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B.U. M'y3ees’, U.I. fepsi6un’
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B paGoTe paccMOTpeH BapHaHT IPOTHO3ZHOTO ONPEAEICHUS COCTABIIIONINX CHIIBI PE3aHUS IS
YCIIOBHIA HECBOOOTHOTO Pe3aHHs IPU TOKAPHOW 00paboTKe. YCTaHOBJICHO, YTO HA BEIMYMHY W Ha-

IpaBJICHUC JEHUCTBUS COCTaBISAIOIICH ny BJIMAIOT KaK IMPOLECC IJIaCTUYCCKOro Z[e(i)OpMPIpOBaHI/Iﬂ,

TaK ¥ MPOIECC TPEHMS MO 33THUM IOBEPXHOCTSAM, NMPHIIETAONINM K INIABHOM M BCIOMOTATEIbHOM
PEXYIIUM KPOMKaM HHCTPYMEHTa. Pe3yipTHpyrolnas CHila ONpEAeNseTcs KaK BEKTOpHas CyMMa
CHJI, BO3HUKAIOLIMX Ha TJIABHOM M BCIIOMOraTesIbHOM pexKyluux KpoMmkax. HampaBnenue neficTBus

CHIJIBI ny npu H€CBO60}1HOM pe3aHuu npeajiaracTcsa onpeaciiaTh KaK BEKTOP B HaIllpaBJICHUU CXOoJda

CTPYXKU OTHOCHUTENILHO TJIaBHOM pexylled KpoMKU. DUKcalus yriia OTKIOHEHHUS CTPYKKH MPOBe-
neHa myteM (oTorpadupoBaHus mporecca pe3aHus. [loATBepKIeHO, 9TO MPHU CBOOOJHOM pe3aHUH
HaTpaBJICHHE CXOJla CTPYKKU NEPICHIUKYIISIPHO TIIaBHOH pexxymeit kpomke. O0paboTka hacOHHBIX
MOBEpXHOCTEN Ha TOKapHbIX cTaHkax ¢ YIIY compoBokgaeTcs U3MEHEHUEM HamlpaBiCHUS IBUXKeE-
HHUS TIOJIaYU U, KaK CJIEJICTBUE, I3BMEHEHUEM KMHEMATUYECKHUX IIaBHOTO U BCIIOMOTaTEIbHOTO YIJIOB
B IUIAaHE PEXKYLIEr0 MHCTPYMEHTA. Y BEJIMUMBAIOLIASACA B IaHHOM CUTyallUd aKTHWBHas JJIMHA TJIaB-
HOM pexylliel KpOMKH MPUBOJUT K YBEIUUYECHHUIO TUIOLIAAN KOHTAKTa 3aJHEH MOBEPXHOCTH TJIABHOU
pexyliel KpoOMKH ¢ 00pabaThIBaeMOl MOBEPXHOCTBIO, & CIIEIOBATENBHO, U K YBEIHMYCHUIO COCTaB-
JISIOLIEN CUIIBI I_’jj(mp). DKCIEpUMEHTAIbHOE U3MEPEHUE COCTABIISIOIIUX CUJIBI PE3aHMsI IO3BOJIUIIO

OTPENEINUTh CTENICHb BIUSHUS COCTABJISIOIIMX CHJIBI, CBA3aHHBIX KaK C MPOIECCOM IIIACTHUECKOTO
nedopmupoBanusi 00padbaTHIBAEMOro MaTepHaia, Tak U ¢ MPOLECCOM TPEHHs Ha 3aJHUX NOBEPXHO-
CTSIX, IPUJIETAIONINX K IVIABHOW M BCIIOMOTATEIbHON peXyIIUM KpoMKaM HMHCTpyMeHTa. [lomyden-
HblE aHAJMTUYECKHE 3aBHCUMOCTH BBIPAKAIOT (YHKIIMOHAIBHYIO B3aUMOCBSI3b MEXKIY JIEMEHTaMU
PEKUMOB pe3aHMs, TeOMETPUIECKIMHU NapaMeTpaMH Pe3LOB, CTENEHbIO ero M3Hoca, (hopMoii obOpa-
OaTpIBAEMON TOBEPXHOCTH, (PM3MKO-MEXaHWYECKUMH CBOHCTBaMH 00pabaThIBa€MOTro MaTepHala.
Bornbioit Habop mapameTpoB, BXOJSAIINX B (GOPMYIIBI JUIsl OTIPEETICHHUS] COCTABIISIOIINX CHIIBI pe3a-
HUSI, TIO3BOJISIET aI€KBATHO OTCIIEKMBATH XapaKTep CHIOBOTO B3aMMOJICHCTBHS SJIEMEHTOB TEXHOJIO-
TMYECKON CHCTEMBI B Ipoliecce 00paboTKu JeTanei.

Kniouegvie crnosa: cunvt pesanus, mouenue GacoHHvIx nogepxHOCmel, HeCmaduIbHOCb CUNO0-
601l HAZPY3KU HA MEXHON02UHECKYIO CUCTEM).

Beenenue

B ycnoBusix MHOrOHOMEHKJIATYPHOrO IMIPOU3BOICTBA TEXHOJIOTHYECKAsl MOATOTOBKA OCYLIECTBISIET-
csl B CxKaThle CPOKH. [Ipr 3TOM TEXHONIOTHUYECKUE PEIICHUs TOJDKHBI 00eCTIeYuBaTh TOYHOCTh U3TOTOB-
JICHHBIX JIeTallell U 3a/laHHyI0 MTPOM3BOAUTEIHHOCTh. YacTo TPYIHOCTH BBHINOJHEHUS 3THUX MapamMeTpoB
CBsI3aHA C MU3BECTHHIM CBOMCTBOM TEXHOJIOTHYECKOW CHCTEMBI — TEXHOJIOIMYECKONW HACIIEICTBEHHOCTHIO
MOTPENTHOCTEHN AeTall OT MOTPeUuTHOCTeH 3aroToBk. KoaddhuimeHT yrouHeHHs 3aTOTOBKH B OCHOBHOM
ONPEAEIISIETCS BEJIMYMHON JIEUCTBYIOUIMX B IPOLIECCE PE3aHMS CHUJ U JKECTKOCTbIO TEXHOJIOTHYECKOU
CHUCTEMBI. B 3THX yCIIOBUSAX MPOTHO3HOE ONpEJIeNIEHUE CHII pe3aHusl CTAHOBUTCS IEPBOCTETIEHHOM 3a1a-
Yell Mpu NPUHSATHH TEXHOJIOTHUYeCKUX perreHuil. [Ipu BEIOOpe pexkyliero HHCTpyMEHTAa U Ha3HAYCHHUU
PEKUMOB pe3aHusl He0OXOIUMO OLEHUTh 00pabdaThIBAEMOCTh MaTepualia 3aroToBki. Ee 3HaueHue cBs-
3aHO ¢ cwiamu pe3anus [1, 2]. IIpu ompeneneHny ONTUMATBHBIX PEKIMOB PE3aHUs OTHUM W3 TJIABHBIX
OTPaHUYCHHI BBICTYIAIOT CHIIBI pe3aHus [3, 4]. DKciepuMEeHTaIbHOE OTpEIeNICHHE CUJI pe3aHus TpeOy-
eT OonpIIMX 3aTpar BpeMeHH [5—12]. bonpumii nHTEpec MpelCcTaBIsIOT aHAIWTHYecKre Mozaenu [ 13—
16]. MHOTHE aBTOPHI HCCIEAOBANIN BIMSHUE HA CHJIBI PE3aHUS OTISIBHBIX MMapaMeTpoB Ipoiiecca pe3a-
Hust [17-21]. JIns mporHo3a cuit pe3anus pu 00padoTKe MOBEPXHOCTEH CII0KHOTO MPOQUIIS Ha CTAHKAX
¢ UITY tpebyrorcss MHOTO()aKTOPHBIE MOJIENIN, YUUTHIBAIOILME IEPEMEHHBIE YCIOBHS PE3aHHUsI.
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B ycnoBusix HeCTalMOHAPHOCTH TPOLIECcCca CYLIECTBEHHAs A0S BO3HUKAIOIINX MOTPEIIHOCTEH MpH-
XOAMTCSl Ha TOTPEIIHOCTH Pa3MEpPOB AWHAMHUYECKOH HAcTpoWKu. i MporHo3a 3THUX MOTPEemHOCTer
HE0OXOMMO OIEHUBATh CHIIBI PE3aHUS B YCIOBUSIX MHOTOKOOPAMHATHOTO JABMXKEHHUS PEXKYIIET0 WHCT-
pymenTa. Cribl pe3aHusi ¢ JOCTATOYHOMN JUIS MPAKTUKKA TOYHOCTHIO MOYKHO OIPENENATh Ha OCHOBE pac-
CMOTpEHHS FIEMEHTAPHBIX COCTABIISIIOIIMX CHIIBI PE3aHus, NEHCTBYIONEH HA OECKOHEYHO MajoM yda-
CTKE PeXyIIel KpOMKH HHCTPyMEeHTa. Takoi MOX0 1 MO3BOJIET CTPOUTh YHUBEPCAIBHYIO MaTeMaTHIe-
CKYIO MOJIeNTb CHITBI PE3aHUsl, MHBAPHAHTHYIO Pa3HbIM BuAaM 00paboTku [22].

OcHoOBHasl 4acTh

3Has cuily, IeHCTBYIONIYIO Ha 3J€MEHTAPHBIX YYacTKaX aKTHBHOM YacTH PEXYLIMX KPOMOK MHCT-
pyMEHTa, yTeM MHTETPUPOBAHUS MOXKHO OTIPENIEIUTh COCTABIISIONINE CHIIBI PE3aHUS IS JTFOOBIX YCIIO-
BUI 00pabOTKM KaK MPOCTBIX MOBEPXHOCTEH, 00pa3yromire KOTOPhIX PacloiiokKeHbl HapalieIbHO 0CIM
KOOPJAWHAT CTaHKa, TaK U CIOKHOMPOQHUIILHBIX MTOBEPXHOCTEH, MPON3BOIBHO PACIOIOKEHHBIX B CHCTE-
Me KOOpJIWHAT CTaHKa.

BenuunHa 1 HampaBlieHHE COCTABISIONINX CHIIBI PE3aHMsI, BO3HUKAIOIIEH MpH HECBOOOIHOM pe3a-
HUH, 3aBUCST OT CHJI Ha TEepeIHeH W 3aHei MOBEPXHOCTSIX Kak IIaBHOW, TaK W BCIIOMOTaTEIbHOU pe-
KYIIUX KPOMOK. Pe3ynbpTupylomas cuia MoxeT ObITh HalJjeHa KaKk BEKTOpHAs CyMMa CHJ, BOSHHUKAIO-
LIUX Ha [NIABHOW U BCIIOMOTaTENbHOU PEXYIINX KPOMKAX:

P, =Pz, + P2, + P + P

xy xy(0) xy(mp) xy(0) xy(mp) ! (1)

e F_);;(a), ﬁecn

(o) — CHJIBL, BOSHUKAIOIIME HA MEPEeHCH MOBEPXHOCTH IJIABHOM W BCIIOMOraTelbHOM pe-

KYIIUX KPOMOK; P;;’(mp) , Px‘;c(”mp ) — CHUIBI, BO3HUKAIOLINE Ha 3aHEN MOBEPXHOCTH TJIABHOM M BCIIOMOTa-

TEJIBHOUN PEXYIINUX KPOMOK.
Kax BumHO u3 BeIpaxkeHus (1), BenmmunHa U HANpaBIeHUE PaJralbHO-OCEBON COCTABIISIONIEH CHITBI

pe3anuAd ny 3aBUCUT KaK OT BCJIWYMUHBI, TaAK U OT HAIIpaBJICHUA CHUII, HGﬁCTByIOH.IHX Ha TJIaBHOM M

BCIIOMOTaTeIbHON PEeXYIINX KPOMKaX.

[Mpoananu3upyem 3HAYUMOCTh KaJKIOTO U3 COCTABISIIONIMX BhIpakeHus (1) B ycIoBUsAX 00paboTKu
CJIO’KHOIIPOMIBHBIX TOBEPXHOCTEH C IIEPEMEHHBIM HAIIPABJICHUEM JIBHXKEHUS [TOA4H.

B teopun peszaHuss MeTayuIOB HET METOJOB aHAJIUTHUYECKOTO OIPE/ENeHUs BIUSHUS HalpaBiIeHUS
JBWKEHUA T0J]auy Ha HalpaBlIeHHE CHUJI, BO3HUKAIOUINX Ha TepeHel MOBEPXHOCTH IJIaBHON pexyIien
KPOMKH, [I0O3TOMY TaKas B3aMMOCBS3b OblIa MPOBEpEHa HKCIEPUMEHTAIBHO. Y UUTHIBAsI, YTO HAIpaBje-
HHUE PaJnalIbHO-0CEBON COCTAaBIIAIOLICH CHIIBI pe3aHHs Ha NEepeAHEd MOBEPXHOCTH pe3lla COBMAJAeT C
HaIpaBJI€eHUEM CX0Jla CTPYKKH WJIM OTJIIMYAeTCS OT HEr0 Ha HEKOTOPYIO NMOCTOSHHYIO BEIMYHMHY, 00 U3-
MEHEHHUH HaIlPaBJIEHHUS 3TOH CHIIBI MOXKHO CYJHUThH 10 HAIIPABIIEHUIO CXO/1a CTPYKKH.

Jis pukcauny HanpaBiIeHUs] CXOAa CTPYXKKHU NMPH 00pabOTKEe ¢ Pa3IUYHBIMU HAIPABICHUSIMH I10-
Ja4u OBbLTU MTPOU3BEICHBI SKCIIEPUMEHTHI 10 (hoTorpadupoBaHuio mnpoiecca pe3anus. C 1e/IbI0 HCKITIO-
YEeHUS BIMSHUS CHJI Ha BCIIOMOTaTENILHON pexyliell KpOMKe Ha HaIllpaBlIeHHE CXO0JIa CTPYKKH 00paboT-
Ka MPOM3BOJMIIACH B YCIOBHUSIX CBOOOJHOTO pe3aHus. V3mepeHne yrioB cXoAa CTPYXKKH IO MepenHen
MOBEPXHOCTH TOKa3aJI0, YTO HANIPABJICHUE CXO0Ja CTPYKKH HE U3MEHSETCS B 3aBUCHMOCTHU OT HarpasJie-
HUs nogauu (puc. 1).

B)

Puc. 1. ®oTorpacmm cxona CTpyKKu Nno nepeaHen NOBEPXHOCTU B YCNOBUSIX CBOOOAHOrO pe3aHus
Npy pasHbIX yrnax HaknoHa obpa3sylollel NOBEPXHOCTU 3aroTOBKU:
a-w=10%6 - w=30° B-w =60°

50 Bulletin of the South Ural State University. Ser. Mechanical Engineering Industry.
2023, vol. 23, no. 2, pp. 49-60



Ty3eee B.U., fepsibun W.T1. Mamemamuy4eckue modenu cun pe3aHusi
npu moyYyeHuu

y‘{I/ITbIBaSI, YTO HAIIpaBJICHHUC HCfICTBI/IH COCTaBJIFIIOILIGﬁ CHJIBI PC3aHUsA P Xy apsaMoO CBA3aHO C Ha-

MMpaBJICHUCM CXO[a CTPYKKHU, MOXKXHO CACJIATh BBIBOJ O TOM, YTO HAIIPABJICHUC COCTaBJ’IHIOHleI ny npu

CBOOOJ/IHOM pE€3aHUM HE 3aBHCUT OT HAINpaBIICHUs NBUXeHUs moaayu. ClieoBaTe/IbHO, U3MEHECHUE Ha-
MIpaBJICHUS MMoAaqM Ipu o0padboTke (acOHHON MOBEPXHOCTH CaMo MO ceOe He BHI3BIBACT OTKIOHCHIS

OCEeBOH P W paualbHON P, COCTABISAIOIIMX CUJIBI PE3aHHUs B YCIOBUSIX CBOOOIHOTO PE3aHUs.

IIpun oOpaboTke (hacOHHOW MOBEPXHOCTH C TOCTOSHHOW KOHTYPHOH MOjadell C yMEHBIIIEHHEM
TJIABHOTO KWHEMATHYECKOTO yIjia B TUIAHE @, YBEIMUYMBACTCS IIMPUHA CPE3aeMOr0 CJI0s, HO OIHOBpE-
MEHHO YMEHBIIIACTCS €r0 TOJIIIMHA. PacueTsl MOKa3aii, 4YTO NPy M3MCHEHUHU YIJia HakJIoHa 00pabaThI-
BaeMoii mosepxHoctu oT 0 10 90° mIoImaab MONEPEYHOro CeUeHHs U3MEHsIETCs He bojee ueM Ha 5 %,
MO3TOMY 3TUM H3MEHCHHEM MOXHO TMpPEHEOpeYh W CUUTATh IUIOMIAJh CPE3aeMOTr0 CJIOS MOCTOSTHHOM.

Otcrona MOKHO CAEIaTh BBIBOJ O TOM, YTO BEIMYMHA CHIIBI P;;f( 2

TaKk)Ke HE 3aBHCUT OT yIjla HaKJIOHA
00pabaTeiBaeMO TOBEPXHOCTH.
VYBennuuBarlasics B 1aHHOM CUTyallud aKTHBHAs AJIMHA [JIABHOW PEXyLIEH KPOMKHU IPHUBOIUT K

YBEIMYEHUIO TUTOMAAN KOHTAKTA 3aJTHEH MOBEPXHOCTH TJIABHOM PEXYIIeH KPOMKH ¢ 00padaThIBaeMO

IIOBEPXHOCTBIO, @ CIICOBATENBHO, U K YBEIIMICHHUIO COCTABILIIOLICH CHIBL P .

Jns onpeneneHus: CTENEHU BIUSHUASA CUIIbL, JEHCTBYIONIEH HA 3aHEH OBEPXHOCTH BCIIOMOTATENb-

HOM pexyIeil KpoMkn P, Ha H3MCHEHHE CyMMapHO! paHaibHO-0CEBON COCTABIISIONICH CHIIBL P

xy(m

6I>IJII/I HpOI/I3BeIleHI)I E)KCHepI/IMCHTI)I 110 OI[HOBpeMeHHOMy q)OTOI‘pa(bI/IpOBaHI/IIO CXOI[SIHleﬁ Cpr)KKI/I

(puc. 2) 1 TMHAMOMETPUPOBAHUIO OCEBOM P U paauanbHON P, cOCTaBIISIOIMX CUJIBI PE3aHHS.
FI/IHOTCBa E)KCHCpI/IMeHTaJ'H)HI)IX I/ICCJ'Ie,ZLOBaHI/Iﬁ OCHOBBIBaJIaChb Ha TOM, 4YTO yFOJI OTKJIOHCHUA

CTPYXKKH OT HOpPMAlld K PEXYIIeH KPOMKE OIpeNesieTcs CHJIaMH, ACHCTBYIOINIMMU Ha TIEpeaHel mo-

BEPXHOCTH UHCTPYMEHTA, & YIOJl OTKIIOHCHHSI Pa/IMabHO-0CEBON COCTABISIIOLICH CUIIbI pe3anus P —

X
1, 3aBUCUT KakK OT CHJI, ICHCTBYIOIINX Ha MEPEIHEeH MOBEPXHOCTH, TaK U OT CHJI Ha 3a/{HEH MOBEPXHO-

ctu. CrneoBaTenbHO, €CJIM CPAaBHUBATh BEJIMUYMHY YIJIa OTKJIOHEHUS CTPYKKH, H3MEPEHHOrO 1o (oTo-
rpagusM mporecca pe3aHus, ¢ BEIMYMHON yriia OTKIOHEHUs CHIIbl P, PACCYATAHHOIO MO0 H3MEPEH-

HBIM COCTaBISAIOWMM P 1 P, noib3ysics Gpopmyinoi

P
p =arctg Fy —(0,57-9),

X

MO’HO CJIEJIaTh BBIBOJ O CTENIEHH BIMAHMS P[’ \ Ha M3MEHEHHE COCTaBISIOWEH P, .

B T1abn. 1 mpencrtaBieHbl 3HAYEHUs YTTIOB OTKJIOHEHHsS CTPYXKKH, MOJy4eHHbIe ¢ (oTorpadmid.
AHanu3upys MoNy4eHHbIE 3HAUEHUS YTIIOB, BUANM, YTO CTPY)KKa CXOAUT NEPIIEHAUKYIISIPHO THaroHaIN
CPEe3aeMoro ClIos, 4TO YK€ OTMEUYaaoch PsAJOM aBTOPOB.

Tabnuua 1
3HaueHUn yrroB OTKIIOHEHUA CTPYXKM 77 .
@, , Tpan 3 9 15 30 45 60
77cm’ Fpa,ll 8 8;2 816 9 9,2 10

B Tabn. 2 MPUBCACHBI 3HAYCHHUA COCTABJISIIONIUX CHJIbI PE3aHUA PX nu Py , AISMCPCHHBIX IIpU pa3s-

JIMYHBIX BCIIOMOT'AaTCJIbHBIX YIJIaX B IIJIAHC (01 .

3HaueHUs YTJI0B OTKJIOHCHUS CHUJIbI va , PaCCYUTAHHBIC HA OCHOBAHUHU Ta0II. 2, CBCJCHBI B Tabm. 3.
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Tabnuua 2

3HauyeHuns cocTaBnAKLWMNX Px " Py npu o6pabotke ctanu 40X pesuamu C pasnuuHbIMK yrnamu @,

@, Tpan 3 9 15 30 45 60
P ,H 469,5 394,2 340,5 322,5 308,2 274,1
P . u 178,0 282,0 242,6 224,1 199,5 168,8
Ta6bnuua 3
3HayeHunA yrrnoB OTKNOHEHUA CUTbl ny — 7], NPV pasHbIX yrnax @,
@,, Tpan 3 9 15 30 45 60
1n,,rpan 39,2 28,37 28,25 24,42 24,19 23,97

CpaBHI/IBaSI 3HAUCHUA YTJIOB B TabI. 1 u 2, BUIUM, UTO YTJIBI OTKJIOHCHHA 77p CHJIBI va S3HAYUTCIIb-

HO OO0JIBIIIE COOTBETCTBYIOLIUX YIJIOB OTKJIIOHEHHUS CTPYKKHU 77, . DTO JIOKA3bIBAaeT, YTO CHJIbI Ha 3ajHEil
TTOBEPXHOCTH BCIIOMOTATEIbHON PEXYIIeld KPOMKH WHCTPYMEHTa OKAa3bIBAIOT CYIIECTBEHHOE BIHUSHHC
Ha OTKJIOHCHHE PaJHaIbHO-0CCBON COCTABIISIONICH CHJIBI pe3aHus P .

Puc. 2. doTorpacmm cxona CTpyKKu Npu HECBOGOAHOM pe3aHuu:
a- @, =3%6-@;=15% B — .= 45°

Taxum O6p2130M, YBCIMYCHUC BCIIOMOT'aTCJILHOI'O yIJia B IIJIAHE Q)l BCACT K YMCHBIICHUIO TUIOIaIN
cpe3acMoro CJiaos BCIIOMOTaTeILHOU pemymeﬁ KpOMKOﬁ H 1J1o1aJgn KOHTaKTa 3aILHeﬁ MOBEPXHOCTHU C
OGpaGaTLIBaeMOﬁ JACTAJIbIO. 9TO BBI3BIBACT YMCHBIICHHE o0enx COCTAaBJIAOMIUX CHJIBI pE€3aHHd Ha BCIIO-

MOTraTesbHOM peKyiuen KpoMke Pl u Pr .

CrnencTBueM M3MEHEHUS CHJI Ha BCIIOMOTaTENIbHOM peXyIlIeld KpOMKe SIBJIIeTCS M3MEHEHHE HallpaB-
JICHWS! ¥ BEIMYUHBI cocTaBsifomiei P, . CrieoBaTenbHo, pauaibHO-0CeBast cocTaBsitomas P, ¢ yBe-

JMYEHUEM YTJIa HAKJIOHA 00pabaThIBAGMOI MOBEPXHOCTH () MOXET JHOO0 YBEITUYNBATHCS, €CIIH peoo-
Jajarolee BIMSHAC HA € BEIMYMHY OKa3bIBaeT CHJA HA 3aJHEH MOBEPXHOCTH IJIABHOM pEKyILeH

KpoMku P

v(mp) > 6o YMCHBIIACTCHA, €CIIHU npeo6naﬂaeT BJIUAHHUEC CHII, HeﬁCTBYIOHlHX Ha BCIIOMOTIa-

TEILHON pen(ymeﬁ KpOMKE. PaI[I/IaJIBHO-OCeBaH COCTAaBJIAOIIAA CUJIbl PE3aHUA P pacKiIaaAbIBACTCs Ha

xy

paauanbHyr0 P, M oceBylo P _, KOTOpBIE, CIE0BATENbHO, TAKKE U3MEHAIOTCA NPU 00paboTKe CIIOXK-

y b

HOHpO(bI/IJ'H:HLIX HOBerHOCTeﬁ Ha TOKApHBIX CTaHKaX C UIry. XapaKTep U3MEHEHUS COCTABJISIOIINX P .

n Py 3aBUCUT OT CTAaTUYECKUX YTJIOB B IUIaHE @ U (01. TaK, €CIIH TJIaBHBIN yroJj B IlaHE€ (@ MCHbBIIE

uim paed 90°, BenuunHel P, v P OTpeIensioTcs:

_ pa _ pecn.
P = x Px !

X
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P, =P +P".

Ecnm yron ¢ Gombute 90°, coctapistiomme P, u P, onpenensiorcs:

P =P!+P!";

P, =P +P".

Cocrasnsronye CUIbl PE3aHUs ONMPEIEIISAIOTCA B COOTBETCTBUM C BapuaHTaMu (pOPMUPOBaHUSA 00-
pabOTaHHOM TTOBEPXHOCTH.

B nepBoM ciyuae, KOrja CHATUE NPUITycKa U (OPMHUPOBAHHUE OCTATOYHBIX HEPOBHOCTEH OCYIIECTB-
JSETCSA IMHEWHBIMU PEXYLIMMU KPOMKAMM, COCTABIISIONINE CUIIBI PE3aHUs HAXOAATCS IIyTEM UHTErPU-

pPOBaHHA BBIPAKEHUH, OTPENEIMIONINX CHIIBI Ha JIIEMEHTAPHBIX YUacTKaX Pexylned KpoMku. B pe3yis-
TaTe MoJIy4aeMm:

Scosn sing,
xy [tg(qo U)]fo %i%; J3sin ﬁlcos(ﬂ+ﬂl) 1+
teosp—n)
) ) sing sin 8
+[tg(¢—7)+Ssin n]chosn %% J3sin p,c0slp+ ﬁl) N
(2
t t A \ smﬂ
[g (P 77 + g(q) n)][t(:os(q; 77)0'(6 1|/fs|nﬁlcos(ﬁ+ﬂl) 6t
“ane
{t(o,SﬂpH kosto-n) sosmo et )Si”(q’i“’)cos(w_n)}
+0,60. — + 5 ’
I sm(wiw) sine
e 6, — yCIIOBHAs IIMPUHA CHUMAEMOro cios [22].
SCO$7 cosf
=![tg(p— e, +
{[g«o My o snpoodfe )
tcosi 7
sing cosp
t )+Ssin de,+
+ta(p-n) UHSCOSU J_s|nﬁ1COS(ﬂ+ﬂ) (3)
+lglp-)+19p, 7] o6, =6,) =SB da
“ﬂﬁF@ ’J@mﬂpmw+ﬂ)

sing

10416041 (057zp+|) (O,57zp+_|:)sin(g0ia))
sm@+w) sing

Cocrapnstonme P, u P, juist cinydas ¢ <90” onpenenstores:
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300577 sin B
P = t t
smn{[g((p n)+ 971l % 3sin B cosp+ A ot
tcosp-n)
+lglp—n)+Ssing] MNP o, ng de, +
[ HScosn J3sin gcodf+ ) )
8, sin g
+t -n)+t 1 6 ~6y S*
[ta(p—7)+tg (e n)]ftcﬂm o) in foosF 1 A
sing
10160 105m +L)sing , 057 +Usin(p+ w)sing |
' Sln(@‘i_a)) sing
P, =cosni[tg(p—n)]+t oo o/ e+
= cosn{[tg(@—n) gnj s "\3singcodf+p)
tcosp—7)
~ . sing sin g 5
+[tg (e 77)+85|n771[800577 fsmﬂcos(ﬂ+,8)d 6,+ ©
) 6 sin g
+[tglp—n)+tg(p, n)]fw (6.~ ’\/'smﬁlcos(ﬂ+ﬂ) Gt
sing

+0160 t(0.570 +1 )COS€0 S(O S5m +1, )Sln((p+a))cos¢)l
’ sinfp* @) sing

Bo BTOpOM ciydae, Koraa cHATHE NPUITyCKa ¥ (POPMUPOBAHUE OCTATOUYHBIX HEPOBHOCTEN OCYIIECT-
BISIETCS] PAANyCHON YacCThIO PEKYIIMX KPOMOK, COCTaBJISIOLINE CHIIbI PE3aHHSI HAXOIATCS:

0,57+¢tw
_{f r2[1_1—t/r}7i sin fcos@, +1—0,57) 4o, +

N Itig sin ©, V3sin B, cos(B+f3.)
arccos0,5S/r+w
frOCOSITES, s oo, P sTamTe, 2SSO, +n=05m) g | ©
057+t V3sin S, cosB+,)
arccos0,5S/ri+w
+0,16 t t ) r(0,5m +1,)o,[0,57 —arcsinl—t / r)+
r;+a)

r -

+arctg(S/2r)|cod®, +17-0,57)d0,,

“(r—tyf -s

rae @ = arctg ; ©®; — TeKyIIUi Yyroi KOHTaKTa pexyliei KpOMKH ¢ 00pabaThIBacMbIM

MaTcepuaioM.
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Vron 77 . OHpe,Z[eJ'ISIIOLL[I/Iﬁ HarpaBJICHUC ﬂeﬁCTBHH CHJIBI ny , AJISL 9TOTO Cliydast OIPCACIIACTCA:
2 Jos
t—r+[r2 —(s/2) ]

[r2—(r-t?)f° +{r —[r SIZ)]0 }05

n = arctg

b _ 057 +dte 1-t/r) cosf3

=1 rrl-—=. de, +
Itig sin®, J_S|np§cosw+ﬂ)
arccos0,5S/r i+w

+ 1 | r—Scos®, —/r*—S*sin’©, 0,C05f8 d@}+
057+¢p*w \/_S'nﬁlcosw*‘ﬂ)

(")

+0,16ru(0,57 +1,):[0,57 —arcsinfL—t/r +arctg(S/2r))] .

B tperthem ciyuae, korja CHSATHE NMPUITYCKa OCYIIECTBISETCS paAMyCHOM W JIMHEHHOW YacTsIMH
ITIABHOHM peXyILed KpOMKH, a HGOpPMHUPOBaHUE OCTATOYHBIX HEPOBHOCTEH OCYLIECTBISIETCS] PaANyCHBIMU
Y4aCTKaMHU PEXYIINX KPOMOK, COCTABJISIOIINE CUIIBI PE3aHHS ONPEACIAIOTCS U3 BBIPAKECHUIN:

S c03(<0—77)
P, :{[tg(goia))]‘i'tgﬂjo o '\/_S:I]nﬂﬂc(?(s)(s?ﬁfz )d61+

+[tS —S?sin(p + w)cosp + w)o; sin fcoslp—17)

J3sin g.cosB+ 3,
HHJ—“’) (T =Ssin(p+w)a,sin fcosl®, —7— 057r)0|®
057+pt) cos0, J3sin gcos(B+ B,
arcco{O,SS / r]ia)
+ r—Scos®,—./r* —S%sin? O, 0,5in fcosl®, - -057) 4
Mt ' J3singcosf+p)
t—r({l—cos(p+ w)jcosip— ),
+0,160.(0,570 +1
(05 { coslpta) ®)
+r(0,57 — arccos(0,55/r))] cos(¢p —n)
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Scogp-7) cosp3
= el - \/§sin,61005(ﬂ+ﬂ1)d61+
+[tS—stin(g0ia))COS((pia))]o-, Jﬁsin;(():solbs)(ﬁ+ﬂ ).,.
4 Hiw ;_I=Ssinlptw) 0,C0sf3 4o L4 ©)
057+ ptw) Cos®,  3sinBcosB+p)

arCCOS{O’SS/r]iwr—Scosei—w/rz—stinz(Di 0,c0sf doe, +

T J3sin gcos B+ B,)

t—r{l—coslp+ w)cosip—7) _
+0,160,1(0,57 + L{ coSp £ ) +r(0,57 —arccod0,5S/r)),|

B dopmynax (8) u (9) mepemenHass H ONpeAeNnseTcs U3 CIEAYIOIIEro BEIPAKESHUS:
rcos(o + o)
rsin(p+)-S "
VYron T A7s 3TOro cirydasi OrpeaeuTCs:
t—r +[r2 —(8/2)2]0'5
t—r(l-cosp)ktgp+rsing+S/2°

Cocranstonme P, U P MOTYT ONPEACIIATHCS U3 H3BECTHOIO COOTHOLICHHMSL:

H = —arctg

n = arctg

P, =P,sinn;
P, =P, cosy.
BriBoabI

[Mony4eHHble aHATUTUYECKHUE 3aBUCHMOCTH BBIPAXKAIOT (DYHKIIMOHAJIBHYIO B3aHUMOCBS3b MEXKIY
3JIEMEHTAMH PEXHMOB pe3aHus (mojaueil u riryOMHOI pe3aHusi), TeOMETPUUECKUMH TapaMeTpaMu pes-

110B (YIJIaMH B IUIAHE @ ¥ (), PAIMyCOM BEPUIUHBI I ), crenensto ero usnoca (|, u p ), popmoii oGpa-
OaThIBAEMOH MOBEPXHOCTH ( (@ ), BIMSIOIICH TakKe Ha MOJOKEHHE U JUTMHY aKTHBHOM YacTH PexXyIIuX
KpPOMOK pesna (6), pu3nKko-MeXaHHUeCKMMH CBOMCTBaMM 0OpabareiBaeMoro marepuana (o, ). boib-

10l Habop MapaMeTpoB, BXOAALIMX B (DOPMYIIBI JUIs ONPEACTICHNs] COCTABIISIFOIINX CHUJIBI PE3aHMs, 1MO-
3BOJISIET aJIeKBATHO OTCJIEKMBATh XapakKTep CHIOBOTO B3aWMOAEHCTBHUS AJIEMEHTOB TEXHOJIOTHYECKOM
CHCTEMBI B Mpoliecce 00paboTKu aeTalei.

Pacuer cun pe3anus o pazpaboTaHHBIM (HOpMyJIaM TOKa3bIBAET, YTO MPU M3MEHEHUH YTITIOB HAKIIOHA
oOpabateiBaeMoli MoBepXHOCTH OT +50° 1m0 —40° (4TO COOTBETCTBYET peallbHBIM YCIOBUSAM 00OpabOTKH

CIIOHOMPOMIIBHBIX TOBEPXHOCTEN) pajiiaibHas COCTABIISIONIAS CUITBI PE3aHUS Py n3MeHsiercs B 4 pasa,

a ocesas cocrasnsiomas P — B 200 pa3. Takue 3HaUMTENbHBIE M3MEHEHHUS COCTABJIAIOMINX CHIIbI PE3aHUSA

BBI3BIBAIOT HECTAOMIHLHOCTH CHJIOBOM HArpy3KHM HA TEXHOJOTHUYECKYIO CHCTEMY W TIOPOXKIAIOT YIPYTHE
MIEPEMEIIIEHHS €€ DIIEMEHTOB, YTO, B CBOIO O4EPE/Ib, YBEIHMUUBAET IIOTPEITHOCTH 00PaOOTKH.
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MATHEMATICAL MODELS OF CUTTING FORCES DURING TURNING

V.. Guzeev?', guzeewi@susu.ru
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! South Ural State University, Chelyabinsk, Russian Federation
2 South Ural State University, Zlatoust branch, Russian Federation

This paper considers the predictive determination of the cutting force components for non-free
cutting during turning. It has been established that plastic deformation and friction along the rear sur-
faces adjacent to the main and auxiliary cutting edges of the tool influence the magnitude and direc-
tion of the action of the component . The resulting force is defined as the vector sum of the forces
that occur on the main and auxiliary cutting edges. The authors propose to determine the direction of
the force in non-free cutting as a vector in the chip flow direction relative to the main cutting edge.
The chip deviation angle was fixed by photographing the cutting process. The authors confirmed that
in free cutting, the chip flow direction is perpendicular to the main cutting edge. The machining of
shaped surfaces on lathes with numeric control systems is accompanied by changes in the feed
movement direction and, as a result, changes in the kinematic main and auxiliary angles in the plan
of the cutting tool. The increasing active length of the main cutting edge leads to an increase in the
contact area of the rear surface of the main cutting edge with the machinable surface, and, conse-
quently, an increase in the force component . The experimental measurement of the cutting force
components allowed the determination of the impact degree of the force components connected both
to the plastic deformation of the machinable material and to the friction on the rear surfaces adjacent
to the main and auxiliary cutting edges of the tool. The analytical dependencies express the function-
al relationship between the elements of cutting modes, the geometric parameters of the cutters, the
degree of wear, the shape of the machinable surface, and the physical and mechanical properties of
the machinable material. A large set of parameters included in the formulas for determining the cut-
ting force components allows the adequate monitoring the nature of the force interaction of the tech-
nological system elements during machining.

Keywords: cutting forces, turning of shaped surfaces, instability of the power load on the tech-
nological system.
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