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NOBbIWEHUE NPOU3BOAOUTENBHOCTU TOYEHUA PE3bbbI
PE3LAMU C KEPAMUWYECKUMU NMNITACTUHKAMMU

A.C. SIMHukoe, A.O. Yynpukoe, A.U. Xapbkos

HecMmoTps Ha MHOXKECTBO XOPOIIO pa3pabOTaHHBIX MPOIIECCOB BHICOKOMPOM3BOIUTEIH-
HOTO (hopMHUpOBaHMA Pe3b0 TaBICHHEM Ha JETalfX MacCOBOTO IPOM3BOJACTBA B HEKOTOPBIX
CiIydasix TMPUXOIHUTCA Hape3aTh pe3pObl pesnamu. K TakuM ciydasM OTHOCST Hape3aHue
pe3b0bl Ha TOHKOCTCHHBIX 3arOTOBKAaX WJIM TMOBBIIICHHON TBEPIOCTH, Hape3aHHE pe3bd He-
CUMMETpHYHOTO npoduist. Beayiue HHCTpyMEHTAIBHBIC (DUPMBI Pa3pabaTHIBAIOT U BBITYC-
KaIOT JUIS 9THX CIy4aeB CICIHaIbHBIC Pe3bOOBHIC TUIACTHHBI U JAIOT MPOrPaMMEI ISl pacye-
Ta PSIKUMOB PE3aHUS M CXEMBI CPE3aHMs MPUITYCKa B 3aBHCUMOCTH OT Ilara pe3bObl U TBEp-
JocTH 00pabaTeiBaeMoil 3aroToBKkd. OOBIYHO pPe3bOOBBIC IUIACTUHBI W3TOTABIMBAIOT U3
METaJUIOKEpPAMIYECKUX TBEPIBIX CIUIABOB, 3a4aCTYIO C YIPOYHSIOMIMMH HOKPHITHAMH. Oco-
OCHHOCTHIO PO PE3HOOBHIX ITACTUHOK SBISAETCS MBI paAlyC CKPYTIJICHHUS BEpPIIUHEI,
CBSI3aHHBIN ¢ pa3MepaMu Iara Hape3aeMol pe3bObl. DTO 00CTOSATENBCTBO MPUBOAUT K BBICO-
KAM MEXaHHYECKHM U TEIUIOBBIM Harpy3KaM Ha BEpIIMHY pe3b0O0BOI TIaCTHHBI M BEIHYKAA-
eT aus o0ecTieueHHs IPUEMIIEMO CTOHKOCTH CHIDKATh PEKUMBI PE3aHUS: CKOPOCTbh, CBA3AH-
HYIO ¢ 9YaCTOTOW BpAIlEHHUs 3arOTOBKH, W TOJa4y BPE3aHMs HA KaXIbIi pabounii Xxoa. B mo-
ClIeJIHeE BPEMs TOSBUIKMCH TUIACTHHKHA U3 MHUHEPATOKEPAMHUKH HA OCHOBE OKUCH QJFOMUHUS
C JICTUPOBAaHHEM KapOWJaMU TYroIUIABKUX METaJUIOB. JTH IUIACTUHKU 00JAaNAIOT BBICOKOM
TEIUIOCTOMKOCTBIO, YTO TO3BOJSIET MOBBINIATE CKOPOCTh pe3aHus. OJHAKO B JIUTEparype
MPAaKTUYECKH HET CBEJCHUN O MPUMCHCHHH IUIACTHHOK U3 MUHEPATOKEPAMUKH JUTs Hape3a-
HUS pe3b0bl Ha BHICOKOMPOYHBIX 3arOTOBKaxX. B cTaThe MPUBEACHBI PE3YIIbTAThI IKCIICPUMCH-
TOB IO HAPE3aHHUIO PE3bObI PE3IAMHU C KEPAMUYCCKAMU TUTACTUHKAMH Ha CTaJIbHBIX 3arOTOB-
kax Beicokoi TBepaocti (HRC 52...55). IlokazaHo BIMsSHUE OTPULIATEILHOTO TIEPEAHETO yIiia,
BEJIMYMHBI 3aTTyOJIeHUs pe3lia U IMOJa4X Ha BPe3aHHe Ha COCTABIIAIONINE CIUIBI pe3aHus. [Jo-
Ka3aHO, YTO IPU ONTUMH3AINH F€OMETPHUECKUX MapaMeTPOB TUNIACTHHOK BO3MOKHO BBICOKO-
MPOM3BOIUTEIHHO Hape3aTh Pe3nObl Ha 3aKaJICHHBIX 3aTOTOBKAX M3 BBICOKONMPOYHBIX MaTe-
pHaJIoB, YTO B COYCTAHUH C MEHBIIEH CTOMMOCTBIO MaTepHaia IIaCTHHOK CYJUT CYIIECTBEH-
HBIE 5KOHOMUYECKHE TTPEUMYIIECTBA.

Kniouesvie cnosa: saxanennas 3a20moeka, pesvboa, Kepamuieckas niaCmuHd, CImouKoCcmo,
npoU3B0OUMENLHOCHID.

HecmoTpst Ha mmpokoe mpuMEHEHUE MPOTPECCHBHBIX MPOLEccOoB (HOPMOOOPA30BAHUS 3arOTOBOK,
MaKCUMaJIbHO MPOU3BOAUTEILHO MPHOMMKAIOIINX UX K (hopMe U pa3zMepaM, OJM3KUM K TOTOBBIM JIeTa-
JI5IM, B MAIIMHOCTPOEHUM COXPAaHACTCSA 3HAUUTEIbHOE PaclpOCTPaHEHUE METOJOB MOJIY4YEHUs] OKOHYa-
TEJBHBIX Pa3MEPOB C MIOMOIIBIO CPEe3aHUs CTPYKKU. IIpy 3TOM 3HaUUTEIbHOE BHUMAHUE yIeIsieTCs Me-
XaHU3MY pa3pyLICHUs] MaTepualla 3aroTOBKH U 00pa30BaHuUs CTPYKKH B Tipouiecce pezanus [1-10].

O0630p nuTepatyphl, IPOBEJCHHBI aBTOPaMH, MOKa3bIBAET, YTO B HACTOsAIICE BpeMsi pabOTHI, HO-
CBSIILIEHHbIE HAPE3aHUIO Pe3b0bl pe3liaMy, IPOBOASTCSA OTEUECTBEHHBIMHU U 3apyOeKHBIMHU HCCIIE0BATE-
JIIMH, HO TIPH 3TOM HCIOJIB3YIOTCS TBEPAOCIUIABHBIE IIJIACTUHBI IPOBEPEHHBIX MapOK.

[Ipu Hape3anuu pe3bOBl HA 3aKaJICHHBIX 3arOTOBKAX BCE BEIYyIHE MUPOBBIE (PUPMBI PEKOMEHIYIOT
UCTIOJIb30BaTh TBEPIOCIUIABHBIE IUIACTMHKU C YIPOUYHSIOIIMM HOKpbITHEM. CMEHHbIE MHOI'OIDaHHBIE
HeTepeTayuBaeMble IUNIACTUHKHU BBIITYCKAIOTCS IJIs1 HApe3aHUs Pa3jInYHbIX THIIOB pe3b0 C IOJIHBIM U He-
nonHbIM nipoduiem. Hexotoprie hupmbl npunaraiot (aiyiel mporpamMm Ajsi HoA0opa THIA [UTACTHHBL U
PEKUMOB pe3aHusl.

OtdeT 0 MOAOOPY Pe3bOOBOTO MHCTPYMEHTA, IMPOBEACHHBIN MO MporpaMme, pa3paboTaHHOW He-
MenkuM uHCTHTYTOM Hoffmann Group — UnctutyT Fraunhofer IWU mammnocTpoenust u o6pabotku
Mmetauia ganenneM Vargus Thread Turning Generator V-5.0.2, mokasan, 4yTo Al Hape3aHUs Pe3bObI
M39x2 Ha crampbHBIX 3aroTroBkax BeIcOkoW TBepmoctu (HRC 52...55) pekoMeHmyeTcss NMpUMEHEHHUE

2014, Tom 14, Ne 4 37



TexHonorusa

wractuabl 270708_2 (0603naueHue no meroauke Hoffmann Group) gupmer Vargus. [11]. Pexumsr pe-
3aHUS MPEJICTABICHBI B Ta0M. 1, a mapaMeTpbl CXeMbl BEIPpE3aHHsl MPUITYCKa B Ta0I. 2.

Kepamudeckne IUIACTHHKU 00JIaAal0T 3HAYMTEILHO OOJNBIICH KPAaCHOCTOMKOCTBIO M TBEPAOCThIO,
YeM TBEPIOCIUIABHBIC METaNIOKEPAMUYECKUE, OJHAKO MMEIOT MEHBIIYIO IIACTUYHOCTh M HM3TUOHYIO
MPOYHOCTb, T. €. OHH DOJiee XPYIKHU. BhICOKast TBEPOCTh OCHOBBI U €€ TyTrOILIABKOCTh MPEIONPECIISIOT
XOPOIIIKE PEXYIINE CBOWCTBA KEPAMUKH, OJTHAKO M3TUOHAS IPOYHOCTh OKCHIHOW KEPAMHUKH HAXOIUTCS
Ha HE3KOM ypoBHE (250—350 H/mm?). [IpOYHOCTD KEPAMUKH YBETHIHBAIOT J0OABICHHEM KapOHIOB Me-
TaJJIOB, B YaCTHOCTH KapOHWaa THTaHa (Tak Ha3biBacMas 4YepHas Kepamuka). [Ipw 3TOM mpodHOCTH Ha
nu3ru6 yBenmmauBaetcs 10 700-750 H/mm? [12].

Ta6bnuua 1
Pexumbl pe3aHus
Matepuan neranu 3akanéHHas u otnyienHas ctaip S1-5S5HRce
CiaB IIaCTHUHEL HB7010
CKOpOCTb pe3aHust 45 mM/MuH
Ynciio 060poTOB LINUHACIS 367
KonnuectBo npoxonos 11
CyMMapHoe cMelleHue o Z 11
Bun panunansHoit nonauu M3meHsiemMblit cheM MaTepuaa
MamnHHOe BpeMst 00paboTKH 0'27"
Tabnuua 2
Fny6uHa no npoxogam
Hakomrennas CymmapHoe
TIpoxon I'mybuna, MM CMEIIEHHE D, mm
riryouHa, MM
1no Z, MM
P1 0,213 0,213 0 38,575
P2 0,175 0,388 0 38,224
P3 0,161 0,549 0 37,903
P4 0,123 0,672 0 37,656
P5 0,104 0,776 0 37,448
P6 0,092 0,868 0 37,265
P7 0,083 0,950 0 37,099
P8 0,076 1,026 0 36,947
P9 0,071 1,097 0 36,805
P10 0,067 1,164 0 36,672
P11 0,063 1,227 0 36,546

*IIpuMeuanue: rTyOHHA pe3aHus JaHa Ha paauyc ACTalu.

I'OCT 25003-81 «IlnacTunsl pexyIine CMEHHbIE MHOTOTpaHHbBIE KepamMHuueckue. TeXHu4eckue yc-
JIOBHS» MPEAyCMaTpPUBACT M3rOTOBJICHUE pe3b00BhIX MacTHH ([lmacTuHb! TpexrpanHoi Gopmsl ¢ 3a1-
HUM yraoMm 7° tumopazmepoB 01211 TNUN u 01231 TNGN). Ognako nonHslii 0030p MO MaTEeHTHOU
0aze http://bankpatentov.ru/featured? He naeT cBeACHNH O MPUMEHEHUHN KEPAMUYECKUX TUIACTHHOK IS
Hape3aHus Pe3bObI.

B Oonbmom mateHTHOM 0030pe yIaloch HAMTH TOJBKO 2 IMATEHTAa, KACAIOUIMXCS KePaMHUUYECKHX
IUTACTHH, B KOTOPBIX ONMHUCHIBACTCA YIYUIICHHAS T€OMETPHS peXYILIEel YacTh U COHIBUY-CIICUCHHA TJ1a-
CTHHKa JJIs1 TIOBBILICHUSI TIPOYHOCTH KepaMuieckoil yactu Ha m3rub. Kuraiickas ¢upma ZCC-CT, xo-
peiickas Taegu Tec u smonckas TUNGALOY BreIycKaroT KepaMHUecKre peXyIine MIACTHHKH Ha Oc-
HoBe Al,O;. 13 onncanus npuBeneHHBIX NAaTEHTOB HE BHIHO, YTO pacCMaTpUBaeMblC TUIACTHHBI Ipea-
Ha3HAa4YeHbI, B TOM YWCIIE, U Ul Hape3aHus pe3bObl. B snoHCKOM mareHTe Bce MpUBEIECHHBIE TPUMEPHI
KacaroTcs TOJIbKO TOUEHUS IVIaJKUX BaJIOB.

EnuncTBeHHOI MyOnKanuei o Hape3aHuH pe3bObl KepaMUYECKIMH IUTACTHHKAMHU OKa3asiach pado-
ta [13]. [Ipn Hape3aHuu pe3pObl KEpaMUUECKUMH TUTACTUHKaMH OO0JIbIIOE 3HaYeHHE OyIeT UMETh CXeMa
BBIpPE3aHMs PEe3bOOBOT0 MPOQHII, TaK KaK OHA JOJDKHA OBITh MAaKCHMAJIbHO TIPOU3BOAUTEIHHOM, HO B TO
’Ke BpeMs U o0ecIieUnBaromiei cCTabuiIsHOE pe3aHue.
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SImHukoe A.C., Yynpukoe A.O., Xapbkoe A./. lMoeblweHue npou3sodumesibHOCMU Mo4YeHusi pe3b6bbli
pe3yamu ¢ kepaMu4yeckumu rniacmuHKamu

OnHUM U3 onpeAensomuX (HakTopoB MpU padoTe KepaMHISCKUMH TUIACTHHKAMH SIBIISIeTCsl oOecrie-
YeHHE 3araca MPOYHOCTH TPH BEIOOpE CXeMBI BBIpe3aHus pe3b0oBoro npodwis. [Ipu Hapesanuu pe3nOb
pPE3LOM B HEKOTOPBIX CIydyasX HCIOJB3YIOT PABHOCUJIOBYIO CXEMY PE3aHMsl, IPU KOTOPON Ha KaXKIOM

NPOXO0JIe COOMIONAETCS MOCTOSHCTBO IJIaBHOM COCTaBIAOIIEH P, MM paguanbHON COCTaBIAIONIEH Py

cuIbl pe3anus. OnpeneeHII0 COCTABIISIONINX CHII PE3aHUS TIPH TOUSHUH TIOCBSIICHBI paboThI [14—18].
B pa6ote [19] nokasano, uto paBHOcuI0Bas 10 P, cxema BbIpe3aHus BIaIUHbI GJU3KO COBMAIACT

CO CXEMOMW PaBHOI'O M3HAIIMBAHUA U 10 CPABHEHUIO C JPYTUMH CXEMaMH pe3aHHsi MUHUMU3UPYET cede-
CTOMMOCTb OIlepalluy pe3bOoHape3aHus. Bece 3Tu cxeMbl ObUIM C yCIIEXOM NPUMEHEHBI Ul Hape3aHUs
Pe3bObI TBEPIOCIUIABHBIMU TUIACTHHKAMHU OTEYECTBEHHBIX M 3apyOeKHBIX MapokK. [Ipu BeIOOpe cxembl
pe3anust Al MPOOHBIX AKCIEPHUMEHTOB OCTAHOBWJIMCH Ha PAaBHOIPOYHOCTHOM cxeme pesanus [19].
B kadectBe mpumMepa IjIs Ha3HAYCHUS PEKUMOB IPOOHBIX OMBITOB OB B3ATHI JaHHBIE cTaThul [13].
B mpoBeneHHBIX SKCHEpPHMEHTAaX MCIOJIb30BajJach PABHONPOYHOCTHASI CXEMa BBIPE3AaHHUS BIIaUHBI
(puc. 1), mo3Bosromas moay4yars npoduib pe3sdbl M39%2 3a 12 mpoxoIoB ¢ pa3nuyHOM mojaved Ha
KaXJI0M IIPOXOJIE.
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Puc. 1. Cxema Bbipe3aH1s BnaguHbl

B Ta6u1. 3 npuBeneHb! BENUYMHBI 3arTyOeHUs U [I0JJa4l BPE3aHUs Ha KaXIOM IIPOXOAEe IpU Hape-
3aHUM Pe3bObI 10 PABHOIIPOYHOCTHOMN CXEM€ BBIPE3aHUs BIIAJUHbI, UCIIOJIb3YEMOM B SKCIIEPUMEHTE.

MHororpaHHble HellepeTaunBaeMble TUIacTHHBI TUIopasmepa 19 7612.0352.160403 I'OCT 25003-81
n3 pexymeil kepamukun BOK-60 mo I'OCT 26630-85 umenu paguyc Ha BepiiuHe, paBHbIA 0,3 MM,
3a0HUN yTOJ KepaMHuYecKux IutacTuH o = 0°. Ympounsmomas ¢dacka mMena pasmepsl f =0,2 MM

u Yy =-20° (puc. 2).

Ha puc. 3 u 4 nokasausl rpaduku 3aBUcUMOCTel, coctapistomux P, u P, cunbl pesanus ans pasiuy-

HBIX IIPOXOJO0B ITO CXEME BbIPE3aHMs BIIaJIUHbI M IIEPEAHETO yIyia Y , K3MEPEHHOIO B INIOCKOCTH, IICPIICHIM-
KynﬂpHOI‘/'I OCH 3aroToOBKH (BeKTOpa Bpe3aHuA HHaCTI/IHBI), U ABJIAOLICTOCA JId CTAaHAAPTHBIX MIJIaCTUH SIUH-
CTBCHHBIM I'€COMETPUYCCKUM NAPaAMETPOM, IIPU NOMOIIU KOTOPOI'0 MOXKHO YIPABJIATH IPOLCCCOM pE3aHUs.

AHaju3 MpeICTaBICHHBIX 3aBUCUMOCTEN IOKA3bIBAET, YTO Kak cuia P, , Tak u cuia P) BO3paCTaroT

C YBEJMUCHHUEM ¢ M AOCTHTalOT HanOonpliel BenuuuHsl mpu ¢ = 0,8...0,9 mm. Ilepennuii yron Y B uc-
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CJI€IOBAHHOM JHana3oHe { HA BEJIMYHHY CHUII PZ u Py BIIMACT cna6o, KpoOM€ 3Ha4YCHMA yria Y = —4°.

DT0 00CTOATEIHCTBO MOXKET OBITh OOBSICHEHO TEM, YTO C M3MEHEHHEM IEePEHEr0 Yrila MPOUCXOTUT
paBHOLIEHHOE M3MEHEHHWE W 3aJHETO0 yIIia, IPUBOJSIIEe K HM3MEHEHHUIO XapaKTepa MPOTEKaHHs MPOIeC-
COB Ha KOHTAKTHBIX TUIOLIAAKAX 3aJHEH MOBEPXHOCTH.

Ta6bnuua 3

BenuuuHbl 3arny6neHus U nogayn Bpe3aHUA Ha Kak4oMm npoxope
Ne npoxona Mogaua S ;> MM I'mybuna Bpe3anws, f, MM

1 0,125 0,125

2 0,1 0,225

3 0,1 0,325

4 0,1 0,425

5 0,1 0,525

6 0,1 0,625

7 0,1 0,725

8 0,1 0,825

9 0,075 0,9

10 0,075 0,975

11 0,075 1,05

12 0,05 1,1

—
S
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|

Puc. 2. Pexywiasa nnactuHa (kepamuka)
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Homep npoxopna

Puc. 3. 3aBucumocTh coctaBnsiowen Pz cunel pesaHus oT nepeaHero yrna Ha BepwmHe Y

M rnyouHbl Bpe3aHuA: KepaMmuyeckasa cTaHgapTHasA nnacTuHa, pesbba M 39x2, ctanb 35X3HM,
V = 80 m/muH, R = 0,3 mm
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SImHukoe A.C., Yynpukoe A.O., Xapbkoe A./. lMoeblweHue npou3sodumesibHOCMU Mo4YeHusi pe3b6bbli
pe3yamu ¢ kepaMu4yeckumu rniacmuHKamu
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Puc. 4. 3aBucumocTb coctaBnstowen Py cunbl pesaHus ot nepeaHero yrna Ha BeplumHe Y

1 rnybuHe Bpe3aHus: KepaMmuyeckas cTaHgapTHasi nnacTuHa, pesbba M 39x2, ctanb 35X3HM,
V = 80 m/muH, R = 0,3 Mmm

[1pu 3HaueHNHM TepeHero yrina Y = —4° 3aJHUI YTroJ IpH BepIInHe paBeH O, =4°, a Ha GOKOBBIX

CTOpOHAX BCero O =2°. Takoe 3HAUECHHE 3a[JHETO YIJa 3HAUUTEILHO MEHBIIE PEKOMEHIYEMbIX IPU
o0paboTke craneil. Bo3aMoXkHO, BClieACTBUE yIpyrux AedopMmanuii 00padaTeiBaEMOro Marepuaia Ipouc-
XOJIUT 3aTHPaHKE T10 3aJHEH TOBEPXHOCTH U, COOTBETCTBEHHO, YBEITMUECHHE COCTABIISIONINX CHIIbI PE3aHUS
3a CYET MOBBIILIEHHOTO TPEHHS 110 3aHEl MOBEPXHOCTH U YIPYTOro BOCCTAHOBIICHUS MaTepHaa.

Ha puc. 5 npencraBnena 3aBHCUMOCTh COCTAaBIISIOIIMX CHIIBI pe3aHus Ha 9-M Mpoxoze OT U3MeHe-
HHS TIEPEHEr0 yIiia.
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Cuna pesaHnus Pz, Py, H

Puc. 5. Fpachvk BNUsiHUS NepedHero yrna Ha CocTaBnsiiolmne CUsbl pe3aHus

U3 ycnoBus MHHMMM3AIMK COCTABIAIONMX CUJIbI pe3aHus P, u P, HEKOTOPOE MpPEANOYTEHHE
MOYHO OTIaTh yrity Y = —6...—10° 1151 KepaMHUUECKHX TUIACTHH, 00ECIICYMBAIOIIEM 3aMETHOE CHIKCHHUE
cunbl P .

O6pamaer Ha ce0s BHUMaHKE OONbIIAs BENMYUHA PAJMANbHOM cuibl P, mpu pesanun xepamuye-

CKOH IIACTHMHOM 10 CPaBHEHMIO C IIABHOM cocTaBisronedl P, , 94To CBA3aHO ¢ HAIWYMEM Ha HEW ynpod-

ustomeit packu. 3aBoa Texuudeckoi kepamuku u 'OCT 25003-81 momyckaroT H3rOTOBJICHUE ILIACTH-
HOK Ha 3aKa3 C U3MEHCHHBIMU NapamMeTpaMu ¢acku. Hamu ObUTM TPOBENECHBI SKCIIEPUMEHTHI IO BIIHSI-
HUIO IMUPUHBI U yTJIa HaKJIoHa (packu Ha cuiibl pe3anus. [IpuHsThIe TapaMeTphl MoKa3aHsl B Ta0. 4.

Brmsinue yria nakinona Gpacku Yy M €€ BEIMYMHBI f HA CUIIBI PE3aHHs MIOKa3aHo Ha puc. 6 u 7.
EnuHcTBEHHOM reomeTpun (acky, ONTMMU3MPYIOIIEH oHOBpeMeHHO cunbl P, u P, He cymect-

BYCT, OJHAKO YMCHBIICHUC IITUPUHBL (I)aCKI/I " yrjia €€ HAaKJIOHAa CHUXKACT CUITY Py . ConocrapieHue T'pa-
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(1)I/IKOB Ha puc. 6u’7 IMMOKAa3bIBACT, UTO MPU HAPC3aHUUN pe3B6BI KEepaMHUYCCKUMMU IIJIACTUHKAMU OnmsKoe

K MUHUMAJIBHOMY IJIsA obenx COCTaBJIAIOIIMX CHJIbI PZ u Py JarT INIACTHHKU B 4-m OIIBITC, T. €. C IIa-

pamerpamu f = 0,1 mm, v, =30°.

Ta6bnuua 4
MapameTpbl ynpouHsitowen hacku Ha NnacTuHke
No ombiTa 1 2 3 4 5
TTapameTpsI f=0.1 MM, f=03 M, =02 MM, f=0,1 mm, =03 MM,
MIACTHHKN ’Yf=10 ’yf=10 yf=20 'Yf:300 Yf=30
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100
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Homep npoxopa
Puc. 6. BennuuHa cocTtaBnsoLei cunbl pe3aHusa Pz npu Hape3aHuu pe3b6bl
Kepamuueckmmm nnactuHkamm, H, (M3942, crans 35X3HM, V = 80 m/muH, ¥ =-10°)
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Puc. 7. BennuuHa cocTtaBnsitowlen cunbl pe3aHusa Py npu Hape3aHuu pe3bObl
Kepamuueckumm nnactuHkamu, H (M3942, crane 35X3HM, V = 80 m/muH, Y = -10°)

[IpoBeneHHBIE TPOOHBIC YKCIEPUMEHTHI MOKA3bIBAIOT, YTO PEXKyIIas KepaMUKa MOXET ObITh HC-
MOJIb30BaHa MPH HAape3aHHW Pe3b0 Ha 3aKAJICHHBIX U OTIYIIECHHBIX 3arOTOBKAaX, MPHUYEM MPU CKOPOCTH
pe3anus B 2 paza OOJNbINeH, YeM MPU TOYCHUH Pe3bObl TBEPIOCIUIABHBIMU TUIACTUHKAMH H3BECTHBIX MU-
POBBIX (UpM. DTO MOKET OBITH 000CHOBAHO 00JIee BHICOKOH TETLIOCTOMKOCTHIO KEPAMUKUA OTHOCUTEIh-
HO METAJNIOKEPAMHYECKUX TBEPABIX cruiaBoB [20-30].

Jlis nonydyenus 60ee TOYHBIX PEKOMEHIAIH HEOOXOAUMO MPOBECTH JIOTIOJTHUTEIILHBIC UCCIIE0-
BaHUs BIUSHUSI TE€OMETPUU TUIACTUHKU Ha €€ (hOPMOYCTOWYMBOCTh, a TAKXKE BIMSHUS PEIKUMOB pe3a-
HUSI, B TOM YHCJIE U CXEMBI pe3aHusI, Ha MPOYHOCTh TUIACTUHKH, CHIIBI PE3aHHS U CTOMKOCTh HHCTPYMEH-
ta. [Ipu onTUMH3aIMKH TEOMETPUYECKUX TapaMETPOB TUIACTUHOK BO3MOXKHO BBICOKOIPOU3BOUTEIHLHO
Hape3aTh pe3b0bl Ha 3aKAJICHHBIX 3arOTOBKAX M3 BBICOKOIPOYHBIX MATEPHAIOB, YTO B COYCTAHUH C MCHb-
el CTOMMOCTBIO MaTepralia TUTACTUHOK CYJIUT CYIIECTBEHHBIC IKOHOMHYECKUE TIPEUMYIIECTBA.
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Despite many well-developed processes of high-pressure forming threads on the details
of mass production, in some cases it is necessary to cut the thread cutter. Such cases include
threading on thin-walled workpieces or high hardness, threading an asymmetrical structure.
Leading companies are developing tools and release for these cases special threaded plate and
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allowed the program to calculate the cutting conditions and cutting allowance scheme de-
pending on the pitch, and the hardness of the workpiece. Usually the threaded insert is made
of cemented carbide, often with a hardening coatings. Profile feature of threaded plates is
a small radius of curvature peaks associated with a step size of thread cutting. This leads to
high mechanical and thermal loads to the top of the threaded plate and forces to provide rea-
sonable resistance to reduce the cutting conditions: speed, speed associated with the work-
piece, and the supply infeed per stroke. Recently, a plate of mineral ceramics based on alu-
mina doped refractory metal carbides. These plates have a high heat resistance that allows
you to increase the cutting speed. However, in the literature there is practically no informa-
tion on the use of mineral ceramics plates for threading highly durable blanks. The paper pre-
sents the results of experiments on thread cutting with ceramic plates on steel billets of high
hardness (HRC 52...55). Shows the effect of a negative rake angle, the values of penetration
and cutter infeed into components of the cutting force. It is proved that the optimization of
geometrical parameters of plates enables high-performance threaded onto the hardened work-
pieces made of high-strength materials, which, combined with a lower cost material plates
promises significant economic benefits.
Keywords: hardened workpiece, carving, ceramic plate, durability, performance.
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