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AHHOTANMUA

Beenenne. OJHMM N3 BaXKHEHIINMX KPUTEPHUEB OLEHKH 3()(PEKTHBHOCTH BBIOpAHHON cTparernu oOpaboT-
KU 3arOTOBOK SIBJISIETCS MHTEHCHUBHOCTH W3HAIIMBAHUS MHCTpyMeHTa. CHI)KCHHE MHTCHCUBHOCTH W3HAIIMBAHUS
HPHUBOJNT K YMEHBLICHHIO U3JEP)KEK MPOM3BOJICTBA, CBA3AHHBIX C 3aTpaTaMu Ha oOpadaThIBaIONIMil HHCTPYMEHT,
U K TIOBBIIIIEHUIO IPOM3BOJNTENBHOCTH B 1iesioM. Lleh 1anHoif padoThl: CHUKEHNE HHTEHCUBHOCTH M3HAIIMBAHUS
MHCTPYMEHTA IIpU 00paboTKe 3aroTOBKH M3 CILIABa C MaMsAThI0 (popmbl HUKeanaa tutaHa TH-1. Meroabl. B pamkax
UCCIIE/IOBAaHUH BBITIOJHSJICS TTOJHBII TPeX()aKTOPHBIN SKCIIEPUMEHT 110 TOKapHOH 00paboTKe 3aroTOBKH U3 yKa3aH-
HOTO CIUIaBa C LEJIbIO ONPE/IENICHHs] HHTEHCUBHOCTH M3HAIIMBAHUS PEXYIICH IIaCTHHBI IPH MIUPOKUX AUAIA30HAX
BAapbHPOBAHMS TTAPAMETPOB PEXKHMa pe3aHus. IIpH HCIBITAaHUAX y TOTy4aeMON CTPYXKH M3MEPSIINCh T€OMETPH-
YECKHE NapamMeTpsl TONIINHA M mUpHHA. [TyTeM mocrpoenus rpadukoB 3aBUCMMOCTEI OT MapaMeTpOB CTPYKKH,
anmpoKCUMAIMH TIOJyYEHHBIX 3aBHCHMOCTEHl M OLIEHKH BEJIMYHHBI JIOCTOBEPHOCTH aIIPOKCHMAINN KaXIOH M3
HUX OIIPE/IEIIANCS MapaMeTp Ul pa3paboTKH METOAUKN MPOTHO3MPOBAHKS HHTEHCUBHOCTH M3HANIMBaHus. Pe3yin-
TaTbl M 00cyxkaeHne. B pabore 10Kka3aHO, YTO JUIS IPOTHO3MPOBAHNUS BEIMYMHBI MHTEHCHBHOCTH M3HAIIMBAHUS
pexymieil IIacTHHBI IPH TOYCHHH 3arOTOBKM M3 HuKenuaa thtaHa TH-1 menecooOpa3HO HCIONB30BAaTh 3aBHUCH-
MOCTb OT TOJIIIMHBI IIOTy4aeMO CTPY)KKH. YCTaHOBJICHHAsi MATEMaTH4ECKask 3aBUCUMOCTh OIMCBIBACTCS CHCTEMOH
YPaBHEHHIA, MO3BOJIAIOIIEH ONPEIEINTh HHTEHCUBHOCTD M3HAIIMBAHUS PEXYIIEH IIIACTUHBI M IOTPEIIHOCTh 3TO0-
ro pacyeTa. BeposTHOCTh TOYHOTO MONAJaHKs PEANbHOTO 3HAYECHUs] MHTEHCHBHOCTH W3HAIIMBAHHS HHCTPYMEHTa
B IIPEICTaBJICHHYIO 00JacTh COCTaBIsIeT He MeHee 87,5 % NpH JOBEPUTENLHON BepoITHOCTH 95 %, 4TO TOBOPUT
0 JIOCTAaTOYHOM JUIst PaKTUKK TouHOCTU. CyTh pa3paboTaHHOM B paMKax JJAHHOTO MCCIIE0BAHHS METOUKH POTHO-
3UPOBAHUs BEJMYMHbBI M3HAIIMBAHUS PEXYIIEH IIACTUHBI 3aKIIIOYAeTCs B BBINOIHEHHH IIPOOHOTO IpOXoja pesna
C LEJTBI0 MOJYYEHUs CTPYKKH, MO TOJIINHE KOTOPOi HEOOXOAMMO PACCUMTATh BEIMYMHY MHTEHCHBHOCTH HM3Ha-
IIMBAaHMS U Hanboliee BEPOATHON aOCOIIOTHOMN MOTPENIHOCTH 110 YCTAHOBJICHHBIM 3aBUCHUMOCTAM. B pabote Takxke
ONpEJIEICHO, YTO 3aBUCUMOCTh MHTEHCUBHOCTH M3HAIIMBAHUSA MMEET TOYKY MUHUMYMa. DTO 0OCTOSTENBCTBO IMO-
3BOJIMJIO YCTAaHOBHUTH 3HAYCHHE MUHUMAJIbHOM BO3MOXXHON MHTEHCUBHOCTH M3HALIMBaHHA NpH 00paboTke cruiaBa
TH-1, a Takxe norpermHocTs pacyera d, . = (0,432 +0,096)-1 07 MM . ONTUMAJILHOE 3HAYCHHE TONLHHEL CTPY>KKH
a=0,34 mm. HanGosee G1M3KHM U3 HCTIBITAHHBIX PEXKHMOB, 00€CTIEUHBAIOIIMX COIIOCTABUMYIO HHTEHCHBHOCTb H3Ha-
IIMBaHUs pexyliell miacTuHbl, paBHyo 0,475-1 07 Mm%, sBsieTcs CJIEIYIOLINH: CKOPOCTh Pe3aHust 5 M/MHH, ofa4a
0,2 MM/06, TiyouHa pesanus 0,3 mm. IIpu 3ToM TonuHA CTPYXKKH cocTaBmia 0,4 MM.

Jns uutupoBanus: [IporHoznpoBaHne HHTCHCHBHOCTH W3HALIMBAHN HHCTPYMEHTa npu 00paboTke Hukenuaa tTurana TH-1/ A.I. Kucens,
H.M. bo6posckuii, [I.b. [Tonames, [1.B. Llenukos, P.Y. Kamenos // O6paboTka MeTamioB (TEXHOJOTHs, 00OPYIOBaHHE, HHCTPYMEHTHI). —
2025. - T. 27, Ne 4. — C. 194-205. — DOI: 10.17212/1994-6309-2025-27.4-194-205.
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BBeaenue

VHTEeHCMBHOCTh HW3HAIIMBAHUS HHCTPYMEHTA
MIPU M3TOTOBJICHUU JIETaJel B MAlIMHOCTPOUTEIb-
HOM TIPOW3BOJICTBE SBISIETCS BAXXKHBIM KPUTEPHEM
OLIEHKN A(PQPEKTUBHOCTH BBHIOPAHHON CTpaTEerHH
00paboTku. Masiasi HHTCHCUBHOCTh W3HAIIMBAHUS
TOBOPUT O TOM, YTO TOAOOpaHBI palMOHAJIbHBIC



EQUIPMENT. INSTRUMENTS

yCIIOBHS 00pabOTKH ¢ TOYKH 3PESHHSI CPOKA CITYKOBI
uHCTpyMeHTa. CHUKEHHE HHTEHCUBHOCTH W3HAIIHU-
BaHUS MPUBOJIUT K CHUYKEHUIO U3JIEPIKEK MPOU3BOI-
CTBa, CBSI3aHHBIX C 3aTpaTaMu Ha 00padaThIBAIOLIUIT
MHCTPYMEHT, ¥ K IMOBBIIIECHUIO MPOU3BOIUTEIBHO-
ctu B 1ienoMm [1]. IToaToMy Ha mpoU3BOACTBE UHTEH-
CUBHOCTbh M3HAIIMBAaHUS CTPEMSTCS CHUXATb pas-
JUYHBIMH CTIOCOOaMHU:

— IPUMEHEHUEM pallOHaJIbHBIX PEXKUMOB pe3a-
Hus [2-4];

— UCTOJIb30BAaHUEM HHCTPYMEHTOB W3 H3HOCO-
CTOMKHMX MaTepUasioB, C PAllMOHAIBHON TeOMeTpu-
€l U U3HOCOCTOMKUMHU MOKPBITUSIMH [2, 5—8];

— CHIDKEHUEM TEeMIepaTypbl B 30HE pe3aHUA
[9-13];

— (U3UKO-XUMUYECKUM BO3JCHCTBHEM Ha HH-
CTPYMEHT U 3aroTOBKy C ILIENBI0O H3MEHEHHUS HX
CBOMCTB JI0 WJIK BO BpeMsi 00paboTku [ 14—18].

[Tpu 5TOM MHTEHCHUBHOCTb W3HAIIUBAHUS 3aBU-
CUT OT MHOTHX NapaMeTpoB, BCIEACTBHUE YETO OHA
ABIISICTCS. TIEPEMEHHOMN BEIMYMHON JaXKe MPHU MpHU-
MEHEHUHM TOCTOSHHBIX ycnoBuil oOpaboTtku. He-
CMOTpSl Ha TO YTO €€ CJIOKHO MpejcKa3aTh, B JIaH-
HOM HaIlpaBJICHUU MPOBOASTCA HccienoBanus [19].
B uvactHOCTH, MPOTHO3UPOBATH HHTEHCUBHOCTD H3-
HAIIMBAHUSA MHCTPYMEHTOB (WJIU MIEPUOJ] CTOMKOCTH
WHCTPYMEHTA) MOXKHO CJIEIYIOIIMMH CIIOCO0aMu:

— Ha OCHOBE SYMIIUPUYECKHUX 3aBUCUMOCTEMH, BbI-
BEJICHHBIX IO pe3yjbTaTaM MpeABapUTENbHBIX JKC-
MepUMEHTAbHBIX uccaenoBanuii [20-22];

—3a CYeT MPUMEHEHHSI UCKYCCTBEHHOTO MHTEJ-
JIEKTa U MallluHHOTO o0yueHus [23, 24];

— MyTEM 3KCIIEPUMEHTAILHOTO ONpeAeTIeHHs 3a-
BHUCHUMOCTH KOHTPOJIUPYEMBIX (PAKTOPOB M HUHTEH-
CUBHOCTH W3HAIIUBAHUS JIJIs1 KOHKPETHBIX CIIy4aeB
00pabotku [25-27].

Henocrarkom nepBoro crocoba sBAsieTCS] HU3-
Kas TOYHOCTb MO0 NMPUYHUHE HAJTUYUS TaKUX CIydaid-
HBIX (paKTOPOB, KaK COCTaB M CBOMCTBA MaTEpUaJIOB
3arOTOBKM U PEXKYILIEro WHCTPYMEHTA, MOKPBITHS
PEXKYIIET0 HHCTPYMEHTA, CBONCTBA MPUMEHSIEMOT0O
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CTaHOYHOTO 000PYIOBAHUS  CMa30YHO-0XJIaXK a0~
X xuakocteit (COX). HenocTarok Broporo cro-
co0a 3akirodaercs B ero jgoporoBusHe. Hambonee
paloHaIbHBIM, MPUHATHIM B JAHHBIX HCCIIEAO0BA-
HUSIX, ABJISETCS MOCIEAHHM CrIOCco0.

B kauecTBe npumMepa 06padaTbIBa€MOro MaTepu-
ana ObLT BRIOpaH HuKenu A TuTaHa (HutuHon) TH-1
BCJIE/ICTBHE MajioW M3y4YEHHOCTH ero oOpabaThiBa-
€MOCTH ¥ OOJIBIION BaXKHOCTH JIsl TAKOH OTpaciH,
KaK a’3pOKOCMHUYECKask MPOMBIIIIEHHOCTh U IPYTHX,
rae TpeOyroTes CIutaBbl ¢ 3G deKToM maMsaTa Ghop-
MBI, KOTOpBIM 00aaeT AaHHbIi ciaB. [IpuHsITHIM
BHJIOM 00paboTKH sBIsIOCh ToueHue 6e3 COX
(mms ycTpaHeHus BIUSHUA 1aHHOTO (haKkTopa, a TaK-
e B CBSI3U C UMEIOLIEHCs MPaKTUKON 00paboTKU Ha
MIPOMBIIICHHBIX MPEIMPUITHSIX).

VYuuThIBas BhIIECKAa3aHHOE, OblLIa MOCTaBlIEHA
uenb UcCcie006aHull: CHUXEHUE WHTEHCUBHOCTH
W3HALIMBAaHUS MHCTPYMEHTa MpH 00pabOTKe HUKe-
muaa turtada TH-1. [Ias gocTrKeHHs TOCTaBJICH-
HOM 11e7 OBLJI0O HEOOXOIUMO PEUIUTh CIEAYIOLINE
3a0avu:

— IPOBECTU JKCIIEPUMEHTANIbHBIE HCCIIEI0Ba-
HUSI WHTEHCUBHOCTH M3HAIIMBAaHUS WHCTPyMEHTa
MIPU pa3INYHbIX PeKUMax 00pabOTKY;

— BbIOpaTh MmapameTp Uid aHaju3a Xapakrepa
npouecca 00paboTKU U OMpEeNICHUs] €ro B3auMocC-
BA3M C MHTEHCHBHOCTHIO HW3HAIIUBaHUS HHCTPY-
MEHTAa;

— YCTaHOBUTH 3aBUCUMOCTb MHTEHCUBHOCTH U3Ha-
IIMBaHMS UHCTPYMEHTA OT BHIOPAHHOTO MTapameTpa;

— pa3paboTaTh METOIMKY MPOTHO3UPOBAHUS UH-
TEHCUBHOCTH M3HAIIMBAHUS MHCTPYMEHTA U PEKO-
MEHJAIMH 110 BEIOOPY PallMOHAIBHOTO peKruMa 00-
paboTKH.

MeToauka uccJaeI0BaHui

XUMHYECKHM COCTAB U CBOMCTBA IPUHATOIO IS
WCCIIEIOBaHMI MaTepuana MpeaCcTaBIeHbI B Ta0l. 1
U 2 cootBeTcTBeHHO [28-30].

Tab6nauma 1
Table 1

Xumuueckuii cocras cruiaBa TH-1, cranaaprusupoBannblii TY 1-809-394-84 (macc. %)
Chemical composition of the TN-1 alloy, under TU 1-809-394-84 (% by weight)

Ni Ti Hpumecu (ue bonee) CymMma apyrux mpumMecen
C Co | Fe Si N 0] H (ne Oonee)
53,5...56,5 | Ocu. | 0,1 | 0,2 | 0,3 | 0,15 | 0,05 | 0,2 | 0,013 0,3
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Taonuma 2
Table 2
Mexanuveckue cBoiicTBa cijiapa TH-1
Mechanical properties of the TN-1 alloy
p.xrm’ | o, MIla | 6,,,MIla | 8,% | E,TTla | HV T,°C | g, /(xh} © | I m(cér- K)
6450...6500 588 294 >10 33 331+£42 | 1250...1310 | 8,6...18 456

[TpumepoM u3mEINS A3POKOCMUYECKOW TEXHHU-
KM, B KOTOpoM mpumensercsa cruiaB TH-1, moxet
CIIY’)XKHTh KJIalaH OJHOKPATHOTO IEHCTBHS, Mpe.-
craBieHHbl Ha puc. 1 [31]. [lpuHuun nencTBUA
KJIallaHa COCTOUT B BOCCTAHOBIIEHUHU (DOPMBI TIpeI-
BapUTEIBHO J1e(OPMUPOBAHHOTO (CIKATOTO) TOJIKA-
TeJs 5 TIPU €ro HarpeBe, B pe3yibTaTe Yero XBOCTo-
BUK § pa3pblBaeTCsi B MECTE MPOTOYKU, U pabouee
Temo (Ta3 WIK KUAKOCTh) IPOXOIUT Yepe3 00pa3o-
BaBIIUIICS 3230p B HANIPABJICHUU HITyLIEepa 4.

I[To puc. 1 BUgHO, YTO TONKATENH 5 TPEACTABIIA-
10T co00i1 Tena BpameHus. CienoBarenbHO, IPU UX
M3TOTOBIICHUH MPUMEHSETCS TOKapHasi 00paboTKa.

OrneHKka MHTEHCUBHOCTH H3HAIIMBAHUS MPOBO-
JTWINCHh Ha HACTOJILHOM TOKApHOM CTaHKE MOJAETHU
YTC6 ¢ xomnbrotepHoit cuctemor UYIIY. Tokap-
Has oOpaboTka ObuTa BeIOpaHa Kak Hamboliee pac-
MpOCTpaHeHHas] MPU W3TOTOBICHUHM U3ICIUNA U3
criaBa TH-1. B kauecTBe pexyllero MHCTpyMeHTa
MPUMEHSIICS pe3el] ¢ TBEPAOCIIIaBHBIMU CMEHHBI-
Mu pexymumu minactuHamu CCMTO09T308-EM
¢ MHOTOCJIOWHBIM PVD-nokpeITieM 00111e# TOMImIHN-
HO#t 4 MkM Ha ocHOBe AITIN (amOMOHUTPHU TUTA-
Ha) (mpousBoacTBo kommnanuu ZCC Cutting Tools,
Kuraii). Matepuan ucnoiab3yeMbIX TUIACTUH — Yib-
TpaMeIKO3epHUCThIN TBepabli cmiaB Y BG205, co-
CTOSIINN U3 K0OabTa, KapOuI0B BOJIb(paMa 1 Kap-

Puc. 1. Knanan oqHOKpaTHOTO JEHCTBUA

Fig. I. Single-acting valve
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O6unoB TuTaHa. [IporeHTHOE Cofep)KaHUe KaXKJI0TO
KOMITOHEHTA SIBJIICTCS KOMMEPYECKOM TaiiHOU (hup-
MBbI-Ipou3BoAUTENS. JlaHHBIE peXyLIue MIACTUHBI
npeaHa3HaueHbl st 00pabOTKHU CIEAYIOMIUX TPy
MaTtepuasioB ¢ TBepaocThio 10 55 HRC: yrneponu-
CTBIX U JIECTUPOBAHHBIX CTaJIeH, KOPPO3UOHHO-CTOM-
KMX CTajei, THTAHOBBIX U KapOIPOUYHBIX CIIJIaBOB.

l'eomerpuueckue mapamerpsl pe3ua: y = 0°,
a=7°%¢=90°¢=280°r=0,4 mm. Jluamerp 3a-
rotoBku 10 mmM.

PexxuMpbl pe3anus pu UCTIBITAHUSIX OBLITN TI0J10-
OpaHbBl B COOTBETCTBUHU C NMPUMEHSIEMBIMU Ha TIPO-
U3BOJICTBE IMPHU YHUCTOBOW U MONY4YUCTOBOW 0Opa-
0OTKe, a UMEHHO:

— CKOpOCTb pe3anust — oT 5 10 30 M/MuH;

—nogaya — ot 0,03 1o 0,2 MM/00;

— rirybuna pe3anus — ot 0,1 10 0,3 Mm.

Cnenyer OTMETUTB, YTO NOCKOJBKY B 3aJauu
MCCIICIOBAHUS HE BXOAWJIO OINpEAeIeHuEe B3auMOC-
BSI3U IMAapaMETPOB pPEXUMa pe3aHus U UHTCHCHB-
HOCTHM M3HAIIMBAHUS PEXKYIIEH MIACTUHBI, TO IS
COKpAIICHHUS YUCJIa OMBITOB OBLIO MPHUHATO peIlie-
HUE OrPAHUYUTHCS TOJBKO KPAaMHMMH YpPOBHIMHU
BapbupoBaHus GakTopoB. [Ipu 3TOM pa3nudHbIe CO-
YeTaHUs BBIOPAHHBIX (aKTOpOB obecreuaT pasHbIe
YCIIOBHSI pe3aHusi, a 3HAUYUT, U Pa3HbIC BEIMYHUHBI
napamMmeTpa, XapakTepu3yIoLlero mpouecc oopadoT-

KA. DTO TIO3BOJIUT IMOCTPOHTH Trpaduk
3aBUCHMOCTH HMHTCHCHBHOCTH H3HAIIIH-
BaHUSl MHCTPYMEHTa OT BHIOpaHHOTO Ma-

pamerTpa.
Takum oOpa3oM, TPOBOIMICS TOJ-
HBIW  Tpex(aKTOpHBII  AKCIEPHUMEHT.

B mponecce wucnbITaHuii KOHTPOJIHPY-
€MBIM TapaMeTpOM SIBIISUICSI U3HOC pe-
KYIIEH MIaCTUHBI MO 3a/IHEH MOBEPXHO-
CTH, U3MEPEHUE KOTOPOTO BHITIOIHSIOCH
C TIOMOIIIbIO TAPUPOBAHHOTO HU(PPOBOTO
mukpockona. [IpenenbHbIM 3HauYeHUEM
u3HOca ObUTa npuHATa BenuuuHa 0,3 MM,
TaKk KaKk OHa COOTBETCTBYET CpPEIHEMY
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3HAYEHUIO KPUTEPUS U3HOCA IIPU YHUCTOBOU U MOIY-
4yUCTOBOI 00paboTke. [lockonbKy BennyrHa MPUHS-
TOTO MPENEIbHOr0 3HAYEHUSI U3HOCA CYIIECTBEHHO
MPEBBIIIAET TOIIIHUHY MOKPBITUS PEKYILEH T1acTu-
HBI, TO OLIEHKAa CTOMKOCTH MPOBOAMIIACH JIJISi BCETO
MHCTPYMEHTA B 1IeJIOM, 0€3 y4eTa CTEHIeHH BIUSHUS
NOKpPBITUS. B panpHeiieM Mo MOMyYeHHBIM pe-
3yJbTaTaM OMpPEIENsIaCh UHTEHCUBHOCTh M3HAIIU-
BaHMSA O, PEXKYIIEH IUIACTUHBI 110 00bEMY yJaleH-
HOTO C 3aTrOTOBKH MaTepuana:

1 (1)
v
e h, — U3HOC MHCTPYMEHTA 10 3aJHEH MOBEPX-
HOCTH, MM; V, — 00beM y/aJeHHOIrO Marepuana
3aroTOBKH, MM?>.

OpnHako MpoBeEHUE CTOMKOCTHBIX MCIBITAHUN
SBJSIETCA JIOCTaTOYHO TPYIOEMKHM M pecypco3a-
TPaTHBIM, MO3TOMY 1I€J1€COO00Pa3HO BBHIBECTH Ma-
TEMAaTUYECKYI0 3aBUCUMOCTb, KOTOpas IO3BOJIUT
IPOTHO3UPOBATh HHTEHCUBHOCTh U3HAIIMBAHUS O
napameTpy, JIETKO KOHTPOJIUPYEMOMY ITpHU 00padboT-
K€ U He TpeOyIoIeMy Ui ero u3MepeHust Joporo-
CTOSIILIET0 000PYI0BaHMUS.

OnHuM u3 (akTOpoOB, XapaKTEPU3YIOUUX MPO-
[IECC PE3aHMs, MOXKET CIIY>KUTh M0JTyyaemas CTpyxK-
ka. Ee ocHOBHBIE apamMeTphl — TOJIIMHA WU IIH-
pHHA — B JIaHHOW paboTe M3MEPSUTUCH C TOMOUIBIO
TapUPOBAHHOTO LU(POBOTO MUKPOCKOIIA.

IIpn npoBeneHuM HCCIEIOBAaHUN YCTAHABIIM-
BAJICA OIUH M3 NPUHATHIX PEKUMOB OOpPAOOTKH.
[Tocne BbIMOMHEHMST PabOYEro XoAa WHCTPYMEHTa
pexyias IIacTUHa CHUMAlach C pe3lia U MpPOBO-
JIIIOCh U3MEPEHUE BETMYMHBI €€ U3HOCA 10 3a/1HeH
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MTOBEPXHOCTH. Y TOJYYCHHOHN MPHU 3TOM CTPYKKH
M3MepsUIach TOJIIMHA U ITUPHHA. YCTaHOBIICHHBIC
BEJIUYHMHBI 3aHOCHJIMNCh B TaOJHIlY, MOCIE Yero
IJJaCTHHA YCTAaHABJIMBAJIACh OOPAaTHO Ha JIepKaB-
Ky M BBINOJIHSJICS CJICIYIOMUA mpoxoj. Mcmbita-
HUS TIPOJOJIKAIKUCH JI0 JIOCTHIKECHUS MPEICIbHOIO
M3HOCA, 3aTEM YCTAHABIMBAJICS JIPYTOH PEKHUM pe-
3aHMSL.

JIJIs TIOBBIIICHUS JIOCTOBEPHOCTH PE3YJIbTaTOB
HCCIIEIOBAHMI KaKIbIi OIBIT BBINOJIHSIICS 110 IISTh
pas, MocJjie 4Yero pacCUUTHIBAIUCH CPEHHUE aprudMe-
THYECKHE 3HAYEHHUST MHTEHCUBHOCTH M3HAIIMBAHUS
Y TIapaMeTPOB CTPYKKH, KOTOPBIC 3aHOCHIIUCH B Ta-
ouity.

Pe3ynbrarsl M NX 00CyK1eHHE

[TomyueHHbIE TIPH WCTIBITAHUAX 3HAYCHUS WH-
TEHCUBHOCTH M3HAIIMBAHMS IJIACTUHBI ¥ 3HAYCHUS
TOJIIMHBI d, MM, U IIHPHHBI b, MM, CTPYXXKH MPHU-
BeJIeHEI B Ta0II. 3.

Ha ocHOBe mpencTaBICHHBIX JaHHBIX OBLIH
NOCTpoeHbl rpaduku 3aBucuMocTeidl 8, = fla)
u 8, = f(b), npuBENEHHBIE HA PHC. 2.

OreHka JaHHBIX 3aBUCHUMOCTEH C TOMOIIBIO
cpenctB MS Excel mo3Bonmia ycTaHOBUTB BETHYH-
HBI JIOCTOBEPHOCTH aIlllIPOKCHMAIINU, KOTOpasi CO-
CTaBMIIA:

—0,8653 s rpaduka 8, = fla);

—0,4943 s rpaduka 8, = f(D).

Takum 00pa3om, AJsl MPOTHO3HPOBAHMS BEIH-
YHHBI UHTEHCUBHOCTHU M3HAIIMBAHMUS IIeJIeco00pas-
HO HCIIOJIB30BaTh TEPBYIO 3aBUCHMOCTL d, = fla),
TaK Kak OHa oOecrie4nBaeT OOJIBIIYI0 TOYHOCTh pac-

Taoauma 3
Table 3
Pe3yabTarhl HCIBITAHUT
Test results

Ne omneiTa V, M/MuH S, MM/00 t, MM S, 107 MM > a, MM b, MM
1 5 0,03 0,1 0,594 0,260 0,685
2 30 0,03 0,1 3,271 0,092 0,541
3 5 0,2 0,1 1,435 0,167 0,514
4 30 0,2 0,1 3,723 0,129 0,455
5 5 0,03 0,3 1,45 0,471 0,892
6 30 0,03 0,3 3,444 0,111 0,628
7 5 0,2 0,3 0,475 0,400 0,863
8 30 0,2 0,3 1,377 0,237 0,879
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o

Puc. 2. Tpaduxu 3aBucumocreii 6, = fla) (a) u 8, = f(b) (6)
Fig. 2. Dependence graphs 6, = fla) (a) and 6, = f(b) ()

YETOB. YCTAHOBJICHHAs! 3aBUCUMOCTb OIUCBHIBACTCS
CIIEAYIOUIEH IMIUPUUECKON POPMYIION:

d,=54,0785a* - 36,8231a + 6,7004. (2)

J71s1 OLIEHKW BETMYMHBI MIOTPEITHOCTH PAaCcCUueTOB
B (opmyny (2) ObLIM TOACTABICHBI W3MEPECHHBIC
paHee TOJIIMHBI CTPYXKKH, MOCYATaHA WHTEHCHB-
HOCTb W3HAIIMBAHUS U OMPEEICHA OTHOCUTEIbHAS
MOTPENTHOCTH € MO CPABHEHHUIO C IKCIIEPUMEHTAITb-
HBIMU JaHHBIMH. [loTydeHHbIC TaHHBIC TPUBEICHBI
B Tao. 4.

OrneHKa pe3yabTaToB pacyeTa MOKa3bIBACT, YTO
omnpeeJicHue KOHKPETHOM BETWYMHBI WHTCHCHUB-

HOCTH U3HAIIMBAHUSI 10 BHIBEIEHHON 3aBUCUMOCTH
JTAET BBICOKYIO MTOTPEIIHOCTD — 0T 4,42 110 43,49 %.
3TO 00BACHAETCS OTHOCUTEIBHO MAJIBIMHM BEIHYH-
HaMH M3MEpSEMBbIX pa3MepOB CTPYXKKH, MaJbIMU
3HAUEHUSIMM WHTEHCHBHOCTH W3HAIIMBAaHUS U He-
OZTHOPOJIHOCTBIO MaTepHaioB MHCTPYMEHTA U 3aro-
TOBKH, YTO BIMsET Ha UX cBoiicTBa. [losTomy Lie-
71€co00pa3HO yCTAaHOBUTH HE TOJBKO 3aBUCHUMOCTb
WHTCHCUBHOCTH M3HALIMBAHUSA, HO ¥ MOTPEIIHOCTb
ee pacueTa Mo BbIBeJeHHOH 3aBucUMocTH. C 3TOi
LEJIBbI0 OBUTH OTIpe/iesieHbl a0COIIOTHBIE TOTPELIHO-
¢t AS, B3ATBIE TI0 MOAYJIIO, U OCTPOEH rpaduk
3aBUCUMOCTU OT BEJIMYUHBI TOJIIMHBI CTPYXKKH.

Tabnxuma 4
Table 4
Pe3ynbTaThl pacueToB MHTEHCHBHOCTH H3HAIIUBAHUSA
The results of calculations of the wear intensity
Ne omneiTa a, MM d,(3kcm), 107 M d,(pacu), 107 mm > €, %
1 0,260 0,594 0,782 31,67
2 0,092 3,271 3,784 15,68
3 0,167 1,435 2,059 43,49
4 0,129 3,723 2,862 -23,14
5 0,471 1,45 1,354 —-6,65
6 0,111 3,444 3,292 —4,42
7 0,400 0,475 0,621 30,63
8 0,237 1,377 1,016 -26,18
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[TonmyuyeHnHast 3aBUCUMOCTb IIPECTABICHA Ha pHC. 3.
[Ipu 3TOM TOUKH, UMEIOIIHE OOJBIIOE OTKIIOHEHUE
OT MOCTPOCHHOW 3aBUCUMOCTH, OBLIM OTOPOIIECHBI
U HE YYUTHIBAJIUCH B pacyeTe, Kak OUIMOOYHBIE.

OrneHka MOMYYEHHOH 3aBHCHMOCTH IIOKa3aia,
YTO €€ JOCTOBEPHOCTH ANMPOKCUMALIUU COCTABISAET
0,9697. IlpeacraBieHHbli Ha pUC. 3 rpaduK OMKCHI-
BaeTcs hopmynoit

AS,=11,1794"-8,7612a + 1,7833.  (3)

Takum 00pa3om, UTOTOBYIO 3aBUCUMOCTH JUIS
MIPOrHO3UPOBAHMSI MHTEHCUBHOCTU W3HALINBaHUS
WHCTPYMEHTA MpU 00pabOTKEe 3arOTOBKU W3 HUKE-
muna tutada TH-1 MoXHO omucaTh cucTEMOH ciie-
JYIOIINX YPAaBHEHUM:

dy = 54,0785a> — 36,8231a + 6,7004,

(4)
A8y = 11,1794 — 8,7612a + 1,7833.

I'padmyeckn ycTaHOBICHHYIO CHCTEMY ypaBHE-
HUI MOXHO TNPEJCTaBUTh B BHJE KPUBBIX, OTPaHU-
YUBAIONIUX pa30poc 3HAYCHUH MHTEHCHUBHOCTH W3-
HAITMBAHWSI PEXYIIEH ITACTHHBI pe3ia PH TOYCHUH
3arotoBKu u3 HUKenuaa tutana TH-1 (puc. 4).

Ouenka rpaduka (puc. 3) myTeM CpaBHEHUS
C DKCIIEPUMEHTAIBHBIMU pe3yJIbTaTaMi IT0Kasaa,
YTO BEPOSTHOCTH TOYHOTO IOTANAHHS PEaJTbHOTO
3HA4YE€HUS] WHTCHCUBHOCTH HM3HAIIUBAHHUA HHCTPY-
MEHTa B INPEJCTABICHHYIO 00JIACTh COCTABIISIECT HE
meHee 87,5 % mpu OBEpPUTEIHHOW BEPOSATHOCTH
95 %, 4TO TOBOPUT O JOCTATOUYHOM JUIsl PAKTUKHU
TOYHOCTH.

Puc. 3. Tpaduk 3aBucumoctu Ad, = fla)

Fig. 3. Dependency graph Ad,, = fla)

OBRABOTKA METALLOV %

Puc. 4. Pazbpoc 3Ha4eHN HHTEHCUBHOCTH M3HAIIINBA-
HUSI MHCTPYMEHTA [IPY TOYCHUH HUKenuaa Tutana TH-1

Fig. 4. Variation in tool wear intensity during turning
of titanium nickelide 7N-/

Kpome Toro, oueBHIHBIM SBJISIETCS TO, YTO 3a-
BUCHMOCTh MHTEHCHBHOCTU HW3HAIUIUBAHUS UMEET
TOYKY MUHUMYMa. DTO TOBOPUT O BO3MOKHOCTHU Ha-
XOKJICHUS] ONTUMAJIbHOTO 3HAYE€HUS WK UHTEepBaja
ONTHMAaJbHBIX 3HAUEHUN MHTEHCUBHOCTU W3HALIM-
BaHUS MMPU U3BECTHOM MaKCHUMAaJIbHO JOIYyCTHMOM
3HAYECHUU.

st onpenenenrs ONTUMaIbHOTO 3HAYSHUSI MH-
TEHCUBHOCTH W3HAIIIMBAHMS 3aBUCUMOCTH (2) Obl1a
npoauddepeHnmpoBaHa MO BEIUYUHE TOJIIIHHBI
CTPY’KKH @ U TpUpaBHEHA K HYI0. Pemienue ypas-
HEHUS MO3BOJIWJIO YCTAHOBUTH 3HAUE€HUE MUHU-
MaJbHOW MHTEHCHBHOCTH M3HAIMBaHUS JJIsl OIU-
CaHHOTO CIIy4asi, a TAKXe MMOTPEIIHOCTh pacyeTa Mo
BeIpakermio (3): 3, . = (0,432 % 0,096)- 10~ mm .
[Ipu 3TOM onTumansHOe 3HaueHue a = 0,34 mm.

Haubonee ONM3KUM U3 HCHBITAHHBIX PEXHU-
MOB, 00€CTIeYHBAIOIINX COMOCTABUMYIO UHTEHCUB-
HOCTb M3HALIMBAHUS PEXYIIEH MIACTUHBI, PAaBHYIO
O,475-1073 MMiz, SIBJISIETCSI CJIETYIOIIMI: CKOPOCTh
pe3anust 5 m/muH, nogada 0,2 Mm/00, TimyOuHa pe-
3anud 0,3 mm. [Ipu 3TOM TOJIIIMHA CTPYKKH COCTa-
puia 0,4 MmM.

Pe3tomupys, MOXXHO omucarb METOAUKY IpO-
THO3WPOBAHUS WHTEHCUBHOCTH HW3HAIIMBAHUS WH-
CTpyMeHTa npu oOpaboTke HUKenuaa tTutana TH-1
(J1nbGO aHANOTMYHBIX MO CBOMCTBAM CIUIABOB) CJie-
naywomuM oOpa3oM. [IporHo3upoBaHue BETUYHHBI
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W3HANTUBAHUS PEXKYIICH TUTACTHHBI 3aKJTFOYaeTCs
B BBINOJIHEHUH MTPOOHOTO MPOXOAA pe3la C LEeNbo
MOJTyYEHUST CTPYXKKH, MO TONIIUHE KOTOPOH HEoO-
XOJIMMO PACCYUTATh BEIMYUHY UHTCHCHUBHOCTU H3-
HaIIMBaHUS W Hauboliee BEpOSTHOW abCONIOTHOM
MOTPEIIHOCTH TIO TIPE/ICTABICHHBIM BBIIIC 3aBU-
cuMocTsM (4). BeimonHeHne Takux omneparui mo-
3BOJIMT CYIIECTBEHHO COKPATUTH BPEMs UCTIBITAHUI
W 3aTPaThl HA PEXKYIIUH HHCTPYMEHT.

Crnemyer Takke OTMETHTb, YTO BBISBJICHHBIE
3aBHUCHMOCTH MHTEHCUBHOCTH W3HAIIMBAHUS WH-
CTpyMEHTa B YCJOBHUSAX TOuYeHHsS O3 IpHMEHe-
HUS CMAa30YHO-OXJIAXKIAIONINX TEXHOJOTHUECKUX
cpenctB (COTC) koppenupyroT ¢ COBPEMEHHBIMU
TEHACHIIMSIMA PA3BUTHS IKOJOTHYECKH Oe30rmac-
HBIX TEXHOJIOTUH MeXaHW4Yeckoil oOpaborku (dry
machining, MQL). VYcraHoBieHHbIE 3aKOHOMEp-
HOCTH MOTYT OBITh HCIOJB30BAaHBI HE TOJBKO MPHU
BBIOOpE pPALMOHATBHBIX PEKUMOB pPE3aHUs, HO
U 1pu (OPMUPOBAHHH METOJOJIOTMYSCKUX OCHOB
MOJICTTUPOBAHHUS MTPOIECCOB MMOBEPXHOCTHOTO TLIa-
CTHYECKOTO Ne(OPMUPOBAHUS, B YACTHOCTH BBI-
[TAKWBaHUSA. JTO OTKPHIBAET BO3MOXHOCTU WH-
Terpanuu MpeJIOKeHHOTO TOAXOAa C 3aJadyaMu
MIPOTHO3UPOBAHMS CBOWCTB MOBEPXHOCTHOTO CIIOS,
BKJTIOYAsl IIEPOXOBATOCTh U U3HOCOCTOHKOCTb.

OBPABOTKA METAJIJIOB

BriBoabI

[TpoBeneHHbBIE HCCIETOBAHUS TTO3BOIMIIH TOTY-
YHUTh CIICIYIONINE PE3yIbTATHI:

— DKCTIEPUMEHTATbHO YCTAHOBIICHBI 3HAYCHUS
WHTCHCUBHOCTH HM3HAIIMBAHUS PEXKYIIETO UHCTPY-
MEHTa P PA3IUYHBIX PEKUMaX TOUEHUS 3aroTo-
BOK M3 HUKeJuaa tutana TH-1;

— JUTSL aHaliM3a XapakTepa Impoiecca o0paboTku
BbIOpaHa TOJNIIMHA MOy4aeMOl CTPYKKH, TaK Kak
3aBHCHMOCTh OT 3TOTO TapaMerpa 00ecCTeunBacT
OOJBIIYI0 TOYHOCTh PACu€TOB MHTEHCUBHOCTU U3-
HAIIMBAHUS UHCTPYMEHTA;

— YCTaHOBJICHA SMITUPHYECKAs 3aBUCUMOCTH UH-
TEHCUBHOCTH W3HAIIMBaHUS WHCTPYMEHTa OT TOJI-
[IWHBI TIOTY9aeMON CTPYKKH. 3aBUCHMOCTh UMEET
napaboanveckyo GopMy, 4TO TO3BOJIMIO OIpelie-
JUTHh TOYKY MUHUMYMa U 3HA4€HHE MUHUMAIIBHON
BO3MOYKHOW MHTCHCUBHOCTH W3HAITUBAHUS HHCTPY-
MEHTA;

— pa3paboTaHa METOIWKAa TPOTHO3HPOBAHUS
WHTEHCUBHOCTHU H3HAILIMBAHUS MHCTPYMEHTA IPHU
o0paboTtke Hukenuga thurana TH-1 mo TommuHe
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[IOJIy4aeMOM CTPYKKH. PexkomeHIyeMblil pexum
00paboOTKU: CKOPOCTh pe3aHus 5 M/MUH, TOaavya
0,2 MM/00, ry6una pesanus 0,3 M.

Pesynprarel ucciieoBaHus MO3BOJISIFOT AKCTpa-
IIOJIMPOBaTh YCTAHOBJIEHHBIE PEXHUMBl PE3aHUs Ha
JpyTUe BUBI JIE3BUMHON 00paOOTKH HUKETUa TH-
TaHa U €ro aHaJIOTOB C YYETOM OIIPEJIEIEHHbIX J0-
nymenuid. Kpome Toro, Mmopdonorus u napameTpbl
CTPY>KKH SIBJISIFOTCS IMarHOCTUYECKUM IPU3HAKOM,
IIO3BOJIIOIMM OLIEHUTh MEXaHUYECKUE CBOMCTBA
o0OpabareiBaeMOro Marepuajja, TaKHe KaK Ipod-
HOCTbh M IUIACTUYHOCTb. YCTAHOBJIEHHAsl KOppEJs-
LUl CBUJIETENIBCTBYET O IMOTEHLMANE MapaMeTPOB
CTPY>KKH JUIsl IPOIrHO3UPOBAHMS NOBEJICHUS Mare-
puana B IpoLeccax MOBEPXHOCTHO-IUIACTUYECKO-
ro nepopmuposanus (I1I11). CnenosarensHo, OHU
MOTYT OBITh HMCHOJB30BAaHBl B KAaYECTBE KPUTECPHS
Julsl BbIOOpa paunoHanbHbIX pexxumoB III1J], Ha-
MPaBJICHHBIX Ha (POPMUPOBAHKE 33AHHBIX CBOHCTB
IIOBEPXHOCTHOI'O CJIOSl. YUMTHIBAsl TAKXKE yCTAHOB-
JIEHHOE BJIMSIHME COCTOSHUSI IIOBEPXHOCTH IIOCIIE
JIe3BUIHON O00pabOTKM Ha MOCIEIYIOIINE Omepa-
uuu I [32], npenctaBieHHbIe pe3yabTaTbl MO-
I'YT ObITb HHTETPUPOBAHBI B CHCTEMY PEBEPCUBHOIO
MonenupoBanust GPS-xapakrepucTuk mpu BbIIIa-
*uBaHUU. JlaHHAs WHTErpanust obecreunBaeT mpe-
€MCTBEHHOCTb U CUCTEMHOCTb IIPOBOJUMBIX HCCJIE-
JIOBaHUM.
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Introduction. One of the crucial criteria for evaluating the effectiveness of the chosen strategy for machining
blanks is the tool wear intensity. Reducing the intensity of tool wear leads to a reduction in production costs related
to cutting tool expenditures and an improvement in overall productivity. The purpose of this work is to reduce
tool wear intensity during the machining of a blank manufactured from the shape memory alloy titanium nickelide
TN-1. Methods. As part of this research, a complete three-factor turning experiment was conducted on the alloy
blank to determine the cutting insert wear intensity over a wide range of cutting conditions. During the tests, the
geometric parameters of the resulting chips, specifically thickness and width, were measured. By constructing graphs
representing the dependencies of the chip parameters, approximating these dependencies, and assessing the reliability
of each approximation, a key parameter was identified for developing a methodology to predict tool wear intensity.
Results and discussion. The study demonstrates that for predicting the cutting insert wear intensity when turning
a titanium nickelide 7N-1 blank, it is advisable to use the dependency on the resulting chip thickness. The established
mathematical dependency is described by a system of equations that allows for the determination of the cutting insert
wear intensity and the calculation error. The probability of accurately predicting the true value of tool wear intensity
within the specified range is at least 87.5% at a 95% confidence level, which indicates sufficient practical accuracy.
The essence of the methodology developed within this study for predicting the cutting insert wear magnitude lies in
performing a test cut to obtain a chip whose thickness is then used to calculate the wear intensity magnitude and the
most probable absolute error based on the established dependencies. Additionally, the study establishes that the wear
intensity dependency exhibits a minimum point. This circumstance allowed for the establishment of the minimal
possible wear intensity during 7N-/ alloy machining, as well as the associated calculation error: 5, = = (0.432 +
+0.096)- 10~ mm . For an optimal chip thickness of a = 0.34 mm, the closest tested mode yielding a comparable
wear intensity of 0.475-10° mm "~ is: cutting speed 5 m/min, feed rate 0.2 mm/rev, depth of cut 0.3 mm. The chip
thickness for this mode was 0.4 mm.

For citation: Kisel’ A.G., Bobrovskij N.M., Podashev D.B., Tselikov P.V., Kamenov R.U. Prediction of tool wear intensity during machining
of titanium nickelide TN-1. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science, 2025,
vol. 27, no. 4, pp. 194-205. DOI: 10.17212/1994-6309-2025-27.4-194-205. (In Russian).
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