM BBIMI'PBIIT JOCTH-
racTcsd 3a C4HET MHOT'OKPATHOI'O YBCIMYCHUA CTOMKO-
CTH UHCTPYMCHTA U CHHXKCHUS €TI0 pacxoda, 4To Ioa-
TBEPKAACTCA MPEABAPUTECIIBHBIMA UCIIBITAHUSAMU.
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Jlnama3oHbl BapbUPOBAaHUS OCHOBHBIX TEXHO-
JIOTMYECKUX IapaMeTpoB, BHIOpAaHHBIE HAa OCHOBE
aHaJIN3a JINTEPaTypbl U PpEKOMEHJAIMH TPOU3BOIU-
TeJeH, mpecTaBIeHbI B Ta0. 4.

Jist onleHKH 3((HEeKTUBHOCTH KaXJI0TO MOJX0AA
IIPOBOJINJICSI MOHUTOPHUHT JIBYyX KIIFOUEBBIX apame-
TPOB: U3HOCA HHCTPYMEHTa U KauecTBa 0OpaboTaH-
HOM MIOBEPXHOCTHU.

OCHOBHBIM KpUTEpHUEM 3aTyIlJICHUs OblIa MpHU-
HATa WMpHUHA (pacKy U3HOCA 110 3aJHEN TOBEPXHO-
ctu (VB). U3MmepeHust poBOIUIUCH AJIS KaXKJI0TO
3y0a ¢Gpe3bl ¢ TOMOIIBI0 ONTUYECKOTO MHUKPOCKO-
na YHUM-21. PerucrpupoBajiack MakcHMallbHas
BeJIMUYMHA VB, 1 KpUTeprueM OKOHYaHUsI CTOUKOCTH
IIpUHUMAaoCh 3HaueHue VB = 0,3 MM uinu Haya-
JI0 KaTacTpO(UYECKOTO BBIKPAIIMBAHUS PEXKYIIEH
KPOMKH.

KadyecTBO MOBEpXHOCTH M3MEpsIach Mapame-
TpoM Ra (cpemHee apupMETHUIECKOE OTKIOHEHHUE
po@uIIsl) C MOMOILBIO TOPTATUBHOTO IIpOodHIIOME-
Tpa MAHR MarSurf PS1. 3amepsl npoBogmiInce
B IISITM TOYKax BJOJb HaNpaBleHUs nojauu. Bu-
3yaJIbHO OLICHMBAJIOCh HAJIMYUE WM OTCYTCTBHE
ne(eKToB, TaKUX KakK BBIKpAIIMBAHUE, 3ayCEHIIbI
U TePMUYECKHU NOpaKeHHbIE 30HbI (11BeTa robdexa-
JIOCTH).

OBPABOTKA METAJIJIOB

OBOPYJIOBAHUE. UHCTPYMEHTBI
Pesyabrarsl M UX 00CyxKIeHHE

IlepBbIit 3Tanm skcrepuMeHTa ObUI MOCBSIIEH
IIPEIBAPUTEIBLHON OLIEHKE MOBEACHUS PA3INYHBIX
WHCTPYMEHTOB Iipu 00padoTtke crutaBa Mo30TiC Ha
peKuMax, PEKOMEHJOBAaHHBIX MPOU3BOAUTEISMHU.
Pesynbprarel BU3yaabHOTO M ayAMalIbHOIO aHaIM3a
IpeaCTaBleHbl B Ta0. 5 1 Ha puc. 4—6.

Bce mnporectupoBaHHble (Qpe3bl MPOIAEMOH-
CTpUpPOBaJIN CTaOMIbHOE 00pa30BaHNE CETMEHTHOM
CTpYKU O3 TpPHU3HAKOB TEPMHUYECKOTO BO3JEH-
cTBUs (MOOEXKAIOCTH), YTO CBHIETEIHCTBYET 00
OTCYTCTBUHM KPUTHYECKOTO IIEperpeBa B 30HE pe3a-
HUs. BaKHBIM pe3yibTaroM sIBIsETCS MOJHOE OT-
CYTCTBHE CKOJIOB I10 KpasiM 00pabOTaHHBIX 30H, YTO
MOATBEPKIAET MPUTOIHOCTD BEIOPAHHBIX PEKUMOB
JUISl YUCTOBOM 0OpabOTKH C BHICOKMMH TPEOOBaHM-
MU K KaY€CTBY KPOMKH.

Haubonpiryto  BUOpOYyCTOWYMBOCTH — TpoOJE-
MoHcTpupoBaia ¢pe3a Karcan 99508003, uro,
BEPOSITHO, CBA3aHO C ONTUMAJIbHBIM COYETAaHUEM
€€ TeOMETPUM M JUHAMHYECKON MKECTKOCTU BCEH
TEXHOJIOTUYECKON CUCTEMBI. BuU3yallbHBIA aHaAIU3
MHCTpYMEHTa 1ocie o0paboTku (puc. 7-9) He BbI-
SBUJ KaTacTpOo(UUYECKUX TOBPEKACHUHN, OJHAKO
HOCTIeTyIOIMe dTanbl ObIJIM HANpaBJIE€Hbl Ha KOJH-
YECTBEHHYIO OLIEHKY M3HOCA.

Tabnuma 4
Table 4
PexomeHn1yeMble M IKCTIEPUMEHTAJILHbIE PEKUMBI pe3aHusd
Recommended and experimental cutting conditions
Wuctpyment / The tool n, 06/mmn / £, MM A, MM A, Mm t,c v, MM
n, rpm : P ¢
2875 0,05 12 1 2 393,6
1 |Karcan 99508003 2875 0,03 12 2 5 787,2
2000 0,05 12 1,2 55 4920,2
2 |Karcan 111408002 3500 0,05 12 1 3 393,6
3 |Karcan 101408002 3000 0,05 12 1 4 393,6
1600 0,04 12 1 8 393,6
200 0,15 12 3 21 1180,8
4 |JJ Tools 4SUE080120S08
400 0,15 12 2 15 1180,8
600 0,15 12 2 3 393,6
5 |CNCINS MS15.75.08.19.63.38.R05 955 0,01 12 1 25 393,6
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Tabnuma 5
Table 5
Pe3yabrarsl npeBapuTEIbHOTO TECTUPOBAHUS HHCTPYMEHTA
Results of preliminary tool testing
CNCINS MSI15.
Wuctpyment / Tool Karcan 99508003 JJ Tools 4SUE080120S08 75 08.19.63.38 ROS
. CermenTHas, 0e3 Cle10B
BusyanbeHelil aHanus CermenTHas, 0e3 ciieI0B CermenTHas, 0€3 cJIe10B
i . neperpesa / Segmented,
ctpyxku / Visual chip analy- | meperpesa / Segmented, neperpeBa / Segmented, without siens
sis no signs of overheating no signs of overheating £
of overheating
emocTHOCTD KpoMKH feTanu |  OTCYTCTBYIOT CKOJIBI / OTCYTCTBYIOT CKOJIBI / OTCYTCTBYIOT CKOJIBI /
/ Part edge integrity No chipping No chipping No chipping
Bubpoakyctuueckue [TpucyTcTBYIOT NIErKHE Hpucyrersyior
B Hopme / . HE3HAYNTEIIbHBIC
XapaKTePUCTUKH / cr BuOpariu / Slight .
. . . Within acceptable range o BuOpauuu / Minor
Vibroacoustic characteristics vibrations present o
vibrations present

Puc. 4. IToBepxHOCTEL 00pasiia mocie
Karcan 99508003

Fig. 4. Sample surface after
machining with Karcan 99508003

Puc. 5. IloBepxHOCTEL 00Opasiia
nocie JJ Tools 4SUE080120S08
Fig. 5. Sample surface
after machining with JJ Tools
4SUE080120S08

Puc. 6. IloBepxHOCTB
oOpa3sia mnocnie
CNCINS MS15.25.08.19.63.38.R05

Fig. 6. Sample surface after
machining with
CNCINS MS15.Z5.08.19.63.38.R05

Jnist yrimyOGneHHoro uccieoBaHus Oblia BeIOpaHa
¢pesa JJ Tools 4SUE080120S08, Ha xoTopoii n3zyua-
JIOCh BITUSIHUE CHUIIOBOTO (hpe3epOBaHMUS C MOBBIIICH-
HOM nojiayeil 1 NIyOuHON pe3aHusl IpU KPUTUUYECKU
Hu3KkUx ckopoctsax (200, 400, 600 o6/mun). Ilpu
ATOM YBEJIMUYMBAJINCH MTOJIada Ha 3y0 1 TiryOuHa pe3a-
HUS B OCEBOM HallpaBlIeHUH, KaK [MOKa3aHo B Ta0l. 6.

Pesynprarel (Tabin. 6) nokazanu obmue rnpodiie-
MBI ISl TAaHHOTO PeXHMa:

1) mosiBIIEHUE CKOJIOB 10 KpasiM 30HBI CheMa Ma-
Tepuajga co CTOPOHBI BpPEe3aHMsI, BRI3BAHHBIX YJIap-
HBIMHU Harpy3Kamu;
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Puc. 7. ®pesza Karcan 99508003:

BBEPXY — 710 00pabOTKH, BHU3Y — HOCiIEe 00pabOTKH

Fig. 7. Karcan 99508003 end mill:
top — before machining, bottom — after machining

Puc. 8. ®pesa JJ Tools 4SUE080120S08:

BBEPXY — 10 00pabOTKH, BHU3Y — IIOCIIE 00padOTKH

Fig. 8. JJ Tools 4SUE080120S08 end mill:
top — before machining, bottom — after machining

2) obpa3zoBaHHe TOTOTHUTEIHLHON I'PaHU HA BBI-
xoJie ppe3bl, UTO CBUIETENBCTBYET O TIACTUYECKOM
TEUEHUU MaTepuala U BBICOKUX KOHTAKTHBIX JaBlie-
HUSIX;

3) sIBHO BBIpa)K€HHbIE BUOPAIIMU U YIapPHBIE BO3-
IEUCTBUSL.

HecMoTps Ha 3TH HeraTuBHBIE SIBICHUS, U3HOC
M0 3a/IHel MOBEPXHOCTU OCTABaJICS HE3HAYUTEIb-
HBIM, YTO MOATBEpKAaeT 3(h(PEeKTUBHOCTH cTpare-
UM pabOThI C yIIPOYHEHHOU PEXYIIEH KPOMKOM /715t
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Puc. 9. ®peza CNCINS MS15.25.08.19.63.38.R05:

BBEPXY — 0 00pabOTKH, BHU3Y — MOCIe 00paboTKu

Fig. 9. CNCINS MS15.75.08.19.63.38.R05 end mill:

top — before machining, bottom — after machining

60pb0BI ¢ abpa3uBHBIM M3HOCOM. OHAKO yJlapHbIE
Harpy3kd OrpaHHMYMBAOT NPUMEHHUMOCTh JAaHHOTO
nozaxozna st 00pabOTKM OTBETCTBEHHBIX KOHTYPOB.

Ha 3akrounTenbHOM 3Tamne TecTupoBaHue (pe-
3p1 Karcan 99508003 B cpegHem amama3oHe pe-
KUMOB (TaOn. 7) MO3BOJIUIO HAWTH KOMIIPOMHUCC.
Pabora Benack B CpeAHMX AMAaNa3oHaX CKOPOCTH
pe3aHus U [0JJa4uM, HO C COXpaHEHHEM PEKOMEH/Tye-
MBIX I1arOB ()pe3epOBaHUs B OCEBOM U paiiaIbHOM
HanpaBleHHUsX. BbIIM OTMEUEHBI JHIIb HEe3HayH-
TEJIbHBIE CKOJIBI IIPU COXPAaHEHHH OJIarompHUATHBIX
BUOPOAKYyCTUYECKUX XapaKTEPUCTUK. DTO MO3BOJIS-
€T PEKOMEH/I0BaTh JaHHBII MHCTPYMEHT U PEXXHUMBI
JUIs1 TIOJTy4UCTOBOM 00pabOTKH.

beula uccnenoBaHa 3aBUCHMMOCThH IapaMeTpOB
IIEPOXOBAaTOCTH Ra OT MOAauu U TeOMETPUH HUH-
cTpyMenTa (tabi. §). Hampasnenue Bpamenus (S) u
nofauu (F) ¢pessl mokazaHsl Ha puc. 13.

AHanu3 MOMy4YeHHbIX HOpoduiIeld u TMOCTpo-
€HHasg Ha HMX OCHOBe 3D-Mojens MOBEPXHOCTH
(puc. 14) BBIABUIM CIEIYIONIIYIO 3aKOHOMEPHOCTD:
C YBEJIMUYEHHEM I0Jauyil Ha 3y0 3aKOHOMEPHO BO3-
pacTaeT war HEpOBHOCTEH, 4TO MPHUBOAUT K yBe-
AUYeHuo mapamerpa Rz. OfHaKko HCHOJIb30BaHUE
MHCTpYMEHTa ¢ ynpouHeHHOH kpomkoit (JJ Tools)
Jla’ke Ha TOBBIIIEHHBIX M0JlayaX MO3BOJSUIO MOTY-
yuTh OoJiee MpeacKa3yeMblii 1 PaBHOMEPHBIH Mu-
Kpopenbed Mo CPaBHEHHIO C OCTPBIM MHCTPYMEH-
TOM IIPU aHAJIOTMYHBIX YCIOBUSX, I1Ie HaOI0Aanach
TEHJIEHIUsI K BOBHUKHOBEHUIO MUKPO33aHPOB.
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TaOonuma 6
Table 6

Pe3yJ'leaTLl PE/KUMOB pE€3aHUSA HA H3HOC U KAYECTBO MMOBEPXHOCTH

Effect of cutting parameters on tool wear and surface quality

Huctpymenr / Tool

JJ Tools 4SUE080120S08

O06opoTHI MIIMHAETS /

200 06/muH (puc. 10) /

400 o6/muH (puc. 11) /

600 06/muH (puc. 12)/

Spindle speed 200 rpm (fig. 10) 400 rpm (fig. 11) 600 rpm (fig. 12)
BusyansHbril ananmms CermenTHas, 0e3 clIeI0B CermenTHas, 0e3 clieIoB CerMenTHas, 0e3 clIeI0B
crpyxku / Visual chip |meperpesa / Segmented, no |meperpesa /Segmented, no |meperpesa / Segmented, no
analysis signs of overheating signs of overheating signs of overheating

IlenocTHOCTH KPOMKH
netanu / Part edge
integrity

[TpuCyTCTBYIOT CKOJIBI

0 KpasiM 30HBI CheMa
MarepHaia co CTOPOHBI
Bpe3anus / Chipping along
the edges of the machined
area on the entry side

[TpucyTCTBYIOT CKOJBI

10 KpasiM 30HBI CheMa
MarepHaia co CTOPOHBI
Bpe3anus / Chipping along
the edges of the machined
area on the entry side

[TpuCyTCTBYIOT CKOJIBI

0 KpasiM 30HBI CheMa
MarepHaia co CTOPOHBI
Bpesanusi / Chipping along
the edges of the machined
area on the entry side

Bubpoakyctuueckue
XapaKTEPUCTHKH /
Vibroacoustic charac-
teristics

[pucyrcTBytoT BUOpanuu.
VYnapHbie BO31€MCTBUS PU
Bpe3anuu / Vibrations pres-
ent. Impact loads during tool
entry

[IpucyrcrBytoT BuOpanuu /
Vibrations present

[pucyrcTBytoT BUOpanuu.
VYnapHble BO31€MCTBUS NpU
Bpe3anuu / Vibrations pres-
ent. Impact loads during
tool entry

IlesnocTHOCTH KPOMKH
nHcTpymenTa / Tool
edge integrity

Ha BeIxome dpe3ssl ot
Marepuaia oopazyercs
TOTIOJTHUTEIIbHAS TPAHb /
Burr formation at the tool
exit from the material

Ha Berxome ¢pessr ot
MaTepuana oopasyercs
JIOTIOJIHUTEIIbHAS TPaHb /
Burr formation at the tool
exit from the material

Ha BeIxome dpe3ssl ot
Marepuaa oopazyercs
TOTIOJTHUTEIIbHAS TPAHb /
Burr formation at the tool
exit from the material

Puc. 10. TloBepxHocTh 06pasua nocie Karcan 99508003

Fig. 10. Sample surface after machining with Karcan

99508003

Puc. 11. TloBepxHOCTH 00pasma mocie
JJ Tools 4SUE080120S08

Fig. 11. Sample surface after machining with
JJ Tools 4SUE080120S08
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Puc. 12. TloBepxHoCTb 00pa3ua nocie
CNCINS MS15.725.08.19.63.38.R05

Fig. 12. Sample surface after machining with

CNCINS MS15.25.08.19.63.38.R05

Pe3y.111,TaT1>1 B Cpe€IHEM NUANMA30HE PEKUMOB

Performance assessment in the medium parameter range

Tabmnuma 7
Table 7

Wnctpymenr / Tool

Karcan 99508003

BuzyanbHbIi aHAN3 CTPYKKH /
Visual chip analysis

Crpykka cerMeHTHas1, 0e3 cienoB neperpesa / Segmented chips, no

signs of overheating

LlenocTHOCTH KPOMKH JeTany /
Part edge integrity

HpI/ICYTCTBYIOT HEOOJIBIIINE CKOJIEI 10 KpasM 30HBI Cb€Ma Marcpualia /

Minor chipping along the edges of the machined area

BubpoakycTuieckue XapakTepUCTHKH /

Vibroacoustic characteristics

3ByKOBUOpaLlMOHHBIE TTOKa3areny B HopMe / Vibroacoustic parameters

within acceptable range

Pe3yabTaThl IEpOX0BaTOCTH 00Pa0OTAHHOI MOBEPXHOCTH

Machined surface roughness results

TabOnuma 8
Table 8

WHCcTpyMeHT ¢ 3a1aHHBIM yTIIoM pe3anus 12° / A tool with a preset cutting angle of 12°

ITonaya Ha 3y0 f,, Mm/3y0 /

lepoxoBarocTs 00pabOTaHHOM MOBEPXHOCTH Ra AJISl CTAHAAPTHOTO pe3aHus /

Surface roughness (Ra) for standard cutting

Feed per tooth f, (mm/tooth)

Howmep m3mepenuii / Measurement number

1 2 3 4 5
0,03 2,42 2,35 2,42 2,23 2,32
0,04 4,01 3,98 4,11 4,13 3,94

Puc. 13. HanpaBnenue BpamieHus S
Y HampagpiieHue noxauu F Gpesb

Fig. 13. Cutter rotation direction (S)
and feed direction (F)
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Puc. 14. HauansHas 3D-Monens NOBEPXHOCTH

Fig.14. Initial 3D surface model

Ha puc. 15 npeacrasieHa 3aBUCUMOCTD BETUYH-
HBI U3HOCA OT BPEeMEHH paboThI.

Ananmu3 Tpaduka 3aBUCUMOCTH H3HOCA OT
BpEMEHH OOpabOTKU MNpHU Pa3IUYHBIX CKOPOCTAX
pe3aHus BBISIBWI CIEAYIOIIME 3aKOHOMEPHOCTH.
HaunbGonee nHTeHCHBHBIN M3HOC HaOIIOMaeTcs MpU
ckopoctr 50 M/MuH (kpuBas /), KOT/Ia KpUTHUECKOE
3HaYeHHe mupuHbl packu uznoca 0,1 MM moctura-
ercs yxe uepes 5...7 MuHyT 00paboTku. CHUXKEHUE
CKOpoCTH 10 35 M/MHH (KpuBasi 2) TIO3BOJISET yBe-
JMYUTH IEpUoJ cToikocTu 110 15...17 MunyT, a npu
ckopocta 25 M/MuH (KpuBast 3) HHCTPYMEHT COXpa-
HSeT paboTOCTIOCOOHOCTD B T€UCHHE 25 MUHYT MPH
MUHUMAaJIbHOM 3HaY€HUH U3HOCA.

[TonmydeHHbIe 1aHHBIE YOETUTENBHO 1EMOHCTPHU-
pPYIOT OOpaTHYIO 3aBUCHUMOCTb MEXIY CKOPOCTBIO

pe3aHusl U CTOMKOCTBIO MHCTPYMEHTA. YMEHBbIIIE-
HUE cKopocTH ¢ 50 10 25 M/MUH MO3BOJMIIO YBe-
JUYHUTH pecypc paboThl HHCTpYMEHTa Ooliee ueM B
TpH pasza. Hammyummme pesynsrarsl mpu 00padoTke
xaponpounoro cruraBa Mo30TiC gocturarorcs nmpu
CKOpOCTAX pe3anus 25...35 m/MuH, 9TO 0OecTeyu-
BAeT ONTUMAJIBHBIN OallaHC MEXY TPOU3BOIUTEINb-
HOCTBIO U CTOMKOCTBIO HHCTPYMEHTA.

BuiBoabI

B pesynbrare mpoOBENEHHOTO WCCIEIOBAHUS
ObLJIa JOCTUTHYTA 1IeTb pa00ThI — pa3padoTaHbl pa-
[IUOHAJIBHBIC TEXHOJIOTUICCKUE PEKUMBI U CTpare-
TUU JIC3BUIHOW 00pabOTKU KapOMpPOYHOTO CIljIaBa
Mo30TiC, obecrieunBaronye MOBBIIIEHUE CTOMKO-

Puc. 15. T'paduk 3aBUCUMOCTH BETMYHHBI H3HOCA OT BPEMEHHU pabOoTEhI

Fig. 15. Tool wear as a function of machining time
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CTH MHCTpyMEHTa U TpeOyeMoe KaueCTBO MOBEpPX-
HocTH. [locTaBieHHbIE 3a7auu pPELIEHBI CIENYyIO-
M 00pa3om.

1. Onpenenensl ONTUMATBHBIE TEOMETPUUECKUE
napaMeTpsl PEKYIEro WHCTPYMEHTa, MUHUMH3H-
pyromue aOpa3uBHBIM HM3HOC MO 3aJHEH MOBEpX-
HocTH. Hammyumiue pesynbprarhl Mokasajia reome-
Tpus ¢ nepeAHuM yrioM 0°, CKpyITIeHUEM pexy1ieit
kpomku 0,5...1 MM u orpunareiabHol (ackoi
0,05 MM ¢ ymiom 18°...20°. MHCTpyMEHT NOJIKEH
UMETh HE MEHEE YeThIpeX 3yObeB Ui 0O0ecreueHus
JKECTKOCTU U Mpou3BoauTenbHOCTU. Cpeau npore-
CTHpOBaHHBIX 00pa3ioB ¢pe3sl Karcan 99508003
nu CNCINS MS15.725.08.19.63.38.R05 ob6nagatot
HauboJee MOAXOAIIEH reoMeTpUEH.

2. Pa3paborana parioHajgbHas CTparerus ¢pe-
3€pOBaHMsI, YUUTHIBAIOIIAsl OCOOCHHOCTH CHUIIOBOTO
pe3anus. Crparerusi mperycMaTpuBaeT HCIOJIb30-
BaHME YCUJIEHHOTO XBOCTOBHKA, ITyOUHY (Ppe3epo-
Banus 1...1,5 or nuamerpa ¢pessl U paauanbHOE
nepekpeitie 10 40 %. KitoueBsiM TpeGoBaHuEM
SBJISIETCSI WCKJIIOYEHUE TEPEMEHHOM KOHTAKTHOM
Harpy3Kku Juis 00ecredeHHs MOCTOSHHOTO CEeYEHUs
CHHMAaeMOW CTPYKKH, YTO TPEAOTBpAIIaeT BUOpa-
[IUU ¥ YIApHBIC HarPy3KH.

3. Haiinens! u BepuUIIIPOBAHBI PEKUMBI pe3a-
HUs, obecreunBarone 0aJaHc MKy TPOU3BOIU-
TEIbHOCTHIO U CTOMKOCTHIO HHCTPYMEHTA:

— JUIsl CTaHAAPTHOTO pe3aHusi (ONTUMU3UPO-
BaHO I0J] Kau€CTBO MOBEPXHOCTH): CKOPOCTH pe-
sapug V, = 50...72 m/muH, nogaya Ha 3y0 f =
=0,03...0,04 mmMm;

— JUIs  CHUJIOBOTO pe3aHusi (ONTHMHU3HPOBAHO
IO/l IPOM3BOIUTELHOCTD): CKOPOCTh pe3anus V, =
=12...17 m/mun, ogada Ha 3y06 f, = 0,08...0,1 mm.

4. UccnenoBaHa 3aBUCUMOCTD ILIEPOXOBATOCTHU OT
TEXHOJIOTMYECKUX MMapaMeTpOB. YCTAHOBJIEHO, YTO
CTOMKOCTh MHCTPYMEHTA SIBIISIETCSI CUCTEMOOOpasy-
oM ¢akropoM. Hapacranme m3HOca TPUBOIUT
K 9KCTIOHEHIIMAIbHOMY POCTY TUCIIEPCHU [TapaMETPOB
Ra v Rz, yBenn4uBasi aMIUTUTYAy BBICOKOYACTOTHBIX
cocTaBisioIMX B npoduie nosepxHoctu. [lomgnep-
JKaHWE MHCTPYMEHTA B COCTOSIHUU CTaOMJIBHOTO M3-
HOCa KPUTUYECKU BAYKHO HE TOJIBKO JUI MPOU3BOAM-
TEJIbHOCTH, HO U JJIs1 00€CIIEYEHUsI IPOrHO3UPYEMBIX
MapaMeTpoB TOBEPXHOCTH, HEOOXOMUMBIX [UISi TIO-
CIIEIYIOIIUX Olepalyii, HalpyuMep MOBEPXHOCTHOIO
TUIACTHYECKOTO 1e(OPMHUPOBAHUS (BBITTIAKUBAHIISA).

Takum 00pa3oM, KOMIUIEKC HPEIJIOKEHHBIX
pelieHnii — OoT BhIOOpAa TEOMETPUU HHCTPYMEHTA
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U cTpareruy oOpabOTKH 10 KOHKPETHBIX PEKUMOB
pe3anust — mo3BoisieT 3()(HEKTUBHO OCYIIECTBIIATH
JEe3BUIHYI0 00pabOTKy TpyIHOOOpabaTHIBAEMOrO
xapornpounoro cruiaBa Mo30TiC, koHTponupys u3-
HOC MHCTPYMEHTA U (HOpMHPYs 3aJaHHOE KaueCTBO
MIOBEPXHOCTH.
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Introduction. Modern mechanical engineering is characterized by the increasing application of heat-resistant
alloys for critical components in aerospace and defense equipment. The machining of promising molybdenum alloys,
such as Mo-30TiC, is particularly challenging due to their high heat resistance, abrasiveness, and the anomalous
behavior of their mechanical properties at elevated temperatures. Existing technological solutions developed for
nickel-based alloys often prove ineffective, highlighting the relevance of research in this area. Purpose of the work
is to develop rational machining conditions and strategies for the milling of the heat-resistant Mo-30TiC alloy, aimed
at increasing tool life and ensuring the required surface quality. Methodology. Experimental studies were conducted
on an Okuma MB-46BE machining center using carbide end mills from various manufacturers. The influence of
geometric tool parameters (rake angle, cutting edge radius, and presence of a negative land) and cutting conditions
(cutting speed, feed rate, depth of cut) on flank wear and surface roughness was investigated. Process monitoring
was performed using optical microscopy and surface profilometry. Results and discussion. Optimal geometric tool
parameters were determined: a rake angle of 0°, a cutting edge radius of 0.5-1 mm, and a negative land width of
0.05 mm. Two distinct machining strategies were developed: a standard cutting strategy (V, = 50-72 m/min,
f,=0.03-0.04 mm) for high-quality finishing, and a high-productivity power cutting strategy (V, = 12-17 m/min,
f,=0.08-0.1 mm). The Karcan 99508003 and CNCINS MS15.Z5.08.19.63.38.R05 end mills demonstrated superior
tool life. It was shown that the progression of tool wear leads to an exponential increase in the variance of surface
roughness parameters Ra and Rz. Conclusions. The proposed set of technological solutions enables effective
machining of the Mo-30TiC alloy, providing control over tool wear and achieving the specified surface quality.
The results of this work are of practical importance for manufacturing enterprises specializing in the machining of
difficult-to-cut materials.

For citation: Titov Y.V., Krivonos E.V., Allagulov V.R., Minibaev E.R., Bobrovsky N.M., Kamenov R.U. Influence of processing parameters
on tool life in machining the heat-resistant molybdenum-based MoTiC alloy. Obrabotka metallov (tekhnologiva, oborudovanie, instru-
menty) = Metal Working and Material Science, 2026, vol. 28, no. 1, pp. 176—-192. DOI:10.17212/1994-6309-2026-28.1-176-192. (In Russian).
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