YK 621.9.022.2

BbIBOP PEXXMIMOB PE3AHWNA MPU OBPABEOTKE AETAEN 3 MNACTMACC
TOYEHVEM

CamcoHOB Bnagmmup AnekceeBud, K.T.H., npodgeccop KI'TY um. WN. PasszakoBa, I BULLKeK,
np. Mupa 66, e-mail: aebrat(a),mail. ru

Llenb cTaTbyn - pa3paboTKa pekoMeHAauun No BbIGOPY OMNTUMA/IbHbIX YCMO0BUIA TOUEHNS
feTanei 13 nnacTtMacc ¢ 3afaHHoN LepoX0BaTOCTbO UX NOBEPXHOCTEN.

KntoueBble crioBa: PeXuM pe3aHusi CKOPOCTb Pe3aHusi, nogaya, HopMaTUBHasH CTOWKOCTb,
LLIEPOXOBATOCTb MOBEPXHOCTY.

THE CHOICE OE THE MODES OE CUTTING WHEN PROCESSING DETAILS EROM
PLASTIC TURNING

Samsonov Vladimir Alekseevich, Cand.Tech.ScL, professor of KGTU of I. Razzakov, Bishkek,
Mira Ave. 66, e-mail: aebrat(d),mail.ru

Article purpose - development of the recommendation about the choice of optimum
conditions of turning of details from plastic with the set roughness of their surfaces.

Keywords: Cutting mode cutting speed, giving, standard firmness, surface roughness.



Hssectust KI'TY um. U.Paszaxosa 41/2017

Bce Bo3pacraromee UCoNb30BaHUE M3IEIHHA U3 MIacTMace 00yClaBInBaeT HEOOXOIUMOCTh
OTIpeNeNIEHUs] ONTUMAJIbHBIX YCJIOBHH UX MEXaHHYeCKOH 00pabOTKHN Ha METAJUIOPEXKYIINX CTAHKaX.
Nwmeromuecss HopMaTHBHBIE MaTepuaibl [1] HE OXBaTHIBAIOT BCErO MHOrOOOpasus IJIacTMacc |
XapaKTEPUCTUK WHCTPYMEHTAIBHBIX MAaTEPUAJIOB Il UX 00pabOTKU. B CBSA3M C 3TUM B HACTOSAIIMN
paboTe mpeanpuHATa MOMBITKA BOCIOJHUTH 3TOT Npoben myteM cOope n 0000ImeHnsT Hay4IHBIX
CTaTel, COPaBOYHBIX MATEPHUAJIOB M KaTAJIONOB OTEYECTBEHHON W HHOCTPAHHOW TEXHUYECKOH
JUTEPATYPhl U pa3padOTKH PEKOMEHMALNI MO BBIOOPY PEKUMOB pe3aHusi npu oOpadoTke nerajien
U3 TUIACTMACC TOUECHUEM.

Buner mmactmace, Uit KOTOPBIX pa3paboTaHbl NMPEACTABICHHbIE HIKE PEKOMEHIALIHH.
IIpuBenener B Tabmuue 1. B kadecTBe MHCTpyMEHTAa HCHOJB3YIOTCS PE3Lbl, OCHAIICHHBIC
TUTACTMHKAM TBEPAOrO CIUIABA U Pe3Lbl U3 CHHTETHUECKOro anMasa tuma Oamac /AC/, a Takke
tuna kapbonano /ACIIK/.

Pexomennyemble nuana3oHbl TIyOHHBI pe3aHUs, MMOavya U MHCTPYMEHTAJbHBIA MaTepual
npuBeaeHs! B Tabmume 1.

Tabmuua 1
Pexxnm 00paboTku ToueHHEM JieTaied U3 IIacTMace
OopadaTpiBaembliii | UHCTpyMeHTANBHBII I'nyOnHa pe3anus Iogaua
Marepuan Marepual t, MM So, MM/06
Oprcrexno BKS 0,5-2,5 0,1-0,0,25
dTropomnact BKS 0,5-4,0
deHomact BK3M 0,5-5,0 0,1-0,40
Bonokuuk BK2 0,5-40
I'eTnHakc BK6M 0,5-5,0 0,1-0,50
CTexJIoTeCTONMUT BK2 0,5-4,0 0,1-0,4
CTeKJIOMIACTHK BKS
OprasomnjaacTuk BKS8 0,5-5,0 0,1-0,4
I'erunaxkc ACTIK 0.2-1.0
ACBH 0,5-2,0
CrekIornnacTuk ACTIE 0.2-1,0 0104
ACBH 0,5-2,0
CrexkyioTecTonuT ACTIK 0.2-1.0
ACBH 0,5-2,0

Bo MHOrux ciydasix MOpd TOYEHMM I[UIaCTMAcC HEOOXOAMMO O0ecrevyrBaTh 3aJaHHYIO
IepOXOBATOCTh 00pabOTaHHON MOBEPXHOCTH. Toraa mogady BRIOUPAIOT CIAEAYIOLIIM 00pa3oM.
[lpu 3amaHHOlN IEPOXOBATOCTH Ui TBEPAOCIIABHBIX PE3IOB MOAAa4Yy MOKHO OMpPEeNsiTh IO
3aBHCUMOCTSIM:!

Jlnst Ra=1,2—4 mrm; So =0,032-r1° R, mm/06
Tlst Ry, 6,3 mxm; So=0, 048 -r°* R, "% mm/06,
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Nseectus KI'TY um. U Pa3zakosa 41/2017
rae r-paguyc npu BepmnHe pesusl, MM, R,, R, — mnmapamerpsl 3amaHHON 1EepOXOBaTOCTH
00paboTaHHOH MOBEPXHOCTH, MKM

IIpn oOpaboTke reTMHaKCa, CTEKJIOTEKCTOJNMTa W CTEKJOIJIACTUKA pe3laMu U3
CHHTETHYECKOTrO ajMasa ¢ ¢ackoii Ha BepuHe f~0,3 MM u pagnycom r=~0,8 Mmm
IMona4dy MOKHO ONpenenuTh 1o 3apucumoct: So=C, R*,, MmM/006.
CKopocTh pe3aHust MOJKHO OTIPENENIHUTh 1o popmyie:

rae T- BeiOpaHHast CTOHKOCTh HHCTPYMEHTA, MHH; 3HAYE€HUSI HOPMAaTUBHOMN cTOHKOCTH Ty,
Cy,m, X ¥ y IPUBEACHBI B TAOTHUIIE 2.

Tabnuua 2
3Hauenns kodpduumnentos C,, Cy, HOpMATHBHON CTOMKOCTH U TIOKa3aTesel cTeneHu B popmynax
NOJJaYM M CKOPOCTHU PE3aHUs TIPU TOUEHUsI I1JIacTMAcC.

Oo0padaTbiBaemblii Marepuan TH,
MaTepHa HHCTPYMEHTA C, a C, m | x y MHUH
0,3 10,4
Oprcrekio BKS - - | 147 1 60
0,3 ]0,6
®dTopomnact BK&8 -—- ---| 3723 | 1,1 60
0,2 10,3
®deHomnact BK3M -—- -—| 554 |03 3 60
0,1 |0,1
Bonokaut BK2 --- - | 204 6 0,2 60
0,510,5
BK6M -—- -—-| 5640 | 0,3 5 60
I'erunaxkc L] 5355 0,0
ACTIK 0,01 0 00 1,0 0,1 | 2700
1, | 3570 0,0
ACb 0,01 0 00 1,0 0,1 | 1030
0,1 | 0,0 | 0,0
BK2 467 8 9 60
0,001 | 1, | 1950 0,1 10,1
CTEKJIOTECTOJIUT ACTIK 3 6 00 10| 0 900
0,000 | 2, | 1300 0,1 10,1
ACb 08 3 00 10| O 2 540
040303
BKS 152 9 3 7 60
CrekonnacTuk 0,001\ 1, 2800 0,01 0.1
ACTIK 51 7 00| 1,0 3 0 720
0,000 | 2,| 1860 0,0 0,1
ACb 28| 1 00| 1,0 3 0 480
0,31 0,0 0,1
OprasomnjaacTuk BK&8 357 1 5 8 60

K,—nomnpaBounslii k03(ppuLneHT, XapakTepu3yoLUuil MapKy TBEPAOTO CILIaBa, IPUBEICH B
tabmmue 3.
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Tabnuua 3

MonpaBoYHbIi KOIPMULMEHT K, yUnTbIBAKOLLMIA BIMSIHME MapKW TBEPAOrO CM/laBa Ha CKOPOCTY
pe3aHus Npu TOYeHNs naacTMacc

Ob6pabaTtbiBaemblii Km gnsa pesuos 13 cniasa
Martepuan

BK2 BK 6M BK3 BK8M
®eHonnact - 0,91 0,70 1,00
BonokHuT 10 - 0,70 0,90
eTMHaKC - 1,0 0,77 11
CreknotekcTonut 1,0 - 0,70 0,90
Creknonnactunk 1,52 - 10 1,76
OpraHonnacTuk 1,28 - 10 1,31

Mpwu paboTe pesuamm 13 AC Km=1,0
K1_nonpaBoyHbIii KO3W(ULMEHT, XapaKTepmn3yoLLMiA TUN pe3ua, NpueeaeH B Tabnumue 4.

Tabnuua 4
MonpaBOYHbIN KOIPPULUMEHT, YUMTbIBAIOLLMIA BAMSHME THNA pe3la Ha CKOPOCTb pe3aHns npu
TOYEeHMUN NnacTmacc
TN pesua NPOXOAHOW NnoApe3sHom OTPE3HOM pacTo4YHOM
Ki 1,0 08 0,7 0,9
Mpu paboTe pesuamm n3 AC Ki=I1,0
YacTtoTa BpatleHus wnuHaena CvKnKi
1000 -V

n = -----— 06/MWH
uD
Mpn CcTyneH4YaTOM pPerynMpoBaHUM 4YacTOTbl BpAWeHUs LINUHOENS ee  3HayeHus
PEKOMEHAYETCH YTOUYHATb B MEHbLLYH CTOPOHY.

BbiBoa: [MpeactaBneHHble MaTepuasibl MO3BONAIOT OMPEAENUTb PaLMOHA/bHbIE PEXUMbI
pe3aHus Mpy TOYEHWs AeTaneil M3 pas/IMyHbIX MaacTMacc, a TakkKe OMTUMaslbHblE YCMOBMSI WX
06paboTKK, 0becreynBaroLLme TPeObYeMYHO LLIEPOXOBATOCTb 06pPabOTaHHOW NMOBEPXHOCTW.

Cnucok nuTepartypsbl
1 OO6LeMalIMHOCTPOUTEIbHbIE HOPMATVBbI PEXMMOB Pe3aHusi, HOPMbl M3HOCA M pacxofa
pesuoB, CBepn U ¢pe3 npu 006paboTKe HEMETAIIMYECKNX KOHCTPYKUMOHHbIX MaTepuasos.
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