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BBenenne. B npou3BoacTBe MojyueHUe 331aHHOW LIEPOXOBATOCTH MOBEPXHOCTH 00padaThIBAEMbIX JETaleH
uMeeT OOIbIIOE 3HAYCHHE IS BHIMONHEHUS (yHKIMOHATBHBIX TpeOoBaHuil. OnHAKo Ha IEPOXOBATOCTH IIOBEPX-
HOCTEHl OKa3bIBaeT CYLIECTBEHHOE BIHSHHE TEIUIO, BBIACIAEMOE B Ipolecce 0OpaOOTKH, YTO MOXKET HPHBECTH
K CHIDKEHHUIO pa3MepHOU TouHOCTH. 11lepoXoBaToCTh MOBEPXHOCTH CYIIECTBCHHO BIHSET HAa YCTAIOCTHBIC XapaKTe-
PHCTHKH [ETalH, a CPOK CIYKOBI PEXKYIEro HHCTPYMEHTA OIPeeNseTcsl TeMieparypoil pesanus. Lleas padoTbl.
Ilenpio aHHOTO HCCIETOBAHUS SBISACTCS CO3AAaHUE MOMYIMIUPHUCCKIX MOAENICH AT IPOTHO3HPOBAHUS LIEPOXO-
BaTOCTHU MOBEPXHOCTH H TEMIIEPATyPhl Pa3IHIHBIX pabodrX MaTepHaoB. [loBbIIeHne TPOH3BOAUTEIBHOCTH pe3a-
HUS JOCTUraeTcs 3a cYeT TOYHOTO ONpeeIeHHs TeMIIepaTyphl pe3aHus B oOpabaTbiBaeMoil 30He. OfHAKO pacdeT
TeMIIePaTypsl Pe3aHus M KaKIOTO KOHKPETHOTO CIIydasl CONPSDKEH ¢ TPYAHOCTSIMH C TOYKU 3PEHHUS TPYHZOBBIX
pecypcoB n GHHAHCOBBIX BIOKEHHI. B 3Toif craThe mpefcTaBieHa KOMIUICKCHAS SMIUpHUecKas GopMyra, Ipen-
Ha3HA4YCHHAs IS IPOTHO3UPOBAHMS KaK TEOPETHUECKOH TeMIIepaTyphl, TaK U IIEPOXOBATOCTH MOBEPXHOCTH. Me-
Toauka. [TokazaTenu nepoxoBaTOCTH MOBEPXHOCTH U TEMIIEPaTyphl OLeHUBAIHCh 11t MarepuanoB EN 8, Al 380,
SS 316 u SAE 8620 npu ux o6paboTKe TBeprOCIUIaBHBIM HHCTpyMeHTOM ¢ mokpbiTheM TiAIN. Iokpertue TiAIN
OBLIO MOMYYEHO METOAOM (PM3MYECKOTrO OCaXIeHUs 13 napoBoi ¢aszsl (PVD). [l moAroToBKH MPOrHO3UPYIOIIMX
MOJIeJIeH UCTIONb30Baach METOJOJIOTHS TIOBEPXHOCTHU OTKIMKA. CkopocTh pe3anus (o1 140 no 340 m/mMuH), mogada
(ot 0,08 10 0,24 MM/00) 1 mTyOuHa pe3anus (ot 0,6 10 1 MM) UCTIOIB30BATHUCH B KAYECTBE BXOTHBIX APAMETPOB IS
HM3MEPEHUs XapaKTEePHCTHK BCEX MATEPHANIOB C TOUKH 3PCHHS MIEPOXOBATOCTH IOBEPXHOCTH U TEMIIEPATypPhl PE3KU.
TemmepaTypy Ha rpaHuLe paszena CTPYKKa-HHCTPYMEHT OIPeIeIILIN ¢ IIOMOIIBIO TepMonaphl. [ yCTaHOBICHUS
CBsI3U Mexay anekrponsinkymei cunoi (B[C), Bo3HMKaromel Bo BpeMsi 00pabOTKH, U TEMIEPaTypoll pe3aHus
Obl1a pa3paboTaHa HOBasi KaMMOPOBOYHAS yCTaHOBKA. Pe3yJibTaThl H 00cyxKaeHne. bplIo 3aMeueHo, 4To SHEPrus,
HEOOX0AMMas Il MEXaHW4EeCKoi 00pabOoTKH, B 3HAYUTEIBHON cTeneHH npeodpa3zoBaiachk B Temio. Camasi BBICOKas
TemIeparypa pe3anus Obuia 3agukcupoBaHa npu oopadotke cranu SS 316, a 3arem cranu SAE 8620 u cranu EN 8.
Opnaxo npu 06padoTke AL 380 Habmoganace HU3Kask TEMIEpaTypa, KOTopasi B OCHOBHOM OIPEAEIISIIACH TEIUIONPO-
BOJHOCTBIO MaTeprana. Camasi HU3Kas IepOXOBaTOCTh MOBEPXHOCTH Habmronanack y MarepuaiioB SAE 8620, EN §,
a 3arem SS 316 u AL 380. [TonmysMnupuyeckuii METO ¥ ypaBHEHUSI PErPECCHOHHON MOJEIH XOPOIIO COOTBET-
CTBOBAJH APYT Apyry. CTaTHCTUYESCKUH aHATN3 HETMHEHHON OLICHKHU MOKA3bIBACT, YTO CKOPOCTh Pe3aHMs, Ioada i
IUIOTHOCTh MaTepHaia B OONbIIeH CTENECHH BIUIOT Ha MIEPOXOBATOCTh MOBEPXHOCTH, TOIAa KaK ITyOHHA pe3aHust
B OoJblIIell CTENCHH BIMSAET Ha U3MEHEHHE TeMIeparypsl. McciaenoBanue OyneT O4eHb HOIE3HO IS IPOTHO3UPO-
BaHMs IPOU3BOANTENBHOCTH B IPOMBIIUICHHOCTH ITpu 00paboTke matepuanoB EN 8, AL 380, SS 316 u SAE 8620
TBEPAOCIUIABHBIM HHCTPYMEHTOM ¢ OKpbITHEM TiAIN.
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LM JleBenOepr — MapkBapar
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BBenenue

YucroBass 00paboTKa MOBEPXHOCTH UMEET pe-
IIarolee 3HaueHue 11 00ecreyeHus KauyecTsa, 1o-
CKOJIbKY OHA HarlpsIMyIO BJIMsET Ha BHELIHHH BUJ,
(YHKIMOHATBHOCTh M OKCIUTyaTallUOHHbIE Kaue-
cTBa 00pabaThIBaeMbIX KOMIIOHEHTOB. TouHasi Me-
XaHn4eckass o0paboTka uMeeT OOJbIIOe 3HAYECHUE,
OCOOEHHO B a’POKOCMHYECKOM M MEIUIUHCKOM
HNPOMBIIIJIEHHOCTH, Tae Tpedyercs oIpenesieHHas
00paboTKa MOBEPXHOCTU MJISI CHWXKEHUS TpPEHUs,
HOBBIIIEHUS] M3HOCOCTOMKOCTH WJIM YIyYIIEHHOM
KOPpPO3UOHHOM CTOMKOCTU. BnusHue Kayecrtsa I0-
BEPXHOCTH Ha TPUOOJOTMUYECKUE XapaKTEPUCTHKH,
TaKkMe KaKk TPeHHWE M CMa3blBaHHE, UMEET pellaro-
Iiee 3HaueHWe Uil JOCTH)KEHUS MaKCHMalbHOM
HPOM3BOAUTEIBHOCTH U JOJATOBEYHOCTH. [IoBbIIIe-
HHUE TeMIIepaTypbl BO BpeMs 0OpaOOTKH OKa3bIBAET
CYLIECTBEHHOE BJIMSHHE HAa W3HOC HMHCTPYMEHTA,
LIEJIOCTHOCTh MaTepuana W TOYHOCTb Ppa3MEpOB.
KoHTpone Temneparypsl UMeeT pellarolee 3Haye-
HHUE Ui MPOJUICHUS] CPOKa CIYKObl MHCTPYMEHTa
U ITOJIEPKaHUs CTPYKTYPHOM 11eI0CTHOCTH 00paba-
ThIBaeMbIX netaneil. [Iporno3sHoe mozennpoBaHue
ONTUMH3UPYET HPOLIECCHI, OMpeAesssl ONTHMAab-
HbI€ TTapaMeTphl 11 SKOHOMHHM 3aTpar 3a CYET yBe-
JUYEHHs CPOKa CIYKObl MHCTPYMEHTA, CHU)KEHUS
npoleHTa Opaka W TOBbILEHHUS 3((PEKTUBHOCTH.
Mcnonb30BaHne CMa30YHO-OXJIKAAIOMEH JKUAKO-
ctu (COX) npu TokapHO#l 00paboTKe neTaneil Bbl-
COKOM TBEpAOCTH HE PEKOMEHJI0BAHO, TaK KaK IpH
HOBBIIIEHHBIX TeMIepaTypax npu oopadorke COX
MatepuasioB TBepaocTbio oT 48 1o 68 HRC B 30He
pe3aHMsl HauYMHAETCsl KUIeHHE. SIBleHue KUIeHUs
CHOCOOCTBYET TEPMHUYECKHM Ae(popMaIusaM, Tem
CaMbIM CHMKas Kak R (LIEpOXOBATOCTH MOBEPXHO-
CTH), TaK M CPOK CIY>KObI peXYyIIEro HHCTPYMEHTa
[1].

B cnyuyae oOpaboOTKM pa3IUyYHBIX MaTepuajoB
uX 00pabaTeIBa€MOCThb OLIEHUBAJIACh C UCIIOJIb30Ba-
HHUEM OIIpeJIeJIEHHBIX TapaMeTpOoB MpoLecca, TAKuX
KaK CTOMKOCTh MHCTPYMEHTA, CKOPOCTh CheMa Ma-
Tepuaia, Cuia pe3aHus, YHepronoTpedIeHue, Mop-
(ororus cTpy>XKH 1 IepoX0BaToCTh 00paboTaHHON
NOBEpPXHOCTHU. Mcroabp30BaHuE BHICOKOCKOPOCTHOM
ob6pabotku (HSM) mpu coxpaHeHuM IENOCTHO-
CTH TOBEPXHOCTH M COONIOACHUU NPEAEIOB JIOMY-
CKOB TpeOyeT ONTUMAaJIbHOTO COTJIACOBAHUS TaKUX
(axropoB, kak cuna pesanus (F,), mapameTpoB
npolecca U craHka. [IpaBuinbHOE coueTaHHe 3TUX
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napaMeTpoB MMEET pellarollee 3Ha4eHue Jis T10-
BbIIIEHUS 3(P(PEKTUBHOCTH BBICOKOCKOPOCTHOU 00-
paboTKu 6e3 CHIKEHHS KauyecTBa 00padaThIBaeMBbIX
MOBEPXHOCTEW WJIM TIPEBBIIICHUS YCTAHOBICHHBIX
MIPEZIETIOB JIOMyCKa. JTOT OalaHC rapaHTHPYET, YTO
npouecc 00paboTKU Ha BBICOKUX CKOPOCTSIX OyaeT
poTeKarh 0e3 ymiepba Juisi TOYHOCTH M KadecTBa
MMOBEPXHOCTH, YTO CIOCOOCTBYET OOIIEMY YCIIEXy
oTiepaInii BEICOKOCKOPOCTHOM 00paboTku [2].
Wxao u ap. (Zhao et al.) [3] usmepunu remnepa-
Typy pe3anus Inconel 718 npu momomu AByX1BET-
HOTO MH(pPaKpPaCHOTO TEPMOMETpPa HHCTPYMEHTOM,
YIPOYHEHHBIM KEPAMUYECKUMH HUTCBHTHBIMU KPH-
CTaJUTaMH, ¥ TIPUTILTA K BBIBOJLY, UYTO OOJIBIIIOE KOJIH-
YeCTBO TEIIa, BBIACISIEMOro BO BpeMs 00paboTKH,
yXyAlIaeT KauyecTBO IOBEPXHOCTU oOpabaThiBae-
MOTO Marepuana. V3-3a MOBBIIICHUS] TEMIIEPATYPHI
B 30HE pe3aHusl BO BpeMsI ME€XaHU4YeCKoi 00paboT-
KM Ka4eCTBO MOBEPXHOCTH yXyamanaock [4]. Beico-
KH{ W3HOC MHCTPYMEHTA M TeMIepaTrypa, MOBHIIIa-
I0IIAasICs B mMporiecce 00paboTKK 3aKaJICHHON CTaln
AISI 4340, MoryT OBITH YCTpaHEHBI C MOMOIIbIO
omoCOX [5]. Mns cynepcruiaBoB HEOOXOTUMBI
MOCTMEXaHNYECKHE OTEPAIluy IS YITyqIIeHus Ka-
yecTBa moBepxHOCTH [6]. Kymap u np. (Kumar et al.)
[7] cpaBHMIIM MOJIETTh HA OCHOBE METO/Ia TIOBEPXHO-
ctu oTkianka (RSM) ¢ Mozenbio Ha OCHOBE MeTo/Ia,
WCTIONB3YIOMIETO MCKYCCTBEHHBIC HEHPOHHBIC CETH
(ANN), nns aHanu3a XapakTEpPUCTUK MPH TOYCHHUH
ctanmu AISI D2 u npumim K BeIBOAY, YTO MPOTHO3-
Hasg Mojaellb Ha ocHoBe RSM sBistercsa Oonee To4-
HOM 1O cpaBHEHUIO ¢ Moenbio ANN 11 nmporso-
3MPOBaHUS KaueCTBa IOBEPXHOCTH U TEMIIEPATYPHI
pe3zanus. Tocait (Gosai) u bxascap (Bhavsar) [8]
WCTIOJIB30BAIM MaTeMaTHUECKAE MOJICITN U ypaBHe-
Husl, creHepupoBanHble RSM Ha ocHoBe CCD nist
MIPOTHO3UPOBAHUS TEMIIEPATYPHI pE3aHUsI.
CkopocTh cheMa MaTepHala B MpoIecce ToKap-
HOM 00paboTKK ObLIa BBIIIE MO CPABHEHUIO C JIPY-
THMH TPAJUITHIOHHBIMU MTPOIECCAMH MEXaHUIECKOM
obOpabotku. A6xanr u aAp. (Abhang et al.) [9] skc-
MEPUMEHTAIIFHO W3MEPHIIM TEeMIIepaTypy CIuiaBa
EN-31 mpu TokapHO# 00paboOTKe IIACTUHAMH W3
KapOuaa Boibhpama, UCIIONb3YS METOJT €CTECTBEH-
HOM Tepmornapsl. [logaya f oka3pIBaeT CyliecTBEeH-
HOC BIIMSHUE Ha MIEPOXOBATOCTh ITOBEPXHOCTH:
MIPH YBEITUYCHUH f TIEPOXOBATOCTh YBEIIMIHBACTCS,
aIpH yBENHMYEHHUH V/ IIEPOXOBATOCTh YMEHBIIAETCS
[10—12]. bxomaine u ap. (Bhopale etal.) [13] ucmomns-
3oBasit RSM ¢ CCD i1 ToueHuns ayCTeHH3UpOBaH-
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HOTO BBICOKOIIPOYHOTO YyT'yHa TBEpPAOCIUIABHBIM
MHCTPYMEHTOM M OOHapyKHJIM, YTO V, OKa3bIBaeT
OoJiee CyIIECTBEHHOE BIUSHHME Ha LIEPOXOBATOCTH
noBepxHoCTU. Aynuu u 1p. (Aouici et al.) [14] uc-
M0JIH30BAJIH AIBOOPOBBI HHCTPYMEHT JIsi TOUCHHS
cranu AISI H11, a Taxxe MareMaTH4eCKyI0 MOJIEIb
Ha ocHoBe RSM st R F, onHaxo npu 06paboTke
MarepuasoB, apMUPOBAHHBIX YacTULAMH, MOp(do-
JIOTHsI TIOBEPXHOCTH Oblila M3MeHeHa. JIoHroorrom
(Longbottom) u JIauxam (Lanham) [15] npoBenn
0030p YCTpPOWCTB sl M3MEpPEHHs TeMIepaTypsbl
U OOHApyXWwid, 4YTO U3MepseMmas TemIeparypa
BapbUpOBaIach B pa3HbIX MecTax. KopkyT u ap.
(Korkut et al.) [16] comoctaBunu momens ANN
u Moziennb RA 1 oGHapyxuiu, 4To 00yyaromas Mo-
nenb ANN ¢ anroputmoM LM nponeMoHCTpupo-
Bajia 0ojiee BBICOKYIO CKOPOCTb NPOTHO3UPOBAHMS
1 OblJ1a [0JIe3Ha PU U3MEPEHUH TEMIIepaTyphl pe3a-
HUS TIPU [IPOBEPKE KBAJTM(UIIMPOBAHHBIM METOI0M
RA npu mexanumdeckoil obpabotke. [Ixap (Dhar)
u Kampyzzaman (Kamruzzaman) [17] o6Hapyxuiu,
YTO MOBBIILICHUE TEMIIEPaTypbl 3HAYUTEIBHO BIUSAET
Ha M3HOC MHCTPYMEHTA M HIEPOXOBATOCTH MOBEPX-
HOCTH, a UCTIOJIb30BAaHHE KPUOTEHHOTO OXJIAXKICHHS
naet xopomue pesyasrarsl. [latun (Patil) nu bpax-
maHkap (Brahmankar) [18] paspaboranu monmens
JUIS IIEpPOXOBATOCTH MOBEPXHOCTH, YUUTHIBAIOILYIO
BXOJIHBIC TTApaMEeTpPhl, CBOMCTBA MaTrepuaia, pasmep
KEePaMUYECKHX YacTUIl U UX 00bEMHYIO J0JI0, U 00-
HapYy>XWIH, YTO 0OBbEMHasi 10Nl U pa3Mep YacCTHII
CYILIECTBEHHO BIUSIOT Ha BBIXOJIHBIC MapaMeTphbl,
a TaKkXKe YTO MPHUCYTCTBHE KEPAMUYECKHX YACTHIL
BIMSAET Ha IIEPOXOBAaTOCTh MoBepxHocTH. Ilarens
(Patel) u Kupan (Kiran) [19] ucnons3oBanu TuHE-
HYIO PErpeCcCHOHHYIO MOJIENb JJIsl aHAJIN3a OLICHKH
IIEPOXOBATOCTH MMOBEPXHOCTH MpU 00paboTKe CTa-
mu AISI 1040. Ilarens (Patel) u I'angu (Gandhi)
[20] obOpabarbBamu ctans AISI D2 s100poBbIM
MHCTPYMEHTOM M pPa3paboTali MaTeMaTHYeCKYIO
MOJIeNIb, OCHOBAaHHYIO Ha OJTHOBPEMEHHOM BO3JICHi-
CTBHHM f, V_ W pamvyca 3aKpyIJIEHHsS BEPIIMHBI pe-
KYLIETO MHCTPYMEHTa M XOPOILIO COBIAJAIOIIYIO
C 9KCIEPUMEHTAJIbHBIMH 3HaueHUsIMU. OJJHAKO HU-
KTO U3 HUX HE B34J Oojiee OHOro Marepuaia JUis
HKCIIEPUMEHTOB, 3a UCKIIoueHneM Poapureca u ap.
(Rodriguez et al.) [21], ucmonb30BaBIINX MaTepH-
anbl SS 304, 316L u 420 ans ToueHus u pa3pabdo-
TaBUIMX MOJEIb TEMIEpPaTypbl Pe3aHusl C y4eTOM
TEIUIONPOBOIHOCTH W MAaKCHMaJbHOM MPOYHOCTH.
CornmacHO pacCMOTPEHHOM JUTEpaType, mapameTphbl
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pe3aHusi, B YaCTHOCTH CKOPOCTh PE3aHus U 10/1aua,
OKa3bIBAIOT CYIIECTBEHHOE BIUSHHUE HA TEMIepary-
Py MOBEPXHOCTH KOHTAKTa CTPYKKH C MHCTPYMEH-
ToM. bbun pazpaboranbl pa3iuvHbIE TPOTHO3HBIE
MOJIEIH, HO KaXK1asi MOJIeJIb MPEICKa3bIBaia Pe3yb-
TaThl B ONpE/IeTICHHOM o0nacTu napameTpoB. Kpome
TOTrO, COOOIIANIOCh O HECKOJIBKHX HCCIEIOBAHUAX
BIIMSHUS TTapaMeTpoB pe3aHust U MOKpeITus TiAIN
Ha TEeMIIepaTypy pe3aHHus M IIEPOXOBaTOCTb IIO-
BEPXHOCTH IpH ToueHuH Marepuasnos EN 8, Al 380,
SS 316 u SAE 8620.

B Hacrosimiem ucciaeoBaHUM JUISL U3MEPEHHUs
Temneparypsl Obuta paspaboTaHa HauOomee Ipo-
CTas ¥ SKOHOMHUYHAsI METOJIMKA, MpeJoararomas
HCIIOJIBb30BaHUE €CTECTBEHHOM TepMmonapsl. [lanee
ObUTH pa3paboTaHbl MOJEIH TIOBEPXHOCTU OTKJIMKA
JUIS TEMIIEPATypbl PE3aHUs U IIEPOXOBATOCTH ITUX
MaTepuasoB, W3yYEHO BIHMSIHHUE TEXHOJOTHMUECKUX
napaMeTpoB M TEIUIOPU3NYECKUX CBOWCTB Mare-
puanoB oOpabaTbiBaeMbIX JeTallell Ha MapaMeTpbl
OTKJIMKA, a TAK)Ke pazpaboTaHa Moy IMIHpHIECcKast
MOJIEeNb JUIsl IPOTHO3UPOBAHMSI TEMIIEPATYPhI pe3a-
HUS U [IEPOXOBATOCTH MOBEPXHOCTH.

MarepuaJbl 1 METObI

Pe3ynprarel s5KxcriepuMeHTa ObUIM MOJYyUYEHBl Ha
tokapHoM cranke ¢ UIIY. [lapamerpsr V, f'u doc
ObUIM TpeMsl PeryaupyeMbIMU (aKToOpaMu IpU TO-
KapHO#l 00paboTke. B HacTosmmeil paboTe HCIomb-
30BaJIM 3arOTOBKH U3 YEThIPEX MaTEpPUAIOB, 3 UMEH-
HO U3 Markoit crtamu EN 8 mumamerpom 75 MM, u3
amomuHueBoro criasa Al 380 nuamerpom 50 MM,
u3 Heprkaserolen crtanu SS 316 nuamerpom 75 Mm
U u3 HU3KoneruposanHol cranu SAE 8620 nuame-
TpoM 75 MM. [[nnHa Ka) 101 3arOTOBKM COCTABIISLIIA
300 MM, 11 Bce OHUM ObLTH 00pabOTaHbI MEXaHUIECKH.
Jnst onpeneneHuss XMMUYECKOTO COCTaBa BhILLIEYKa-
3aHHBIX MaTepHasoB ObLT IPOBEJEH CIIEKTPOCKOIIH-
YEeCKU aHaJIu3, Pe3yJIbTaTbl KOTOPOTo MpeACTaBiie-
HbI B Ta0. 1. [lockonbKy B IuTepaType yKazaHo, 4To
TBEpOCIIIaBHBIN HHCTPYMEHT ¢ TiAIN-nokpeITHEeM
VMEET MUHUMAIIBHYIO R 1 M3HOC MHCTPYMEHTA, TO
B paboTe HCMOIb30BAIN TBEPIOCIUIABHbBIE IUIACTHU-
HbI ¢ mokpeiTieM Sandvik PVD (TiAIN) ¢ Bocembro
PEXYIIMMH KPOMKaMH, OOO3HaY€HHBIMU MapKoOi
CNMG-120408 MS PR1310 (paauyc 3akpyrieHus
BepiiuHbl 0,8 MM) B TeueHue 20 UCTIBITAHUI B Cy-
XMX YCIOBHSIX. MecTo KOHTaKTa HHCTPYMEHTA U 3a-
TOTOBKHM BO BpeMsi 00pabOTKU ObLIO rOpsSYUM, B TO
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Tabnuma 1
Table 1
XuMnueckuii cocrtas padouero marepuaJia
Chemical composition of work material
OnemeHT, % SS 316 EN 8 SAE 8620 Al 380
C 0,07 0,39 0,22 -
Mn 0,16 0,87 0,8 0,5
Si 0,9 0,22 0,28 8,5
P 0,05 0,04 0,031 -
0,02 0,05 0,04 -
Cr 18,50 - 0,49 -
Mo 2,25 - 0,22 -
Ni 12,23 - 0,52 0,5
Mg - - - 0,1
Cu - - - 3,6
Sn - - - 0,35
Zn - - - 3
Fe OcranbHoe OcTranbHoe OcTranbHoe 1,3
Al — - - OcransHoe

BpEMS KaK yrojbHasi IIeTKa, Kacarolasics 3aroToOBKH,
OCTaBaJlach XOJIOIHOMU. 3aroToBKa ObljIa yCTaHOBJIEHA
B TPEXKYJIAYKOBBII AaTPOH, MEX/Ty 3arOTOBKOI U Ia-
TPOHOM ObUIA MPETYCMOTPEHA M30JISALHSL. DKCIIepH-
MEHTaJIbHasl YCTaHOBKA, KaJTMOPOBOYHAsI yCTAaHOBKA
JUISL I3MEPEHHUs TEMIIEPaTyphl U MaTepUall 3aroTOBKU
NIOKa3aHbl Ha pHC. 1, a, 6 U 6 cooTBeTcTBEHHO. [1apa-
METpBI pe3aHusl, UCTIOJIB3yEMbIE Il MEXaHUUECKOM
00paboTKH, MpUBE/ICHBI B TA0IM. 2.

a

Pe3yabTarsl 1 MX 00CyKICHHE

J1J1s1 OCHOBHBIX HKCIIEPUMEHTOB MCTIOIb30BAJICS
LIEHTPAJIBbHBIN KOMIIO3UTHBIN IJIaH METO/1a IOBEPX-
HOCTH OTKJIHKa. B Tabn. 3 mpuBeneHbl pe3ylbTaThl
AKCIEPUMEHTOB. L{ebI0 SKCTIepUMEHTAIBHOTO aHa-
nu3a ObUIO OMPENENUTh 3HAYUMBIA (DAKTOP, KOTO-
pBIil OKa3bIBaeT OOJbIIIECE BIMSHUE HA TICPEMECHHBIC
OTKJIMKa, U pa3paboTarh 00OOIIEHHYIO SMIUpUYE-

0 8

Puc. 1. YcranoBka aiist MexaHHUeCKOH 00pabOTKH (@); yCTaHOBKA [T KATUOPOBKH TeMIIEpaTyphl (0);
paboune marepuaisl (8)

Fig. 1. Machining setup (a); temperature calibration setup (6); work materials (6)
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Tabnuma 2
Table 2
I[MapameTpbl npouecca U IKCIIEPUMEHTATbHbIE YPOBHU
Process parameters and experimental levels
[Tapamertpsl / YpoBHH L1 L2 L3 L4 L5
V., M/MuH 140 190 240 290 340
f, MM/00 0,08 0,12 0,16 0,20 0,24
doc, MM 0,6 0,7 0,8 0,9 1,0
Taonuna 3
Table 3

IKcnepuMeHTadbHbIe JaHHbIe 10 R u Temneparype 1uist maTepuasioB SS 316, EN 8, SAE 8620 u Al 380
Experimental data of R,  and temperature for SS 316, EN 8, SAE 8620 and Al 380 materials

Hopuep | Cxopocts, | Toava, doc, SS EN SAE Al SS EN SAE Al
npoxona | V., mivmH | £, Mm/o6 d, 316 8 8620 380 | 316 8 8620 380
¢ MM R, R, R, R, |TeMIL| TeMIL | TeMII. TEMII.

1 190 0,12 0,7 0,73 0,84 0,63 2,88 | 635 | 636 629 243
2 290 0,12 0,7 0,56 0,66 0,50 1,73 | 812 | 657 733 264
3 190 0,2 0,7 1,39 1,54 1,60 3,56 | 643 | 654 648 247
4 290 0,2 0,7 1,22 1,31 1,25 2,24 | 997 | 672 741 318
5 190 0,12 0,9 0,74 0,92 0,55 2,95 | 782 | 647 675 236
6 290 0,12 0,9 0,62 0,74 0,59 1,93 | 1082 | 665 782 271
7 190 0,2 0,9 1,47 1,6 1,42 4,08 | 815 | 664 735 274
8 290 0,2 0,9 1,27 1,42 1,27 2,52 | 1157| 679 818 334
9 140 0,16 0,8 1,08 1,32 1,12 425 | 732 | 644 595 229
10 340 0,16 0,8 0,78 1,03 0,80 1,86 | 1243 | 689 837 323
11 240 0,08 0,8 0,3 0,59 0,47 2,01 | 619 | 629 625 216
12 240 0,24 0,8 1,86 2,06 1,96 2,92 | 883 | 666 718 306
13 240 0,16 0,6 0,91 0,92 0,98 2 646 | 644 693 289
14 240 0,16 1 1,07 1,02 1,04 2,88 | 1082 | 653 791 310
15 240 0,16 0,8 1,01 0,95 0,99 2,12 | 805 | 649 704 283
16 240 0,16 0,8 0,92 1 0,96 2,24 | 766 | 642 694 291
17 240 0,16 0,8 0,93 0,94 1,00 231 | 775 | 644 699 293
18 240 0,16 0,8 0,99 0,94 1,00 2,09 | 764 | 645 701 296
19 240 0,16 0,8 0,96 0,94 1,00 2,1 769 | 644 703 298
20 240 0,16 0,8 0,98 0,95 1,00 2,08 | 765 | 643 701 297

CKYIO0 MOJIENb ISl POTHO3UPOBAHUS IIEPOXOBATO-
CTH TIOBEPXHOCTU U TEMIEPATYphl, TEHEPUPYEMBIX
C UCIOJIb30BaHUEM T-TeopeMbl bekunrema. Craru-
CTUYECKHI aHAJIU3 IMIEPOXOBATOCTH TOBEPXHOCTH
U TIOBBIIICHUSI TEMIIepaTypbl ObLT MPOBEACH C HUC-
moJjib3oBaneM RSM.
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OCHOBHOI 11€J1bI0 TAHHOM CTAaThH SIBJISETCS pa3-
paboTKa MONYyIMIUPUUECKUX (OPMYT C HCIOINb-
30BaHKeM Metona JleBeHOepra — MapkBapara st
MIPOTHO3UPOBAHUS IIIEPOXOBATOCTH TIOBEPXHOCTH
U TEMIIEpaTyphl pa3IndHbIX MaTepuanoB. C UCIONb-
30BaHHEM 3HAUYeHUH U3 Tabja. 2 OBLIM COCTaBJIEHBI
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OTJICJIbHbIE YPAaBHEHUS PETPECCUM, a U3 PETPECCUU
U3BJICYECHbI MOJHbIE 3HAYECHUs (QakTopuana. OTH
3HA4YEHUs TOJHOTO (paKTopuaa NCHONb3YIOTCS A
BBIBO/IA TIOTYIMITUPUYECKON (POPMYIIBI.

VYpaBHEHUsI perpeccuu epoXxoBaTOCTH MOBEPX-
HOCTH MaTEpUaJIOB IIPUBEICHBI HIKE!

SSR, = 0,60+ 0,00018V, +
+2,7f —1,37d - 0,000003V2 +

+19,03f + 0,79d2 — 0,0050V,.xf +
+0,00050V,.xd + 1,87 ficd; (I)

SAER,, = 0,31-0.00202V, +
+10,01f —1,20d - 0,00005V,2 +

+31c61% - 0,11d° - 0,2604V,.xf +
+0,00908V,.xd — 5,1 fxd; a0
ENR, =3,135-0,01331V, -
9,761 —1,09d +0,000023V2 +

+59,66.2 + 0,670d% — 0,00312V,.xf +

+0,00125V,xf + 0,31 fxd; (I1I)
AIR, =14,32-0,0478V, —
~12,4f -12,97d +0,000093V2 +
+53,7df% + 7,97d* - 0,0444V,.xf —
~0,0027V,.xd + 16,6 fxd. IV)

VYpaBHEHMsI perpeccuu TeMIepaTypbl Marepua-
JIOB IIPUBE/ICHBI HUKE:!

SSTemp = 3517 2,74V, +
+696f — 8645d +0,01054V2 +

+3963 2 + 699d% + 6,6V,xf -

—1,57V.xd — 3281 fd, V)
SAETemp = 1073+ 0,57V, +
+ 457 £ —1899d +0,00210V2 —
~3672f% + 1175d% = 2,14V,.xf -
—0,175V,.xd + 2156 fxd; (VD)

OBRABOTKA METALLOV
ENTemp =748 - 0,787V, +
+87f —175d +0.002436V2 +
+83842 +1592 — 0,375V, xf -

~0,150V,.xd — 63 fxd; (VID)
AlTemp =239 + 0,579V, +
+39f —353d —0,001918V2 —
~5341d° + 1082 + 4,69V ,.xf —
—0,075V,.xd + 1344 fxd; (VIID)

T-meopema bekunzema

B sTOoM nccienoBaHUM UCTIONB3YETCS] MPUHITUTT
pa3MepHOil OAHOPOAHOCTU T-TeopeMbl bekuHrema
[22]. B Tabn. 4 mpuBeneHb MEXaHUYECKHE CBOM-
CTBa MaTepHaIOB.

BenuunHbl pa3nudHO NPUPOIBI HE MOTYT OBITh
omHopoAHbIMU. [IpuMeHsisi pa3MepHbIl aHanus,
IIEPOXOBATOCTh MOBEPXHOCTH MOXKET OBITH 3aJjaHa
ypaBHEHHEM BHJIA

Razf(F,V,D,e,G,K,C apaa)a (1)

rae GyHIaMEHTaIbHBIMH Pa3MEPHOCTSIMU SIBIISIOT-
csap, L, T u ©. CnenoBarenbHO, TOCKOJBKY 00IIIee
KOJIMYECTBO MEPEMEHHBIX PaBHO JIECATH, TO (QyH/Ia-
MEHTAJIbHBIX Pa3MEPHOCTEH YEThIpE.

KonnuecTBo 3aBUCUMBIX M HE3aBHCHUMBIX TIEpe-
MEHHBIX paBHO n = 10, a KOJIWYECTBO MOBTOPSIO-
UXCs TIEPeMEeHHBIX paBHO m = 4. ClenoBaTeNbHO,
HH OJIMH M3 YICHOB T B HACTOSIIEM HCCICAOBAHUH
He OyneT paBeH n —m = 6.

Takum 0OpazoM:

f(ny,mp,m3, 14,5, m6) = 0. )

OOpatute BHIMaHKE, YTO ypaBHEHUE (2) Takxke
MOXKHO 3aMucarh Kak

™ =f(TCl,TE2,TE3,TE4,755,TC6), (3)
n = R,/F; 4)

0\
n =| 2 ; 5
2 [Vz J ( )

a

Ko

n3 = ; 6
’ [FV%J ©
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Taonuna 4
Table 4

EauHuubl H3MepeHusi, pa3Mepbl U CBOiicTBa 00padaTbIBaeMbIX MaTEPHAIOB

Units, dimensions and properties of the machined materials

Pa3zmep- CBoiicTBa 3arOTOBOK
Enennna
O603Ha- Hast
ITapamerp n3Me-
IeHHne BCIIH- SS 316 EN 8 SAE 8620 | Al 380
peHust
YHHA
ITomaua MM f L — — — —
CkopocTh M/MHH V. LT - - - -
I'myOuna peszanus MM doc L - - - -
[IepoxoBarocTh MKM R I - - - -
MOBEPXHOCTH a
[TnoTHOCTH Kr/M p ML 8000 7850 7845 2760
YAembHas ok/xr-K| C ’r?e™ 0,5 0,475 1,6 0,963
TETIIOEMKOCTh P
Temnonposoxrocts | Br/m - K K MLT?©O" 16,3 46,6 27 109
[Ipenen Texyuectu H/M® o M'T? 240 560 450 159
TKJIP MM - K o LO™ 16,18-10° | 12,2-10° | 11,6-10° | 12,1-10°°
Temneparypa °C o (S) 1371 2600 1400 650
a0\ K b
Ty = (7) ; (7 n3 = | (14)
oaV<p
ag
c R\B
ms =l | (®) =4 1
[Vzp] n4 ( F j ’ ()
D as b4
g = (—j . 9) n5 = % : (16)
F 2 0
CrnenoBarenbHO, OKOHUYATENbHBIA BUJ ypaBHE- DS
HUW MOYKHO 3aIMCaTh KaK ng = Fj ) (17)

C.0) “
14 FV3p

(T3 (7

(10)

AHaJOTUYHO MOBKIIIeHUE Temieparypsl (1) Mo-

&KeT ObITh 3aJIJaHO YpaBHEHUEM BHJIA

0=f(F,V,6,K,C,,p,0);
™ =OL6/F,

Fc,
=5
aV
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(11)
(12)

(13)

Takum 06pazom, OKOHYATEIbHBIA BUJ ypaBHE-
HUSL MOYKHO 3aIlHiCcaTh Kak

aV aV-p

() (2

XoTs 0 MOSIBIAETCS HEOJHOKPAaTHO, WX BIIMS-
HUE HA R NPEICTABISETCS BECbMA 3HAYUTEIIbHBIM.
B nanHo#l paboTe »HepreTHMYecKue IMOKa3aTelu
OTIPEJIEIISIOTCS. C MOMOIIBI0 MeTonuku JleBeHOep-
ra — Mapksapnara (ta0i. 5). AIeKBaTHOCTh MOACTH

(18)
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Tabnuna 5
Table 5

KoaddunueHTs! u 3HepreTuvyeckue nokasareau R, v TeMnepaTrypHoi Moae

Coefficients and energy indices of R and temperature model

DHepreTHIeCcKue [lTepoxoBaToCTh DHEpPreTHIeCKue Temneparypa
MoKa3arenu MOBEPXHOCTH MOKa3aTeIu
0] 1,687688 0 0,098376
a, 0,118057 b, —0,186434
a, 0,322659 b, —-0,384552
a, —-0,591654 b, —0,177437
a, —0,272547 b, 0,407445
as 0,548434 by 0,660121

JIOTIOJITHUTENIBHO AHAIM3UPYETCA IIyTEM COIIOCTaB-
JICHUS PETPECCUU R ¥ NPOTHO3UPYEMbBIX 3HAYCHUM
MIOJIyDMIIUPUYECKOU MOJIEIIN.

Cpasnenue wepoxoeamocmu no6epxHocmu
S8 316, EN 8, SAE 8620 u Al 380

UroObl MOMYyYUTHh TOJHOE TMPEICTaBICHHE
O BIHMSHUM BXOTHBIX IMapaMeTpPOB Ha IIEPOXOBa-
TOCTh TOBEPXHOCTH, ITyTeM H3MEHEHHUS TEXHOJO-
THYECKUX TTapaMeTpPoOB UL BCEX DPEXYIIMX Mare-
pHAJIOB TIOCTPOEHBI TPEXMEPHBIE TOBEPXHOCTHBIE
nuarpaMmel. [l obecriedeHus] TOYHOCTH B ATHX
BU3YaJbHBIX MPEICTABICHUAX HCIIOIB3YIOTCA OM-
NUPUYECKH TONy4YeHHbIe ypaBHeHHs. Ha puc. 2
NOKa3aHbl TPEXMEpPHBIE JHAarpaMMBbl ITOBEPXHO-
CTH, WUIIOCTPUPYIOIINE WM3MEHEHHUS IIepOXOBa-
TOCTH TOBEPXHOCTH B mporecce ToueHust SS 316,
EN 8, SAE 8620 u Al 380 unctpymentamu ¢ PVD-
nokpeitueM (TiAIN), crenepupoBaHHBIE C IMTOMO-
nibto ypaBHenuit (I-1V).

W3 puc. 2 cTaHOBUTCS SICHO, YTO Ha MIEPOXOBa-
TOCTb TOBEPXHOCTH B MEPBYIO OYEepe/Ib BIUSIET TO-
naga. OnHako 3ToT 3((HEeKT MOKHO paccMaTpHUBaTh
kak Oonee 3HaunmtenbHbId Uit Al 380 u SS 316.
B mpouecce o0paOOTKM aqOMUHUEBBIX CILIABOB
NPOUCXOTUT 00pa3oBaHHE HAPOCTOB 3a CYET INPH-
JMITaHUS CTPYXKKH K PEKYIIEMY UHCTPYMEHTY, UTO
NPUBOIUT K YBEIHMUEHHUIO [IEPOXOBATOCTH TOBEPX-
HocTu. B cimyuae SS 316 nabmiogaeTcst TeHACHIUS
K 00pa30BaHUIO CIIMBHOW CTPYXKKH, KOTOpas Bpa-
IaeTcsi BOKpYr oOpabaTrbiBaeMOro Marepuasna, 1mo-
BpEXKIast HOBYIO MOBEPXHOCTb, U 3TO MOXXET OBITH
IIPUYMHON IUIOXOM HIEPOXOBATOCTH IOBEPXHOCTH.

Marepuanst EN 8 u SAE 8620 kaxyTtcsi Xopo1io
MOAXOAAIIMMH JJI1 MEXaHUYECKOM 00padoTKH, Ii1aB-
HBIM 00pa30M H3-3a HU3KOH TBEPIOCTH B ropsyeM
COCTOSIHUH U JIeTKOW oOpabareiBaemocTr. Crenosa-
TEJIBbHO, IIEPOXOBATOCTH ITUX MAaTEPUAJIOB BBIIIE 110
CPaBHEHHUIO C APYTUMHU. BbII0 Takke 3aMeUeHO, 4TOo
M0 Mepe YBEJIWYEHHUS CKOPOCTHU pe3aHusi HaOIo-
JIaeTCsl TEHACHINS K YIYyYILIEHUIO IIEPOXOBAaTOCTU
IIOBEPXHOCTH ISl BCEX MaTrepuasioB. B nureparype
cooOmraercs, YTO MPU BBICOKOH CKOPOCTH PE3aHHUs
JUIMHA KOHTAKTa CTPY’KKH MHCTPYMEHTa yMEHbIlIa-
eTCs, 4TO 0OecreuynBacT MUHUMHU3ALUIO BUOpaIHii
PEXYIIEr0 HHCTPYMEHTA U YJIy4ylIEHHE LIEpOXOBa-
TOCTH NOBEPXHOCTH. KpoMe Toro, Ha MOBBIIIEHHBIX
CKOPOCTAX IPOUCXOJUT TOBBIIIEHUE TEMIIEPATYPHI
pe3aHus, COCOOCTBYIOIIEe Pa3MATYCHUI0 MaTepu-
ana. 910, B CBOIO OUepe/lb, IOMOTAET CHU3UTh CHITY
pe3aHus, TeM CaMbIM CBOJISl K MUHUMYMY BUOpaliuu
U yiy4Illasi HIepOX0BaTOCTh OBEPXHOCTH.

Ha puc. 3, a nokasano Bnusnue f Ha R 1pu
V.= 140 m/mMun u doc = 0,6 MM KaKk Juis perpec-
CHUOHHBIX, TaK U JJIS MONYIMIUPHUUYECKUX 3HAYe-
HHUI. AJIIOMMHUEBBIA Marepuan HUMEET IIJIOXYIO
YUCTOTY MMOBEPXHOCTH, MOCKOJIbBKY MO CPAaBHEHUIO
C IpyTMMHU MaTepHalaMH B aJIFOMUHHM 00pa3yercs
OoJbIIe HEeTIpepbIBHOM CTpykkH. Kpome Toro, ata
HEIpePBIBHAS CTPYKKA MOBPEKIAET YKE TOTOBBIE
neranu [23].

Ha puc. 3, 6 nokasano Biuusnue f Ha R npu
V=190 m/mMun u doc = 0,7 mm. C yBenuuenuem f Be-
JMYKHA R | yBEIMYUBAETCS 110 CPABHEHUIO C IPYTHMH
MarepualiaMu, TeIIoNnpoBOIHOCTh SS 316 MeHbIle,
3a CyeT MOBBIIICHHS TeMIIepaTypbl MaTepHua CTaHo-
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6 pes

Puc. 2. TpexmepHast quarpaMma IIepoXOBaToCTH MOBepXHOCTU MaTepuanos: SS 316 (a), EN 8 (6),
SAE 8620 (8) u Al 380 (¢)

Fig. 2. Surface roughness 3D plot for SS 316 (a), EN 8 (6), SAE 8620 (8) and Al 380 (2)

8 2 0

Puc. 3. BiusiHue CKOpOCTH MOJAYH HA ILIEPOXOBATOCTH TIOBEPXHOCTH MPH PA3TUYHON CKOPOCTH PE3aHUS
U DIyOMHE pe3aHus IJIs BCEX MaTepHajoB C UCIOJIb30BAHUEM HHCTpYMeHTa ¢ okpbiTHeM TiAIN

Fig. 3. Effect of feed rate on surface roughness at different cutting speed and depth of cut for all materials
using 7iAIN coated tool
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BUTCS OoJiee TUIACTHYHBIM IPU PE3KE M BO3MOXKEH
Oosee rmaakKuil pe3, 4TO NPUBOJIUT K JIyUlIeMYy Ka-
4ecTBY NnoBepxHOCTH [11]. Munnmanenas R no-
cruraercs npu ysenudenuu V, ¢ 240 no 340 m/mun
u doc ¢ 0,8 1o 1 MM, Kak moKa3aHo Ha puc. 3, 60,
TIOCKOJIbKY 0XKHJIA€TCS, YTO NpH 60JI€€ BHICOKOM V/,
CKOpPOCTh jJedopManuu B 30HEe caBura OyneT BbI-
COKOW M MpUBEIET K POCTY TeMIepaTrypsl [2].
C ysenuuenuem V' u f Temneparypa yBeIMIHBAET-
csl, IOCKOJIBKY BpEMsI pacceuBaHUs TEIJla YMEHb-
mraercs, a OospmIas MIom@aab KOHTAKTa CTPYKKH
C HHCTPYMEHTOM YyBenuuuBaeT TpeHue. Ilapa-
METpBl V1 doc ABIAIOTCS 3HAYMMBIMH (paKTopa-
MU TIOBBIIICHHUS TEMIIEpaTypbl WHCTPYMEHTA JUIS
SS 316 u SAE 8620; R ymMeHbIIAeTCs 3a CUET yBe-
JIMYeHHst CKopocTH nedopmanmu [24].

Ha puc. 4, a—0 detko BUJIHO, YTO OOJIEE BHICO-
Kasg V, o0ecreynBaeT XOpOIIyI0 INEPOXOBATOCTh
MOBEPXHOCTHU IOYTH I BceX MaTepuaio. OnHako
10 Mepe YBEeNU4eHUs f U doc MepoXoBaTOCTh IO-
BEPXHOCTH CHauaja yBenuuuBaercs st SS 316,
a 3arem Juia Al 380. Marepuan EB 8 mokassiBaeT
elle JIydllnue pe3ysbTaThl Oyaronapsi HU3KOMY BbI-
JICJICHUIO TeIUla B 30HE PE3aHUs, YTO COXpaHSET
cTaOMIbHOCTh (hopMBI MHCTpyMeHTA. llockomb-
Ky TeIonpoBogHocTh SS 316 MeHblle mo cpas-

6

OBRABOTKA METALLOV %

HEHHUIO C JPYTUMHU MaTepuaiaMu, OH CTaHOBUTCS
OoJiee MIACTUYHBIM BO BpPEMSI PE3KH H3-3a TOBBI-
[ICHUS] TEMIIEPATYPhl, © BO3MOXKEH OoJiee TIIaIKHii
pe3 3a CYeT Jy4Ilero KayecTBa MOBEPXHOCTU [2].
3HayeHne mapameTpa R —OKa3aloCh XyAIIMM IIPU
obpabotke Al 380 1 MpPeBOCXOAMIIO 3HAUCHUS IS
SS 316 u SAE 8620. Bsaskocts marepuana Al 380
MIPUBOAUT K 00pa30BaHUIO ILIEPOXOBATOMN OBEPXHO-
cti. HapocThl BOZHUKAIOT U3-3a TOTO, YTO MaTeprall
JIETKO CLEIUIAETCA ¢ PEXYLIEH KPOMKOM, 4TO B KO-
HEYHOM UTOTE U3MEHSET T€OMETPHIO HHCTPYMEHTA,
u R ysenuuusaercs [12].

Ha puc. 5, a—0 nokazano BiusiHuE doc Ha pas3-
JMYHBIE MaTepHaJIbl. 3aMEYECHO, UYTO doC HE OKa3bl-
BAa€T CyHIECTBEHHOrO BJIMAHMA Ha R . DTO MOXKET
OBITH CBSI3aHO C YBEIMYEHHEM 00beMa nedopmaru
¢ yBenuueHueM doc. Takum oOpaszom, cuibHas Je-
¢dopmanusi 3aroTOBKH TNPHBOAUT K OOpPA30BAHUIO
OOJIBIIIETO KOJMYECTBAa HEPOBHOCTEH Ha IOBEPX-
HOCTHU H, CIIEIOBATEIIbHO, K IJIOXOMY KaueCTBY I10-
BEpPXHOCTH. 30y U 1p. (Zou et al.) [25] Taxxke nomy-
YHJTM aHAJIOTUYHBIE pe3yibTarbl. Daktop doc MeHee
sHauuTeneH i R , gem V_u f[11]. Ilpu 6onee BbI-
COKHMX 3HAUEHHSX TEXHOJOTMYECKUX I1apaMeTpOB
YBEIIMYMBACTCS TEIUIOBOW W3HOC HHCTPYyMEHTa
Y IIEPOXOBATOCTh MOBEPXHOCTH [3].

0

Puc. 4. Bmusiare CKOpOCTH pe3aHus Ha MEePOX0BATOCTh MOBEPXHOCTH IPH PA3TUIHON TT01aue U TITyOHHE
pe3anust mpu 00paboTKe BCEX MaTEPHANIOB C UCIOF30BaHNEM HHCTPYMEHTa ¢ TTOKphITHEM TiAIN

Fig. 4. Effect of cutting speed on surface roughness at different feed rate and depth of cut for all materials
using TiAIN coated tool

Vol. 26 No. 12024 (165



Cm

OBPABOTKA METAJIJIOB

6

MATEPUAJIOBEJEHUE

0

Puc. 5. Biusiaue niyOuHBI pe3aHus Ha LIEPOXOBATOCTh NOBEPXHOCTH MPU Pa3IMYHOM 1MoJade U CKOPOCTH
pe3anus npu 00paboTKe BCeX MaTepHajIoB HHCTPYMEHTOM C MOKpbITHeM TiAIN

Fig. 5. Effect of depth of cut on surface roughness at different feed rate and cutting speed for all materials
using TiAIN coated tool

Cpasnenue memnepamypul pe3anus
S8 316, EN 8, SAE 8620 u Al 380

UToOb! MOTyYUTH MOJIHOE IPECTABIECHUE O BIIH-
SIHUM BXOJIHBIX MapaMeTpOB Ha TeMIIEpaTypy pes3a-
HUS, MOCTPOEHbl TpexmepHble (3D) moBepxHOCT-
HblEe JMarpaMMbl NyTeM M3MEHEHMs MapamMeTpoB
npouecca JUlsl BCeX PeXyIIMX MaTepuaioB. B atux
BU3YQJIbHBIX MPEICTaBICHUSX Ui OOecrnedeHus
TOYHOCTH HCHOJb3YIOTCS YPABHEHUS, MOyYEHHbIE
smnupudeckuM nyrteM. Ha puc. 6 nokasaHsl Tpex-
MEpHBIE JUarpaMMbl, WUTIOCTPUPYIOLIUE H3MEHe-
HUS TEMIIepaTypbl pe3aHus B MPOLECCE TOKApHOMI
00paboTku Hepxasermei ctaau SS 316, EN §,
SAE 8620 u Al 380 ans uHcTpymMeHTOB ¢ PVD-
nokpeitieM (TiAIN), momydeHHBIE € TTOMOIIBIO
ypaBHenuii (V-VIII).

B cnydae TemmiepaTypsl pe3anusi f He OKa3bIBaeT
CYILIECTBEHHOTO BIusHUA (puc. 6, a—2). Ilo cpaBHe-
HUIO ¢ Ipyrumu Matepuaiamu B Al 380 mpoucxomut
MEHEE CYIIECTBEHHOE IOBBIIICHUE TEMIIEPATypBHI.
B marepuanax SS 316, SAE 8620 u EN 8 nosbiie-
HHE TeMIIEpaTypbl UMEET JINHEHHYI0 (popMy, HU3Kas
TEIUIONPOBOIHOCTh U yAEIbHAsI TEIIOEMKOCTh OT-
BETCTBEHHBI 3a OoJiblIME KOJeOaHHsI MOBBILICHUS
temneparypsl B SS 316. CrnenoBarenbHo, TeMuepa-
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Typa BO BpeMsi 00pabotku SS 316 noBelmaercs 1no
Mepe yBeJIWYeHHs] mapaMeTpoB mpouecca. Pesyinb-
TaThl BBICOKOCKOPOCTHOM 00pabOTKH MPH BBICOKOH
Temreparype ObUIH MOMyY€EHbI C yBEIUYEHUEM V.
bonpiias yacTh TeIIa YHOCUTCS CTPYXKKOM, a B 3a-
TOTOBKY yXOJAWT Majo Tera. BuaHo, 4to f BiuseT
Ha TEeMIIepaTypy HE3HauHuTeNIbHO, HO TOCTEIICHHO
TeMIIeparypa MpoA0IDKAET MOBBIIIATHCS C yBETHUe-
HueM f. ToT ke pe3ynbrar ObL1 osydeH Jlecconu u
ap. (Dessoly et al.) [26] ¢ ucnonp3oBaHHeM MOje-
o1 FEM u UK-kamepsl. Ha puc. 7, a, 6 nokasaHo,
YTO C YBEJIMYECHUEM [ TeMIlepaTypa MOBBIIIAETCS,
IIOCKOJIBKY colpuKacaeTcs OoJpliasi Iuiomaapb Imo-
BEPXHOCTH 3arOTOBKM U MHCTPYMEHTA. AJIFOMUHUI
MMEET CaMbli HU3KUU MPeAes TEKYUECTH, OITOMY
BBIJICJICHHUE TEIJIa B AJIFOMUHUM MEHBIIIE 10 CpaBHE-
HUIO C APYTUMH MaTepHaJaMH.

Ha puc. 7, 6-0 noka3zaHo, Kak TeMieparypa Io-
BBIIIAETCS C YBENMYEHUEM f, doc, n V. YBenuuenue
f TIOBBIIIAET TEMIIEPATYpy M3-3a OOJNBLIOrO KOHTaK-
Ta CTPY’KKH C HHCTPYMEHTOM M CBSI3aHHOTO C HUM
TpeHus [27]. B anoMuHMM TemnepaTrypa MOBbIIIA-
€TCsl B MEHBIIIEH CTENeHH, MMOCKOJIbKY M3-3a Oojee
BBICOKOH TEIUIONPOBOIHOCTH Iepeaya Teria mpo-
ucXoauT ObIcTpee, Oaronaps 4emy MaTepHual ocra-
€TCsI B OZTHOM U TOM K€ COCTOSTHUHM ITOBCIOZY, MaTe-
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Puc. 6. TpexmepHas quarpamma TeMneparypsl pezanns marepuanos: SS 316 (a), EN 8 (6), SAE 8620 (s)
u Al 380 (2)

Fig. 6. Cutting Temperature 3D plot for materials SS 316 (a), EN 8 (6), SAE 8620 (s8) and Al 380 (2)

8 2 0

Puc. 7. Bmusiaye mogadn Ha TEMIIEpaTypy PE3aHus MPU Pa3IMIHON CKOPOCTH U TIIyOMHE pe3aHms
pu 00pabOTKe BCEX MaTEpHUAIOB HHCTPYMEHTOM ¢ TIOKphITHEM TiAIN

Fig. 7. Effect of Feed rate on cutting temperature at different cutting speed and depth of cut for all materials
using TiAIN coated tool
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pHall He CTAaHOBUTCS OoJiee MIACTUYHBIM, a TPEHUE
MEXJy 3aroTOBKOW M PEeXYIIUM HHCTPYMEHTOM
yMenbInaerca [12]. C yBenuueHweM MapaMeTpoB
mpolecca Temreparypa Bo3pacraer. Kurarasa u nip.
(Kitagawa et al.) [28] ucrmosp3oBaim kKepaMU4eCKUE
WHCTPYMEHTHI 1J1s1 ToueHus Inconel 718 u oOHapy-
KUK, 4TO TeMIlepaTrypa pe3aHusi MpoI0JKaET Io-
BBIIIATHCS C YBEJIMUYEHUEM MapaMeTpoB Mpoliecca,
MMOCKOJIbKY 0OpabarbIiBaeMblii MaTepHa JaedopMu-
pyeTcss B CTPYKKY PEXKYIIMMH HHCTPYMEHTaMHU.
Jedopmarusi 3aroTOBKH, CIETVIEHHE WU TPEHUE
CTPYKKH O TIEPETHIOI0 MOBEPXHOCTh MHCTPYMEHTA
MPUBOJUT K CHJIbHOMY HarpeBy [3].

C ysenuvenueM V, Temmeparypa npoaoKaeT
pactu. B pesynbrare kauecTBO MOBEPXHOCTH CHU-
YKAeTCsl W TMOBBIIIACTCS M3HOC MHCTpyMeHTa [1].
Ha puc. 8 temneparypa pe3zanus nmpsiMo Impornop-
[[MOHAJIbHA CKOPOCTH pe3anusi. OTHAKO ATO TaKKe
3aBHCHUT OT JIPyTUX (PaKTOPOB: f, doc, MUPUHBI pe-
3aHUS W yclIoBUH paboThl cranka [27]. Ha puc. 8,
a—0 TIOKa3aHO BIHSHUE doc Ha TeMIlepaTypy pe-
3aHus. TemmepaTypa MNpPOAOKAET MOBBIIMIATHCS
C yBeJIMYEeHHEM doc, TOCKOJIBbKY MPU MaKCHUMalb-
HOUM mopaue U doc BbIAedseTcss OONbIIOE KOJIU-
YeCTBO TeIlla M3-3a TPEHUs] MexXIay oOpabaThiBa-
€MBbIM MaTepHajoM MU PEXYIIMM HHCTPYMEHTOM,
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YTO MPUBOAUT K TEPMUUYECKOMY Pa3yNpOUYHEHHIO
Marepuasia [29]. ComtacHO MONYIMIHPUUYECKUM
pe3ylnbTaraM U pe3ylbTaraMm perpeccuu, doc siB-
asieTcs 0oyiee 3HAUUMBIM MTapaMeTpPoOM TeMIepary-
pel, yem fu V_[1].

Ha puc. 9, a—0 3arotoBka uian HHCTPYMEHT yBe-
JMYEHBbI M3-32 BBLIENSEMOro Termia. Temmeparypa
pe3aHus CUJIBHO BIMAET Ha MEXaHMYECKHE CBOW-
CTBa 3aroTOBKM M CHWJIBI, JEHCTBYIOIIME Ha 3aro-
ToBKY M WHCTpyMeHT [30]. bonpuras gacTs oO1e-
ro Terlia mepeaaeTcsi CTPYKKe, a Takke ITo od1iee
KOJIMYECTBO TEIUIa B IMOTOKE CTPYXKH BBLAEISET-
Csl 3a CYET CIIBUTA M TPEHHUS Ha TPaHUIE CTPYKKH
U UHCTpyMeHTa. M3MeHeHnune doc oka3bpiBaeT 0OJb-
niee BIUSHUE Ha TeMIlepaTrypy pe3Ku MO cpaBHe-
uuto ¢ fu V,_ [8].

Ha Bcex pucyHKax mpeacTaBieHbl pPe3ybTaThl
3HAYEHUI PErpeccuH, B3ATHIX M3 SMIIUPHUYECKOI
MOJICJIM, U JKCIEPUMEHTANIbHBIX 3HadeHuid RSM
JUISL TEMIIEPATyphl U IIEPOXOBATOCTH MTOBEPXHOCTH,
KOTOpBIE OKa3allUCh COMOCTaBUMBIMH. Bce 3Haue-
HUS BBIXOAHBIX MapameTpoB RSM u 3HadeHus sm-
MUPUYECKOM MOJENTU XOPOIO COTIACYIOTCS JIPYT
¢ npyroM. I[Toaromy ypaHenus (10) u (18) moxHO
UCIIOJIb30BaTh ISl OMpEAENICHUS TEOpPETHUECKO-
ro 3HaYEHUs R, W TEMIEPATyphl NMPH PasIUYHBIX

0

Puc. §. Bnusane ckopocTy pe3aHus Ha TeMIIepaTypy pe3aHusl IpU pa3INdHOM BeTHUNHE MO1auu U IITyOuHe
pe3anust ”HCTpYMEeHTOM ¢ IokpbiTHeM TiAIN 1iist Bcex MaTepuaioB

Fig. 8. Effect of cutting speed on cutting temperature at different feed rate and depth of cut for all material
using TiAIN coated tool
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0

Puc. 9. Bmusiare T1yOMHBI pe3aHus Ha TEMIIEPaTypy pe3aHus IPH Pa3IuIHON BEITMIUHE MTOIA9Hd U CKOPOCTH
pe3aHus HHCTPYMEHTOM C OKpbITHEM TiAIN st Bcex MaTepHuaioB

Fig. 9. Effect of depth of cut on cutting temperature at different feed rate and cutting speed for all material
using TiAIN coated tool

napameTpax pe3aHus AJis pa3HbIX 00pabaThIBacMbIX
MarepuasoB C TBEPAOCIUIABHBIMA MHCTPYMEHTAJIb-
HBIMU TUTACTUHAMH, MTOKPBITBIMHU T1AIN.

BriBoabI

[Ipennoxen MOIySMIUPUYECKUH METOA C yde-
TOM Pa3MEPHOCTEN CBOMCTB Marepuasia I OLICH-
KA TEeMIepaTypbl pe3aHHs U LIEpOXOBATOCTH II0-
BEPXHOCTH NpPHU TOUYEHUHU 3arotoBok u3 SS 316,
SAE 8620, EN 8 u Al 380 TBepaoCIUIaBHBIMY 1A~
ctuaamu ¢ PVD-niokpeitueMm (TiAIN). Kpome Toro,
OBl MPOBENIEH MYJIBTHIMHEHHBIN perpecCuOHHbIN
aHaJIM3 U HAa OCHOBE aHaJIM3a pe3ysbTaToB perpec-
CHOHHOH U MOJY3MIMPUUECKONH MOJENIN ObLIH clie-
JIaHbI CJIETYIOIINE BBIBOBI.

e [Ipu Gonee BbICOKOI moaye UIsl BCEX MaTe-
puasioB HaOnroganach Majas LIEPOXOBATOCTh IO-
BepXHOCTH. OJJHAKO [0 MEpPE YBEIMUEHUS MOAAYU
U TIIyOMHBI Pe3aHUs IIEPOXOBATOCTh MOBEPXHOCTH
UMEEeT TEHICHIMIO YBEIMYMBaTBCA B OOJbLIEH
crenenn npu obpadotke SS 316, 3aTem B cirydae
Al 380. Marepuan EN 8 noka3ssiBaet Jydiiue pe-
3yJbTaThl OJaroapsi HU3KOMY BBIJICJICHHIO TEIlIa B
30HE pe3aHusi, YTO COXpaHseT CTaOUIBLHOCTH (op-
MBI HHCTPYMEHTA.

e bricTpoe ymNpoyHEHHE CTPYXKKU B Cllydae
SS 316, BI3kOCTh MaTepuasa CTPY>KKA U HAPOCTOB,
cTabuIbHOCTH (POpPMBI MHCTpYMEHTA B ciyyae EN 8
u SAE 8620 sBast0TCS OCHOBHOM NPUYMHON Kaue-
CTBa IIEPOXOBATOCTH IMOBEPXHOCTH.

e bojee BbICOKasi TeMIlepaTypa pe3aHus Oblia
nonyudeHa npu odpadorke SS 316, a Gonee HU3Kas
TeMreparypa pe3anus — npu oopadotke Al 380. D10
OOBSICHAETCSI CYIIECTBEHHON pa3HMUIIEH B TEIUIO-
MIPOBOJHOCTH YKa3aHHBIX MaT€PHAJIOB.

o [Ipu o6padorke EN 8 u SAE 8620 nuanazon
TEMIIepaTyp pe3aHusi OKa3aJcs yMEPEHHbIM.

o [IlepoxoBarocTb MOBEPXHOCTH  OKa3aJach
Hauxymei mpu oopadotke Al 380 u mydmeii B ciy-
gae SS 316 u SAE 8620.

e Kpome Toro, ¢ UCTIOIF30BaHUEM MOJICIIH aHa-
JM3a pa3MEepHOCTEH pa3pabdareiBaeTcss 0000meHHAS
sMmupHuueckas (opmyna Uis TPOTHO3UPOBAHHS
[IEPOXOBATOCTH MOBEPXHOCTH M  TEMIIEPaTyphl,
BO3HHUKAIOIIEH BO BpeMs pe3ku MeTaia. beuio 00-
Hapy>X€HO, 4TO 3TH MOJEIU XOPOIIO COINACyIOTCS
C YPaBHEHHUSMHU PErpeccuu, MOJy4eHHbIMH Ha OC-
HOBE AKCTIEPUMEHTAIBHBIX 3HAYCHH.

o [IpennoXeHHYI0 METOIMKY HW3MEpEHHUs Iie-
POXOBATOCTH MOBEPXHOCTU U TEMIEpPaTypbl MOX-
HO yI0OHO HCHOJB30BaTh. JTO MOJE3HBIH CIOCOO
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HKOHOMHUYHOTO CTIOCc00a OIEHKH TEIUIOBBIICICHHUS
U IIEPOXOBATOCTU MOBEPXHOCTH MPH TOYCHUH Pa3-
JMYHBIX MaTePUAIOB TBEPAOCIUIABHBIMU HWHCTPY-
MeHTamu ¢ TiAIN-ToKpeITHEM.

OBPABOTKA METAJIJIOB

Cnucoxk Jureparypbl

1. Empirical modelling and optimization of tem-
perature and machine vibration in CNC hard turning /
P.S. Ghosh, S. Chakraborty, A.R. Biswas, N.K. Mandal //
Materials Today: Proceedings. — 2018. — Vol. 5 (5). —
P. 12394-12402. — DOI: 10.1016/j.matpr.2018.02.218.

2. Groover M.P. Fundamentals of modern manu-
facturing: materials, processes, and systems. — 4th ed. —
Hoboken, NJ: Wiley, 2010. — 1012 p. — ISBN 978-0470-
467002.

3. Cutting temperature measurement using an im-
proved two-color infrared thermometer in turning Inco-
nel 718 with whisker-reinforced ceramic tools / J. Zhao,
Z. Liu, B. Wang, Y. Hua, Q. Wang // Ceramics Inter-
national. — 2018. — Vol. 44 (15). — P. 19002-19007. —
DOI: 10.1016/j.ceramint.2018.07.142.

4. Kakade H.B., Patil N.G. Comparative investi-
gations into high speed machining of AB titanium al-
loy (Ti-6al-4v) under dry and compressed Co, gas
cooling environment // AIP Conference Proceed-
ings. — 2018. — Vol. 2018 (1). — P. 20009-1-20009-9. —
DOI: 10.1063/1.5058246.

5. Gunjal S.U., Sanap S.B., Patil N.G. Role of cut-
ting fluids under minimum quantity lubrication: an ex-
perimental investigation of chip thickness // Materials
Today: Proceedings. — 2020. — Vol. 28 (2). — P. 1101-
1105. — DOI: 10.1016/j.matpr.2020.01.090.

6. Kyikapnu A.1l., Yunuanuxap C., Capeade B.I.
Teopust pasMepHOCTEil 1 MOACIUPOBAHHE TEMIICPATYPhI
Ha TpaHHIIe pa3/esa CTPYKKa-HHCTPYMEHT PU TOYCHUH
SS304 Ha ocHOBE MCKYCCTBEHHBIX HEHPOHHBIX ceTeid //
OO6paboTka MeTauioB (TEXHONOTHsS, OOOpYyIOBaHHE,
uHCTpyMeHThl). — 2021. — T. 23, Ne 4. — C. 47-64. —
DOI: 10.17212/1994-6309-2021-23.4-47-64.

7. Modelling of flank wear, surface roughness and
cutting temperature in sustainable hard turning of AISI
D2 steel / R. Kumar, A.K. Sahoo, R.K. Das, A. Panda,
P.C. Mishra // Procedia Manufacturing. —2018. — Vol. 20. —
P. 406-413. — DOI: 10.1016/j.promfg.2018.02.059.

8. Gosai M., Bhavsar S.N. Experimental study on tem-
perature measurement in turning operation of hardened
steel (EN36) // Procedia Technology. —2016. — Vol. 23. —
P. 311-318. — DOI: 10.1016/j.protcy.2016.03.032.

9. Abhang L.B., Hameedullah M. Chip-tool interface
temperature prediction model for turning process // In-
ternational Journal of Engineering Science and Technol-
ogy. —2010. — Vol. 2 (4). — P. 382-393.

10. Doniavi A., Eskanderzade M., Tahmsebian M.
Empirical modeling of surface roughness in turning pro-

170  Tom 26 Ne 12024

MATEPUAJIOBEJEHUE

cess of 1060 steel using factorial design methodology //
Journal of Applied Sciences. — 2007. — Vol. 7 (17). —
P. 2509-2513. - DOI: 10.3923/jas.2007.2509.2513.

11. Verma V., Kumar J., Singh A. Optimization of
material removal rate and surface roughness in turning
of 316 steel by using full factorial method // Materials
Today: Proceedings. — 2020. — Vol. 25. — P. 793-798. —
DOI: 10.1016/j.matpr.2019.09.029.

12. Investigation on surface roughness and chip re-
duction coefficient during turning aluminium matrix
composite / D. Das, R.F. Ali, B.B. Nayak, B.C. Routara //
Materials Today: Proceedings. — 2019. — Vol. 5 (11). —
P. 23541-23548. — DOI: 10.1016/j.matpr.2018.10.142.

13. Bhople N., Patil N., Mastud S. The experimen-
tal investigations into dry turning of austempered duc-
tile iron // Procedia Manufacturing. — 2018. — Vol. 20. —
P. 227-232. - DOI: 10.1016/j.promfg.2018.02.033.

14. Analysis of surface roughness and cutting force
components in hard turning with CBN tool: prediction
model and cutting conditions optimization / H. Aoui-
ci, M.A. Yallese, K. Chaoui, T. Mabrouki, J.F. Rigal //
Measurement. — 2012. — Vol. 45 (3). — P. 344-353. —
DOI: 10.1016/j.measurement.2011.11.011.

15. Longbottom J.M., Lanham J.D. Cutting tempera-
ture measurement while machining — a review // Aircraft
Engineering and Aerospace Technology. — 2005.-—
Vol. 77 (2). — P. 122-130. — DOI: 10.1108/
00022660510585956.

16. Korkut I., Acir A., Boy M. Application of regres-
sion and artificial neural network analysis in modelling
of tool—chip interface temperature in machining // Ex-
pert Systems with Applications. — 2011. — Vol. 38 (9). —
P. 11651-11656. — DOI: 10.1016/j.eswa.2011.03.044.

17. Dhar  N.R., Kamruzzaman M. Cutting
temperature, tool wear, surface roughness and
dimensional deviation in turning AISI-4037 steel under
cryogenic condition // International Journal of Machine
Tools and Manufacture. — 2007. — Vol. 47 (5). — P. 754—
759. — DOI: 10.1016/.ijjmachtools.2006.09.018.

18. Patil N.G., Brahmankar PK. Semi-empirical
modeling of surface roughness in wire electro-discharge
machining of ceramic particulate reinforced Al matrix
composites // Procedia CIRP. — 2016. — Vol. 42. —
P. 280-285. — DOI: 10.1016/j.procir.2016.02.286.

19. Patel D.R., Kiran M.B. A non-contact approach
for surface roughness prediction in CNC turning
using a linear regression model // Materials Today:
Proceedings. — 2020. — Vol. 26. — P. 350-355. —
DOI: 10.1016/j.matpr.2019.12.029.

20. Patel V.D., Gandhi A.H. Analysis and modeling
of surface roughness based on cutting parameters and
tool nose radius in turning of AISI D2 steel using CBN
tool // Measurement. — 2019. — Vol. 138. — P. 34-38. —
DOI: 10.1016/j.measurement.2019.01.077.



MATERIAL SCIENCE

21. Rodriguez J., Munoz-Escalona P, Cassier Z.
Influence of cutting parameters and material properties
on cutting temperature when turning stainless steel //
Revista de la Facultad de Ingenieria Universidad Central
de Venezuela. — 2011. — Vol. 26 (1). — P. 71-80.

22. Rajput R.K. A textbook of fluid mechanics and
hydraulic machines. — New Delhi: S. Chand, 2004. —
ISBN 9789385401374.

23. Optimization of CNC turning parameters on
aluminum alloy 6063 using Taguchi Robust Design /
A. Saravanakumar, S.C. Karthikeyan, B. Dhamotharan,
V. Gokul kumar // Materials Today: Proceedings. —
2018. — Vol. 5 (2). — P. 8290-8298. — DOI: 10.1016/j.
matpr.2017.11.520.

24. Smith W_F. Structure and properties of engineering
alloys. — New York: McGraw-Hill, 1981. — 512 p. —
ISBN 0070585601. — ISBN 978-0070585607.

25. Zou B., Chen M., Li S. Study on finish-turning of
NiCr20TiAl nickel-based alloy using AL,O,/TiN-coated
carbide tools // The International Journal of Advanced
Manufacturing Technology. — 2011. — Vol. 53 (1). —
P. 81-92. — DOI: 10.1007/s00170-010-2823-z.

26. Dessoly V., Melkote S.N., Lescalier C.
Modeling and verification of cutting tool temperatures
in rotary tool turning of hardened steel // International
Journal of Machine Tools and Manufacture. — 2004. —

Kon¢guukTt nurepecon

OBRABOTKA METALLOV %

Vol. 44 (14). — P. 1463-1470. — DOI: 10.1016/j.
ijmachtools.2004.05.007.

27. Rezende B.A., Magalhaes F.C., Rubio J.C.C.
Study of the measurement and mathematical modelling
of temperature in turning by means equivalent thermal
conductivity // Measurement. — 2020. — Vol. 152. —
P. 107275. - DOI: 10.1016/j.measurement.2019.107275.

28. Kitagawa T., Kubo A., Maekawa K. Temperature
and wear of cutting tools in high-speed machining of
Inconel 718 and Ti—6Al-6V-2Sn // Wear. — 1997. —
Vol. 202 (2). — P. 142-148. — DOI: 10.1016/S0043-
1648(96)07255-9.

29. Pawade R.S., Joshi S.S. Analysis of acoustic
emission signals and surface integrity in the high-speed
turning of Inconel 718 // Proceedings of the Institution
of Mechanical Engineers, Part B: Journal of Engineering
Manufacture. — 2012. — Vol. 226 (1). — P. 3-27. —
DOI: 10.1177/0954405411407656.

30. Prediction of surface roughness and cutting zone
temperature in dry turning processes of AISI304 stainless
steel using ANFIS with PSO learning / M. Aydin,
C. Karakuzu, M. Ugar, A. Cengiz, M.A. Cavuslu //
The International Journal of Advanced Manufacturing
Technology. — 2013. — Vol. 67 (1). — P. 957-967. —
DOI: 10.1007/s00170-012-4540-2.

ABTOpLI 3asBIISIOT 00 OTCYTCTBHUU KOH(I)J'II/IKTa HHTCPCCOB.

© 2024 Asropsl. M3narensctBo HOBOCHOMPCKOTO TOCYIapCTBEHHOTO TEXHHYECKOTO YHHBEPCHTETA. JTa CTaThsl JOCTYIHA
o simnensun Creative Commons «Attribution» («AtpuOyrms») 4.0 Bcemupnast (https://creativecommons.org/licenses/by/4.0).

Vol. 26 No. 12024 (171



% OBRABOTKA METALLOV MATERIAL SCIENCE

Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science. 2024 vol. 26 no. 1 pp. 155-174
ISSN: 1994-6309 (print) / 2541-819X (online)
DOI: 10.17212/1994-6309-2024-26.1-155-174

Obrabotka metallov -

Metal Working and Material Science

Journal homepage: http://journals.nstu.ru/obrabotka_metallov

Semi empirical modeling of cutting temperature and surface roughness
in turning of engineering materials with TiAIN coated carbide tool

Nilesh Patil " ", Atul Saraf>", Atul Kulkarni”>*

lMarathwada Institute of Technology, Aurangabad-431010, Maharashtra State, India
2National Institute of Technology, Surat, Gujarat 395007, India
3 Vishwakarma Institute of Information Technology, Survey No. 3/4, Kondhwa (Budruk), Pune — 411048, Maharashtra, India

https://orcid.org/0000-0002-4884-4267, nileshgpatil@rediffmail.com;b https://orcid.org/0000-0003-4776-6874,  atul.saraf001@gmail.com;
https://orcid.org/0000-0002-6452-6349,  atul.kulkarni@yviit.ac.in

ARTICLE INFO

Article history:

Received: 20 September 2023
Revised: 31 October 2023
Accepted: 22 January 2024
Available online: 15 March 2024

Keywords:
Semi-empirical model
Regression model
Temperature

Surface roughness

Introduction. In manufacturing, obtaining a given surface roughness of the machined parts is of great
importance to fulfill functional requirements. However, the surface roughness significantly affected by the heat
generated during the machining process, which can lead to a decrease in dimensional accuracy. The surface roughness
significantly affects the fatigue characteristics of the part, and the service life of the cutting tool is determined by
the cutting temperature generation. The purpose of the work. The purpose of this study is to create semi-empirical
models for predicting surface roughness and temperature of various work materials. Enhanced cutting performance
is achieved by accurately determining the cutting temperature in the machined zone. However, calculating the cutting
temperature for each specific case is fraught with difficulties in terms of labor resources and financial investments.
This paper presents a comprehensive empirical formula designed to predict both theoretical temperature and surface
roughness. Methodology, The performance of the surface roughness and temperature generation was evaluated
for the EN 8, Al 380, SS 316 and SAE 8620 materials when processed with 7id/N-coated carbide tools. The Ti4IN
coating was obtained by Physical Vapor Deposition (PVD) technique. Response surface methodology was used to
prepare predictive models. Cutting speed (from 140 to 340 m/min), feed (from 0.08 to 0.24 mm/rev) and depth of cut
(from 0.6 to | mm) were used as input parameters to measure the characteristics of all materials in terms of surface
roughness and cutting temperature. The tool-work thermocouple principle was used to measure the temperature at the
chip-tool interface. Novel Calibration Setup was developed to establish the relationship between the Electromotive
Force (EMF) generated during machining and the cutting temperature. Results and Discussion. It is observed that
the energy required for mechanical processing was largely converted into heat. The highest cutting temperature is
recorded with SS 316, followed by SAE 8620 and EN 8. However, low temperature was reported during machining
of A/ 380 and it was mainly governed by the thermal conductivity of the material. The lowest surface roughness is
observed for SAE 8620, EN 8, followed by SS 316 and 4/ 380. The semi-empirical method and regression model
equations are in good agreement with each other. Statistical analysis of the nonlinear evaluation reveals that cutting
speed, feed rate, and material density have a greater influence on the surface roughness, whereas depth of cut has
a greater influence on the temperature change. The study will be very useful for predicting industrial performance
when machining EN 8, Al 380, SS 316 and SAE 8620 materials with 7i4IN-coated carbide tools.
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