YOK 621.9.022.2
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Llenb cTaTbn - pa3paboTka PeKOMeHAaLun Mo BbI6OPY ONTMManbHbIX YCNOBUIA TOYEHUS
JeTanei n3 nnactmacc C 3aflaHHOM LEPOX0BATOCTbHO MX MOBEPXHOCTEN.

KnoueBble cfioBa: PeXuMm pe3aHusi CKOPOCTb pe3aHus, nojaya, HOpMaTWBHAs CTOMKOCTb,
LLIEPOX0BATOCTb MNOBEPXHOCTHU.

THE CHOICE OF THE MODES OF CUTTING WHEN PROCESSING DETAILS FROM
PLASTIC TURNING

Samsonov Vladimir Alekseevich, Cand.Tech.Sci., professor of KGTU of I. Razzakov, Bishkek,
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Article purpose - development of the recommendation about the choice of optimum
conditions of turning of details from plastic with the set roughness oftheir surfaces.
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Bce Bo3pacTarollee ncnosib3oBaHne U3genuini U3 nnactmMacc obycnasnubaeT HEOO6X0AUMOCTb
onpejenieHns ONTUMasibHbIX YCNOBUIA X MeXaHNYeCKoin 06paboTKM Ha MeTanNopexyLmx cTaHKax.
Nwmerowmecs HopmaTuBHble MaTepuanbl [1] He oxBaTblBatOT BCEro MHOroob6pasus njactMacc u
XapaKTepUCTUK MHCTPYMEHTa/IbHbIX MaTepuanoB A8 UX 06paboTkn. B CBA3M C 3TUM B HACTOAL WA
paboTe npeanpuMHATa NOMbITKA BOCMOMHUTL 3TOT Npoben nytem c6bope U 0606LIEHNS HAYUHbIX
CTaTeil, CMpaBOYHbLIX MaTepuanoB W KaTanoroB OTEYECTBEHHONW W WMHOCTPAHHOW TEXHWYECKON
nuTepaTtypbl 1 pa3paboTKM peKoOMeHZaunin no BolGOpY pPexxumoB pe3aHusa npu o6paboTke geTanei
13 NNacTMacc ToUYeHneMm.

Buabl nnactmacc, AN KOTOpbIX pas3paboTaHbl MpefCTaB/ieHHble HUKE peKOoMeHAaunu.
MpueegeHbl B Tabnuue 1 B KayecTBe WHCTPYMeHTa WCNONb3YHOTCA pe3ubl, OCHAaLleHHble
nnacTMHKam TBEPAOro crsjiaea M pesubl U3 CMHTETUYecKOro asmasa Tuna 6annac /AC/, a Takxe
Tvna kapboHago /ACIMKI/.

PekoMeHayemble Auana3oHbl rNy6uHbI pe3aHus, nogavya v WMHCTPYMeHTalbHbIA Matepuan
npusegeHbl B Tabnuue L

Tabnuua 1
Pexxum 06paboTKn TOUEHMEM feTanei U3 nnacTmacc
ObpabaTbiBaemMblii  VHCTpYyMeHTabHbI Fny6buHa pesaHus Mopaua
Martepuan marepuan t, MM S0, Mm/06
OprcTekno BK8 0,5-2,5 0,1-0,0,25
®dToponnact BK8 0,5-4,0
®deHonnact BK3M 0,5-5,0 0,1-0,40
BonokHUK BK2 0,5-40
eTUHaKc BK6M 0,5-5,0 0,1-0,50
CrteknotecTonut BK2 0,5-4,0 0,1-0,4
Crteknonnactuk BK8
OpraHonnacTumk BK8 0,5-5,0 0,1-0,4
FeTnHakc ACIK 0,2-1.0
ACB 0,5-2,0
CrteknonnacTuk ACTE 0.2-1,0 0104
ACBH 0,5-2,0
CTeknortectonut ACIIK 0.2-1.0
ACBH 0,5-2,0

Bo MHOrmx cnyyasx npu TOYEHWM nNnacTMacc Heob6XoAMMO o06ecrneymBaTb 3afaHHYHO
LLIePOX0BATOCTb 06PaboTaHHOI NOBEPXHOCTU. Toraa nogavy BblOMparT cregyoumnum obpasom.
Mpn 3a4aHHON LWIEpPOXoBaTOCTWM ANA TBEPAOCMNABHbIX Pe3L0B NoJayy MOXHO OMpeaenstb Mo
3aBUCUMOCTSIM:

Ona Ra =1,2—4 mkm; 50=0,032 r016-Ral44, mm/06
Ona Rz>6,3 mkm; S0=0, 048 103 -Rz 58 mm/00,
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rge r-paguyc npuv BepwuHe pesubl, MM; Ra Rz - napameTpbl 3afjaHHOM LIepOX0BaToOCTH
06paboTaHHO MOBEPXHOCTU, MKM

Mpn 06paboTKe reTUHaKca, CTEK/OTEKCTONMTa WM CTeK/onjacTMka pesyamy U3
CUHTETMYECKOro asfiMasa ¢ (hackoi Ha BepwunHe f»0,3 MM 1 paguycom r»0,8 MM
Mofayy MOXHO onpefennTs No 3aBucumoctTn: So=Cz Raz, mm/06.
CKOpOCTb pe3aHuns MOXHO ONpesenunTb No opmye:

T Cv-Km-KI

rae T- BblbpaHHas CTOMKOCTb MHCTPYMEHTA, MUH; 3HAYeHUA HOPMAaTUBHOM CTOMKOCTU TH,,
Cvim, X ny npusefeHsol B Tabnuue 2.

Tabnuua 2
3HaueHmnsa KoapgpuuymeHToB Cz, Cv, HOpPMaTMBHOI CTOMKOCTM M NOKa3aTenein CTeneHn B popmynax
nojayv 1 CKOPOCTU pe3aHnsi Npyu TOUYeHUs naacTmacc.

ObpabaTbiBaemMblii MaTtepuan TH,
MaTtepuasn MHCTPYMeHTa Cr a Cz m X y  MuH
03 04
OprcTekno BK8 147 1 8 5 60
03 0,6
dToponnact BK8 3723 11 6 8 60
0,2 03
deHonnact BK3M 554 0,3 6 3 60
01 01
BonokKHUT BK2 204 6 8 0,2 60
05 05
BK6M 5640 03 5 5 60
eTUHaKC L 539 00
ACIK 0,01 0 00 10 8 01 2700
1, 3570 0,0
ACB 0,01 0 00 10 8 01 1030
01 00 00
BK2 467 8 2 9 60
0,001 1950 01 01
CTEKNOTECTONUT ACHK 3 é 00 10 0 2 900
0,000 2, 1300 01 01
ACB 08 3 00 10 O 2 540
04 03 03
BK8 152 9 3 7 60
0,001 1 2800 0,0 01
CteknonnacTtumk ACTIK 5 7 0 10 3 0 720
0,000 2, 1860 0,0 0,1
ACB 28 1 00 10 3 0 480
03 00 01
OpraHonnacTuk BKS8 357 1 5 8 60

KM—A0npaBoYHbIA KOIDPULMEHT, XapaKTepu3yoLwmnii MapkKy TBepAoro cnsaea, NnpuBefeH B
Tabnuue 3.
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Ta6bnuua 3

MonpaBoYHbI KO3(hhMLMEHT KM yUYnUTbIBaKOLW NI BNMSHWE MapKKU TBEPAOrO CnjaBa Ha CKOPOCTH
pe3aHns Npy ToOYeHMs naacTmacc

ObpabaTbiBaemMblii Kmansa pesuoB 13 cnnasa
mMartepuan
BK 2 BK 6M BK3 BK8M
deHonnacT - 0,91 0,70 1,00
BonokHuT 1,0 - 0,70 0,90
eTUHaKC - 1,0 0,77 U
CTekNnoTekcTonuT 1,0 - 0,70 0,90
CreknonnacTtuk 1,52 - 1,0 1,76
OpraHonnacTuk 1,28 - 1,0 1,31

Mpwn pabote pesuamm n3 AC Km=1,0
K] nonpaBoYHbIn KOIPHULMEHT, XapaKTepn3yOLnii TUM pe3ua, NpuBefeH B Tabnuue 4.

Ta6bnuua 4
MonpaBoYHbIA KOIPPULNEHT, YUNUTHIBAIOLLMI BAUAHME THUMA pe3La Ha CKOPOCTb pe3aHus npu
TOYEHUW naacTMacc
T™™n pesua NPOXOAHOW nogpesHou OTpe3HoM pacTo4HOWA
Ki 1,0 0,8 0,7 0,9
Mpwu paboTte pesyamm n3 AC Ki=I,0
YacToTa BpaleHua wnuHgens Cv'KMKi
1000 -V

= ——— —— 006/MUH
Mpn CTyneH4yaToM peryavupoBaHWM 4acTOTbl BpaWeHUs LWNUHAENS ee 3HayeHus
PEKOMEHAYeTCA YTOUHATL B MEHbLUYIO CTOPOHY.

BbiBoa: lMpefcTtaBneHHble MaTepuanbl NO3BONAOT ONPefenTb pauMoOHanbHble PeXUMbI
pe3aHus npu TOYEHUA AeTanell M3 pasIMYHbIX MacTMacc, a TakXKe ONTUMasbHble YCNOBUA WX
06paboTkK, obecneymBatoLme Tpebyemyro LWepPoxXoBaTocTb 06paboTaHHON MOBEPXHOCTMN.

Cnucok nuTepaTtypbl
1. O6wWwemMawMHOCTPOUTE/IbHbIE HOPMATUBbLI PEXMMOB pe3aHus, HOPMbl M3HOCA U pacxofja
pe3uoB, cBepn W dpe3 npu 06paboTKe HeMeTaN/IMYeCKUX KOHCTPYKUMOHHbLIX MaTepuanos.
HUNMMALL.-M.: 1982-144 c.
2. All-machine-building standards of the modes of cutting, standard of wear and an expense
of cutters, drills and mills when processing nonmetallic constructional materials. NIIMASh. - M.:
1982-144 pages.



