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BILJIMB PEJKUMIB PI3AHHS HA CTIMKICTD PI3SAJIBHOT'O IHCTPYMEHTY
IIPU CBEPJAJIIHHI BYTVIEIIJIACTUKY

Ipu suzomosnenni 6upo6is i3 gyaneniacmuxie 0OHIEI0 3 HAUNOWUPeHIWUX onepayil 06pobaeHHs PI3AHHAM € C8ePONTHHA
omeopis. Lleti npoyec cynpogooxicyemubcs iHMEHCUBHUM 3HOCOM PI3anbHO20 THCMPYMennty ma cneyugiunumu deghpekmamu
omeopie. VY pobomi npedcmagieno pe3yivmamiu OOCHIONCEHHA GNIUGY DEHCUMIE DI3AHHA MA 2eOMEMPUYHUX NApaAMempis
€8epona Ha KiNbKiCMb NPUOAmMHUX OMEOpI6 Npu CEepONiHHI CRIpanbHUMU c8eponamu 3i WeUuoKopizanvHoi cmani. Axicme
0mMeopi6 OYIHIBANACH 3a OONOMO20I0 CBIMI0-ONMUYHOI MIKDOCKONIT, 3a Kpumepiti AKOCMI NPUIHAMO 3HAYEeHHs Koegiyienma
poswapysanns. Pobacmuuii nian excnepumenmy nobyoosano Ha ocrosi ncesdosunaokosux JIIv-uucen. Peepeciiina mooens
ma i cmamucmuyHi XapakmepucmuKky OmpuUMani 3a 00NOMO20i0 npoepamuozo 3abesneyenns [IPIAM. Ananiz ompumanoi
MOOeI, MaPSIHANbHUX PIGHAHb pecpecii ma Map2iHATbHUX NOBEPXOHL GI02YKY 00360IUSE CHOPMYNIO8AMU PEKOMEeHOayli uj00o
6ubopy pesxcumie pizanns. Bemanoseneno, wo ona 3adanux ymos Haubinbuly KitbKicms npuoamuux 0meopie ModtCHa Ompumamu
npu uacmomi obepmanus wnunoeis 1050 06/x¢ ma nodaui 0,17 mm/06 — ye meepoxiceHHs cnpagedause O 6CIX
docnidocyeanux diamempig ceepoen (2 mm, 2,5 mm, 3 mm, 4 mm) ma ons 060x eapianmie Kyma npu eepuwiuni ceepona (90°,
118°), npu ypomy ceepona 3 kymom 3amouysanns 118° demoncmpyroms Kpawi pe3ynvmamu.

Knrwuoei cnosa: gyenennacmux; CEFRP; céepOninmus, pexcumu pi3aHHs;, KOMRO3UYIIHI Mamepianu,; pespecitinuil aHais.

Puc.: 4. Tabn.: 4. bién.: 16.

AKTyaJIbHICTb TeMH [JOCJTi:KeHHsl. Byrnemnactuk — cydacHUH KOMITO3HMIIIHHUN
Marepiaj, SKMi IIHPOKO BUKOPUCTOBYIOTHCS B MAalIMHOOYyBaHHI Ta aBiaOyayBaHHI, 3aBISKH
NO€IHAHHIO TaKUX BJIACTUBOCTEH, SIK BHUCOKA MIIHICTb, >KOPCTKICTh Ta 3MEHILEHHS Baru
MOPIBHSIHO 3 JI€TaJsIMH, BUTOTOBJICHHMHU 3 METAJE€BUX KOHCTPYKIIMHUX MarepianiB. [Ipu
BUTOTOBJIEHHI KOHCTPYKIIiH 13 BYIVIEIJIACTUKIB BaKJIMBUM 3aBJaHHAM € 0OpOOJICHHSI OTBOPIB.
MexaHiuyHe 0OpoOIEHHS pi3aHHSAM, 30KpeMa CBEPAJIIHHSA, € OJHUM 13 HAHOUIbLI MOIIUPEHUX
METOJIIB OTpUMaHHs OTBOPIB HeoOXifgHOiI skocTi [1]. IIpu npoMy mporec CympoBOIKY€EThCS
IHTEHCUBHUM 3HOCOM pI3aJIbHOTO 1HCTPYMEHTY Ta BUHHUKHEHHSM CHEU(pIYHUX Je(eKTiB
OTBOPIB, TAKHUX SIK PO3IIAPYBAaHHs KOMIIO3HTY, HE3pi3aHi BOJIOKHA, BUTATYBAaHHS BOJIOKOH [2].

IMocTanoBka npodsemMu. 3aBHILEH] PEKUMHU Pi3aHHS IPU3BOAATH /10 301JIBIIEHHS OCbOBOT
CHJIU TIPU CBEPAJIiHHI, 110 MOXKE CIPUUMHHUTH PO3IIAPYBAHHS HAa BUXOA1 OTBOPY, a TAKOXK 10
BHUPHUBAHHS BOJIOKOH. Y CBOIO YEpry, 3aHIKEH1 PEeXUMH P13aHHSA MPU3BOIATH /10 30UIBIICHHS
4acy KOHTAaKTy IHCTPYMEHTY 13 3aroTOBKOIO, CIIPHSIIOYM 3HOIIEHHIO 1HCTpyMeHTy. Bubip
PEXKUMIB pi3aHHS € BAXKJIMBUM TSI 3a0€3M€UeHHs BUCOKOT SIKOCTI 00p00IeHOT TOBEPXH1 OTBOPIB
1 YHUKHEHHSI MTOIIKOKEHb MaTepiay.

AHaJi3 ocTta”HiX Aocjigkenb i myOmaikauiii. IlokparieHHs pe3ynabTariB CBEpATIHHS
BOJIOKHMCTHX TOJIIMEPHUX KOMIIO3UIIIHHUX MaTepialliB MOXKHA JOCATTH IIJISIXOM BIUIMBY Ha
napameTpH, rnojaHi Hkde [3].

Pesxcumu pizanns. Tlogada 1 MBHIKICTH pi3aHHS € MapaMeTpaMH, sIKi MalOTh HAHOUIbIN
3HAQUHUM BIUIMB HAa BHUJAJEHHS CTPYKKH, a OTXKE€, Ha CHUJIM pI3aHHA, TEMIepaTrypy B 30HI
00poOIieHHs Ta SIKICTh OTBOPIB [2]. ¥V poOorti [4] BCTaHOBIECHO, IO 31 30UTBIIEHHSM IO/a4i
30UTBITYETHCSI CEPENHS MIOPCTKICTh TOBEPXHI Ta YMOBHHUH KOEQIIIEHT poO3IIapyBaHHS,
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OCKUJIBKH 301IBIIICHHS MIBUAKOCTI 3HATTS MaTepiaiay NPU3BOAUTH 10 3POCTAHHS CHIIA PI3aHHS 1
OUTBIIIOTO MOIIKO/KEHHS TOBEPXHi. Y 1iif poOOTI aBTOpaM BAAJI0Ch 3MEHIIUTH PO3IIAPyBaHHS
Ha BUXOJl IHCTPYMEHTY Ta MOKPAIIUTH MPOAYKTUBHICTH MpHu cBepTiHHI Kommo3uTiB CFRP
(anrn. — Carbon-fiber reinforced polymer) musixom onTumizanii mapaMeTpiB CBEpUTIHHS.
OpHuM 13 TEepCIeKTUBHUX PIIICHb € a/IallTUBHE KepyBaHHs BEIMYMHOIO IMojadi [5] 3aMicTh
BUKOPHCTAHHS MOCTIMHHOTO ii 3HAUCHHS.

[IIBuAKiCTh pi3aHHS BILUIMBA€E HA TEMIIEpATypy pi3aHHs, a OTKE, Ha TEOMETPUYHI AeEKTH
Ta MIBUJIKICTh 3HOLITYBAaHHS IHCTPYMEHTY. ABTOpaMH poOOTH [6] BCTaHOBJIEHO, 1110 YUM OibIIa
HIBUJKICTh p13aHHS, TUM BHILA TeMIepaTypa Ha BUXOJl 3 oTBOpY. Lle moscHIoeThCS THM, IO
quM OiNIbIIe MBUAKICTD 00EpTaHHS IITUH/IENS, THM BHILE YaCTOTa KOHTAKTY PIXKY40i KPOMKHU
3 aOpa3sWBHUMH BOJIOKHAMH 1 TAKUM YMHOM, YTBOPCHHS TeIlia 301IbIIyeThCs. BTiM, y poOoTi
[7] B pe3yabraTi AOCHIKEHHS BIUIMBY HapamerpiB cBepmtiHHsA kommo3uTiB CFRP Ha
TEeMIIepaTypH pi3aHHs, BUSBUIOCH, IO 31 30UIBIICHHSM IIBUIKOCTI 00€pTaHHS IIITUHICIS Bl
n; = 1500 06/xB mo n»=4500 006/XxB ochoBa cuia 3MeHmmMIach Ha 13,9 %, a mikoBa
TeMIeparypa pizaHHs 3HU3WIAch Ha 63,2 %.

T'eomempisn ceepona. Jljis 0OpOOICHHS OTBOPIB y KOMIO3UIIIHHUX MarepiajaXx MOXKYTh
BUKOPHCTOBYBAaTUCh CBEpAJia Pi3HOI reomerpii. BmnuB reomerpii iHCTpyMEHTYy Ha SIKIiCTh
00po0JIeHUX OTBOPIB JOCTIKYyBaBcs B podotax [8-11]. BmockoHajeHHs BKIFOUAIOTh: 3MiHY
KyTiB IIPH BEPIIWHI, MIATOYYBaHHS MOMEPEUYHOI KPOMKH, 3MiHY KiIBKOCTI Pi3aJIbHUX KPOMOK,
BUKOPHCTAHHS CTYMIHYACTUX CBEPAEI Ta 1HIII METOJIH.

Mamepian ceepora. Bubip IHCTpYMEHTAJIBHOTO Marepialy € BaKJIUBHUM, OJIHAK
JOCTIDKEHHSMHU BCTAHOBIICHO, 1110 BiH Ma€ MEHIINI BIUIMB Ha MOBEIHKY BYIJICTUIACTHUKIB HIXK
reoMeTpist iHCTpyMeHTy [2]. i oOpoOieHHs BOJOKHHCTUX MOMIMEPHUX KOMITO3UIIHHUX
MaTepiajiB BHUKOPHCTOBYIOTh CBEpAJia 31 HIBUAKOPI3aJbHOI CTajll Ta TBEPAUX CIUIABIB 13
HOKPUTTAM Ta 0€3 MOKPHUTTS, a TAKOXK CBEPAJIa 3 HaITBEPIUX MaTepialiB, OCHAILEH] pi3albHOI0
YACTUHOIO 3 KOMIO3HUIIIMHOTO MOJIIKPUCTAIIYHOTO anmasy [12; 13].

BupisieHHs1 HeIOCHI/IXKEeHUX YaCTHH 3arajibHoI npodiemMn. 3 ypaxyBaHHSAM BUIIIE3a3Ha-
YEHOI'0, aKTyaJIbHUM 3aBJAaHHSIM IIPU po3poO0IIl TEXHOJOTIYHOI onepalii CBepAIiHHSA KOMIIO3H-
HilfHOro marepiaixy € BUOIp peXHMMIB pi3aHHS Ta T€OMETPUYHUX MapaMeTpiB pi3aJIbHOTO 1H-
CTPYMEHTY, sKi 3a0e31edaTh HalO1IbIly CTIMKICTh IHCTPYMEHTY 1 HEOOX1/1HY SIKICTh OTBOPIB.

MeTo10 nocaigKeHHsl € BU3HAUCHHS BIUIUBY PEKUMIB pi3aHHS, JlaMeTpa Ta KyTa IpH
BEpILMHI CBEpJ/Ula Ha CTIMKICTh PI3aJbHOTO I1HCTPYMEHTY HpHU CBEPIJIIHHI OTBOPIB Y
Byrieniactuky [14]. Ile macte MOXIMBICTH HaJaTH PEKOMEHJAIlli 1100 BUOOPY pPEXHUMIB
pi3aHHs, a caMe 9acTOTH oOepTaHHs IIMUHACIS 1 TIof[avl, a TAKOXK KyTa IIPH BEPIIUHI CBEP/IIA,
npu 00poO1li OTBOPIB CBEPAJIAMH PI3HUX J1aMETPIB.

st mOCATHEHHS TOCTABICHOI METH HEOOXIJHO BHPIIIMTH TakKi 3aBIaHHS: o0parTu
METOJUKY JOCIHIUKEHHS CTIHKOCTI CBEpJIell, CKIIACTU IJIaH €KCIIEPUMEHTY, BUKOHATH JOCII TN
BIJIOBIAHO 10 TUIaHY, OOYAyBaTH MaTeMaTH4YHY MOJIENb 3aJI€KHOCTI CTIMKOCTI IHCTPYMEHTY
BiJ] 0OOpaHUX MapaMeTpiB, BUKOHATH aHaJli3 OTPUMAHOI MOJIEJNI, HAJaTH PEeKOMEHJAI] 11010
BUOOpY PEKUMIB pi3aHHS.

Buxuiag ocHoBHoro marepiany. Oonaonannsa ma incmpymenmu. JJOCTiIKEHHS BUKOHY-
BaJIMCh HAa BEPTUKAJIbHO-CBEPIUIbHOMY BepcTaTi 2A125. /11 3aTrouyBaHHs cBepAJ BUKOpPHUC-
TOBYBaBCSl yHIBepCaJIbHO 3arouyBasibHUI BepcTtarT 3E642. Jlns omiHIOBaHHS po3lIapyBaHHS
0TBOPIB BuKopucTtano Mikpockorn Meiji Techno MA749.

Mamepianu. 3anexHiCTh 3HOCY Pi3aJIbHOTO IHCTPYMEHTY BiJl PEKUMIB pi3aHHS JOCIIIKY-
Bajach JJIsl ByIJICIUIACTUKY, KM MOCTA4a€eThCs y BUIVISAL TUIUTH TOBIIMHOIO 2 MM, BHUIOTOB-
nenoi 3a TexHonoriero 3K Twill, mpu cBepaniHHI OTBOPIB CHipaTbHUMU CBEP/IAMH 31 IIBUIKO-
pi3asibHOI cTam giamerpamu 2; 2,5; 3 14 MM 3 KyToMm TipH BepiuHi cBepaia 90° ta 118°. Ha
puc. 1 mpeacTaBiIeHO BUKOPUCTaHE O0NaHAHHS, IHCTPYMEHT Ta MaTepiajiu.
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Puc. 1. Ilposedenns docniois:
a — 3aKpinjienHs 3pa3Kka Ha cmoii epcmama, 06 — c8epONIHHA OMBOPI6

Memoou docnioxcenns. CTIMKICTb CBEpJIEN 3aJISKHO Bijl pSKUMIB Pi3aHHS Ta TEOMETPHY-
HUX MapaMeTpiB iHCTPYMEHTY OLIHIOBAJACh 3a KUIBKICTIO OTBOPIB, sKi Oynu 0OpoOiieHi i3 3a-
JIOBUIBHOIO SIKICTIO. SIKICTh OTBOpIB OILIIHIOBAJIaCh 32 BEJIMYMHOIO PO3IIAPYBAHHS Ha OCHOBI
aHaJizy Hu(ppoBUX 300pakeHb, OTPUMAHUX 32 JOIOMOTOI0 CBITJIO-ONTUYHOT MikpocKomii. /s
OIIIHIOBAHHS SIKOCTI OTBOPIB BUKOPUCTAHO KoedillieHT po3iapyBanHs Fy [15], sskuit po3paxo-
BYETHCS 32 (HOPMYIIOHO:

:Dmax

Dy’
1€ Dmax — MakcuManbHUN A1aMeTp MOMIKOHKkeHOT 30HU; Do — HOMIHAJIBHUI 1aMeTp MPOCBEP-
JUIEHOTO OTBODY.

3a kpuTepiii IKOCT1 OTBOPY OyJIO MPUNHATO 3HAYEHHs KoedilienTa po3mapyBanss jo 1,15.

XapakTepHi 300paKeHHSI OTBOPIB PI3HMX J1aMETPIB, SIKI XapaKTepU3YIOThCS 3HAYCHHIM
Koe(ilieHTa po3lIapyBaHHs B MeKaX HOPMHU, Ta OTBOPIB, Jie KOEPIIiEHT po3IIapyBaHHs Mepe-
BUII[Y€ HOPMY, IIOJ[aH1 HA pHC. 2.

JlocmiKyBanach 3ajIe)KHICTh KUTBKOCTI MPOCBEPUIEHUX OTBOPIB OJJHUM 1HCTPYMEHTOM,
K1 B1JIMOB1Ial0Th 0OpaHOMY KPHUTEPIIO SIKOCTI1, BiJl TAKMX (PaKTOPIB:

X1 —vactoTta obepTaHHs MIMUHACIS, piBHI BapitoBaHHs: 540, 676, 950, 1350 06/xB;

X> — miameTp cBep/uia, piBHI BapitoBaHHS: 2; 2,5; 3; 4 MM;

X3 — monava, piBHi BapitoBanus: 0,1; 0,13; 0,17; 0,22 mm/00;

X4 — KyT IIpU BEpIIMHI CBepia, piBHI BapitoBaHHs: 90°, 118°.

EmnipuyHi MaremaTtuuHi Mojesi moOylIoBaHO 3 BHUKOPUCTaHHSIM METOJIB perpeciiiHoro
aHaNi3y Ta MJIaHyBaHHS eKcrepuMeHTy. B ekcriepumenTi TpH (akropu BapirOlOThCS HA YOTH-
pPbOX piBHSAX 1 OIMH (akTop Ha ABOX piBHAX. PoGacTHuil muian nmoOynoBaHO Ha 6a3i NCEBIOBU-
naakoBux JIIT; uucen (tadm. 1):

Fy

150



TEXHIYHI HAYKU TA TEXHOJIOTIi Ne 2(40), 2025
TECHNICAL SCIENCES AND TECHNOLOGIES

HomiHnaneHuii 1iamMmetp oTBOpY
O 3 MM @ 2 MM @ 2,5mMm
Po3smapyBaHHs B Mexkax HOpMU

Fd = 1,14 Fd = 1,15 Fd = 1’08
KO@(biHiGZHT po3mapyBaHHA IICPCBUITYE JOITYCTUME 3HAYCHHS

F; = 1,23 F; =141 F; = 1,28
Puc. 2. I[Ipuxnao ananizy npoceeponenux omeopis

Tabauys 1 — Pobacmuutl niau excnepumenmy

Ne noc. | X1 | X2 | X3 | X4

1 0,501976 0,498024 0,498024 0,498024
2 0,249012 0,750988 0,245059 0,750988
3 0,754941 0,245059 0,750988 0,245059
4 0,12253 0,624506 0,87747 0,87747
5 0,628458 0,118577 0,371542 0,371542
6 0,375494 0,371542 0,624506 0,118577
7 0,881423 0,87747 0,118577 0,624506
8 0,059289 0,940711 0,687747 0,3083

9 0,565217 0,434783 0,181818 0,814229
10 0,312253 0,181818 0,940711 0,561265
11 0,818182 0,687747 0,434783 0,055336
12 0,185771 0,3083 0,3083 0,687747
13 0,6917 0,814229 0,814229 0,181818
14 0,438735 0,561265 0,055336 0,434783
15 0,944664 0,055336 0,561265 0,940711
16 0,027668 0,529644 0,403162 0,213439
17 0,533597 0,023715 0,909091 0,719368
18 0,280632 0,27668 0,150198 0,972332
19 0,786561 0,782609 0,656126 0,466403
20 0,15415 0,150198 0,529644 0,84585
21 0,660079 0,656126 0,023715 0,339921
22 0,407115 0,909091 0,782609 0,086957
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[Ticns BU3HAYEHHS KUIBKOCTI AOCTIIB Ta PO3POOJICHHS IJIaHy MTPOBEACHHS €KCTICPUMEH-

TiB, MOOYI0BaHO POOOYY MATPHINIO EKCIIEPUMEHTIB (Tab:1. 3) 3a hopmyIioro:
Xiw = Ximin + §iuKimax — Ximin),

ne X, — po3paxoBaHe HaTypaJibHE 3HAYCHHS i-T0 (DaKTOPY JJIS U-TO EKCIICPUMEHTY;

Ximin — MiHIMQJIBHE 3HAUYCHHS i-T0 (paKTopy;

Ximax — MAaKCHMaJIbHE 3HAUCHHSI i-T0 (PaKTOPY;

Xiu — KostoBaHe (B miama3oHi Bij 0 10 1) 3HadueHHs i-ro GakTopy IJIs #-TO €KCTICPUMEHTY.

Pe3yabTaTH 10caizkeHHs. Y3aragbHeHa poOoya MaTpHI eKCIIEPUMEHTY, [0 BKIIIOYAE
3HAa4YeHHS PiBHIB (DAKTOPIB Ta pe3yabTaTH MPOBEACHUX AOCII/IB, HaBeACHa y Tab. 2.

Tabnuya 2 — Poboua mampuys ekcnepumenmis

®daxropu DyHKITIS
TeopeTHjHi . Yacrora ob6ep- Tliametp Kyt npu KigbKicTs
3HAUEHHS PIBHIB | TaHHS IIMHHICTS, [omaga, MmM/00 | BeprmHI .
. CBepAJIa, MM OTBOpIB
BapirOBaHHSA 00/xB CBepuIa
(hakTopiB ®dopwmanizoBaHe Mo3HauYeHHS (PaKTOpiB dopmaiizoBaHe
Ta HATypaJIbHI 3HAYCHHS 1X PiBHIB MO3HAYCHHS QYHKITIT
F:. F3 F4 X1 Xz X3 Xa y
0 0 540 2 0,1 90 3 .
1 1 676 25 0.13 118 HAYCHHS PE3yIIbTATIB
2 - 950 3 0,17 - HOCHIATE
3 - 1350 4 0,22 - Y1 Y2
Hocin 1 950 2,5 0,13 90 17 16
2 540 4 0,1 118 11 13
3 1350 2 0,22 90 10 9
4 540 3 0,22 118 5 7
5 950 2 0,13 90 14 16
6 676 2,5 0,17 90 12 15
7 1350 4 0,1 118 15 17
8 540 4 0,17 90 14 11
9 950 2,5 0,1 118 15 14
10 676 2 0,22 118 13 10
11 1350 3 0,13 90 16 14
12 540 2,5 0,13 118 14 12
13 950 4 0,22 90 16 18
14 676 3 0,1 90 5 8
15 1350 2 0,17 118 17 19
16 540 3 0,13 90 7 10
17 950 2 0,22 118 17 16
18 676 2,5 0,1 118 13 10
19 1350 4 0,17 90 15 17
20 540 2 0,17 118 13 15
21 950 3 0,1 90 8 11
22 676 4 0,22 90 9 8

JIxepeno: po3poOIeHO aBTOPaMH.

bararodakTopHa cratucTiyHa MOAENb I (PYHKINT BIATYKY OTpUMaHa 3 BUKOPUCTAHHIM

nporpamuoro 3abesneuenus [IPIAM [16]:
y =12,8066 + 3,34616x; — 3,69898z; — 2,00537z; x5 — 3,0485z; +
+2,24964x, + 1,26181x,,

e x; = 0,00206961 * (X; — 866,818);

z; = 2,36613 * ((x?) — 0,329322 * x; — 0,395574);

x, = 0,897959 * (X, — 2,88636);

x3 = 15,493 * (X3 — 0,155455);

Z3 = 1,96696 * ((x2) — 0,169754 * x; — 0,520928);

x4 = 0,0654762 * (X 4, — 102,727).
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CraTtucTUyH1 XapaKTEPUCTUKHA MOJIENI, OTPUMaHi B MporpaMHoMy 3abe3nedenHi [IPIAM,
HaBeJleH1 B Ta0O. 3. Y pe3ynbrari aHami3zy IUX XapaKTepUCTHK BCTAHOBIICHO, [0 OTpUMaHa Ma-
TEMaTU4YHa MOJICIIb aJIcKBaTHA, iIHPpOpMaTHBHA, a TAKOXK CTIHKa K CTPYKTYPHO, TaK 1 00YHCIIIO-

BaJIbHO.

Tabnuya 3 — Cmamucmuyni XapakmepucmuKky Mamemamudroi mooeni

. VYMoBHI 3HaYeHHs
[MapameTpu CTATUCTUYHOTO AHATI3Y PN
[MO3HAYEHHS napameTpiB y
Jlucriepcis BiATBOPIOBAHOCTI SZur 2,455
. . CepeiHe KBapaTHYHE BiIXUIICHHS Spigr 1,567
HepeBlp Ka rnoTesmu Yucno cTyneHiB BUTBHOCTI JJIs foinr1 22
PO BIATBOPrOBa- JCTiepeii BiATBOPIOBAHOCTI fi 1
HICTb pe3yJIbTaTiB BiAT2
eKCIIEPUMEHTY ExcnepuMenTanbHe 3Ha4eHHs G-KpuUTepis Gen 0,083
Kpuruune 3nauennss G-kpurepist G*PHT 0,365
PiBeHb 3HAYYIIOCTI a 0,05
Jucnepcis aneKkBaTHOCTI Sz, 1,335
ExcnepumeHTanbHe 3Ha4eHHs1 F-kputepist Fexen 1,838
Ilepesipxka rinote3u | Kputuune snayenns F-xputepis Frevr 2,306
PO AAICKBATHICTE | 1 CTYIIEHIB BiIbHOCTI U aJeKBaTHOCTI fan 6
Mozeli farz 15
PiBeHb 3HAYYIIIOCTI o 0,05
AleKBaTHICTH MOJIEII aJeKBaTHA
KoedilieHT MHOKHHHOT KOPEJIALi R 0,960013
Yucro CTyIeHIB BIIBHOCTI 1S Fur 6
Koe(dillieHTIB MaTEMATHYHOT MOJIEII k
. .. | Uucno cTymneHiB BUTBHOCTI [ist
AHAII3 OTPUMAHOT | oo oupoi CYMM KBaJIpaTiB foerr 37
_  MoJem Ha ExcnepuMmenTanbHe 3HaueHHst F-kpurepist Fexen 29,398
iHpOPMATUBHICTH - BT
Kpuruune 3HauenHst F-kpurepis F*® 2,356
PiBeHb 3HAYYIIOCTI a 0,05
Kpurepiii bokca i Bema y 2
IH(hOpMAaTUBHICTH, MATEMATHYHOT MOJEITI Xopoina
Uwnciao 00yMOBIEHOCTI cond(X"X) 1,252
CepezHe abCONIOTHHX BEJTMYMH BIJJHOCHUX MTOXHOOK arpokcumartii, % |e‘uBi AH| 7,51
CepermHe abCOMIOTHUX BEIMYHH a0COTFOTHUX TIOXUOOK arpoOKCHUMAITii | le, | 0,81475
YacTka po3CitoBaHHS, IO MOSICHIOETHCSI MATEMAaTHIHOK) MOJICILTIO Q5 0,92

JIxepeno: po3po0IeHO aBTOPaMH.

CryniHb BIUIMBY OKpeMHX (aKTOpiB Ha (PYHKIIIIO BIATYKY OLIIHIOBABCS 3a BIJCOTKOM yya-
CT1 Ta Koe(iLI€EHTOM KOpeJsiii 3 BIATyKoM (Tab:. 4). 3’scoBaHo, 110 HAHOLIbIINKA BIUIUB Ma€e
dakrop yactotu obepranHs mwnuuAens (27,7 %) ta xkyt npu BepmuHi ceepana (17,8 %) ta
B3a€MOJis (paKTOPIB YACTOTU OOEpTaHHS IIMUHENS 1 TO1ayi.

Tabnuys 4 — Cmynins eniuey (haxmopis Ha yHKYito 8i02yKy

Perpecop | KoedirieHT Kopemnsmii 3 BiArykomM |  Yacrka BBy, %
X1 0,526 21,7
Z3 0,396 141
21 X3 0,346 15,7
7 0,176 12,9
X4 0,141 17,8
X2 0,088 3,9

JIxepeno: po3po0IeHO aBTOPaMHU.

XapakTep 3aIeKHOCTI Y (KUTbKICTh OTBOPIB, POCBEP,UICHUX OTHAM IHCTPYMEHTOM, JUTS STKHX
3HaYeHHS KoedimienTa posinapyBanss He nmepesuirye 1,15, N, wm.) Bix pakropis X1 (wactora obe-
pTaHHS NIMUH/ETS, N, 00/XB) Ta X3 (rmomaya, f, MM/006) 1utst pisHux BapianTiB reomerpii cBepaia (D,
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MM — JiaMeTp CBepuIa, 2¢ — KyT IPU BEPIIMHI CBEPIa) LIFOCTPYEThCs rpadikaMu MapriHaaIbHUX
piBHsHB perpecii (puc. 3) Ta rpadikamMu MapriHaIbHUX TOBEPXOHB BIATYKY (pHcC. 4).

6 2

Puc 3. I'paghixu mapeinanvrux pieusnv pezpecii npu (hikcosanux 3HA4eHHsX:
a—D=4mum 20=90° 6—-D =4 mm, 20 = 118° 6 —D = 2 mum, 29 = 90°;
e—D=2mm 20 =118°

8 2

Puc. 4. Mapeinanvni nosepxui 8io2yky npu (hikco8anux 3HaA4eHHsX.
a—D=3mm 20 =90°%6—-D =3 mm, 290 = 118°%
6—D =2,5um, 20=90° 2—D =2,5 um, 29 = 118°

154



TEXHIYHI HAVKU TA TEXHOJIOTI Ne 2(40), 2025
TECHNICAL SCIENCES AND TECHNOLOGIES

VY pesynbrari aHami3y rpadikiB MapriHaabHUX piBHIHB perpecii (puc. 3) Ta rpadikiB map-
riHaJbHUX TOBEPXOHB BIATYKY (pHUC. 4) BCTAaHOBJIEHO, 110 B YMOBAX, SIKi JOCIHI)KYBAJINUCh, Ma-
KCUMaJIbHA KUTBKICTh MPUAATHUX OTBOPIB MOXKE OyTH OTpUMaHa MPHU TaKUX 3HAYCHHSIX (HaKTO-
piB: X; = 1050 06/x6 ta X3 = 0,17 Mm/06 — 1ie TBEPIXKCHHS € CIPaBEIJIMBUM JUISI BCIX
JOCITIDKYBaHUX JiaMeTpiB cBepuen (2; 2,5, 3, 4 mm) Ta 000X BapiaHTIB KyTiB 3aTOYYBaHHS
(90°, 118°). 3 momsiAy CTIMKOCTI IHCTPYMEHTY IPpH 00POOITi BYIVIEIJIACTHKY KyT 3aTOUyBaHHS
118° neMOHCTpY€E KpaIlili pe3yIbTaTy.

BucHoBku. Bru3HaueHHs BIUTUBY peXHMIB pi3aHHS, JiaMeTpy Ta KyTa IPH BEPILUHI CBep-
JUla Ha CTIMKICTh Pi3aJIbHOTO 1HCTPYMEHTY IMPH CBEPIUIIHHI BYIJICIUIACTHKY BHKOHYBAJIOCH 32
JIOTIOMOTO0 €KCIIEPUMEHTAJILHOTO BU3HAYEHHS KITBKOCTI OTBOPiB, 0OPOOICHUX OHUM CBEP/-
JIOM, JIJIsl IKUX 3HAYeHHS KoeillieHTa po3iiapyBaHHs He nepeBunrye 1,15.

B pesynbrari cratucTuuHOro 00poOIeHHS pe3yabTaTiB IOCII/IIB 32 JOMOMOIOI0 MIPOrpaM-
Horo 3a0e3nedyenHs [IPIAM orpumano eMIiipuuHy MOZEIb, sIKa OMHCY€E 3aJIeKHICTh KIJTBKOCTI
MPHUIATHUX OTBOPIB BiJI YaCTOTH 0OEPTAHHS IIITHHEIS, TI0J]a4i, KyTa [Py BEPIIUHI CBEpIyIa Ta
JiameTpy cBepaiia. Y pe3ylbTari aHajli3y CTaTUCTHYHUX XapaKTePUCTUK MOZEI BCTAHOBIICHO,
10 MOJIeJIb aJIeKBaTHA, 1H(HOPMATHBHA, a TAKOXK CTiKa CTPYKTYPHO 1 0OYHCIIOBAIBHO.

BceranoBneHo, 1m0 U1 10CHiKYBaHUX YMOB HalOUTbIINI BIJTUB MalOTh (DAKTOPHU: 4aCTOTa
obepranna mmnuuaens (27,7 %), kyt npu BepmuHi ceepana (17,8 %), Ta B3aemozis (akropis
4acTOTH OOCepTaHHS IITUHACIS 1 IoJadi.

AHai3 oTpUMaHUX 3aJIEKHOCTEH J03BOJUB C(HOPMYITIOBATH HACTYIHI PEKOMEH/IAIIT MTpH
CBEPJUIIHHI OTBOPIB y BYDJICIIACTHKY: TIPU CBEPJIIHHI OTBOPIB MaJMX IiaMeTpiB (Big 2 10
4 MM) criipaJIbHUMU CBEpJIIaMH 31 IIBUAKOPI3aIbHOT CTalll KyT 3aTouyBaHHs //8° 1eMOHCTpye
Kpallli pe3yapTatd, Hik KyT 90°, peKOMEeHJ0BaH1 peXXUMH pi3aHHs: 4YacTOTa 0OepTaHHS IIMHUH-
neas 1050 o6/xe, momaua 0,17 mm/06.

Mo:xJI1B1 HaPSIMKU MOAAJIBIIMX JOCTIIKEHb: BU3HAUEHHS JOLUIBHUX PEXUMIB pi3aHHS
npu 0OpoOJIeHH] ByIJIEIUIACTUKIB JUIsl CBEP/IEd BIOCKOHAJIEHOT FreOMeTpii, BUTOTOBJIEHUX 3 1H-
MIMX IHCTPYMEHTAJIbHUX MaTepiaib.
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INFLUENCE OF CUTTING MODES ON THE CUTTING TOOL LIFE
WHEN DRILLING CARBON-FIBER REINFORCED POLYMER

In the manufacture of products made of carbon fiber reinforced plastics (CFRP), one of the most common cutting
operations is drilling holes. This process is accompanied by intensive wear of the cutting tool and specific hole defects.

The paper presents results of the study of the effect of cutting modes and geometric parameters of the drill on the tool life
when drilling CFRP with high-speed steel twist drills. The tool life was assessed by the number of quality holes, the criterion
for replacing the tool was the value of the hole delamination coefficient (the ratio of the maximum diameter of the damaged
area to the nominal diameter of the drilled hole). The quality of holes using the light-optical microscopy was assessed.
Empirical mathematical models were obtained using regression analysis and experimental design methods. The robust
experimental design was built based on the pseudo-random LPt numbers. The regression model and its statistical
characteristics were obtained using the PRIAM software. Statistical characteristics of the model indicate its adequacy,
informativeness and stability. The analysis of the degree of individual factors’influence on the response function was carried
out based on of the percentage of participation and the correlation coefficient. It was found that the spindle speed (27.7 %),
the drill sharpening angle (17.8 %), and the interaction of the spindle speed and feed have the greatest influence.

The analysis of the resulting model, marginal regression equations and marginal responses allowed to formulate
recommendations for choosing cutting modes. It was found that for the given conditions the greatest number of quality holes
can be obtained at the spindle speed of 1050 rpm and a feed rate of 0.17 mm/rev — this statement is true for all studied drill
diameters (2 mm...4 mm) and for both angle options (90°, 118°), while drills with a sharpening angle of 118° demonstrate
better results. The results obtained during the study can be used to optimize technological processes for drilling CFRP and for
choosing proper cutting tool, which, in turn, will contribute to increasing both productivity and processing quality.

Keywords: carbon fiber; CFRP; drilling; cutting modes,; composite materials, regression analysis.
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