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CTOWKOCTh

Cnoco6 06paboTku

Leab: mnoBeimieHHe PabOTOCIOCOOHOCTH OXBaThIBalOLICH (pe3bl Onaromaps pa3padOTaHHOMY CHOCO0Y
HACTPOMKM PE3L0B HA PACUCTHBIC 3HAYCHMS YIIOB OE3ylapHOTO PE3aHHs, BCICACTBHUC HPHMEHCHHS KOTOPOTO
PACIIUPSIOTCS TEXHOIOTHMYCCKHE BO3SMOXKHOCTH XPYIKOTO HHCTPYMCHTAIBHOTO MarepHald KOMIIO3HT [P
Hape3aHHUH TPANCeLEenIaIbHOIM Pe3bObI ¢ 3IeMeHTaMu pa3peiBa. B pabote mpoBeieH aHanm3 GpU3NKO-MEXaHHICCKUX
XapaKTePHCTUK HHCTPYMEHTAIbHBIX MATEPHAIOB IPYyIHIbI KOMIO3HTOB. OTMedaeTcsi, YTO OCHOBHOI NPUYHHOM
HH3KOH PabOTOCHOCOOHOCTH PEKYIIMX 3JIEMEHTOB OXBATHIBAIOLICH (DPE3bI SBISCTCS CKAIBIBAHHE HX BEPLIMH U
PEXYLIMX KPOMOK IIPH BPe3aHHH (BBIXOJC) HHCTPYMEHTA B 3arOTOBKY H MPOXOXKACHHH YePEe3 ICMCHTBI Pa3pbiBa
pe3b0bI 00pPa30BaHHBIMU BTOPOCTEIICHHBIMU KOHCTPYKTHBHBIMHU JIEMEHTAMH, HAXOISAIIMMHUCS Ha €€ TIOBEPXHOCTH.
MeToabl: SKCICPHMEHTAIBHBIC HCCIICAOBAHHS MPOBEACHBI Ha TOKAPHO-BUHTOPE3HOM CTaHKE C YCTAHOBKOW Ha
CYINIIOPTE CHELHaIFHOTO IPUCIOCOOICHHS st HApE3aHUs Pe3b0bI, OCHAILICHHOTO CMEHHOIT OXBaThIBarOIIECH (hpe3oi,
MMEIOIIEH KOMIUICKT Pe3b0OBBIX PE3II0B, PEXKYIIAsi YaCTh KOTOPBIX BHIIOIHECHA M3 HHCTPYMEHTAJIFHOTO MaTepHaa
koMI103uT. KauectBo 06paboTaHHOI OBEPXHOCTH PE3b0bI M TOYHOCTD HCIIONHEHHUSI KOHTPOIHPOBAINCH ONTHYECKIM
METOZIOM C HCIIOJIb30BAHHEM CTaHJAPTHBIX M CICLHAIBHBIX CPEACTB M3MepeHuil. Pe3yabrarbl U obcy:kaeHue:
[IPUBEICHBI PALMOHAIBHBIC 3HAYCHHS TCOMETPHI PEXKYIIETO ICMECHTA U PEKUMOB HAPE3aHUsI TPANCLeHaIbHOI
pe3b0bI 0XBaThIBAOLICH (PE30ii, OCHAIICHHON KOMIIICKTOM PEKYIINX 3JIEMCHTOB U3 HHCTPYMEHTAIBHOTO MaTepHaa
KOMIIO3UT, HACTPOCHHOH Ha Bpe3aHne B 00pabaThIBAaCMyHO0 3arOTOBKY C 3JIEMEHTaMH pa3pblBa TAKUM 00pa3oM,
4T00BI BCTpeya u mocieayromee (popMooOdpazoBaHHE Pe3bObl MPOMCXOMMIN B 0OIACTH MEPEJHEH MOBEPXHOCTH
PEXKYIIEro JIEMEHTa, MAaKCHMAJIBHO YAAJICHHOMH KaK OT €ro BEpIIMHbI, TaK M PEXYIIUX KPOMOK. Mcrmombp3oBaHue
crocoba HACTPOMKH, 3aLIUIIEHHOTO MaTeHToM P®, MO3BOIMIO MOBBICHTH PabOTOCIOCOOHOCTH OXBATHIBAOIICH
(bpe3sl 1 pacMpUTh 061aCTh IPUMCHEHHS HHCTPYMEHTAIBHOTO MaTepHalia KOMIIO3UT IIPH IIPEPHIBUCTOM PE3aHHUH.

st uutupoBanusi: Kyopsiwos E.A., Kamenesa T.E. TloBbiieHne paboTOCIIOCOOHOCTH OXBAaThIBAIOLICH (Ppe3bl ¢ PexKyLIMMH dIEeMEHTaMU
M3 KOMIIO3HMTAa MPH HAape3aHHU TpamnelenaanbHOil pe3bObl ¢ ajeMeHTaMu paspbiBa / OOpaboTka MeTayuioB (TEXHOJIOTHs, 00OpyHIOBaHME,
uHCTpyMeHTh). — 2018. — T. 20, Ne 1. — C. 33—43. — doi: 10.17212/1994-6309-2018-20.1-33-43.

BBenenue

[ToBbimenue >()PEKTUBHOCTH HCITOJIB30BAHUS
JIE3BUMHOrO HHCTPYMEHTa, OOJaJaloniero yHHU-
KaJlbHBIMU (DPU3UKO-MEXaHUUECKHUMH U PEXYLIUMU
CBOMCTBaMM TPH MHOTHX BHIaX OOpaOOTKH IIO-
BEPXHOCTEH JeTanell pa3IuyHON KOHCTPYKTUBHOMU
CIIO)KHOCTH, B TOM YHCJIE COAepKallux Ha oOpa-
0arpIBaeMON MOBEPXHOCTU KOHCTPYKTHBHBIE 3Jie-
MEHTBI pa3phiBa, SBISETCA aKTyallbHOM 3ajaueit
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COBPEMEHHOM MeTauio00padboTku. OnHako H3-3a
IIPEPBIBUCTOTO XapakTepa IpolLecca pe3aHust pe-
KYIIME DJIEMEHThl W3 MOAM(UKAIUI KOMITO3UTA
BCJIEZICTBUE CBOEH MPUPOJHON XPYIIKOCTH HE MOTYT
COCTaBUTh KOHKYPEHIWIO HUIU(OBAHUIO — TPaIH-
LIMOHHOMY METOJy YHMCTOBOM M OTIEJIOUHOM 00pa-
OOTKM TOBEPXHOCTEH pa3inUIHON KOHCTPYKTHBHOMU
ciokHOCTH [ 1-6]. CyecTByIOT U ApYTUE MPUUNHBI
MOTEPU PEXKYILEH CIOCOOHOCTH HHCTPYMEHTAJIb-
HBIX MaTepuajioB, HAIPUMED:

* OTCYTCTBUE PEKOMEHIAllMi AJIs1 BbIOOpA panu-
OHAJIbHOM MapKM MHCTPYMEHTAJIbHOIO MaTepuala,
YUMUTHIBAIOIIEH OCOOEHHOCTH KOHCTPYKLHUHU 00pa-
0aTpIBa€MOH TIOBEPXHOCTH;
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* HEOIIPABJaHHO MaJIo€ BHUMAaHUE CBSI3U (DOPMBbI
npoduis pexyIero 3IeMeHTa U YCIOBUSMU KOH-
TaKTa €ro MepeHel NOBEPXHOCTH € 3arOTOBKOM;

* pa3pylLICHHE PEXKYIIEro AJIEMEHTa B MOMEHT
Bpe3aHus (BbIXOJa) €r0 BEPIIUHBI U PEXYILIUX KPO-
MOK B 3arOTOBKY, COJIEPKalIYI0 3JIEMEHTHI pa3pbiBa
o0OpabaTbiBaeMOil MOBEPXHOCTH (I1a3bl, BTOPOCTE-
TICHHBIC OTBEPCTHS PA3IUYHON (OPMBI, pacIoo-
KEHUE U KOJTUYECTBO).

O060011eH1E ONBITa OTEUECTBEHHOM U 3apy0ex-
HOW MeTauio00paboTKH B 00JACTH W3TOTOBIICHUS
KOHCTPYKTUBHO CJIOXHBIX IOBEpPXHOCTEH JieTa-
nen kiacca «Tena BpanieHus» CBHIETEIBCTBYET O
TOM, YTO OCHOBHOW IPUYHMHON MOTEPH PEXKYILIEH
CIIOCOOHOCTH MHCTPYMEHTa SIBJSIETCS  yAapHOE
CTOJIKHOBEHME €0 XPYIKOW BEPILUHBI U PEKYIIUX
KPOMOK ¢ 00pa0aTbIBA€MBIMH JJIEMEHTaMHU KOH-
CTPYKLUUHU (Bpe3aHME, DJIEMEHTHl pa3pbliBa, BBIXOA
u3 KoHTakTa). B paborax [7-11] oTmeuaercs, 4To
3a MEepHoj pe3aHusi MHOTOKpaTHasl BCTpeua pesla
C DJIEMEHTaMH pa3pbiBa NPAKTUYECKU 32 KOPOTKOE
BpeMst IPUBOJIUT K BEIKPAITMBAHUIO paboueii yacTu.
To 4uro paspylieHHEe pexyLIEro dIeMEeHTa sBIsSeT-
Csl OCHOBHOUM NMPUYMHON MOTEpU PabOTOCIIOCOOHO-
CTH MHCTPYMEHTA, OTPAXXEHO U B JPYruX padorax
[12-15].

OBPABOTKA METAJIJIOB

OBOPYIOBAHME. MHCTPYMEHTbI

Taxum o0Opa3oM, LI€IbI0 JaHHOW pabOThI SIBIISA-
eTcs YCTaHOBJIEHHE OCOOCHHOCTEW KOHTAKTHOTO
B3aUMOJICUCTBHS PEXKYIIETO AEMEHTa U 00padaThi-
BAaEMOH MMOBEPXHOCTH 3arOTOBKH, Ha 0a3e KOTOPHIX
Onmaromapsi pa3pabOTaHHOMY CIOCOOY HaCTPOUKH
pE3I0B HAa pacYeTHHIE 3HAYCHHS YIIOB Oe3ymap-
HOTO pE€3aHus MOBBIIIAETCA PadOTOCIOCOOHOCTh
OXBATHIBAIOUICH (pe3bl M PACHIUPSIOTCS TEXHO-
JIOTHYECKHE BO3MOXKHOCTH XPYIIKOIO MHCTPYMEH-
TaJbHOTO MarepHalia KOMIIO3UT B YCJIOBHSX IIpe-
PBIBHCTOTO PE3aHHUS.

MeToauka 3KCNIePUMEHTAJIbHOTO
HCCJIeI0BAHUSA

DKcIepuMEeHTalIbHbIE MCCIIEA0BaHUS MTPOBOIU-
JIUCh Ha CIEeUaIbHOM MPUCTIOCOOIEHUH, YCTAHOB-
JICHHOM Ha CyNIOpTe TOKaPHO-BUHTOPE3HOTO CTaH-
ka (puc. 1).

OxBarbiBatoniasi ¢ppe3a COCTOUT U3 MACCUBHOTO
KOpIyca C ma3amu JJis YCTAaHOBKH pe31oB. Kaxapiii
U3 YeThIPEX PEe3lOB 3aKPEeIIsSeTCcs] Mapoil BUHTOB.
Pe31bl ycTaHaBIMBaIOT 1O crieUaIbHOMY Ia0I0HY
(oTaoHHAsT paHee W3TOTOBJICHHAS JIETallb) HEIO-
CPEICTBEHHO Ha CTaHKE WJIM BHE CTaHKa C MOMO-
HIbI0 CIMENUATBHOTO MPHUCIIOCOOICHUSI, HCKII0Ya-

Puc. 1. llpucriocoOienune st Hape3aHUs pe3bObI OXBaTHIBAIONIEH (pe30i:

1 — maTpoH /IS 3aKPETUICHHS 3arOTOBKH (BTOPOH TOpEIl 3ar0TOBKH 3aKPETUICH IIEHTPOM 3aaHel 6a0-

KH); 2 — 3aroTOBKa, JI€Tallb — BUHT XOJIOBOM; 3 — OoXxBaThIBaromas (pesa, OCHAIICHHAs YEThIPhMS

pe3bOOHAPE3HBIMU pe3liaMu; 4 — JIEKTPOIBHUraTellb MPUBOJA OXBaThIBaOIIEH (Gpe3bl; 5 — onmopHas
(ycTaHOBOYHAS) TTUTA MIPUCIIOCOOICHUS

Fig. 1. Device for threading by the internally cutting mill

1 — chuck; 2 — part, Feed-screw; 3 —

internally cutting mill with four cutters; 4 — electric motor; 5 —

base-plate
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EQUIPMENT. INSTRUMENTS

IOLIET0 HEOOXOOUMOCTh MOJHANAIKU HPU CMEHE
OXBaThIBatOUIe (pe3bl. Peslbl ycTaHaBIUBAIOTCS
TakuM 00pazoM, 4TOOBI PABHOMEPHO PacIpeieTuTh
MEXy HOIMH CHUMAEMBbIi TIPUTTYCK.

Tunosas nerainb «BUHT XOAOBOI» CONEPKUT HA
o0pabaTeiBaeMOl TIOBEPXHOCTH PE3bOBI JIEMEHT
pa3pbiBa (CKBO3HOE OTBEPCTHE JAMAMETPOM O MM),
puc. 2. Marepuan qeTanu 1 ero 3aMeHUTENb — CTallb
40X13 (30X13).

Ha puc. 3 nmpencrasiena cxema Hape3aHUs Pe3b-
OBl OXBaTHIBAIOIICH (PE30ii, OCHAIIICHHON YEThIPh-
Ms pe3Lamu.

WuctpymenT (¢pesa, OCHaIIEHHAs YETHIPbMS
3yOBbsIMU-pE31IaMH ) pabOTaeT MO CXeMe BHYTPECHHE-
ro KacaHus, Py 3TOM KHHEMaTHKa Ipoliecca aHa-
JoruyHa (Ppe3epoOBaHUIO IIOJION OXBATHIBAIOIIECH
dpe3oii. Pe3nba popmupyercs 3a OUH MPOXOJT OH-
HAKOBOW (hOPMBI pe3liaMu MOJTHOTO MPpoduIIs, Koraa
KXJIBIA M3 HUX PEXKET TPEMs PEKYIIUMH KPOMKa-
MU ¥ OKOHYATEIbHO MPOPHINPYET BIAIHHY PE3b-
OBl Ha yyacTKe JIyTH, COOTBETCTBYIOIIEH BEIMYMHE
KpyTOBOM MOJa4y Ha pe3eL.

Ha puc. 4 npeacraBneHa KOHCTPYKLMSI OJHOTO
U3 YETBIPEX PE3L0B OXBAThIBAIOUIEH (pe3bl, Mpel-
HA3HAUYEHHBIX JJIs Hape3aHus TparelueugalbHON
PE3bOBI.

Pa3smepsl, ¢opma, TOYHOCTH, KA4ECTBO IOJTO-
TOBKHU PEXYLIUX KPOMOK OIPEIEISIIOTCS B KaX10M
KOHKPETHOM CJIydae B 3aBHCHMOCTH OT MPOduIIs,
pa3MepoB U JITUHBI HAPE3aHUs PE3bObI.

@dopma mnepeaHENW IOBEPXHOCTH O0paszyeTcs
NEPETOYKON PEXKYILEro 3JIEMEHTa Ha pPacUETHbIE
3HAYEHMsI [UKIOMAAIBHOTO TPOoQUiIsl  KpPyrom
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Q/ /A: %6 | 5670018
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Puc. 2. Tunosas ieTajib «BUHT XOJ0BON»:
1 —aneMeHT npepriBa

Fig. 2. Typical part Feed-screw:
1 — interrupted element

OBRABOTKAMETALLOV ~ CM

Puc. 3. Cxema Hape3aHus pe3bObl OXBATHIBAKO-
et Gppesoi:
V,y — HANpPABICHHE BPALICHHS OXBATHIBAIOLICH
(hpesbr; v, — HANPAB/ICHHE BPALICHHS 3aTOTOBKH; d —
JIMaMETP OKPY)KHOCTH BEPIIMH PE3I0B; d — HAPYK-
HBIH JUMETp Hape3aeMoi pe3bObl; d, — ByTpeHHUH
JHaMeTp Hape3aeMoi pe3bObl; e — IKCIICHTPUCHTET;
O, n O — ocu BpameHus (Gppe3bl U 3arOTOBKA COOT-
BETCTBEHHO

Fig. 3. Scheme for threading by the internally
cutting mill:
Vop — rotational direction of the internally cut-
ting mill; v, — rotational direction of the part;
dp —diameter of the circumference of the cutter tips;
d—externaldiameterofthethreadtobecut;d, —inter-
nal diameter of the thread to be cut; e —eccentricity;
O, u O — axes of rotation of the mill and

workpiece

ACO 80/63-125/100 B1 100 % mna cBs3-
kax MI1, M5, T02 ¢ npoBoagkol H OX-
JaXJIEHUEM  TpU  CIACAYIONIMX  PEXHU-
max pesanms: V = 25 m/c; § = 0,5 m/c;
t = 0,005 mm/aB.x01.

Teopus

B ycioBusiX mpephIBUCTOTO pe3aHusi OC-
HOBHOW NPUYMHON MOTepu paboTocrocod-
HOCTH MHCTPYMEHTA SIBJISIETCS YIapHOE CTOJI-
KHOBEHHE €r0 XPYNKOW BEPIIMHBI U PEKYIINX
KPOMOK C 3JIEMEHTaMH pa3pbiBa oOpabaThiBa-
emoii moBepxHocTH. [loaTomMy co3nanue 6e3-
yIapHBIX YCIOBHI 00paOOTKH SBIISIETCS aKTy-
aJbHOM HAy4dyHOM 3aJadyel, 3aKJII0Yarolencs
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OBPABOTKA METAJIJIOB

OBOPYIOBAHME. MHCTPYMEHTbI

HEll MOBEPXHOCTH PEXKYIIETO JIEMEH-

Puc. 4. KorcTpykuus pe3ia Juisi OCHAIIEHUS] OXBaThIBAOIICH (Ppe3bl

Fig. 4. The design of the tool for equipping the internally cutting mill

B TOBBIIICHUM MEPHOAA CTOMKOCTH HHCTPyMEHTa
U IPOU3BOAMUTEIBLHOCTU Ipoliecca IyTeM YIIpaB-
JICHUS TIOJIOKEHUEM DPEXKYILEro JIeMEHTa OTHOCH-
TEJIbHO Hape3aeMOil BUHTOBOW MMOBEPXHOCTH, B TOM
YHCJIe U C AJIEMEHTAaMU €€ pa3phiBa.

CrnenoBatenbHO, CyLIECTBYIOIIAs Mpodiema co-
XpaHEHUs MepHOAa CTOMKOCTU XPYHKUX PEXYIIUX
AIIEMEHTOB OXBaThIBAIOIIEH (pe3bl, HAXOXKICHUS
paloHaJIbHBIX YCIOBUM ISl HApe3aHUs Tparele-
UIATBHON pe3bObl TPeOyeT perieHusi B3auMOYBsI-
3aHHOTO KOMILJIEKCa CIIEIYIOIINX 3a1a4:

1) o6ocHOBaHME palMOHAIBHBIX YCIOBHUH (CIIO-
co0a) Bpe3aHus PeXKYIIEro AieMeHTa 06e3 pa3pyliie-
HUS B KOHCTPYKTHBHO CIIOKHYIO C JIEMEHTaMU pas-
PBIBA TOBEPXHOCTH 3arOTOBKU;

2) npugaHue NepeaHeil MOBEPXHOCTU PexKYIIle-
ro aneMeHTa (Gopmbl, CIIOCOOHOM 0e3 pa3pylieHus
MIPUHUMATh JTUHAMHYECKUE HArpy3Ku MPEPbIBUCTO-
ro pe3aHus;

3) obocHOBaHME JydIlleld MapKd HHCTPYMEH-
TaJIbHOTO MaTepuaa, 001a1aeil BO3MOKHOCTHIO
B YCJOBMSIX IPEPHIBUCTOrO pEe3aHUs O00ECHeYuTh
TOYHOCTb HE rpybee 7-ro KBaJuTeTa MpU LIEPOXO-
BaTOCTH 00pabOTaHHOU MOBEPXHOCTH HE Oojiee Ra
1,25 MKM.

3a0aua 1. Obochosanue payuoHaIbHbIX YCI08ULL
(cnocoba) epezanus pescyujeco nemeHma 6 KOH-
CMPYKMUBHO CLONCHYIO NOBEPXHOCHb 3420MOBKU

O6ocHOBaH crioco0 Hape3aHwWss BUHTOBOU TIO-
BEPXHOCTH pe3bOBl pe3aHHeM C YIapoM, BKIIIO-
qamuil B ce0s obecrieueHre KOHTAKTHOTO B3a-
UMOJCUCTBUSL  MPEPBIBUCTON  0OpabarbIiBaeMoii
MOBEPXHOCTH ¢ OoJiee TMPOYHOW 00NACTHIO Tepen-
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29°30'+10'

Ta, KOTOPbII yCTaHABIMBAIOT O] Tie-
PEIHUM YIJIOM K OCHOBHOM MJIOCKOCTH
pesanus [16, 17].

VYKa3aHHBI TEXHUYECKHU DPE3yib-
TaT JOCTUraeTcsl B3aUMOAECHCTBHEM
Oonee mpouHOil oOmactu mnepenHen
MOBEPXHOCTU PEXYIIETo 3JIEMEHTa
UHCTpyMeHTa (cM. Touka O, puc. 4) ¢
IIPEPBHIBUCTOMN MOBEPXHOCTHIO Pe3aHus
CJIENYIOMNUM 00pa3oM: B COCTOSIHUH
MepBOHAYAJILHOTO KOHTaKTa (puc. 5)
ucxofHas (opma mnepeiHel MOBepX-
HoCTH FAG o neficTBUEeM TIEPTICH TH-
KYJSIPHO HaIPaBJIEHHBIX K PEXYILIUM
KPOMKaM TIOTOKaM CTPYXKH CO CKO-
poctamu Vo, Vi, V,, V', V) no mepe
MIPOAOIKEHUS] pe3aHus TpaHCPOPMHUPYETCS B MHO-
rorpaHHuk FDA'EG.

B sTOM mosoxeHun BepOSITHOCTH BOZHUKHOBE-
HUS TIOTPEIIHOCTU Mpoduiist pe3bObl onpenesieTcs
3aBUCHUMOCTBIO

Ae=¢, —¢€, (D)

TIe €y — ¢dakTrueckuil yron npoduis pe3bosl, 00-
pa30BaHHBINA BCIIEJCTBHE M3HAIIMBAHUS PEXKYIIETO
25IeMeHTa; € = 60° — HOMUHAJIBHBIN yToJl MpU BEp-
HIMHE PEXKYIIETO AIEMEHTA.

A
A
R 2 /Y
/ Vl
D 0
4 v, \ £
F ' G

m

Puc. 5. Uzmenenue (opMbl mepenHeil MOBEpXHOCTH
PEKYIIETro 3JI€MEHTa B IIPOLIECCE Pe3aHms

Fig. 5. Changing the shape of the face of the cutting tool
during the cutting process



EQUIPMENT. INSTRUMENTS

Ktgo
— (2)
sin2y

re Y — NepeqHUl Yroi pexylero IeMeHTa; o —
3aIHUA YTOJ PEXYIIEro 3JieMeHTa (CM. puc. 4);
¢,(¢,) — YIJIBI B TIJTAaHE UCXOAHOM GOPMBI PEKYIIETO
3JIeMEHTa M mocie ero cpabdareiBanusi; K — ko3¢-
(ULMEHT, YYUTHIBAIOIINNA KOHCTPYKTUBHYIO CIIOXK-
HOCTh 00pabaThIBaeMON BHUHTOBOM MPEPHIBUCTOM
IIOBEPXHOCTU pe3bObl, paBHBIN Snp/Sr (11 BUHTO-
BOI MOBEpXHOCTH Oe3 1eMeHTOB MpepbiBa K = 1);
Snp — IUI0IIAb 00pabaThIBA€MO BUHTOBOM MTOBEPX-
HOCTH 3a BBIYETOM IUIOIIAIU 3JIEMEHTOB IPEPHIBA;
S_— miomaas 00pabaTbiBa€MON BUHTOBOM MOBEPX-
HOCTH 0€3 3JIEMEHTOB IPEPHIBA.

Sll’lS(b =

Itg(e/2)
(r, = 0,5d,)+h

Ag = 2arctg (3)

e / — pacCTOSTHUE OT BEPIIUHBI PEKYIIETO dJIEeMEH-
Ta A 10 Touku O — MecTa IIepBOHAYAJIbHONU BCTPEUU
PEXKYILIEro 31eMeHTa ¢ 00pabaTbiBaéMOil BUHTOBOM
MOBEPXHOCTBIO; /I — BBICOTA TOJIOBKU PE3BOBL; 7, —
panuyc geTaim.

OmnpeneneHne HaCTPOECUYHBIX YIVIOB 3JEMEHTa B
MIOJIO)KEHUH ONTUMAIIHOTO TEPBOHAYAIBHOTO KOH-
TakKTa ¢ 00pabaTsIBaeMON BUHTOBOM MMOBEPXHOCTHIO
IPOMCXOIUT B CIIEYIOLIEM MOPSAKE:

1) onpenensieTcss KOHCTPYKTUBHASI CIIOKHOCTh
o0OpabareiBaeMoii moBepxHoCTH K = SHP/SF;

2) UcXolsl M3 pa3sMEpOB PEXKYIIEro 3JIeMEHTa
OTIpEIeNIIeTCS MAKCHMAITBHO BO3MOXKHOE /;

3)no ¢opmymam (2) u (3) paccumThIBaeTCS
3HauYEHHUE TEepeIHero yra y, Npu KOTOPOM IepBO-
HavyaJlbHAsl BCTPEYa MHCTPYMEHTA M TPEPBIBUCTOM
o0pabarbiBaeMOil TOBEPXHOCTH MPOM30MAET B 3a-
JTAHHOM IOJIOKEHUH HAaCTPOKH — Touke O.

O4eBHIHO, YTO pacyeTHOE TOJIIOKEHHE, IPU KO-
TOPOM MEPEAHSAS TOBEPXHOCTh PEXKYIIETO SIeMEHTa
BCTPEYAETCs C MPEPBIBUCTOIN MOBEPXHOCTHIO JIeTa-
mm 6e3 yaapa, SIBISIeTCSl ONTHMAaIbHBIM C TOYKH 3pe-
HUSI COXpAHEHHUsI IEPHO/Ia CTOWKOCTH HHCTPYMEHTA.

3aoaua 2. Ilpuoanue nepeowmeli nosepxHocmu
pedicyuje2o anemenma ghopmul, cnocobHotl 6e3 pas-
PYUWEHUsL RPUHUMAMb OUHAMUYECKUe HA2PY3KU npe-
DPBIBUCTNO20 pe3aHUs

I'padmyeckoe MOCTpOCHHE TPEXMEPHBIX MOJIC-
JIel apKH IUKIIOH Bl TIPOBEJICHO KAYEHUEM OKPYIK-
HOCTH, TUaMETP KOTOPO# JIJIsl PEXYIIETo AIEMEHTa

OBRABOTKA METALLOV %

13 HHCTPYMEHTAJIBHOIO Marepuana kommno3ut 10
paBeH MaKCHUMaJIbHO BO3MOXHOHM Y/IBOGHHOM IiTy-
oune pezanus. [Ipu 3ToM a5 pexyIIero sjnemMeHTa
(dbopMHpyeTCsl MOZENBHBIM Psii BapHAHTOB IEPE-
Hell MOBepXHOCTH LUKJIOUAanbHOro npoduist. Ot-
JUYUTEIHHON 0COOEHHOCTHIO BAPUAHTOB SIBIISIFOTCS
MPUHAAIEKAIIHNE KaXKIOMY M3 BApUAHTOB COOCTBEH-
HBI Yroil U KOHTYp, (POpMHPYEMBIH JHUCKPETHBIM
M3MEHEHHEM BEeJINYMHBI YIJIa HAaKJIOHA KacaTeJIbHOM
K LMKIOWJAIHOMY Npo(uiIo mepeiHeil moBepx-
Hoctu pesna. [Ipennourenue B BbIOOpE OTHAeTCA
MOJIEIHM apKU LIUKJIOUIbI C MAaKCUMaJIbHBIMU 3Haue-
HUSIMH PACUETHBIX BEJIMYHUH, ONPEACNISIOUIMMHA Ha
niepe/iHel IOBEPXHOCTU MECTO HAXOXKJCHUS ydacT-
Ka, HanboJjee OTJAJIEHHOTO OT XPYIKOM BEPILHHBI
1 Haubosee GIaroNnpusATHOTO JUIsl IEpBOHAYATBHOM
BCTpeUM (BpE3aHUs) PEXKYIIEro dJIEeMEHTa W 3aro-
TOBKH 107 yIiioM f3 (puc. 6).

HuknounansHas Gopma npouiis crnocoocTByeT
YMEHBIIEHUIO CUJIBI TPEHUS CTPYKKU O NEPEAHION0
MIOBEPXHOCTh, YTO 0OECHEYNBACT MPH PALMUOHAIH-
HBIX YCIIOBHSIX BPE3aHUs PEXKYILETo 3JeMEHTa B 3a-
TOTOBKY COXpaHEHHUE HA JIUTEJIbHBIN MEPHOJ] CTOM-
KOCTHU HHCTPYMEHTaJIbHOTO Marepuana [18-20].

3adaua 3. Obocnosanue 3¢hghekmueroli mapku
UHCMPYMEHMANbHO20 MAMepuana 0 yciosutl npe-
PbIBUCMO20 pe3anusl

W3 wu3BECTHBIX MHCTPYMEHTAJbHBIX MaTepua-
JIOB, MPUMEHEHUE KOTOPBIX BO3MOXKHO Ha oOmepa-
LUSAX TOKApHOH 00pabOTKH, TPYIINa CBEPXTBEPABIX
MaTepuayoB 00aaeT 0ObEKTUBHBIMU MTPEUMYIIIC-
CTBaMH: CIIOCOOHOCTBHIO OOECIEUUTh BBICOKOCKO-
pOCTHYIO0 00pabOTKy MOBEpPXHOCTEH neraneil pas-
JUYHON KOHCTPYKTUBHOMN CIOKHOCTH C TpeOyeMoit
TOYHOCTBIO HE rpy0ee 7-ro KBaJUTETa U IIEPOXO-
BatocThio Ra 0,32...0,63 MKM, UCKIIIOYasi BEPOAT-
HOCTB MPHWKOTOB, IIAPKUPOBAHUE, POPMUPOBAHHE
pacTIATMBaOIIUX HANpSOKEHUH, XapaKTEepHBIX s
orepanuil LIMPOBaHUS.

B rpynne cBepXTBepAbIX MaTepHasoB HACUUTHI-
BaeTcs OoJiee ecaTu MapoK KOMIIO3UTOB, U3 KOTO-
PBIX 7Sl MPEPBIBUCTOTO pe3aHusl Haubojee 4acTo
UCTIOJIb3yeTCs MATh, & UMEHHO MapKH KOMIIO3HUTa
01, 02, 05, 09, 10.

CpaBHEHHE MATH BAXKHEUIIMX (PHUIUKO-MEXa-
HUYECKUX XapAKTEPUCTUK OTHAET MNPEANOYTEHUE
koMno3uTy 10, KOTOpbIN 00aiaeT HEOCHOPUMBIMU
npeumyiiectBamu (puc. 7) [2, 7, 8].
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Puc. 6. I'eomeTpudeckoe MOCTPOCHNUE MOJICTH APKH IIUKIOUIBI:
a— MOI[eJ'ILHI:Iﬁ paA IEpeaAHUX HOBerHOCTefI HUHCTPYMEHTA CO CTYIICHYATbIM MHTEPBAJIOM BO3paCTaHUs YITIOB OT 1 5 2 N 3 0 n,
6 — cxema KpPIBOfI JUIA IOCTPOCHUSA ONITUMU3UPOBAHHOT'O HpO(l)I/IJ'IH MOJCIJIBHOTO psijia
Fig. 6. Geometrical construction of the cycloid arc:

a — model range of the front surfaces of the tool with a stepped interval of increasing angles from /, 2, 3 to n; 6 — scheme of the
curve for constructing an optimized profile of the model range
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Fig. 7. Comparison of physical and mechanical characteristics of composites
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Pe3ynbrarbl U MX 00CYyKIeHHE

DKCHepUMEHTalbHbIE JaHHBIE TOJYYEHbI IMPHU
OCHAIIIEHUH PE3I[0B OXBATHIBAIOIICH Ppe3bl HHCTPY-
MEHTaJIbHBIM MaTepuaaoM KoMrno3uT 10 u HacTpou-
K€ €€ TMOJIOKEHUsl C MNEepPBOHAYAIBHOW BCTpeuei
MHCTPYMEHTA C KOHCTPYKTHBHO CJIOKHOM MOBEpPX-
HOCTBIO JI€Tajld B TOYKE MEpeJHEH MOBEPXHOCTHU
PEXKYILIEro AJIEMEHTa, MAKCUMAJIbHO YIaJIE€HHON OT
BEPUINHBI U PEXKYIIUX KPOMOK.

CyMmMapHasi IOTpenrHOCTh HApE3aHHON pe3bObl
Tr 20x4-7e na 3arotoBke u3 cranu 40X13 u pacces-
HUE pa3MepoB MPUBEACHHI B Ta0IM. 1.

[Tomy4ennsie nokazarenu yxyamarorcs Ha 10, 20
u 35 % npu 3amene kommnosurta 10 Ha kommnoszut 01,
koM1103uT 09 u koMno3ut 05 COOTBETCTBEHHO.

OTKa3 OT HACTPOMKH PEKYIIUX HIEMEHTOB OX-
BaThIBaIOIEH ()pe3bl B MOJOKEHUE ONMTHUMAIBHBIX
YCJIOBUM BCTpeYH ¢ 00pabaThiBaeMoOil KOHCTPYK-
TUBHO CJIOKHON MOBEPXHOCTHIO PE3KO YXYIILIAET
MCKOMBIE T0Ka3aTelid CyMMapHOH MOrpelIHOCTH
Hape3aeMol pe3bObl U JeNlaeT UX HEeNpUeMJIeMbl-
MU JUISl UCIIOJIb30BAHUSI TPAKTUUYECKH BCEX MapoK
KOMITO3HUTOB.

Kak cnenyer u3 ananuza gaHHbIX Tadn. 1, pac-
CesHME Pa3MEpOB HE MPEBBIIIACT OJHOU TPETU CYyM-
MapHOTro J0MycKa HOMUHAJIBHOIO CPEHEro Tuame-
Tpa. OcTaBiieecs 3HaY€HWE CYMMApHOIO JOIYyCKa
10 HOMUHAJIBHOMY CpEIHEMY AUAMETPY pe3bObl B

OBRABOTKA METALLOV %

MOJIHOM Mepe CITOCOOHO KOMIIEHCHPOBATh 00pasyro-
IHecs MOTPEITHOCTH, BBI3BAHHBIE U3HOCOM PEXKY-
IIETO AIIEMEHTa U3 WHCTPYMEHTAILHOTO MaTepHrasa
KOMNO3UT 10, IpUHATOr0 B Ka4eCTBE ATAJIOHHOIO
WHCTPYMEHTAJILHOTO MaTepuaia.

MeTogoM KpyTOTO BOCXOXKIICHHS HAMIEHBI I10-
KazaTelll CKOPOCTH, MOJa4d W TIyOMHBI pe3aHus,
COOTBETCTBYIOIINE PAMOHAIHHBIM 3HAYCHUSM Ha-
CTpOMKHU OXBaTbiBarolel ¢pessl: V = 3,8 m/c; S =
= 0,80 mMm/pe3el B yCIOBUSX, NPU KOTOPHIX ILIO-
maab y4acTka paspbiBa 00padaThiBaEMOM MOBEPX-
HocTH He mpeBbimaet 10 % obmiei omaam pesb-
00BOI1 MOBEPXHOCTH.

B pesynbrare SKCIIEPUMEHTOB M MaTeMaTHye-
CKOM 00pabOTKM OMBITHBIX JaHHBIX MMOJY4YEHbI a-
paMeTpsl TEOMETPHH PEXYIIUX SJIEMEHTOB, COOT-
BETCTBYIOIINE YCIOBHSIM MAaKCHMaJIBHO BO3MOYKHOM
paboToCIOCOOHOCTH Pe3b0000PA3yIOIIETO HHCTPY-
MeHTa (Tad. 2).

[Ipn cpaBHEHHWH TpPEUMYNIECTBA MpeaJia-
raemMoro cmoco6a oOpaOOTKM MO OTHOIIECHHIO
K pe3pOomnudoBaHuio CciaeayeT UMETb B BUIY
MHOTOOTIEPAIIMOHHOCTh HM3TOTOBJICHUS IOBEPX-
HOCTH TpamneneugarbHoro mpopuias — BUHTOBYIO
IIOBEPXHOCTb, YIPOYHEHHYIO T€pMOOOpaboTKOiA,
00pabaThIBalOT Ha pe3b0omIu(OBaAIBHBIX CTaH-
Kax 3a JBe-TPH ONEpalHH, B TOM YHCIIE: YepHO-
Basi, OJYYUCTOBAsl U YUCTOBAs (OKOHUYATENbHAs)
obpaboTka.

Tab6auma 1
Table 1

BimnsiHue HA TOYHOCTH HApe3aeMOoii BHHTOBOM NMOBEPXHOCTH; OTHOIIICHHS AUaMeTPa BepPIIHH Pe3L0B
K ANaMeTpy BaJia, KPYroBoii mojgavye ¥ CKOPOCTH pe3aHus

Influence on the accuracy of the spiral surface; ratio of a cutter tip diameter to a diameter of a shaft,

circular feed and cutting speed

I b N b Paccesnue
OCTOSIHHEIE (DaKTOPEI epeMeHHBIe (PaKTOPHI
P P P Ad AS 0,550,2
1 0,47 30 20 6
d,/d=1,05; S.,
V=13,0wm/c MM/pe3ert 2 0,79 20 30 5
3 1,11 35 30 5
1 1,0 50 20 5
S.= 0,47 MmmM/pe3ertt;
V, m/c 2 3,0 50 20 6
dy/d =1,05;
3 5,0 50 30 6
1 1,1 40 20 8
S.= 0,47 mm/pe3err;
dy/d 2 1,3 30 20 7
V=13,0M/c
3 1,5 30 20 6
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Taonunoa 2
Table 2

PaumonanbHble mapamMeTpbl PEKYyHINX 3JIEMEHTOB

Rational parameters of cutting elements

Mapka Il'eomeTpus pexyIero saeMeHTa Pesxumebl pe3anust .
p PHA oKy P Croiikoctb, T,
WHCTPYMEHTaJIbHOTO Vol S vt/ o
MaTepuana oL, Ipaj Y, Tpan , M/C , MM/pe3elt
Kommosut 10 10 -6 3,80 0,80 29
OxoHuarenbHasi 00pabOTKa MPOU3BOIUTCS OJI- BriBOaBI

HOHUTOYHBIM IITH(OBATBHBIM KPYroM U3 «iab00-
pa» (cBsi3ka kepaMmuyeckas; 3epHuUcTocTsh JI8-JI16;
cteneHb TBepAocTy kpyra CM1-CM2) npu pexu-
Max pesaHus: youHa pesanus ao 0,15 mm; cko-
pocTh pe3aHus 10 35 M/c; Kpyromas mojada 3aro-
ToBKHM 70 0,7 M/MMH; KOJIMYECTBO pabO4YMX XO/I0B
ot 2 1o 4.

OnHO TONBKO NEPEYHCIICHUE OIepaluil CBU-
JIETEIBCTBYET O CYLIECTBEHHBIX (IO CPAaBHEHMIO C
Hape3aHueM) 3aTpaTax BPEMEHHU Ha IOJTOTOBKY U
npoBesieHue onepauuil pespOonunponanus. Kpo-
M€ JOpPOrOoCTOsIIEro o0OpynoBaHMA, a TaKXke 3a-
Tpar Ha npoduiarpoBaHue HUIM(POBAIBLHOIO Kpyra
ClIelyeT UMEThb B BUJY BBICOKYIO BEPOSITHOCTH I10-
SIBJICHUS TIPMIXKOTOB U HAChIIIeHHE 00pabOTaHHOMN
MOBEPXHOCTH Pe3bObl UaCTHIIAMHU MaTepuaia Kpyra
(1rapupoBaHue).

Meton Hape3aHHs TpamneleuiaJbHOW pe3bObl
pe3liaMu U3 KOMIIO3UTOB 3((eKTHBHEE TEXHOIIO-
ruii pe3pOonIM(OBaHNUS U BBIMTPBIBAET KakK IO
MPOU3BOAUTEIBLHOCTH, TaK U MO KauecTBy. Jlo He-
JTaBHETr0 BpEMHEU CBEPXTBEp/Ible JIE3BUIHBIE MaTe-
pHasbl IPAKTHYECKH HE MPUMEHSJIUCh Ha M0a00-
HBIX OIlepalusixX, a HaJllu4he 3JIEeMEHTOB pa3pbiBa
o0pabaThIBaeMOil MOBEPXHOCTH Pe3bObl MPUBOAM-
JI0 K pa3pyLIEHUIO PEXYILEro eMeHTa. Bmecre ¢
TeM Haubosee 3(pPekTUBHBIE U3 HUX (KOMIO3UTHI)
o0JIaaloT psAIOM NPEUMYILECTB nepes maudoBa-
HUEM, 4TO JENAaeT UX MPUBJIEKATEIbHBIMU C TOUKH
3peHusi MPOU3BOAMTEIBLHOCTH M KayecTBa oOpa-
OOTKH.

IIpenyioxkeHHbIH croco0 yNpaBiaeHHs MOJIOXKe-
HUEM PEXYILEro 3JIEeMEHTa B COYETAHHUU C IIUKIIO-
uAaIbHON (hOpMOI IiepeiHel MOBEPXHOCTH HHCTPY-
MEHTa MO3BOJISIET CO3JaTh HE TOJBKO Oe3ynapHble
yCIIOBUS PabOThl MHCTPYMEHTAJIbHOMY MaTepHaly
KOMIIO3MT, HO U TEM CaMbIM 3HAaUUTEJIbHO pacIlu-
PUTH 00J1aCTh €ro MPUMEHEHHs MPH MPEPHIBUCTOM
pe3aHMH.
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1. PazpaGoTanHblii ctoco0 HACTPOWKH OXBATHI-
Baromiel gpesbl Ha Oe3yJapHOe pe3aHue TMO3BOJINI
CYIIIECTBEHHO MOBBICUTH Pa0OTOCTIOCOOHOCTh Pe3b-
0000pa3yromIero MHCTPyMEHTA.

2. IlpennoxeHsl yclioBUsl NMpHUAAHUS NEeperHen
MOBEPXHOCTH PEXKYIIETo dJIeMeHTa (HOPMBI, CIIO-
coOHOM 0e3 pa3pyllieHusi NMPUHUMATH JTUHAMHUYE-
CKHE Harpy3KH MPEPHIBUCTOTO PE3aHUS.

3. IlpoBeneHo o6ocHoBaHuE YPPEKTHBHOIN Map-
KM MHCTPYMEHTAJBHOTO Marepuaja i YCIOBHi
MIPEPBIBUCTOTO PE3aHUSL.
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Keywords: of the thread, located on its surface. Methods: experimental studies are carried out on a lathe, with the installation
Spiral surface on its support of a special device for threading, equipped with a replaceable internally cutting mill, having a set
Interrupted element of thread cutters, the cutting part of which is made of a composite material. The quality of the machined thread
Cutter surface and the accuracy of the execution are controlled by optical method using standard and special measuring
Shock instruments. Results and discussion: the rational values of the geometry of the cutting element and the cutting data
Cutter power of the trapezoidal thread by the internally cutting mill equipped with a set of composite cutting elements tuned for
Machining method cutting into the workpiece with interrupted elements so that the meeting and thread formation occurred as a region of

the front surface of the cutting element as far as possible from the cutting edges are presented. The use of the tuning
method, protected by the Russian Federation patent, made it possible to increase the efficiency of the internally
cutting mill and to extend the range of application of the composite tool material with interrupted cutting.

For citation: Kudryashov E.A., Kameneva T.E. Increase of efficiency of the internally cutting mill with composite cutters when cutting
trapezoidal thread with interrupted elements. Obrabotka metallov (tekhnologiyva, oborudovanie, instrumenty) = Metal Working and Material
Science, 2018, vol. 20, no. 1, pp. 33—43. doi: 10.17212/1994-6309-2018-20.1-33-43. (In Russian).

References

1. Kudryashov E.A., Smirnov .M. Skorostnoe frezerovanie rez’by vrashchayushchimisya reztsami [High-speed
milling of the thread by rotating cutters]. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal
Working and Material Science, 2013, no. 1 (58), pp. 4-8.

2. Kudryashov E.A., Smirnov .M. Effektivnaya rabota instrumenta iz kompozita pri skorostnom frezerovanii
rez’by [Efficient tool of composite at high-speed thread milling]. Obrabotka metallov (tekhnologiya, oborudovanie,
instrumenty) = Metal Working and Material Science, 2013, no. 2 (59), pp. 25-32.

3. Song S., Zuo D. Modelling and simulation of whirling process based on equivalent cutting volume. Simulation
Modelling Practice and Theory, 2014, vol. 42, pp. 98—106. doi: 10.1016/j.simpat.2013.12.011.

4. Stahl J.E. Metal cutting — theories and models. Lund, Sweden, Lund University Press, 2012. 580 p.

5. Vos P. de. Applied metal cutting physics — best practice. Fagersta, SECO Tools AB, 2016. 163 p.

6. Altintas Y. Manufacturing automation: metal cutting mechanics, machine tool vibrations, and CNC design.
New York, Cambrdige University Press, 2012. 366 p.

* Corresponding author

Kudryashov Evgenii A., D.Sc. (Engineering), Professor
Scientific Research Engineering Institute,

6 Shosse Entuziastov,

143912, Balashikha, Moscow Region, Russian Federation
Tel.: 8 (915) 339-99-29, e-mail: kea-swsu@mail.ru

42 Vol. 20 No. 12018



EQUIPMENT. INSTRUMENTS OBRABOTKA METALLOV %

7. Kudryashov E.A., Altukhov A.Yu., Lunin D.Yu., Fomichev E.N. Tekhnologicheskie preimushchestva
instrumental’'nogo materiala kompozit pri obrabotke konstruktivno slozhnykh poverkhnostei detalei [Technological
advantages of the CBN tool when machining structurally complex parts surfaces]. Izvestiya Volgogradskogo
gosudarstvennogo tekhnicheskogo universiteta = Izvestia of Volgograd State Technical University, 2010, no. 12 (72),
pp. 15-20.

8. Pavlov E.V., Smirnov .M. O vozmozhnosti primeneniya reztsov iz kompozita pri obrabotke poverkhnostei
detalei, obrazovannykh sochetaniem konstruk-tsionnykh materialov [ Applicability of composite cutters for mashining
surfaces formed by a combination of structural materials]. Izvestiya Yugo-Zapadnogo gosudarstvennogo universiteta.
Seriya Tekhnika i tekhnologii = Proceedings of the South-West State University. Technics and Technologies, 2017,
no. 2 (71), pp. 91-98.

9.Ni S.Y,, Li Y., Deng S.X. Study on machining mechanism of internal whirling process for precise external
thread and its tool profile design. Journal of Mechanical Engineering, 2012, vol. 48, no. 7, pp. 193—-198. doi: 10.3901/
JME.2012.07.193.

10. Zhu H.Y., Li Y. Study on macro-morphology of hard whirling chips with PCBN tools. Manufacturing
Technology & Machine Tool, 2011, vol. 9, pp. 101-104.

11. Zhu H.Y., Li Y. Study on macro-morphology of hard whirling chips with PCBN cutting tools coated
with chromium aluminum nitride. Modular Machine Tool & Automatic Manufacturing Technique, 2011, vol. 11,
pp. 99-101.

12. Solodkov V.A., Tibirkova M.A. Vliyanie uslovii vykhoda na rabotospo-sobnost’ tverdosplavnogo instrumenta
pri preryvistom rezanii [Effect of output conditions on the performance of a carbide tool with intermittent cutting].
Izvestiya Volgogradskogo gosudarstvennogo tekhnicheskogo universiteta = Izvestia of Volgograd State Technical
University, 2010, no. 12 (72), pp. 62—65.

13. Wang Y., Li L., Zhou C., Guo Q., Zhang C., Feng H. The dynamic modeling and vibration analysis of the
large-scale thread whirling system under high-speed hard cutting. Machining Science and Technology, 2014, vol. 18,
iss. 4, pp. 522-546. doi: 10.1080/10910344. 2014.955366.

14. Yang Y., Li J.F. Study on mechanism of chip formation during high-speed milling of alloy cast iron. The
International Journal of Advanced Manufacturing Technology, 2010, vol. 46, pp. 43-50. doi: 10.1007/s00170-009-
2064-1.

15. Mohan L.V., Shunmugam M.S. Simulation of whirling process and tool profiling for machining of worms.
Journal of Materials Processing Technology, 2007, vol. 185, pp. 191-197. doi: 10.1016/j.jmatprotec.2006.03.115.

16. Petrenko V.N., Gvozdetskii A.P., Kolesnikov S.I. Sposob obrabotki preryvistykh poverkhnostei rezaniem
[Method for processing discontinuous surfaces by cutting]. Inventor’s Certificate SU, no. 1641509, 1991.

17. Kudryashov E.A., Kameneva T.E. Sposob obrabotki vintovykh poverkhnostei rezaniem s udarom [Method of
machining screw surfaces by cutting with impact]. Patent RF, no. 2633815, 2017.

18. Kudryashov E.A., Ivanov V.., Loktiononva O.G., Uchaev P.N. Preimushchestva vysokoeffektivnoi
lezviinoi tekhnologii obrabotki detalei instrumentov iz kompozita [Advantages of high-efficiency blade technology
for machining with CBN tools]. Izvestiva Yugo-Zapadnogo gosudarstvennogo universiteta. Seriya Tekhnika i
tekhnologii = Proceedings of the South-West State University. Technics and Technologies, 2011, no. 5-1 (38),
pp. 103-106.

19. Yulin W., Tao L., Guo Q., Feng H. Study on the forming process of thread raceway surface under the hard
whirling. Proceedings of the 8th International Conference on Computer Science & Education (ICCSE 2013), 26-28
April 2013, Colombo, Sri Lanka, pp. 627-632. doi: 10.1109/ ICCSE.2013.6553985.

20. Yatsun E.I., Shvets S.V., Remnev A.I., Pavlov E.V. Resursosberegayushchie sistemy rezaniya s instrumentom
iz kompozitnykh materialov [Resource-saving cutting systems with CBN tools]. STIN = Russian Engineering
Research, 2013, no. 7, pp. 29-35. (In Russian).

Conflicts of Interest
The authors declare no conflict of interest.

© 2018 The Authors. Published by Novosibirsk State Technical University. This is an open access article under the CC BY
license (http://creativecommons.org/licenses/by/4.0/).

Vol. 20 No. 12018 43



