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Poccusi

Annomayun. Ilpu cBepieHUM OTBEPCTHH IMaMETPOM MEHbIIE 3 MM M MoAadedl cMa3odHO-
oxnaxaatomeit xuakoctu (COX) monuBom Habmonaercst a¢pdexr orkaunsanus COXK u3 30HbI pe-
3aHus. B 3TOM cilydae BUHTOBBIE TOBEPXHOCTH CTPY’KEUHBIX KaHABOK CBEpJIa HUIPAIOT POJIb LITHEKA.
ITapa BuHTOBasI MOBEPXHOCTH CBEpila — 00pPabOTaHHOE OTBEPCTHE COCTABILIET 3JIEMEHT ITHEKOBOTO
Hacoca. YeM MeHbIIEe JuaMeTp CBepJia U 4yeM OOJIbIIe YacTOTa €ro BPAIICHUs, TEM BhIIIE IPOU3BO-
JIUTEIBHOCTh TAaKOTO Hacoca. DKCIIEPUMEHTHI ITOKA3bIBAIOT, YTO NMPHU 00pabOTKe OTBEPCTHH TUAMET-
pom 1,5 MM rirybuHo# 20 MM mpu gactorax BpameHus 3000...6000 o6/mur COX, moctynaromas
TIOJIMBOM, HE JIOXOIMT JI0 PEXKYIIMX KPOMOK CBEpiIa U (paKTUUECKH MPOLECC PE3aHMs OCYIIECTBIISACT-
csl «BCYXyHO». DTO TpeOyeT yacTol meperouku cBepil. MHornma pabouue-onepaTopsl B TEUEHHE O
HOW CMEHBI BBIHY)KJCHBI MPOoKU3BoAUTE 10 100 meperodek cBepil. YBeNUYEHHE KOJIHMYECTBA MEpeTo-
YeK B CMEHY NPHUBOJUT K YBEIMYCHHUIO KOJIMYECTBA HANAJO0K, CHIKCHHUIO MTPOU3BOIUTEILHOCTH 00-
paboTKK, YMEHBIICHHIO pecypca M TMOBBIIICHHIO pacxojia CBepil. B HEKOTOphIX ciydasx
OKa3bIBAETCs, YTO NPHU CBEPJCHUM BCE MapaMeTpbl OTBEPCTHH BBIACPKUBAIOTCS IO TPEOOBAHUIM
yepTeka, HO CBEPJIO TepsAET PEXYILyI0 CIIOCOOHOCTh dyepe3 3—6 OTBEpCTHUH M YacTO Ha MEPBOM Ke
OTBEpCTHHU. B 3TOM ciydae CHUMAIOT 3TO CBEPIIO, CTaBSAT CIEIYIOIIEe U 3aHOBO OCYILIECTBIIIOT Ha-
JaJKy OTepalny.

VYcTaHOBIIEHO, YTO BEIMYMHBI pazdpoca reOMETPUIECKUX MapaMeTpoB CBEPII MPH CTAIOHAP-
HOH 3aTOYKE MOXKET OKa3bIBaTh 3HAUMTEIBHOE BIMSHHE Ha KOJMYECTBO OTKAa30B pabOTOCHOCOOHO-
CTH CBEpJI, CHJIBI PE3aHMsI, PEKHMBI PE3aHMA M, CIEI0BATEIbHO, HA MPOU3BOJUTEIBHOCTh U TEXHH-
YECKYI0 HaJeKHOCTh ONEpanun.

B crarbe paccmaTpuBaeTcsi BOZMOXKHOCTh TOBBIIMIEHUS CTOMKOCTH MaJIopa3MEpHBIX CBEpII 3a
CYET CHEIMaIbHON 3aTOYKH, 00eCIeUnBaIONIeH JOMYCTUMYIO TI0 TOYHOCTH pa30UBKY 00paboTaHHO-
ro oTBepcTus. OTuM obecneunBaerca nporukHoBeHne COX B 30Hy pe3aHus.

IIpuMeHeHrE HOBOY 3aTOYKHU MOBBICKIIO CPEIHIO CTOHKOCTh cBepit Ha 28 %.

Knroueevie cnosa. cBepineHue, CTONKOCTh CBepila, TeMIlepaTypa IIPH CBEpJIEHHH, 3aTOYKa
cBepna
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Abstract. When drilling holes with a diameter less than 3 mm and supplying cutting fluid (CF) by
irrigation, there is an effect of pumping the CF out of the cutting zone. In this case, the helical surfaces
of the flute grooves of the drill play the role of a screw conveyor. The pair: the helical surface of the
drill — the machined hole, constitute an element of the screw pump. The smaller the diameter of the drill
and the higher the frequency of its rotation, the higher the performance of such a pump. Experiments
show that when machining holes with a diameter of 1.5 mm and a depth of 20 mm at rotation frequen-
cies of 3,000...6,000 rpm, the CF supplied by irrigation does not reach the cutting edges of the drill, and
in fact, the cutting process is carried out “dry”. This requires frequent re-sharpening of drills. Sometimes
workers-operators have to make up to 100 re-sharpenings of drills during one shift. An increase in the
number of re-sharpenings per shift leads to an increase in the number of adjustments, a decrease in pro-
cessing productivity, a reduction in resource and an increase in drill consumption.

In some cases, it turns out that when drilling, all parameters of the holes are maintained according
to the requirements of the drawing, but the drill loses its cutting ability after 3—6 holes and often on the
first hole. In this case, they remove this drill, put the next one and re-adjust the operation.

It has been established that the magnitude of the spread of the geometric parameters of drills with
stationary sharpening can significantly affect the number of failures of the drills, cutting forces, cutting
modes and, consequently, the productivity and technical reliability of the operation.

The article discusses the possibility of increasing the durability of small-sized drills due to special
sharpening, which provides a breakdown of the machined hole that is acceptable in terms of accuracy.
This ensures the penetration of CF into the cutting zone.

Application of the new sharpening method increased the average durability of drills by 28%.

Keywords: drilling, drill durability, drilling temperature, drill sharpening
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Beenenue

CJ0XHOCTh M3TOTOBJIEHUS TITyOOKMX OTBEPCTHH YacTO CBsI3aHA C OTKAa3aMH PEXKYIIEro HHCTPYyMEH-
ta [1-4]. OcoGeHHO TpyAHO 00ECIEYUTh 10CTATOYHYIO CTOMKOCTD MEIKOPa3MEPHBIX CIIUPAILHBIX CBEPIT
[5-9].

[Ipu cBepieHnH OTBEPCTHI TUAMETPOM MEHBIIE 3 MM U MOIaueil CMa30YHO-0XJIKIAIOIICH KHUIKO-
ct (COX) nmonmBom Habmonaetcs 3¢ ekt orkaunanust COXK u3 30HbI pe3anus. B aTom ciyuae BuH-
TOBBIE ITOBEPXHOCTH CTPY>KEUHBIX KAHABOK CBEpJla UIparoT poiib IIHeKa. [lapa BUHTOBas MOBEPXHOCTH
cBepia — 00pabOTaHHOE OTBEPCTHE COCTaBJIAET JIEMEHT LIHEKOBOrO Hacoca. UeM MeHbIle JuaMeTp
CBepJIa ¥ 4eM OOJIbIIIe YacTOTa €ro BpallleHHUs, TEM BBIIIE MPOU3BOIUTEIBHOCTh TAKOTO HACOCA. DKCIIe-
PUMEHTBI TIOKa3bIBaIOT, YTO MpHU 00paboTKe 0TBEpCTH AruaMeTpoM 1,5 MM riryouHoit 20 MM Iipu YacTo-
tax Bpamienus 3000...6000 o6/mur COXK, moctynaroniasi HOJIUBOM, HE JOXOIUT JI0 PEXKYIIUX KPOMOK
cBepia U paKTUIeCKH MPOLIECC Pe3aHus OCYIIECTBIsIETCS «BCyxyto» [10, 11].

dakTHYecKas TeMIepaTypa IpH cBepJIeHHA

Hinst onpenenenus: GakTHYECKON TeMIepaTypsl pe3aHusl IPHU CBEPICHUH TOILTMBOMOABOISIINX OT-
BEPCTHH B KOPITYCE PACIBUINTEINS AU3EIBLHOTO JBUTATENs MPOBENEHBI SKCIIEPUMEHTHI. M3Mepenne Tem-
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MepaTypbl OCYIIECTBISUIOCH ITyTEM 3aMEPOB TEPMO-3.7.C., BO3HHKAIONICH B €CTECTBCHHOW TepMoIape:
CBEPJIO — JIeTallb.

OKCIEPUMEHT MPOBOWICS B CICIYIOIIUX YCIOBUSAX: JUAMETP CBepiia paBeH 1,6 MM, MaTepuanl —
P6MS5, maTepuan 3aroToBkr — ctaib 45. CKOpocTh pe3aHust u3MeHsu1ach oT 9 1o 30 M/MHH nipH Hoade
0,04 Mm/00. 3HaueHWe MOJAYM OIPEAEICHO 10 OTPAHHYEHHIO, CBA3AHHOMY C IMPOYHOCTBHIO CBEpIa.
CaepiieHHE MTPOU3BOAMIOCE Oe3 oxaxaeHus. [1lo Mepe cBepiieHUs ONPEIeICHHOTO KOJIMYECTBA 3ar0TO-
BOK M3Mepsutach (hacka M3HOCA M0 33 HEH MOBEPXHOCTH TIABHBIX PEXYIIMX KPOMOK h. Pe3ynbrarsr skc-
IIepuMeHTa IpuBeAeHBI Ha rpadukax (puc. 1). M3 rpadukoB BUAHO, YTO MUHUMATILHBIA H3HOC CBEpia
HabmromaeTcs npu Temrmeparype pesanus 260°. Takoi TemmepaType COOTBETCTBYIOT CKOPOCTh pe3aHHs
9 m/muH. Mcnonbp30BaHue TAKUX PEKUMOB Pe3aHUsl B MPOU3BOJICTBE MOKA3AJI0, YTO CPEIHSASA CTOMKOCTh
cBepin coctaBisieT 8,9 MuH. Huskas cTOMKOCTh 00yCIIOBIIEHA IIIOXUM OXJIKICHUEM 30HBI PE3aHHS.

o Jliis u3ydeHus BO3MOXKHOCTH YITYYIICHUS OX-
/e/’ 0,C JIXKICHUS 3a CUET UCKIIIOUEHUs 3(pQeKTa oTKauu-
//

R 400 panmg COX u3 sombl pe3aHusl TPOBEICHBI dKCIIe-

300 pumentsl mo 06paGoTKe O0OpPA3LOB, MCIONB3Ys
200  CXEMy M3MepeHHs Tepmo-3.4.c. [leranb u3roras-
l0p  'HMBATACh C THAMETPOM OTBEPCTHS OONBIINM JHa-
MeTpa cBepna. Juamerp usmensuica ot 1,7 mo 2
MM ¢ maroM 0,05 MM, yeM oOecreyuBaiiCcs 3a30p
MeX]y JICHTOUYKaMU cBepia u oTBepcTreM ot 0,05
/ 1o 0,20 mm. COXK mmogaBaitach METOAOM ITOJIMBA.

N

\\\

MM
0,09

PesynpraTel SKCIeprMEHTa TPHUBENCHBI Ha
0,06 % s rpaduke, NpeaCcTaBIeHHOM Ha puc. 2. U3 rpaduka
Oi BHUJIHO, YTO ONTHMalIbHAas Temreparypa 260° moc-
0.03 turaetcs npu 3azope 0,15 MM u ckopocTu pe3aHust

i 0 5 10 20 V,M/MHH 18 M/MuH (CM. puc. 1).
Takum 00pa3oM, JJisi TOBBINICHHUS CTOWKOCTH
Puc. 1. BnusiHne ckopocTtu pe3aHus Ha Temnepartypy MeJIKOPa3MEPHBIX CBEpI U ITIPOU3BOAUTENHLHOCTH
pesanma u "‘“gc ceepna: O — Gea oxnaxaenus; 00paboTKM ITyOOKHMX OTBEPCTHH HEO6XOAUMO

— C oxnaxaeHuem .

Fig. 1. The effect of cutting speed on cutting obecrieqnTs JIyqIIun TIOABOA COX B 30HYy pesa-
temperature and drill wear: HUS. DTO MOXKET OBITh JOCTUTHYTO 3a CUET CIEIH-
¢ —without cooling; O —with cooling ITBHOW 3aTOYKH CBEpII, 0OecIieunBaromiell pa3ons-
Ky OTBEpCTHS B Ipoliecce O00pabOTKH Ui JOCTH-
JKEHUSI 3a30pa MEXJIy CTEHKamMHu 0OpabOTaHHOTO

6,°C OTBEPCTHSI U JIEHTOUYKaMu cBepiia. Kpome toro, 3a-
300 ) E— TOYKa JIOJDKHA 00ECIeUrBaTh MPOCKTHBIE T€OMET-

N puueckrue mapaMeTpbl cBepi. s oOecrieueHuUs
200 \u\ TaKOW 3aTOYKH HEOOXOJMMO ONpPEICIHUTh CTEICHb

BIIMSIHUSL OTHCIIBHBIX I1apaMETPOB HA BEIWYUHY
pa3OMBKKM JHiaMeTpa OTBEpPCTUS M TapaHTUPOBAThH
100 OIarONMPUSITHRIA OTBOJ] CTPYKKH [8].
I'eoMeTpuyeckue mapamMeTpbl cBepJI
CymiecTByiomas TEXHOJOTHS H3TOTOBIEHUS
0 0,05 0,10 0,15 0,20 A, MM CTaHIAPTHOTO CITUPAILHOTO CBEpJIa Majoro jaua-
MeTpa 00ecleunBaeT onpeaesieHHbIE TOYHOCTH €T0
Puc. 2. 3aBucumocTb TemnepaTypbl B 30He pe3aHus .
OT 3a30pa MexAy NeHTouYKamm ceepna u o6pa6otanibim  [1TAPAMETPOB: HAPYXKHOTO AMaMETpa ¥ CCPALEBUHBI
oTBepcTUeM CBEpJIa, CTPYKEYHBIX KaHABOK, YIJIa HAKJIOHA CIIH-
~ Fig. 2. The dependence of the temperature panu [12—16]. OueBuAHO, YTO pa3sMepHBI pa3dpoc
in the cutting zone on the gap between the drill 3THX HADAMETDOB OKMKET BIMSHHME HA JUIAHY H
strips and the machined hole paMeTp . _ A y
TEOMETPHIO IIOIIEPEYHOM U ITIaBHOM PEXYIIUX KpPO-
MOK IIPH 3aTOUYKE CBepia. ITO, B CBOIO OUEpelb, OKa3bIBACT BIMSIHME HAa BEIMYUHY pa30MBKH OTBEPCTHUS
U JOJDKHO YYHUTBHIBATHCS IIPU IPOEKTUPOBAHUU CIHPAIBHBIX CBEPI M ONTUMH3ALUKA UX I1apaMETPOB
[17-20].
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JI7Ist OLIEHKM TaKOTO BIMSHUS HPOBOIMIINCH HUCCIIEAOBAHMUS T€OMETPUUECKHUX MapaMeTpOB CBEpI C
MOMOIIBI0 KOMIIBIOTEPHOTO MOJEIUPOBAHUS M 3aMEPOB Ha OOJBIIOM MHCTPYMEHTAJILHOM MHUKPOCKOTIE
BMU (o0mee yBenuuenue 30x).

CranmapToM Ha T€OMETPUYECKHE TapaMeTphbl CBEpJI MaJIoro AWaMeTpa MPeayCMOTPEHO IOCTENeH-
HOE yBEJIMYCHHE AUAMETpPA CEPALICBHHBI C IEIBIO TTOBBIMICHNUS KECTKOCTH cBepia. Ha puc. 3 moka3aHsl
YHCJICHHBIE 3HAUCHHUS U3MEHEHUS AnaMeTpa CepALeBUHBI CBEpia BIOJIb €ro och. B ckoOKax NpuBeneHbI
HanOOJbIINE Pa3Mephl B pacCMaTpUBAEMOM MapTHH CBEPIL.
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Puc. 3. U3smeHeHne anameTpa cepaueBuHbI CBepria BAONb OCU
Fig. 3. Changing the diameter of the drill core along the axis

Jnst mocTpoeHHsT KOMITBIOTEPHON MOJENN CBEpila U HUCCICAOBAaHMS I€OMETPUYECKUX ITapaMeTpoB
TeJa CIUPANTBbHOM YacTH cBepiia ObUIM CHeNaHbl IJIOCKHE, MEePIEeHANKYISpPHbIE OCH cBepia, cpe3bl. C
MOMOIIBI0 OOJIBIIOT0 MHCTPYMEHTAIBHOIO MUKpockona BMU nmpousBoauauck 3amepsl Ipoduist cTpy-
JKEUHBIX KaHABOK, 3aThJIOBOYHON YacTH U cepILeBHHBI cBepil. Kpome Toro, 3amepsiics Hapy>KHBIN Ana-
METp CBepII, 001Ias ATUHA CBEpIIa U JUIMHA CITUPAILHON YacTH, YTOJl HAKIIOHA CIIUPAIH.

Ha puc. 4 npenocraBiensl mpuMepbl Npoduiel MIOCKUX CPe30B CBEPIl, MPOU3BEICHHBIX HA MUHH-
MQJIBHOM M MaKCHMaJbHOM (Ha CepeIuHe CHHpaJbHOM YacTH CBEpia) AWAMETpax CeplAUEeBHHBL B
Tabm. 1, 2 mpuBeACHBI KOOPAMHATHI MPOQUIIEH 3TUX MIIOCKUX cpe30B cBepil. [IpuBeneHHbIe JaHHBIE Ha-
TIISITHO HIUTIOCTPUPYIOT U3MEHEHUS TPOQUIIS CBEpIIa B/IOJIb €r0 OCH.

Y
34 5

25 J
24 23 22 53 X
| 20
19 14
18747 L 43 A2
a) b)

Puc. 4. NMpodmnu nnocknx cpesoB cBeps:
a — MMHMManbHbIM AuameTp cepaueBuHbl (0,32 mm); b — MakcumanbHbI AnameTp cepaueBuHsbl (0,62 Mm)

Fig. 4. Profiles of flat sections of drills: a—minimum core diameter (0.32 mm); b — maximum core diameter (0.62 mm)

Ha puc. 5 npencraBienbl npoduin pexylied 4acTu 3aToueHHBIX cBepi. B Tabm. 3, 4 mpuBeneHsl
KOOPJMHATHI COOTBETCTBYIOIUX mpoduuieit. 13 puc. 5 BuaHO, 4TO NHaxe Npy HE3HAYUTEITHPHOM OTIUYUN
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y nByX cBepi nuameTpoB cepaneBusbl (0,305 mm u 0,46 MMm), ipodrteii cTpyKeIHOM KaHABKU U YTIIOB
HAaKJIOHA CIUpaIH MPOQUIH UX PEKYIIEeH YacTH UMEIOT CYIIESCTBCHHBIC pa3iauuus. Tak, y HUX pa3HbIC
JUTMHBI TIOTICPEYHOMN peXYIeld KPOMKH, Pa3HbIC IJIHMHBI M KOHUTYPALUS TJIABHBIX PEXKYIIHX KPOMOK.

Ta6bnuua 1
KoopauHatsl Touyek npoduns nnockoro cpesa ceepna npu 9. = 0,32 mm
Table 1
Coordinates of the profiles points of the flat section of the drill at @s=0.32 mm e
Neo Toukmu 1 2 3 4 5 6 7 8
X -0,67 -0,545 -0,36 -0,215 0,04 0 0 0,04
v 0,43 0,51 0,60 0,66 0,69 0,53 0,39 0,23
Ne Toukm 9 10 11 12 13 14 15 16
X 0,20 0,39 0,53 0,68 0,81 0,68 0,53 0,39
v 0,065 0,01 0,02 0,025 0,01 -0,45 -0,515 -0,595
No Toukm 17 18 19 20 21 22 23 24 25
X 0,20 -0,025 | 0,015 0 -0,215 | -0,36 | -0,545 | -0,67 -0,81
y -0,67 | -0,685 | -0,47 | -0,345 | -0,06 -0,02 -0,02 -0.03 0,03
Tabnuua 2
KoopauHaTtbl Touek npocuns nnockoro cpesa ceepna npu @; = 0,62 mm
Table 2
Coordinates of the profiles points of the flat section of the drill at @s = 0.62 mm e
Ne Toukwm 1 2 3 4 5 6 7 8 9
X -0,775 | 0,645 | -0,375 | -0,06 0,05 0,225 0,425 0,71 0,795
v 0,19 0,34 0,565 0,65 0,48 0,34 0,325 0,34 -0,03
No Touknm 10 11 12 13 14 15 16 17 18
X 0,75 0,425 0,34 0,03 -0,06 | -0,375 | 0,645 | 0,733 | -0,795
v -0,24 | 0,555 | -0,64 | 0,673 | -0,551 -0,33 | 0,335 | 0,34 -0,03

a)

Puc. 5. NMpodmnu pexyluen yactn ceepn:

b)

a — cBepro ¢ guameTpom cepaueBuHbl 0,305 Mmm; b — cBepno ¢ anameTpom cepaueBuHbl 0,46 Mm
Fig. 5. Profiles of the cutting part of the drills:

a—adrill with a core diameter of 0.305 mm; b — a drill with a core diameter of 0.46 mm
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Ta6bnuua 3
KoopauHatbl Touek npodouns pexyluen yactu ceepna npu 9. = 0,305 mm
Table 3
Coordinates of the profiles points of the cutting part of the drill at @s = 0.305 mm we
Ne Touku 1 2 3 4 5 6 7 8
X -0,635 -0,38 -0,22 0 0,13 0 —-0,005 0
y 0,51 0,61 0,665 0,70 0,675 0,39 0,315 0,23
Ne Touku 9 10 11 12 13 14 15 16
X 0,13 0,21 0,41 0,55 0,805 0,61 0,41 0,13
Y 0,09 0,045 0,09 0,11 0,005 -0,51 -0,59 -0,68
Ne Touku 17 18 19 20 22 23 24 25
X -0,11 0 0,015 0 -0,22 -0,38 | 0,635 | —0,805 0
y -0,675 | 0,425 | -0,36 -0,28 | -0,075 | -0,03 | 0,04 0,005 | -0,015
Tabnuua 4
KoopauHatsl Touek npoduns pexyiuein yactu ceepna npu 9. = 0,46 mm
Table 4
Coordinates of the profiles points of the cutting part of the drill at @; = 0.46 mm we
Ne Touku 1 2 3 4 5 6 7 8
X —0,655 -0,41 -0,03 -0,01 0,145 0,34 0,795 0,60
y 0,45 0,61 0,69 0,46 0,175 0,09 0,085 —-0,50
Ne Toukmu 9 10 11 12 13 14 15 16
X 0,325 0,03 0,005 -0,08 -0,20 -0,28 —0,405 -0,81
y -0,65 —0,695 —0,50 -0,25 -0,143 -0,09 -0,05 —-0,05

Jnst uccrenoBaHus MI3MEHEHUS TIEPEHETO U 3aJHEr0 YIIIOB B0 pe-
KYIIEH KPOMKH CBepiia CO37aHa KOMIBIOTEpHAs MOJIENb C MIOMOIIBIO TPO-
rpamMmbl Solid Works. DTa Mojenb BOCHPOU3BOAUT MapaMeTphl MPHCIIO-
coOyeHHs aisi 3aTOYKU cBepil. llpu BUpTyaapbHOW yCTaHOBKE MapaMeTpoB
HE3aTOYEHHOT0 CBepJia B JJAHHOE MPUCIIOCOOJIEHHUE ITOTy9aeTCsl KOMIIbIO-
TepHas MOJIENIb 3aTOYCHHOTro cBepia (puc. 6). Co3maHHas TakuM 00pa3oM
KOMIIBIOTEPHAsT MOJIENb PEXKYIIEH YacTH CBeplia MO3BOJISIET UCCIIEI0BATh
M3MEHEHHUE TIEPeTHEr0 M 3aJHEer0 YIIJIOB BIOIb PEXYIIEH KPOMKH CBepJa.
Ha puc. 7 nokasaHsl ceKylue INIOCKOCTH, PaCIONIOKEHHBIE 110 HOPMAIIH K
pexyIei KpoMke cBepiia. YncioBble 3HaYSHNUS TIEPETHETO U 3aJIHETO YIIIOB
B JIJAaHHBIX CEUYCHUSX MPUBEICHHI HA pHUC. 8.

Puc. 6. KomnbloTepHas mogens cBepna

Fig. 6. Computer model of the drill
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Puc. 7. CeKywume NioCKOCTU K pexyLien KpoMkKe
Fig. 7. Cutting planes to the cutting edge
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Puc. 8. 3HaueHMA nepeAHEro u 3afHero yrros BAOMb pexylueit KPOMKM cBepna
Fig. 8. Values of the front and rear angles along the cutting edge of the drill

Pe3yabTaThl M 00CyxKI1eHUSA
IIpoBeneHHbIE UCcCIENOBAaHNS TEOMETPUUECKUX NTAPAMETPOB CBEPI MAJIOTO JUAMETpa MOKA3aJIH:
1. B mapTuun cBepsn uMeeT MECTo pazdpoc UX reOMETPUUECKUX apaMeTpoB:
* yTOJI HaKJIoHA crimpanm 21°54'...24°14";
* nuameTp cBepaa 1,59 mm...1,62 mm;
* TMaMeTp cepALeBUHbI (Ha paccTosHuu 30 MM oT xBocToBHKa) 0,28 MM...0,38 MMm.
2. Ilpm meperodkax CBepNl W3-3a YTOJIICHHWS CEPALIEBHHBI, NMPEAYCMOTPEHHOTO KOHCTPYKIHEH
CBepJia, yBEITMYHNBAETCS TUAMETP CEPAIIEBUHBI, YTO OKA3bIBACT BIMSHWE HA JUIMHBI TIONEPEYHON U TIIaB-
HOM PEeXYIIUX KPOMOK.
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3. Yroj HakJIOHa CIIUPAIM U AUaMETp CBepila OKa3blBaeT BIMSHUE Ha JUIMHBI PEXYILUX KPOMOK, I1e-
PEIHUN U 33JHUN YTJIBL.

4. B pa3HBIX CEYEHHAX IO HOPMAIIH K PeXYIIeH KPOMKE BEIHMYMHBI IEPETHETO U 3aIHETO YIJIOB Iie-
PEMEHHBI U M3MEHSIOTCA B OONBIIMX AHMANla30HaX. JOTO BIMSAET Ha BEJIMYMHY M HAIPABICHHE COCTaB-
JSIFOILMX CHJIBI PE3aHMsI Ha 3JIEMEHTAPHBIX YYaCTKaX PeXyIlell KPOMKH.

5. M3-3a cymiecTByIOIIel TEXHOIOTHH U3rOTOBICHUs CBEp HabronaeTcs pa3dpoc pasMEpHBIX Ma-
paMeTpoB CTPYKEUHBIX KaHABOK M, CIIEIOBATENBbHO, ()OPMBI TNIABHOW PEXYILIEH KPOMKH M MEPEAHUX
YIJIOB.

Bennumnna paz0opoca reoMeTpUUECKUX MapaMeTpoB CBEPIl MPH CTALMOHAPHOW 3aTOYKE MOXKET OKa-
3bIBaTh 3HAYMTENBHOE BIUSHUAE HA KOJUYECTBO OTKAa30B PabOTOCIIOCOOHOCTH CBEPII, CUIIBI pe3aHMUsl, pe-
JKUMBI pe3aHHus U, CIIEAOBATEIbHO, HA IPOM3BOJUTEIBHOCTD U TEXHUUECKYIO HaJIS)KHOCTh OIIEpaLiy.

Jns obecrieueHus pacueTHO-000CHOBAHHBIX M 3aJaHHBIX [IapaMETPOB PEXYILEH JacTu CBepiia He-
00xoarMa afganTtanys 3aTOUYKH MoJ] paKTUIeCKre TeOMETPHUECKUE TapaMeTphl Teja CBepIa.

3Has (pakTUUECKYI0 T€OMETPHUIO Tejla CBepJia, MOJUICKAIIEro 3aTOUYKE, M aHAINU3UPYS C IOMOLIbIO
MaTeMaTHYECKUX MOAEIEH BO3MOXKHBIE BapHUAHThI MOJYYECHUS T€OMETPUYECKUX MapaMeTpPOB Pexyluei
YacTH CBepJia, MOXKHO BBIOpATh PallMOHANBHYIO CXEMY 3aTOYKH, 00ECICUMBAIOIILYIO JIy4lIyl0 paboTo-
CIOCOOHOCTH CBEpIIA, M PEaTH30BaTh ¢ Ha TIePeHACTPanBaEMOM IPUCTIOCOOICHHN.

IIpousBoacTBeHHbIe UcnbITaHus 2360 cBepa ¢ HOBOM 3aTOYKOM MOKA3alH, YTO CPEAHSS CTOMKOCTD
cBepi coctaBuia 11,5 Mus.

Ha puc. 9 nokaszan nojauroH pacnpeaeieHus: CTOMKOCTH HCIBIThIBaeMBIX cBepi. U3 puc. 9 cnenyer,
4yT0 36 % cBepn umenu ctoiikocts 1620 muH, 27 % cBepn umenu croiikocts 10—13 muH, 20,7 % cBepn
uMenu cTolkocTh 36—120 MuH U TonbKO 6,27 % CBEp UMENX CTOMKOCTh MEHbIIE § MUH.
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Puc. 9. MonuroH pacnpeaeneHus ceBeprn ¢ HOBOM 3aTOYKOW MO KONMYECTBY NPOCBEPIIEHHbIX OTBEPCTUMN
Fig. 9. Polygon for the distribution of drills according to new sharpening method, based on number of holes drilled

[IpuMeHeHre HOBOM 3aTOYKH MOBBICUIIO CPEIHIOK CTOMKOCTH cBepa Ha 28 %. B cBs3u ¢ Tem, uTto
ONTHUMAaJIbHAS TEMIIEPaTypa IPU HOBOW 3aTOYKE COOTBETCTBYET 00JIee BHICOKOW CKOPOCTH pE3aHusl, PaB-
Hoit 18 m/mMuH (cM. puc. 1), 00paboTka BefeTcs ¢ OOJbIICH MUHYTHOM Mojgade, paBHoi 160 MM/MuH,
YTO TIO3BOJISIET 32 MEPHOJ] CTOMKOCTH CBepIia 00padboTarh O0JbIee KOJTUIESCTBO OTBEPCTHIA.

Ha pwuc. 9 mpencraBieH MOIUTOH paclpeaeiieHrs CBEPJI C HOBOM 3aTOYKOW MO KOJHMYECTBY TPO-
CBEpJICHHBIX OoTBepcTHii. CpeHee KOMMIeCTBO OTBEPCTHH, 00pabOTaHHBIX OJHUM CBEPJIOM, COCTABUIIO
76 orBepctuil. [Ipu TpaIMIIMOHHOM 3aTOUKE 3Ta BeJIMUKMHA paBHsIAch 36 oTBepcTUsiM. Takum o0pazom,
BEIpa0OTKA OJTHUM CBEPJIOM YBEIIMYIIIACH OoJiee yeM B 2 pa3a 10 CpaBHEHHIO ¢ 00pabOTKON CBepiIaMu
TPaJUIIMOHHON 3aTOUKH.

Cratuctuyeckue JaHHbIe CTOMKOCTH CBEPJI C HOBOM 3aTOUKOU mpuBeeHbl Ha puc. 10.
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Fig. 10. Statistical data on the durability of drills after new sharpening
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