TEXHIYHI HAYKU TA TEXHOJIOT T Ne 4(38), 2024
TECHNICAL SCIENCES AND TECHNOLOGIES

DOI: 10.25140/2411-5363-2024-4(38)-128-133
VIIK 621.9

Ceimnana leaniena Paokesuu', Binvam Onexcandposuu 3anoza’

lacnipanTka kaeipy MEXaHiuHOT iHKeHepii
JHeprxaBuuii yHiBepcuteT «Kutomupcska nomitextikay (JKuromup, Yrpaina)
E-mail: asp_rsi@student.ztu.edu.ua. ORCID: https://orcid.org/0000-0002-8791-1653

2npodecop kadeapy TEXHOIOTTi MAIMHOOY 1y BaHHSI, BEPCTATIB Ta iHCTPYMEHTIB
Cymcekuii nepxaBuuii yHiBepceuteT (Cymu, Ykpaina)
E-mail: zalogav@gmail.com. ORCID: https://orcid.org/0000-0001-7444-485X

OCOBJIMBOCTI TPOLECY TOPHEBOI'O ®PE3EPYBAHHSA
3 BUKOPUCTAHHSAM IHCTPYMEHTIB 3 KYBIYHOI'O HITPUY BOPY

Y yiv cmammi posensioaromsca meopemuuni acnexkmu 06po6RI0BAHOCI 8AHCKOOOPOONIOBAHUX MAeEPIaNie npu mopye-
6omy (hpesepyéanti 3 BUKOPUCTNAHHAM THCMPYMEHMIB, 8USOMOBNIEHUX HA OCHO8I Kybiunozo nimpudy bopy (KHB). Ocnosna
yeaza npuodiisicmovCs aHanizy Qizuko-mexaniynux enracmusocmetl incmpymenmis iz KHB, wjo po6nsme yeii mamepian eghekmu-
8HUM 011 06POOKU MEepoux mamepianis, a MaKodic AK GNAUBAIONb HA WOPCMKICMb OMPUMAHOT NOBEPXHI Pi3HI napamempu
pizanns. lnempymenmu 3 KHE 6io3nauaromuvcs 6UcoKor meepoicnmio i 3HOCOCMILIKICIIO, Wo 00360JI4€ IM 6UMPUMYSAMU 8UCOK]
memnepamypu i MeXaHiyHi HABAHMAdiCeHHs Nio 4ac npoyecy gpesepysants. 3a60AKu YuM G1ACMUBOCHIAM, 6OHU MOXCYMb
BHAYHO NIOGUYUMU eeKMUBHICIb npoyecy 00poOKU ma 3abe3neuumu 8UCOKY AKICIb 00pOOII08aHOL NOBEPXHI 8ANCKOOOPOO-
nmosanux mamepianie. Teopemuunuii ananiz maxKodlc 6KIIOYAE @ cebe po32nsi0 ONMUMANLHUX NAPAMEMPIE Pi3aHHs, MAKUX K
WeUOKiCMy pi3anHsa, nubuHa pizanua i nooaya. Busnaueno, wo payioHanbHutl 8Ubip yux napamempis Moxce 3Ha4HO 3HUSUMU
3HOWLYBANHA THCMPYMenmi6 I nokpawumu axkicms 0opobku. Okpemy ysazy npudineno makum napamempam pisans AK weuo-
Kicmb pi3aHHa i nooaya, sAKi MOXCYMb 3HAYHO 6NAUHYNU HA MEMNEPATNYPHULL peXCUM 6 30Hi Di3aHHA i, 8ION08IOHO, HA 3HOCO-
cmitikicmy iHCmpymMenmie ma sKicmv 00poon0eanoi nogepxui. 3azanom cmamms niOKPeCuoe 8aANCIUGICMb GUKOPUCTIAHHS
incmpymenmis i3 KHE 0ns mopyesoeo ¢ppezepysarisi 6asickoodpodnosanux Mamepianis, a makoxic HeoOxXionicms onmumizayii
MEXHONOSTUHUX NAPaAMempie 015l O0CACHEHHA MAKCUMATIbHOTL eqheKmueHocmi npoyecy.

Knrwuosi cnosa: mopyese gpesepysanns,; KyoiuHuii Himpuo 60py, (i3uko-mexaniuui e1acmueocmi; 3HOCOCMIUKICIb,
onmumisayis napamempie.

Puc.: 5. Bion.: 9.

AKTYaJBHICTh TeMH J0CTiIKeHHsI. AKTYanbHICTh 1Ii€i poOOTH TOJsATae B HEOOXITHOCTI
MiJBUIIECHHS €(EKTUBHOCTI MPOIECIB OOPOOKH TBEPAUX MarepiajiB, TAKUX SK CTajl BUCOKOI
TBEPJOCTI i YaBYHH, III0 BUKOPUCTOBYIOTHCS B PI3HUX Tally3sX MPOMHCIOBOCTI, BKIIIOYAIOUN
aBTOMOO11e0yyBaHHS, aBiallifo Ta MAITMHOOY/TyBaHHS.

BukopuctanHs iHCTpYMEHTIB 3 MOJIiKpUCTaIiuHoro Kyoiunoro Hitpuny 6opy (IIKHB) no-
3BOJISIE TOCATTH BUCOKOI SIKOCTI 0OpOOKH, 3HIKEHHS BUTPAT Ha 00CTyrOBYBAaHHS 1 T1IBUIIIEHHS
IPOIYKTUBHOCTI 3aBSIKH X BUHATKOBIHM 3HOCOCTIHKOCTI Ta 34aTHOCTI BUTPUMYBATH BUCOKI Te-
Mmrieparypu. HaykoBe oOrpyHTYBaHHS Ta TEOPETHUYHUM aHAI3 MPOIECY TOPIEBOTO (pesepy-
BaHHs 3 BuKopuctanusM [IKHDB iHCTpyMEHTIB € BaXXITMBUMH aclIEKTaMU It pO3pOOKH HOBHX
METO/IIB 0OPOOKH, sIKi MOXKYTh OyTH BIPOBAIXKECH1 Y BUPOOHUY1 TIPOLIECH IS I ABUIIICHHS iX-
HbO1 €()eKTUBHOCTI Ta EKOHOMIYHOCTI.

Oco6nuBa yBara mpuAUSIETHCS ONTUMI3AIlT TapaMeTPiB Pi3aHHs, 10 JTO3BOJISE 3MEHIIIUTH
3HOIIYBaHHS IHCTPYMEHTIB 1 OKPAIUTH SIKiCTh 00pOOIIOBAHOI TOBEPXHI, 1110 € KPUTUYHO Ba-
JKITMBUM J1s1 3a0€3MeUeHHST KOHKYPEHTOCITPOMOXKHOCT1 BUPOOHUYUX MIAMPUEMCTB. TakKuM 4u-
HOM, JIOCJIJKEHHSI TEOPETHYHUX aCIIEKTiB TOPIEBOTO (ppe3epyBaHHA CTajel 1 YaByHIB BUCOKOT
TBEpAOCTI 3a gornomoror iHcTpyMeHTiB 13 [IKHDB € akTyanbHuM 1 Mae 3HAYHUN TTPAKTUIHUI
iHTepec A iHKEHEepiB, TEXHOJIOTIB Ta HAyKOBIB, SIKI MPALIOIOTH y cdepi 00pOOKH BaXKKOOO-
pOOIIOBaHNX MaTepiaiB.

IMocTanoBka npodaemu. OOpoOKa BaxKKOOOPOOTIOBAaHUX MaTepialiB 3aBKI1 Oyi1a BUKIH-
KOM JIsl BAPOOHUKIB Uepe3 MIBUJIKE 3HOITYBaHHS pi3ajlbHUX €JIEMEHTIB IHCTPYMEHTY 1 HEJlOo-
CTaTHIO SIKicTh 00pobroBanoi nosepxHi. [nctpymentn 3 [IKHB npononyots norexiiitae on-
THUMi3alliiHe PIIICHHS 3aBISKH CBOIM BiIMIHHUM (h13MKO-MEXaHIYHUM BJIACTUBOCTSM, TIPOTE iX
e(eKTUBHE BUKOPHCTAHHS BUMArae JIETAIbHOTO PO3yMiHHS ONTHMAIBHUX apaMeTpiB pi3aHHs
Ta yMOB OOpOOKH.
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[IpoGniema mosmsirae B ToMy, 1100 3HU3UTH 3HOIITYBAHHS IHCTPYMEHTIB 1 TTOKPAIIUTH SIKICTh
00pOOKH, OMTUMI3YIOYM TEXHOJIOTIYHI IMapaMeTpy Pi3aHHs, 110 JO3BOJIUTH 3HAYHO ITiIBULITUTH
MPOIYKTUBHICTH ITpoliecy gppesepyBaHHsl. Lle 3aBnaHHs € KpUTHYHO BasKIIMBUM JUTSI IOKpAILlEHHS
€KOHOMIYHOT €()eKTMBHOCTI 1 KOHKYPEHTOCIIPOMOXKHOCTI BUPOOHHUYUX MPOLECIB, 0COOINBO B
YMOBAaX Cy4acHOTO MaIIMHOOY/TyBaHHs Ta METano00poOKU. YcmiliHe BUpIeHH 11i€l mpobieMu
CIPHUATUME BIOCKOHAJICHHIO TEXHOJIOT1H OOPOOKH Ta MiJBUILCHHIO SIKOCTI MPOMYKIII.

AHaJi3 OCTaHHIX J0CTiTKeHb Ta myOmaikaniii. ABropamu nociimxenb [1-3] BcTaHOB-
aeHo, o inctpyMmeHT i3 IIKHB rpynu BL mMae ninBuIieny cXuibHICTb 10 3HOIIYBaHHS I10 3a-
JTHIH TOBEPXHI TP BAXKKOMY TIEpPEpUBYACTOMY Pi3aHHI, Y TOW Yac K IHCTPYMEHTH 13 Marepia-
naiB rpynu BH MeHm cnpusTianBi 1O BUCOKMX JUHAMIYHUX HABaHTa)XEHb, ajie MIBUILIE
3HOIIYIOTHCS MPU BUCOKOIIBHIKICHOMY pi3aHHI.

3okpema, y po6oTi [4] aBTopamu OyB MPOBEJCHUIN CTATUCTUYHUN aHAJI3 HAIPYKEHO-Je-
(hOpMOBaHOTO CTaHy MOJIEJCH pi3aJbHUX ITHCTPYMEHTIB 31 3SMIHHUMU Pi3aJIbHUMH TUIACTUHAMH
KpyIU0i Ta KBajaparHoi gopm. 3a ifioro pe3yabraTamMu IIacTUHHU Kpyrioi pOpMHU MarOTh 3HAYHI
nepeBary, i iX BUKOPUCTaHHS MOKE 3HAYHO MIJBUIIUTH CTIMKICTh OCHAIIEHOTO HUMH pi3ajib-
HOTO 1HCTPYMEHTY.

Pesynbraru nocnipkeHs [S5] 3 BU3HaAUSHHS XapaKkTepy 3HOIIyBaHHA iHCTpyMeHTiB i3 [IKHB
3 pI3HUM BMICTOM HITpuAy Oopy mpu oOpoOiii 3 yaapoM BaKKOOOPOOIIOBAHOTO MaTepiary 3
PI3HUMU HMIBUIKOCTSIMU Pi3aHHS CBi4aTh, MO CTIMKICTh iHCTpyMeHTIB 13 [IKHDB 3MenmyeThest
31 301IBIIIEHHSM MBUAKOCTI pi3aHHs. [Ipu mBuakocTi pizanns g0 120 M/XB Halikpalry CTIHKICTh
MOKa3yBaju 1HCTPYMEHTH, 110 OcHaIleHi pizaasaumMu enementamu 13 [IKHB rpynmu BH, npu
30UTBIIIEHH] MBUAKOCTI pizaHHs 10 240 M/XB HaWKpally Mpaie3aaTHICTh MOKa3yBall 1HCTPY-
MeHTH 3 pizasibHuMH iactuHamu i3 [IKHB rpynu BL.

MeTto10 cTaTTi € TeOpeTHYHE OOTPYHTYBaHHS Ta po3poOKa peKOMEHJAlil 3 ONTHUMI3aLii
npoIiecy TopiueBoro ppesepyBaHHs crajiei i3 3actocyBanHsM iHcTpyMeHTiB 3 [IKHB. Anamitu-
YHE JOCII/PKEHHS CIPSMOBaHe HAa BUBUCHHS BIUIMBY PI3HUX TEXHOJOTTYHHMX MapaMeTpiB Ha sIK-
1cTh 00pOOITFOBaHOT TOBEPXHI Ta 3HOCOCTIHKICTD IHCTPYMEHTIB, a TAKOYK Ha BU3HAYEHHSI O TUMa-
JLHUX YMOB Pi3aHHS IS TABHUINEHHS IPOTYKTUBHOCTI Ta EKOHOMIYHO1 €()eKTHUBHOCTI TPOIIECY.
BaxnuBum acriekroM poOOTH € aHaITi3 BIUTUBY MapaMeTPiB Pi3aHHS Ha MOPCTKICTh TTOBEPXHI, 110
CIpHsi€ TIOJITIIIICHHIO YMOB Pi3aHHS Ta POJIOBKEHHIO TEPMIHY CITY>KOH 1THCTPYMEHTIB.

Buxiaax ocHoBHOro Marepiajy. BucsitieHo Taki mapaMeTpu pi3aHHs SK IIBHUAKICTH Pi-
3aHHs, ToJja4ya Ha 3y0, IMMOMHA pi3aHHs MIPH PI3HUX peXUMax pizaHHs. [IpoananizoBaHo BIUIMB
napaMeTpiB pi3aHHS Ha IMOPCTKICT MOBEPXHi, OTPUMaHOI B mporieci 00poOku. [IpoananizoBani
napaMeTpH LIOPCTKOCTI BKIoUanu Ra, Rq, Rz, Ry, sIKi, pO3mIsSHYTI B CYKyIHOCTI, 1alOTh KOM-
IUIEKCHY KapTUHY 3arajibHOi SIKOCTI IOBEpxHi [6].

[Tpu anamiTHYHOMY AOCIIIKEHH] BIUTMBY IIBUAKOCTI pi3aHHS Ha MIOPCTKICTh MOBEPXHI pe-
ITa mapaMeTpiB MaJid TTOCTIHHI 3HaYEHHs 1 Oy/u 3a71aH1 Ha piBHI: ogada Ha 3y0: 0,15 mm/3y0,
ochOBa IMOMHA pi3aHHs: | MM, pagianbHa TTHOWHA pi3aHHS: 25 MM.

3HaueHHS NapaMeTpiB MIOPCTKOCTI, BUMIPSIHI IS PI3HUX MIBUIKOCTEH pi3aHHs, MOKa3aH1
Ha rictorpami (puc. 1). JIiHil TpeHAY TaKoX BKIIOYEHI, 100 MOKa3aTH HAOIMKSHHS ISl YOTH-
pPBOX MapaMeTpiB IMOPCTKOCTI, Pa3oM 3 MOJIHOMaMHU, SKi HalKpaie iX onucyrotb. HaiiBuiia
HIOPCTKICTH OyIa 3apeecTpoBaHa JIsl BUIKOCTI pizaHHs 260 M/XB, TOJI K HAWHMKYA IOPCT-
KicTh OyIa 3apeecTpoBaHa s IbOTO MapaMeTpa, BCTaHOBICHOMY Ipu mBUAKOCTI 200 M/XB.
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Puc. 1. Kopenayia midxc wieuoxkicmio pizanHs ma wopcmkicmio ananizosanoi nosepxui [6/

3HaueHHsI MIOPCTKOCTI 3pOCTAIOTH 31 301IBIIEHHSM IIBUAKOCTI Pi3aHHS, TTOKU HE JTOCST-
HYTb 260 M/XB, a TICIIS IBOTO MOPOTY, MPH TAKUX CaMHUX YMOBaXxX pPi3aHHS, MOYNHAIOTH 3MEH-
IIyBaTHCS. 3pOCTaHHS MIBUAKOCTI pizaHHs B niamaszoHi Bix 200 qo 220 M/XB HE 3MIHHMJIO 3Ha-
yeHHs mapameTpa Ra. Y Bumanmky 3 iHIIMMH mapaMeTpaMy CIOCTEpIraeThCs INEBHA 3MiHA
3HAYeHHS, OJHAK CJIiJ] MaM'sITaTy, 10 11l MapaMeTpH Ty>Ke Yy TJIMBI A0 IHAUBIIyaIbHUX €KCTpe-
MaJIbHUX BIJIXWJICHb. 30UIBIICHHS MBHUAKOCTI pizaHHs 10 240 1 260 M/XB IPU3BOIUTH J0 3HAU-
HOTO 301JIBIIICHHS] 3HAYEHHS BCIX OTPUMAHHX MapaMeTpiB MOPCTKOCTI. JlOCHiKEHHS BILTUBY
IIBUJIKOCTI Pi3aHHS Ha MIOPCTKICTh 0OPOOJICHOT TOBEPXHI JI03BOJIMIIO 3pPOOUTH HACTYITHUI BH-
CHOBOK, L0 CIIOYATKY 30UIbIICHHS IBUIKOCTI pi3aHHS MIPU3BOIUTH A0 301IbIIEHHS 200 BiJICY-
THOCTI 3MIHU 3HaY€Hb MTapaMeTPiB, 110 OMUCYIOTh TOKA3HUKH MOPCTKOCTI.

PesynbraTt BUMipIOBaHb HIOPCTKOCTI AJISl 3pOCTAI0YOr0 3HAYSHHS 10Aa4i Ha 3y0 npezacTa-
BJIeH1 rpadiyHo Ha ricTorpami (puc. 2).

HaiiBuia mopctkicTs Oyia 3apeecTpoBana rnpu mojaadi Ha 3y0 0,13 mm/3y0 (3a Hero crigye
0,15 MM/3y0), Toai SIK HAWHMKYA MIOPCTKICTE Oya 3apeectpoBana npu nogadi 0,07 mm/3y0.
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Feed per tooth [mm/tooth]

Puc. 2. Kopenayisa midxc nodauero Ha 3y0 i wlopcmkicmio ananizoeanoi nogepxui [6]
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Kpim Toro, mikagiri mpodiiai IIOPCTKOCTI OKa3aHi Ha puc. 3. Macmtad 3aaunaeTbes o1-
HAKOBUM JUTSl KOKHOTO 3 HHUX, TOMY iX JIETIIEe TIOPiBHIOBATH. 3 TOMEpeAHbOro rpadika Mu Oa-
YUJIH, 1110 3HAYCHHSI MOPCTKOCTI 3pOCTAIOTh 31 30UIBIIEHHSIM BEJIMYHHM T10/1a4i, 1 BIAMIHHOCTI
JIOCUTH TIOMITHI, 32 BUHSATKOM JBOX OCTaHHIX 3pa3KiB, JIe PE3yJIbTaTH TyKe CXO0XKi, Xo4ya cami
npodiTi MOPCTKOCTI AOCUTH Pi3HI.

1

£, = 0.13 mm/tooth jf, = (.15 mm/tocth

Roughness {(pm)

2.5 1 1.5 2 2.5 3 3.5 4 0.5 1 1.2 2 2.5 3 I:HF
Location (mm) Location (mm)

Puc. 3. llopisuanns npoghinie wopcmrocmi, OMpuMaHux
015 3Hayensb nooaui Ha 3y0 0,13 1 0,15 mm/3y6 [6]

[Tpu nociimkeHHi 3B'I3Ky MiXkK OChOBOIO NIMOMHOIO Pi3aHHS Ta MOPCTKICTIO MMOBEPXHI pe-
ITa IapaMeTpiB MaH TMOCTIHHI 3HAYEHHS 1 OyJIM HACTYITHUMH: IIBHAKICTh pizaHHs: 240 M/XB,
nofaya Ha 3y0: 0,07 Mmm/3y0, pagianibHa miuOWHA pizaHHS: 25 MM.

3HaueHHS MIOPCTKOCTI MOBEPXHi, OTPUMaHI1 JiJIsl pi3HOI OCHLOBOT IMIMOMHU pi3aHHs, 300pa-
KEH1 Ha ricrorpami Ha puc. 4. HaiiBuina mopctkicts Oyia 3apeecTpoBaHa i 0CbOBOT INTMOMHU
pizanus 0,75 MM, TOJI SIK HAMHIDKYA IIOPCTKICTH Oylia 3apeecTpoBaHa Jijisl mapaMmeTpa, BCTaHO-
BireHoro Ha 0,5 mMm.

14
R Rz Rt

12

10

Roughness [Lm]

05 0,75 i ! 1,25 1:5 1,75
Axial depth of cut [mm]

Puc. 4. Kopenayis migic 0cb08010 2TUOUHOI PI3AHHSA | WOPCMKICIIO AHANI308aH0I NoepXxHi [6]
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Oco06s1BO 1iKaBi Mpodiai MOPCTKOCTI, OTPUMAaHI IJIs Pi3HOI OCHOBOT TJIMOMHU Pi3aHHS,
MOKa3aHi Ha puc. 5. Macmrald oHaKoOBUI IS BCiX AUISHOK. HaifBuINi MiKKU MPUITATal0Th HA
3HadeHHs 0,75 MM, 1 KapTHHA MIOPCTKOCTI MMOMITHO BIZIPI3HSIETHCS BiJ] PEIITH.
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Locaticen (mm) Location (mm) Location {(mm)

Puc. 5. Hopisuauus inwux npoghinie wopcmxocmi, OmpumMaHux
07151 3HAYEHb 0Cb0B0I enubunu pizanus 6io 0,5 0o 1 mm [6]

BucHoBku. SIk CBIT9aTh aHATITHYHI PE3YyIbTaTH JOCIIKEHB, O1JIbIIIA TT0/1a4a Ha 3y0 TpH-
3BOJUTH JI0 OUIBII MIOPCTKOI 0OpOOKH MOBEPXHi, TOMAI SK MEHINA rmojada Ha 3y0 3a0e3mneuye
OinpII TIIaAKy 00poOKy moBepxHi. Lle mosicHioeThest TUM, 1110 OibINa rmojaya Ha 3y0 o3Hadvae,
110 IHCTPYMEHTY JJOBOJIUTHCS 3HIMATH O1IbIIIE MaTepialy 3 KOXKHUM IMPOXOJIOM, 1[0 MOXKE MPH-
3BECTH JI0 MOSIBU OLIBIIOI KUTBKOCTI CITIJIIB Bl IHCTPYMEHTY Ta HEPIBHOCTEH HA MOBEPXHI.

I HaBnaku, MeHIIa Mojaya Ha 3y0 O3Hayae, 10 IHCTPYMEHT 3HIMae MEHIIe Marepiaiy 3a
KOXKCH MPOXI1JI, IO IPU3BOAUTH 10 OLIBII ITIaIKOT ITOBEPXHI.

OpHak onTUMajbHA MO/1a4a Ha 3y0 3aJIe)KUTh TAKOXK BiJI 1HIIHMX (DAKTOPiB, TAKUX SK 00pO-
OJroBaHUM Marepiall, FeOMETPisl p13aJIbHOTO IHCTPYMEHTY Ta MBHUAKICTh pi3aHHs. Buima mBu-
KICTh pi3aHHs Ta TOCTPIIINUK pi3ajJbHUNA IHCTPYMEHT MOXYTh 3a0€3MeunTH OUIBbIIY Mojavdy Ha
3y0 0e3 30UTBIIIEHHS MIOPCTKOCTI MOBEPXHi. TOMY Ba)KJIMBO BpaxOBYBaTH BCi 111 (paKTOpH pa3oM
pu BUOOPI BIAMOBIIHOI MTO/1a41 HA 3y0 JJIs1 JOCATHEHHS Oa)kaHOi MOPCTKOCTI TTOBEPXHI.
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FEATURES OF THE FACE MILLING PROCESS
USING CUBIC BORON NITRIDE TOOLS

This article discusses the theoretical aspects of machinability of hard-to-machine materials during face milling using
tools made from cubic boron nitride (CBN). The main focus is on analyzing the physical and mechanical properties of CBN
tools, which make this material effective for machining hard materials, as well as how different cutting parameters affect the
roughness of the machined surface. CBN tools are characterized by high hardness and wear resistance, allowing them to
withstand high temperatures and mechanical loads during the milling process. Thanks to these properties, they can significantly
improve the machining efficiency and ensure the high quality of the machined surface of hard-to-machine materials.

The theoretical analysis also includes considering optimal cutting parameters, such as cutting speed, depth of cut, and
feed rate. It is determined that a rational choice of these parameters can significantly reduce tool wear and improve machining
quality. Special attention is paid to cutting parameters such as cutting speed and feed rate, which can significantly influence
the temperature regime in the cutting zone and, consequently, the tool wear resistance and the quality of the machined surface.
Overall, the article emphasizes the importance of using CBN tools for face milling of hard-to-machine materials and the need
for optimization of technological parameters to achieve maximum process efficiency.

Keywords: face milling; cubic boron nitride; physical and mechanical properties; wear resistance; parameter optimization.
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