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MATEMATHUYHA MOJEJIb BUBHAYEHHS IIOJAYI I IBUAKOCTI PI3BAHHSA

Ha ocnoei ananizy eeomempii ymeopens gucomu wopcmrocmi 06poonenoi nogepxti 8 pobomi npedcmagneno Memoouxy
AHATIMUYHO20 PO3PAXYHKY NO0AYT NPU BUSHAYEHHI NAPAMempis pexcumy pizaHHa. Ynepuie 3anponoHo8aHo 3a2anbHutl nioxio,
AKULL N0 SI3Y€ 3HAYEHHs nodayi Ul napamemp wopcmrocmi nogepxti Rz. Cmeopeni ananimuyti 3a1exiCHOCMI U aneopumm 3a-
CMOoCy6anHs Mi€i 3 HUX, KA 8ION0GIOAE KOHKPemHIll cumyayii. 3anponoHosana MamemMamuiHa Mooelb SUHAUEHH ONMUMA-
JIbHO20 3HAYEHHS WBUOKOCHI Pi3anHs. 3anpononoeana mamemamuiyna MoOenb GU3HAYEHHI ONMUMATLHO2O 3HAYEHHS WBUOKO-
cmi PI3anHs 3 YPAXy8auHAM poOOmMU 3HOULYBAHHS 1e3d.

Knrwouosi cnoea: enubuna pizanna; nooayva,; weuoKicmy pizants, poboma 3HOULY8AHHSA e3a, NApaAMemp WopCmKoOCHi.

Puc.: 4. bion.: 9.

AKTyaJIbHICTh TeMH AocilKkeHHs. [[apameTpu pexumy pi3aHHS BiTirparOTh BaXKIIUBY
pOJIb y 3a0e3MeYeHH] CTIMKOCTI pi3alIbHUX IHCTPYMEHTIB, IKOCTI i co0iBapTocTi BUpoOiB. Tomy
BU3HAYEHHS IXHIX ONTHUMAIBHUX 3HAYCHD € TIEPIIOUYEPrOBUM 3aBJAHHAM MIPU PO3POOIICHH] Te-
XHOJIOTIYHOTO MIPOLIECY, a OTXKE, TeMa JOCIIKEHHS aKTyalbHa.

IMocranoBka npod.emu. [Ipy mpoexTyBaHHI TEXHOJIOTIYHHX MPOIECiB 00pOOKH MeTalIiB He-
OJIMIHHO TOCTa€ 3aBaHHs BUOOPY 3HAUEHb MIMOWHU pi3aHHs, 0Jaul Ta MIBUIKOCTI pizaHHs. Ha
el yac rMOWHY pi3aHHS 1 Mojgady NMPU3HAYAIOTh HA MIJCTaBl HASBHOTO JOCBITY 3aJISKHO Bin
BUMOT JI0 IKOCT1 00po0iieHoi moBepxHi. [Ticns 11poro, BpaxoByro4H 11i HapamMeTpu i peKOMeHI0-
BaHi TpaHIYHI 3HAYCHHS PAKTUYHO BU3HAYAIOTh MIBUAKICTH pizaHHs. [IpobiemMoro € BiICyTHICTD
AHAIITUYHKUX BUPA3iB ISl PO3PAaxXyHKIB oAyl i HOMiHAILHUX 3HAYEHb [IBUKOCTI pi3aHHS.

AHAJI3 ocTaHHIX T0CTiIKeHb i myOsikaniii. [Iporec TodiHHS, 3aI€KHO BiJl BUMOT JI0 SIKO-
cT1 00po0IIeHOT TOBEPXHI, CKIIAAA€THCS 3 PI3HUX orepalliid. € YOpHOBa, HAMIBYMCTOBA 1 YHUCTOBA
[1; 2]. Sandvik Coromant (Coro Guide 13.1.1) [3] npomonye OUIbII PO3MIMPEHHUM CTIEKTP TaKUX
omepariid: ekcrpeManbHa o0pobka (t=0,25-2 mm, $=0,05-0,15 mMM/00.), 031005€HHS
(t=05-2 mm, s=0,1-0,3 Mm/00.), cepearst oopodka (t=1,5—4 mm, s=0,2-0,5 Mm/00.),
Jerka 4opHoBa oOpoOka (t =3 —10 MM, S = 0,4 — 1 MmM/00), yopHOBa 00podKka (t=6—15 mm,
s=0,5-1,5 mm/00.), Baxxka gopHOBa 00podKa (t = 8 — 20 mm, S > 0,7 Mm/00.).

[Tapamerpu pexumy pizanus (V, S, t) mpu3HauarOThCsl TaKUMH, 1100 3a0€3MEYUTH HEOO-
X1AHY SIKICTh 00p00JIeHOT TOBEPXHI i MOBHICTIO BUYEPIIaTH Mpare3aTHICTh IHCTPyMEHTa Ipo-
TArOM BUOpaHOro mepiofy ioro criiikocti 7. Mexa npare3iaTHOCTI Ha BKa3aHHMX OMeparlisix
BU3HAYAETHCS K BEJIMYMHA 3HOIICHHS 110 33/Hii OBEPXHi Ns.

ITix yac YOpHOBOTO TOUIHHA BYTJIEIIEBOI CTalll TBEPAOCILIAaBHUM Pi3LEM JIOMyCTUME 3HO-
IICHHS 110 3a/IHil oBepxHi pocsrae h; = 1,4 MM, mijx yac HamiBYUCTOBOT 00poOKHu h; = 1 MM, a
unctoBoi h; = 0,4 MM [1]. Tomy se30, sike BUKOPUCTOBYETHCS Ha OJHIN i3 3ralaHUX OTMEpalliid,
XapaKTEePU3YETHCS BETMIMHOI POOOTH 3HOIICHHS JIJIsl TOCATHEHHS TPAHUYHOTO 3HaYCHHS Ns.

OTxe, akio h; 3a1eKuTh Bijl onepariii, To TOi, BpaxoBYO4H pekoMeHallii [ 1], rpaaaiito
BEJIMYMHU 3HOIIEHHS IO 3aJHii moBepxHi i ysaBiaeHb Sandvik Coromant MokHa 3anmucaTu
sk: extreme finishing — h; = 0,2 mwm, finishing — h; = 0,4 MM, medium machining — h; = 0,6 mm,
light roughing — h; = 0,8 MM, roughing — h; = 1,1 MM, heavy roughing — h; = 1,4 mm.

[TopiBHtoroun pexomenpanii [1] 1 [3] Mo)kHa BU3HAUUTH IHTEPBAIM ITTMOWHU pi3aHHS 1 TO-
Jadi 1yt Y0pHOBOT 00pooKH (t =6 — 20 MM, S = 0,5 — 1,5 MM/00.), TSl HATTIBYUCTOBOT OOPOOKHU
(t=15-10 mm, $=0,2—-1 Mm/006.), ais gucrosoi (t =0,25—2 mmMm, s =0,05-0,3 Mmm/00.).
BiamoBigHO 10 1OMTyCTUMOT BETMYUHY 3HOIICHHS BU3HAYAETHCS 1 TPAaHUYHA pOOOTa CTPYIKKO-
YTBOPEHHS, IKa BUKOHYETHCS MPOTATOM Mepioay criiikocti. 106 3a0e3neunTn npusHadyeHun
nepioJ1 CTINKOCTI MPY BU3HAYCHUX 3HAYCHHSX 1 1 S BCTAHOBIIOETHCS MBUJIKICT Pi3aHHS.
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MareMaTHuH1 3aJ€KHOCTI MK MapaMeTpaMu PEeXUMY pi3aHHsS eMITipHYHi, TOMY aHali3
MIPOIIOHOBAHUX PI3HUMU (ipMaMu 3HAYCHBb BKa3y€e Ha 3Ha4HI po30ikHOCTI [1; 3-8]. ¥V Mexax
rpadika ¢pyukuii N = f(t, S), BiAnmoBiaHO A0 BiZIOMOI 3aJI€KHOCTI /I BU3HAYCHHS POOOTH B CH-
creMi pizanas A = Pz - v - T, iioro noBepxHs MOBHUHHA OyTH MapajiebHOI 10 KOOPAUHATHOI
IUIOIIMHMY 1S TuToImmMHOK. AJie B AilicHOCTI rpadiku moOynoBaHi 3a peKOMEHAALIIMU Pi3HUX
GbipM BIIXWISIOTHCS BiJl TAKUX TEOPETUYHUX BUCHOBKIB (puC. 1).

A

-y
7.5 50

Puc. 1. 3anexcnicme nomyosicnocmi pizanns 6i0 enubunu pizanns i nooadi 3a oanumu Sandvik
Coromant (1), Iscar (2), «Hopmamusis pesxcumy pizanusny» (3), Kyocera (4):
a — uucmosa onepayis,; O — HaniBUUCMOoB8a onepayis, 6 — YOpHOB8A ONepayis

Haii6inbmi po36ikHOCTI Ha yrCTOBIN onepanii (puc. 1, a) mig yac Touinas crami 1045
AISI/SAE TtBepaum cruiaBoM 3a BUKopucTaHHsAM P1. JlocuTs HemoraHo 30iratoTbcsi pekoMe-
Haanii «HopMmatusiB pexumy pizanss», Iscar, Kyocera mist HamiB4ncTOBOiI 1 YOPHOBOI OIe-
pauiii (puc. 1, 0, 8).

BuaijieHHs1 HeOCHiIsKeHUX YaCTHH 3arajbHoi npodJjemu. [Iposenennii anami3 ocra-
HIX JOCHIKEHb 1 myOmikaiiil mokaszas, 10 MUTAaHHSAM BUOOPY MapamMeTpiB pexUMY pi3aHHS
NPUIUIAETHCS BeNKKa yBara. [Ipore aHamiTHYHUX METO/IB JJIsi BA3HAYCHHS 11014l Ta IIBH/IKO-
CTi pi3aHHS HE CTBOPEHO.

MeTolo cTaTTi € MiIBUILIEHHS TOYHOCTI BU3HAUEHHS TapaMeTPIB PeKUMY pi3aHHA Ha Mij-
CTaBl BUKOPUCTaHHSA MaTeMaTUYHUX 3aJIe)KHOCTEH.

BukJiiaax ocHoBHOro marepiaJy. [Ipy BU3HaueHHI mapaMeTpiB pexXUMY pi3aHHA, [TIMOUHY
pi3aHHs BCTAHOBIIOIOTH BIAMOBIAHO 10 BEJIMYMHU MPHUITYCKY M TOYHOCTI 0OpOOKH. A mojady
MO’KHA pO3paxyBaTH, BPax0OBYIOUH 3a0e31eueHHs] HEOOX1AHOI IIOPCTKOCTI.

[Tonaya Ta reoMeTpis Ji€3a CTBOPIOIOTh BUCOTY 3AJIMILIKOBOTO rpeOeHsl, ika 301IbIIy€eThCs
(YTBOpIOIOYM BUCOTY HepiBHOCTEH mpodinto Rz) 3a paXyHOK YTBOPEHHS Ha HIl HapocCTy, a
TaKOX MONIHUOIIEHHS pe3ybTyI0u0l HEPIBHOCTI 31 3MEHIIEHHAM pajiilyca KpUBUHH JiHIT KOB-
3aHHS, 10 SIK1H B110yBa€eThCS BIIPUB CTPYXKKU B1J 3arOTOBKU [9]. AJe SKIIO HE BpaXxOBYBaTU
BILIMB IUIACTUYHOT Aedopmallii, To mojauy Juis 3abe3neyeHHs NoTpiOHoro 3HayeHHs Rz (npu
B1JIOMHUX pajilyCy NpHU BEpILIHHI 7, TOJOBHOTO Ta JOMOMIXHOIO KyTIB y IJIaHl ¢ 1 ¢') MOXHa
BU3HAYMUTHU 3 BUPA3iB:

s=Rz(1/tanp +1/tang’)— r(((cow—l))/sin(p +((c03go'—1))/singo’) . (1)

s=2J2-r-Rz—RZ? . (2)

s=r sing—(—r cosp—Rz)cotp+

2 . 2 2 (3)
+\/r (sing)” —(r—r cosp—Rz)" —2r cosp(r —r cosp—Rz)

s=r sing’'—(r —r cosy’ —Rz)coty’ +

: 4)
+\/r2 (sinqo’)2 —(r—r cosp'— Rz)2 —2r cosg'(r—r cosp’ —Rz)
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®opmyity amst po3paxyHKy 0OMpatOTh 3 ypaxyBaHHSM CITIBBiJJHOIICHHS OpAWHAT TOYOK I1e-
pexoly JOMOMDKHOI Ta TOJIOBHOI pi3albHMX KPOMOK B JAyry paziyca I Za = r(1-cose'),
Zn = r(1 — cosp) i mapametpa Rz. ko za < R;1zp < R; (puc. 2, a) — hopmymna (1). SAxio za > R,
1Zp > R; (puc. 2, 6) — popmyina (2). Skio za > R; 12 < R; (puc. 2, 8) — popmyia (3). ko z, < R,
12p > R; (puc. 2, 2) — hopmyna (4). AropuT™ BH3HAYCHHS 11014l HABEJCHUI Ha PUCYHKY 3.

IVAVAS
b

Puc. 2. Cxemu ymsopenus napamempa wiopcmrocmi
1

r Rz, ¢, ¢’ TTogarox

~
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[ z,=r(l-cosp)  zy=r(I-cosp)
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Puc. 3. Aneopumm eusnauenns nooaui

3 ycCiX eJeMEeHTIB CUCTEMH Pi3aHHs TUIBKH JIe30 € MOCTIHHO HaBaHTaKeHUM TijoM. CTpy-
JKKa B KOXHHUI MOMEHT yacy (popMyeThbcs 3 HOBUX 00’ €MIB, III0 HAIXOJATH 13 puimycky. Ha-
pyXeHo-AePOPMOBaHMI CTaH LUX 00’ €MIB KOPOTKOYACHUH 1 3MIHIOETHCS B TIEP10/1 KOHTAKTY
CTPY’KKH 3 IEPEAHBOI0 IOBEPXHEIO JIe3a.

ToMy XKUTTEBUI LIMKJI CUCTEMU P13aHHS BU3HAYAETHCS JIMILE CTIHKICTIO Pi3aJIbHOTO Jie3a.
Sk110 B pe3yibTati TepTs a00 MOB3YYOCTI JIE30 HACTUILKH 3MIHIOE CBOIO (hOpMY, 110 HE 3/1aTHE
BUKOHYBaTH (YHKILIO pi3aHH:, TO poOOTY 30BHILIHIX CHII, SIKa MIPU3BeNa O TAKUX HACHIJIKIB,
MOYKHa Ha3BaTH KPUTHUYHOIO, a00 TPAaHUYHOIO.

[Tpuyomy, BUdepnaHHs pecypcey Mpare3gaTHOCTI IHCTPYMEHTY He 3aJIeKUTh Bij yMOB p1—
3aHHs. CripaBeIIMBICTb IIbOTO TBEPIXKEHHS CKCIIEPUMEHTATbHO nepeBipeHa Mpu TOYiHHI cTai
HIX-15 mmactunamu mMapku TH-20 (SNMM120404). [Ipu pi3HuX mapamerpax pexumy pi-
3aHHS BCTAHOBJIEHAa po0OTa A, MpU BUKOHAHHI SIKOi B €KCIIEPUMEHTI OyJI0 OTPUMAHO KOXKHE
3HaYeHHs 3HOIIeHH: h;. PoOoTa Bu3Havanacs 3a BiIOMUM BHpPa30oM

A=Pz.V.r.
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BcraHoBieHo, 10 IJTKOM TIEBHE 3HAYCHHSI 3HOIICHHS IMICIIs Pi3HOT TPUBAJIOCTI Pi3aHHS 3
PI3HUMH PeKUMaMH, BiANOBIa€ KOHKPETHOMY 3HAUE€HHIO poboTH (puc. 4).
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Puc. 4. 3nowyeanns neza 3anexicro 8i0 pobomu 306HIUHIX CUTL
npu Pi3HUX NAPAMEMPAX PENCUM) DI3AHHSL
® _v=1,97-445m/c, 5=0,07 mm/06, t=0,1mnm;
B -y=275-2 87m/kc, 5=0,09mm/06, t=0,1 mm,
A-v=23-258m/c, s=012 um/06, t=0,1 mwum,
@ -v=2,66-274m/c, s=014mm/06, t=0,1 mm,
-v=2,4-27m/c, s=007 mum/o6, t=0,2 mm

OckinbKM pyiHaIis B IHCTPYMEHTAIBHOMY MaTepiani (3HOIICHHs) BigOyBaeThCs B pasi
IiABUILIEHHS PIBHS BHYTPINIHBOI €HEPTii 32 JOMOMOTO0 poOOTH 30BHIIIHIX CHII, TO M 00CsT
pyHHYBaHb BU3HAYAETHCS BETMYMHOIO IIi€1 pOOOTH.

OTKe, MiXK 3HOLICHHSM 33/IHBOT MOBEPXHi N3 1 BEIMYMHOO POOOTH 30BHIIIHIX CHJI ICHYE
(byHKIIOHATTFHA 3aJICKHICTD.

BusHaueHHs rpaHUYHOrO 3HAUEHHS POOOTH 30BHILIHIX CHJI MiJ] 4aC YOPHOBOIO, HAIIBYH-
CTOBOI'0 YM YMCTOBOI'O TOYIHHS J03BOJIUTh BU3HAYMTHU (MIpH 3aJaHuX 1 1 S) oNTUMAalbHE 3Ha-
YeHHS MIBUAKOCTI pizaHHsA. CKIIQJHICTh MOJIsArae B BU3HaUeHHI 11i€l Bennuunu. [lo-nepiue, 1e
MOXKHa 3pOOUTH EKCIIEPHMEHTAIbHO, BU3HAYAIOUM emmipuyHy 3anexHicte A = f(h,). Ane
O171bII TPUBAOIUBUM € PO3PaxXyHOK 3a POOOTOIO 3HOLICHHS JIe3a, IKa BU3HAYAETHCS 3aJIEKHO
BiJ Matepiany i reomerpii siea [10]: An; = f(h,).

3a/1Hs TOBEPXHSI IHCTPYMEHTA y CTPYKKOYTBOPEHHI yuyacTi He 6epe. Tomy poOoTa 3HOITY-
BaHHJI Jie3a 10 3aJ{H1/ MOBEPXHI HE BIUIMBAE HA HANIPYXKEHUW CTaH y 30HI pi3aHHs. 3a 3HaYCH-
HSIM 3HOIICHHSI 10 33/IHil MOBepxHi N, je3a 3 BiAMOBIIHOI reoMeTpielo poOOTa 3HOIIYBAHHS
po3paxoByeThcs sk [10]:

1569.-0-7- (,Ll+40)0'0657 {20151 | 0,2612
( 20)°%2. 115 (1 072 o ( 1\L312
7y+20)" " -(a+10) (a +10) o ((p )

Jie G — MeXa MILHOCTI MiJl 4Yac BUTUHY IHCTPYMEHTAJILHOTO MaTepiaiy;

Z — TpaHU4He, PyHHYyIOUEe YUCIIO LUKJIIB ISl IHCTPYMEHTAIBHOTO Marepiany;

A — KYT HaXuJIy TOJIOBHOI p13aJIbHOT KPOMKHU;

¢ — rOuHa pi3aHHS;

¥ — pajilyc IpU BEPIINHI;

Y — IepesHii KyT;

a, o' — TOJIOBHHMIA 1 TOTIOMIKHMIA 3a/THi KYTH,;

@, @' — ronoBHMI i JOMOMIXHUI KyT y TI1aHi.

Cuna PZ', sixa i€ Ha 3a/IHI{ MOBEPXHI 1 € CKIaOBOIO CHIM Pz, HE 3aJIeKUTh BiJ TOBIIMHU
3pizyBaHoro mapy a. Akmo a = 0, To Pz' = Pz. Tomy sikio a—0 1 Pz'— Pz [11]. 11106 Bu3HaUnTH
PZ' exciepuMeHTanbHO 3HAXOATh Pz = fla). I1in yac excrpanoisiuii KpuBoi Pz = f(a) Ha HYIbOBY
TOBIIMHY 3pi3yBaHOTO IIapy, TOYKa NepEeTUHY ii 3 BICCIO OpAMHAT J1a€ 3HAYeHHs cuiu PzZ'.

A, =h* ()
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Jocmikenns mokasytoTs [12], mo B norapudmiuHux KoopauHarax Pz = fla) — npsima -
Hist. ToMy U151 BUSHAYEHHS 3QJICKHOCTI

InPz’ =InPz -k -Ina
InPz, —InPz, ;
Ina, —Ina,

JA0CTAaTHbO BU3HAYUTHU BCIIMYNHY Pz JJIs1 ABOX 3HAYCHB A. TOI[i k=

’ InPz—k-Ina
Pz'=e ,
ne Pz 1 a — 3HadeHHs 13 Oy1b-sKOT0 13 TPOBEICHHUX JBOX EKCIICPUMEHTIB.
Tam >xe J0BENEHO, 110 3HOIICHHS Jie3a HE Ma€ CYyTTEBOTO BIUIMBY Ha CKJIaOBY Pz, Tomy

MoKHa BBaxkaTu PZ' = const. 3Biacu, npu 3anaHiii criiikocri 7,

V= Ay :
Pz'-T
BucHoBKH. Y po0OTi BIiepIle 3aporIOHOBAHO aHATITHYHUIN PO3PaxyHOK I0/1a4l MU pi3aHH1
MeTaJIiB. 3aporoHoBaHa MaTeMaTUYHA MOZIEITb BU3HAUCHHS ONITHMAIIBHOTO 3HAYEHHS IBHU/IKOCTI
pizanHs. Lle mo3Bosisie BUPIIUTH POOIEMY PO3pPaxyHKIB MapaMeTpiB PEKUMY pi3aHHSL.

Hocnioscenns suxonano 6 mescax H/[P «Inmencughixayis supobrHuuux npoyecie ma po3-
POOKa iHMeNeKmyaibHuxX cucmem KOHmMpOJ0 AKOCMi Npoo0yKyii 8 iHmeneKmyaibHoMy 8Uupoo-
Huymeiy (/[P Ne 0122U200875, Minicmepcmeo oceimu i Hayku Yxpainu).
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MATHEMATICAL MODEL FOR DETERMINING FEED
AND CUTTING SPEED

The parameters of the cutting mode play an important role in ensuring the stability of cutting tools, quality and cost of
products. Therefore, determining their optimal values is a primary task in the development of a technological process, and,
therefore, the topic of research is relevant.

When designing technological processes of metal processing, the task of choosing the values of cutting depth, feed
and cutting speed inevitably arises. At this time, the cutting depth and feed are assigned depending on the requirements for
the quality of the treated surface. After that, taking into account these parameters and the recommended limit values
practically determine the cutting speed. The problem is the lack of analytical expressions for calculations of feed and
nominal values of cutting speed.

The analysis of the latest research and publications showed that a lot of attention is paid to the selection of parameters
of the cutting mode. However, analytical methods for determining feed and cutting speed have not been created.

The purpose of the article is to increase the accuracy of determining the parameters of the cutting mode based on the use
of mathematical dependencies.

Based on the analysis of the geometry of the formation of the height of the roughness of the machined surface, the work
presents the method of analytical calculation of feed when determining the parameters of the cutting mode. For the first time,
a general approach that relates the feed value and the surface roughness parameter was proposed. Analytical dependencies
and an algorithm for applying one of them that corresponds to a specific situation have been created. A mathematical model
for determining the optimal value of the cutting speed is proposed. This allows you to solve the problem of calculating
parameters of the cutting mode.

In the work, for the first time, an analytical calculation of feed during metal cutting is proposed. A mathematical model
for determining the optimal value of the cutting speed, taking into account the work of blade wear, is proposed.

Keywords: cutting depth; innings; cutting speed; blade wear work; roughness parameter.
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