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AHHOTALUA

B pabGore paccMOTpeHBI BOMPOCH O0OpaOOTKM METAUIOB pPE3aHUEM,
PacCMOTPEHBI YCIIOBUS B 30HE PE3aHMs U OOIUE BOMPOCHI BIUSHUS PEKUMOB HA
TEMIIEpaTypHbIE YCIIOBUS B 30HE pE3aHHs, HAPOCTOOOpa3OBaHUE, H3HOC
PEXYIIEro HHCTPYMEHTA U KadyecTBO oOpaboTaHHOM moBepxHOCTU. OTAENbHOE
BHUMAaHHKE YJICJICHO CIPAaBOYHOM TabMIle, MPUMEHSIEMOM MPH BEIOOPE CKOPOCTH
pe3anust Ayig oOpabOTKM JAeTaleid U3 CTald W CEeporo 4yryHa pe3laMu C
IJIaCTUHKaMH W3 TBEPAOTO cIuiaBa. B pe3ynbrare 00pabOTKH CITPaBOYHBIX
JAHHBIX, AHAJTUTUYCCKUMU W PACUETHBIMH METOJAMHM IIOJIydYeHa MOJCIb JIJIs
pacuéra CKOPOCTH pe3aHMs B 3aBUCUMOCTH OT TBEPJOCTH MOBEPXHOCTHOTO CJIOS
(HB) u momaum (S) Buma v = A-HB +B. BbIsSBICHB 3aKOHOMEPHOCTH B
n3MeHeHUH KodhdummerToB Moenr A v C pu M3MEHEHHH TTOJa4H JIJIs CTajIeH
U Ceporo YyryHa.

Knrouesvie cnosa: TBEpHOCTH MaTepuaia, CKOpOCTh MO/Ia4UH, TI0/1a4a, PE3IbI
C TUTACTUHKAMU U3 TBEPJIOTO CIUIABA, CTajlb, YyTYH CEPBIH.
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BBenenue

Pa3BuTHe MAIIMHOCTPOUTETHLHOM OTpAcIu HANPSMYI0 CBSI3aHO C
UCCJIEIOBAHUSIMU B 00JIaCTU  METaIo00padoTKku. OJIHUM U3 3HAYUMBIX
HaIpaBJICHUIl B MCCIEOBAHUAX SBIISIETCS WCCIEAOBAHHE BIUSHUSA PEKHUMOB
00pabOTKM Ha KayecTBO MOBEPXHOCTHOTO CIJIOS, @ TAaKKE€ H3HOC PEXYIIETO
uHCTpyMeHTa. HecMoTpss Ha oOWime CIpaBOYHUKOB, NAHHBIX OT Pa3IHMYHBIX
HAyYHBIX KOJIJIEKTUBOB, KOHKPETHBIC PEKOMEHIAINH 10 Ha3HAYCHUIO PEKUMOB
JUIs1 00pabOTKH B 3aBUCUMOCTH OT OCHOBHBIX (DAKTOPOB TaK W HE YCTAHOBJICHBI,
OTCYTCTBYIOT HWTOTOBBIC MOJETU [JI1 HAa3HAYCHHs] TapamMeTpOB PEKHUMOB
pezanus. JlanHas cuTyanus OOYCJIOBJIEHA MHOXECTBOM  OOBEKTHBHBIX
(bakTopoB, HaUMHAA OT MPUHSITHIX KOHCTPYKTOPOM IMPHUIYCKOB Ha 00paboTKYy,
BHIOOPDOM  KOHKPETHBIX 3HAYEHUW TIOJlayd M CKOPOCTH pe3aHusi U3
PEKOMEHJIyeMbIX B CIpPAaBOYHUKAX JHANA30HOB JIAHHBIX, W 3aKaHYMBas
OCOOEHHOCTSIMU pabOTHl CTaHKa Ha KOHKpPETHOM paboyem mecte. B crarbsx
aHAIM3UPYETCS BIMSHUE CKOPOCTU IMOjauu Ha (GOPMHUPOBAHUE MIEPOXOBATOCTU
MOBEPXHOCTU TPU  TOYEHUHU, TMPOBOJATCS  HUCCICAOBAHMUS  MpoQuiieit
[IEPOXOBATOCTH, HMHJEKCOB IIEPOXOBATOCTH U crnekTpoB Dypbe, aHamus
ABJICHUM, CBA3aHHBIX CO CTPYKKOHM, BJIMSHHE CKOPOCTEH IMOJAa4ud Ha
MUKPOCTPYKTYPY ¥ MEXaHWYCCKHE CBOWCTBA pA3JIMYHBIX MATEPUAJIOB H
CIUIaBOB, CMa30YHO-OXJTKIAIOMINX KUAKOCTEH Ha HW3HOC HWHCTPYMEHTA H
IIePOX0BATOCTh OBEpXHOCTE# [1-22].

[Iporecchl pe3aHusl MIACTUYHBIX MaTepUanoB (CTajb, JaTyHb, AJIFOMUHUI)
COIMPOBOXIAIOTCSI MHTEHCHBHBIM HapOCTOOOpa3oBaHHEM, T.€. 00Opa3oBaHUEM
IJIOTHOTO CKOIUIGHUS YAaCcTHUIl MaTepualia, MPOYHO YKPEIUISIOMUMCA Ha
nepeHel MOBEPXHOCTH MHCTPYMEHTa y pexyiieid kpomku [23]. OOpa3zoBaHue
HAapOCTa MOXET OBITh OOBSCHEHO TEM, YTO MPU OMPENCNEHHBIX YCIOBHIX
00paboTKH (BBICOKHE JIaBJICHUS U TIOBBIIIEHHBIC TEMIIEPATypPhl B 30HE PE3aHus)
CWJIbl TPEHUS MEXIy TepeqHeld MOBEPXHOCTHIO pe3lla U CPe3aeMbIM CJIOEM
MeTajula CTaHOBATCS OOJIbIlIe CUJI BHYTPEHHEIrO CIEIUIeHHs 00pabaThIBaeMOTO
Marepuana, a, Mpyu MNPUOTKEHUH TeMIEepaTyp B 30HE pe3aHUsl K 3HAUYCHUAM
TEMITepaTypbl XOJOJHOW TIUIACTUYECKON aedopManuy, YacTUIBI MaTepuaja
oOpabaTeiBa€MON 3arOTOBKH MPOYHO CHEIUISIOTCS C MepeIHel MOBEPXHOCTHIO
WHCTPYMEHTA.

dopma u pa3mepbl 00pa3zyeMOro HapoCTa IMOCTOSHHO W3MEHSIIOTCS OT
MHUHHAMAJIBHBIX JI0 MaKCHMAaJIBHBIX 3HAYCHUH, TPOXOJs MUK «00pa3oBaHHE —
pOCT — OTPHIB - 0OpazoBaHuey. OCHOBHAS YacTh HAPOCTA YHOCUTCS CTPYIKKOM, a
YacTh B BHJIC MEJIKUX BKPAIUICHWN BKIWHUBACTCS B 3arOTOBKY, YXYAIIas
KaueCTBO MOBEPXHOCTH M CBOMCTBA MaTepUaa.

B mpomecce Mexanuwdeckoil 00paOOTKM MaTepHaioB  JIE3BUWHBIM
WHCTPYMEHTOM 3HAYMTENIbHAs YacTh 3aTPA4eHHOW MEXaHWYECKOW SHEPTHH
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(paboTel) mpeodpasyercs B TemioTy. OCHOBHBIMU 30HAMH TEIIOBBIJCICHUS
sBisitores (puc. 1):

- 00J1acTh HAaUOOJBIINX TUIACTUYECKUX Jedopmaluii Q; BOIM3U MIIOCKOCTH
CKaJIBIBaHUS (CABUTA) MO YIJIOM f1;

- 30HbI TPEHUS B MECTE€ KOHTaKTa CTPYKKU C MEpPEAHEH MOBEPXHOCTHIO
uHCTpYMeHTa Q77 ¥ 3aIHUX TTOBEPXHOCTEH pe3na ¢ 3aroToBKor Q3 7.

Haubosmpiiee KOJIUYECTBO BBIACISIEMON TEIJIOTH YHOCUTCS CO CTPYXKKOIL.
Heckonbko MeHbIIas 9acTh TETUIOTHI OTBOJUTCS B 3aTOTOBKY U PE3€Il, BHI3BIBAS
WX HarpeB.

Puc. 1. Ucrounuku TermoodpazoBanus Qy, Qr.z, Q7.7 ¥ MOTOKH OTBOIMMOTO TEIljIa B
CTPYXKY, Pe3€Il U IeTallb

[lossBneHue HapocTa Ha TMOBEPXHOCTAX  SIBIISIETCS  €CTECTBEHHBIM
MIPOIIECCOM, BO3HHMKAIOIIMM II07] JABJICHHEM PEXKYIIEr0 HWHCTPYMEHTa Ha
MOBEPXHOCTh MaTepuaja, U, 0ojiee BEpOSTHO, BHI3BAHO M3MEHEHHUEM CBOWCTB
MTOBEPXHOCTHOTO CJIOS 3aTOTOBKH TIOJT BO3ICUCTBUEM TEMIIEPATYPhI U IaBJICHHUS.
Hcxonms w3  CHOpaBOYHBIX  JIAHHBIX, MaKCHMaJlbHas BBICOTA  HApOCTa
COOTBETCTBYyeT, puMepHo, 350°C (TunmuHas Temmneparypa MS mis crajiei),
YTO TIO3BOJISET MPEATONOKHATh MEPEPOKICHUE MAPTEHCUTA B ayCTEHUT M, Kak
CJIEJICTBHE, pa3MATYeHUE BEPXHETO MAPTEHCUTHOTO CJIOS B TOBEPXHOCTHOM
clioe B TPOIIECCEe Pe3aHus, KOTOPBIM, MpeoOpa3ysch B ayCTEHHUT, U 00pa3yer
HApOCT, YIUIOTHSIOMIUNCS MTPU 0OOPaTHOM IMPEBPAICHHH.

[Tpu 3TOM UK HAPOCTOOOPA30BAHUS MPUBOAUT K YXYAIICHUIO TOYHOCTH
(HaIMYMe MUKPOHEPOBHOCTEW B BUJE CTYNEHEH Ha MOBEPXHOCTSAX) M KauecTBa
00paboTkH (TIOBBIIIIEHUE IIEPOXOBATOCTH) TTOBepXHOCTEH. [Ipu 3TOM CTpyKTYypa
MaTepuaia HapocTa neopmMupoBaHa, a €ro TBEpIOCTh 3HAYUTEIBHO MPEBBIIIACT
TBEPAOCTh 00pabaThiBaeMOTO MaTepuaia, 3a CYeT 4Yero, 10 MOMEHTa OTpHIBa,
HApOCT 3alUIIAeT BEPUINHY pe3lia U PEKYITYyI0 KPOMKY OT TPEKACBPEMEHHOTO
W3HOCA. YTOJ pe3aHus Ha HApOCTe MEHBIIE YIJia pe3aHus Ha pesle, 4To
HEMHOTO CHMKAET Pacxo/i MOIIHOCTH Ha pPe3aHHe.

B cBs3U ¢ 3TUM, 3a CUET MOBBIIICHUS TPOU3BOJIUTEIIEHOCTH, ITPH YCPHOBOK
00paboTKe HApOCTOOOpPA30BaHME HE CUMTACTCS KPUTHUYECKUM SIBJICHUEM U €ro
BIUSIHAE CUWTACTCA TMOJOXKUTEIbHBIM, a TMPH YUCTOBOM 0OpaboTKe -
oOpa3oBaHUE HAPOCTa CIeAyeT n30eraTh.
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N3BecTHO, 4TO CKOpPOCTh 00pa30BaHMsI HAPOCTA CYUIECTBEHHO 3aBUCUT OT
CKOpPOCTH  pe3aHusi (HauOojblllee HApPOCTOOOPA30BAHHE  COOTBETCTBYET
ckopocTsiM pesanus 18...30 M/MuH) ¥ mojmauu (TpsiMasi 3aBUCUMOCTB), B TO
BpeMs Kak TriyOuHa pe3aHus Ha pa3Mepbl HAPOCTa CYIIECTBEHHOTO BIIUSHUS HE
umeer. Kpome TOoro pasmepnl HapocTa HaxoIATCS B MPSIMOM 3aBUCHUMOCTU OT
yria pe3aHus.

Hcnonp3oBanue ckopoctert pe3anus 10 10-12 m/muH u 6omee 50-70 m/MuH
MO3BOJIACT MPAKTHUECKU WCKIIOYUTh HAPOCT Ha PEXYIIEM HWHCTPyMEHTE. DTO
SIBIISIETCS. OJTHOM M3 IPUYUH MPOBEACHHS YUCTOBOM 0OpaOOTKH HA MOBBIIIEHHBIX
CKOPOCTSIX PE3aHHUsl.

OpHuM U3 cnoco0OB CHMKEHUs padOuMX TEMIIepaTyp B 30HE pe3aHus, W,
KaK CJEACTBUE, YMEHBIICHUS HApOCTOOOpPA30BaHMS, SIBISIETCS HMCIOJIb30BAHKE
CMa304HO-0XJIAXK/IAIOIIUX KUIKOCTEH.

[lenbto craThu sBisieTcs 00€CIEYEeHHE BO3MOXKHOCTH pacuéra CKOpPOCTU
pe3aHusi B 3aBUCUMOCTU OT TBEPIOCTH MOBEpxXHOCTHOrO cios (HB) m mogaun

(S)-
MeToabl

OCHOBHOI 3amayell TaHHOM CTAaTbHU SIBJISIETCA OMNpPENEICHUE MOJEHH IS
pacdé€ra CKOpOCTH PE3aHUS B 3aBUCUMOCTH OT TBEPAOCTU MOBEPXHOCTHOTO CIIOA
(HB) m momaum (S) Buga v = A-HB + B, omnpeneicHHe 3aKOHOMEPHOCTEH B
M3MEHEHUH KO3 (PUIIMEHTOB MOJIeTU A U B Npy U3MEHEHUU MOAAauu JIJIsl CTajei
U CEpOro yyryHa.

JlanHast Mojenb OOJeryuT Ha3HAYeHHE CKOPOCTHOTO peXuMa pe3aHHs
pe3llaMM ¢ IUIACTUHKaMHU W3 TBEPJOTO CILIaBa JUIsl CTaJ€l U CEpOro 4yryHa u
obecrieunT O0JIee CTaOMILHOE KaueCTBO 00pabaThIBACMbIX U3JICTTHH.

PesyabTarsl

Jlnis BBIOOpA MOJIXOIAIIMX PEKUMOB PE3aHUs] KOHCTPYKTOPBI UCTIONb3YIOT
pa3nuyHble CIPABOYHHKH, PEKOMEHAAIIMU MPOU3BOJIUTENEH HHCTPYMEHTa, a
TaK)K€ OIBIT padOThl HA KOHKPETHOM 000pyIOBaHHH. BO MHOTHX CIIpaBOYHHKAX
PEKOMEHJIOBAHO OIPEAENSITh CKOPOCTh PE3aHHsl NPU TOYEHUU C IOMOIIBIO
CHELUAJIBHBIX TaOJMIl W TOMpPaBOYHBIX K03 duimenToB. OaHako mpobdiiema
COCTOMT B TOM, 4YTO CKOPOCTb pE€3aHus MpPU TOYEHUH PACCUUTHIBAETCS C
UCIIOJIb30BAaHUEM  KOA(DPUIIMEHTOB, KOTOpbIE MOTYT OBbITh pa3IWYHbBl B
pa3IMYHBIX MCTOYHMKAX, YacTO PEKOMEHIyEeMbl€ 3HAUYCHMs 3aJaHbl B BUJE
JIMANa30HOB JJAHHBIX 0€3 KOHKPETHBIX PEKOMEH/ AN 10 UX pUMEHEHH0 [24].

Jis nocTwkeHuss Leau ObUI NPOBEICH aHalld3 CIPABOYHON TaOIUIIbI
crpaBouHuKka «Pexxumbl pesanuss MmetamioBy [25]. McxonHple naHHBIC s
MOCTPOEHHUS MOJIEIN MPEACTaBIEHbI B Tabnuue 1.
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Tabauna 1. PekoMeHnayeMble CKOPOCTH pe3aHMsl JeTallel U3 CTaIM U YyT'yHa CEpOro pe3liaMu

C INIAaCTUHKAaMM U3 TBCPAOr'o CIlJIaBa

OO6pabaTbIBaeMbIii MaTepHa

IMoxaya S, B MM/00, 110

MEXaHUYECKast
Bun marepuana | XxapakTepUCTUKA

0,09

0,10

0,12

0,14

0,16

0,19

0,22

0,25

0,29

0,39

0,52

0,70

O

HB

CKOpOCTh

€3aHHs v, B M/MUH

44-49

126-140

245

218

193

172

153

136

120

107

95

75

59

50-55

141-158

218

193

172

153

136

120

107

95

85

67

53

Cranb 56-62

159-177

193

172

153

136

120

107

95

85

75

59

47

KOHCTPYKIIMOHHAS 63-70

178-200

172

153

136

120

107

95

85

75

67

53

42

YIVIepOCTas U =7 =g

201-226

153

136

120

107

95

85

75

67

59

47

37

JICTUpOBaHHAsA 80-89

227-255

136

120

107

95

85

75

67

59

53

42

33

90-100

256-289

120

107

95

85

75

67

59

53

47

37

29

UyryH cepbiit

150-156

105

100

95

89

84

79

75

70

66

59

52

157-164

100

95

89

84

79

75

70

66

62

55

49

164-172

95

89

84

79

75

70

66

62

59

52

46

173-181

89

84

79

75

70

66

62

59

55

49

44

182-190

84

79

75

70

66

62

59

55

52

46

41

191-199

79

75

70

66

62

59

55

52

49

44

39

200-219

75

70

66

62

59

55

52

49

46

41

36

220-241

66

62

59

55

52

49

46

44

41

36

32

243-265

59

55

52

49

46

44

41

39

36

32

29

['pacduxu

CTaJIell B HCCIIEJOBAaHHBIX AUana3oHax MpeACTaBIeHbl Ha pUC. 2.

HN3MCHCHUA

PCKOMCHAYCEMBIX
MaKCHUMaJILHOM IMPOYHOCTHU IIPpU PACTSIKCHHUU O, IIPU PA3JIMYHBIX IMOJAA4Yax JJIsA

CKOpOCTEM

pe3aHus

oT

[nsa pacu€ra ckopocTel pe3aHuss OT MAKCUMAJIbHOM MPOYHOCTH MpHU
PaCTSDKEHUM 0, TPU PAa3IUYHBIX ToAadax (oOpaboTka cranieil) MOTryT OBITh
WCIIOJIb30BaHbl YMIUPUUYECKUE 3aBUCUMOCTHU

v = 10,0321 0,% - 7,1496-0, + 515,69 (R? = 0,99)

$s=0.09
s=0.1

v = 10,0288
$s=0.12

v =0,0254
s=0.14

v =0,0238-
s=0.16

v = 0,0208-
s=0.19

v =0,0184-
5s=0.22

v =0,0152-

0,2 — 4,040, + 288,12 (R? = 0,99)

0,2 — 6,3953-0, + 459,76 (R> = 0,99)
0,2 —5,6577-g, + 407,5 (R? = 0,99)
0,2 —5,20610, + 368,4 (R> = 0,99)

0,2 — 4,5801-0, + 325,74 (R> = 0,99)

0,2 — 3,4225-6, + 250,04 (R? = (,99)

1)
(2)
(3)
(4)
Q)
(6)
(7)
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$=0.25

v =0,0143- 6,2 — 3,1569-0, + 226,4 (R? = 0,99) (8)
s=0.29
v =0,0128 0,2 —2,82610, + 201,95 (R? = 0,99) 9)
$=0.39
v =0,0097- ¢,°% - 2,16935, + 157,19 (R? = 0,99) (10)
$=0.52
v =0,0072 0,%>—1,64780, + 122,02 (R? = 0,99) (11)
U, M/MUH
260
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240 Q
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i\ \F\\ ‘\Y\‘ H“\-‘_ o . =052

Puc. 2. I'paduku n3mMeHeHUs] pEKOMEHIYEMBIX CKOPOCTEH pe3aHusi OT MaKCUMaIbHOM
MPOYHOCTH MPU PACTIKEHUU 0y TIPH PA3IUUHBIX Toavax (00paboTka craneil)

B pesynbraTe nepBUYHOro aHaigM3a OBLIO OTMEUYEHO, YTO MOCTPOEHHE
€IMHON MOJENH U1 BCEX I0Ja4 Ha OCHOBAHUU PETPECCHOHHOIO aHaINM3a HE
IIPEICTABIIAETCS. BO3MOXKHBIM, JOBEPUTEJIbHBIA WHTEPBAN I TAaKOW MOJIEIH
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cocraBisieT 50-75% (B 3aBUCHMOCTH OT KOJIMYECTBA YUUTHIBAEMBIX (aKTOPOB).
[Tpu 3TOM HabmIOMaCTCST XapaKTepHask TEHACHIIHS K CHHYKCHHIO PEKOMEHTyeMOit
CKOPOCTH pE€3aHHs C YMCHBIIEHHWEM TMPOYHOCTH TIPH PACTSDKCHUU 05 |
yBEJIMYEHHUEM 110/1a4u (CM. puc. 2).

[To pe3ynpTaTam aHamWM3a MPOMEKYTOUHBIX MOJENEH OBLIO MPUHATO
pemieHre 00 y4éTe B PErpeCCHOHHOM aHAIM3€ JIHIIb IMOJA4Yd W TBEPAOCTH
MaTepuasioB. TakoW MOAXOJ MO3BOJISIET NMPUHUMATH PEIICHUS HAa OCHOBAHUU
pacuéra TBEpIOCTH CTaaM, Hcxomss w3 e€ cocraBa [26], mocie bero
UCTIOIb30BaTh TOJYYCHHBIC 3HAYCHHS TBEPIOCTH I pacdyéra CKOPOCTH
pe3aHus.

B cBA3M ¢ 3TUM OBUIM MOJYYEHBI PErPECCUOHHBIE MOJEIW JJIs pacyéra
CKOPOCTH pe3aHusi Tph 00paboTKe cTajle M dYyryHa Ceporo peslamu C
TUTACTUHKAMHM W3 TBEPAOTO CIUIaBa JIsl KaXKIOH IMO1auu BUA:

v, m/mun = A-HB +B (R? = (,96) (12)

Koaddunmentsr A 1 cBOOOHBIC YJIEHB B 3aBUCUMOCTEH JJIsI BCEX IoAad
IpeICTaBICHbI B Ta0IuUIIE 2.

Tab6muua 2. Kosddumuenrsr A u cBoboaubie wiensl C 3aBucumocteit st moaenu (12)

CTallb S 0,09 0,1 0,12 0,14 0,16 0,19
B 345,795 | 307,372 | 272,895 | 242,423 | 215,461 | 190,930
A -0,819 | -0,728 | -0,647 | -0,574 | -0,510 | -0,451
S 0,22 0,25 0,29 0,39 0,52
B 169,564 | 150,852 | 134,087 | 105,682 | 83,812
A -0,401 | -0,356 | -0,317 | -0,249 | -0,198

9YT'yH S 0,09 0,1 0,12 0,14 0,16 0,19
B 165,704 | 158,411 | 149,076 | 140,536 | 132,389 | 124,078
A -0,414 | -0,401 | -0,376 | -0,356 | -0,335 -0,312
S 0,22 0,25 0,29 0,39 0,52 0,7
B 117,536 | 109,322 | 104,237 | 92,907 | 81,844 | 72,091
A -0,298 | -0,273 | -0,264 | -0,236 | -0,206 -0,180

['paduxu m3menenus: BeauunH kodpduiniueHToB 4 u B monenu (12) nns
CTaJIel M CEeporo 4yryHa MO TMOCTPOCHHBIM 3aBHCHUMOCTSIM IPEACTABJICHBI HA
pucyHke 3.

st pacu€ra kodpdurmentoB moaenu (12) mMoryt OBITh HCIOJIH30BaHbI
HIMITUPUIECKUE 3aBUCUMOCTH

- cmany.

A =16,584- $* — 19,376- 52— 7,804-s — 1.3452 (R? = 0,99) (13)

B = 49.891- 599 (R = (,99) (14)
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a . . . |5, MMfop 400
0,2 0,4 06 08

0,1 350

# cTane
0.2 # CTane 300 1\

W uyyryH
0,3 250
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/. 200 \
-0.5 z 150
0,6 100
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!

-0,8
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Puc. 3. I'paduku usmenenus BennuuH kodpduuuento A (a) u C (6) mogenu (12) mis
CTaJIel U Ceporo 4yryHa

-0,9

- YY2yH:
A=0,1159- In(s) — 0,1266 (R> = 0,99) (15)

B = 62.952- 500409 (R2 = () 99) (16)

Pe3ynbTaThl CpaBHEHUS HKCHEPUMEHTAIbHBIX JAHHBIX H JaHHBIX,
pPaCCUMTAHHBIX MO TIOJYYEHHBIM MOJENSM, NPEJCTaBICHbl B Tabnuie 3 s
OTJICJBHBIX YpOBHEH. OTKIOHEHUS ObIM PACCUUTAHBI I BCEX BAPUAHTOB U HE
npeBeiciiid 10%, a 1y1si OONBIIMHCTBA ypOBHEW (M3 77 MCCIEIOBAaHHBIX IS
craneit u 108 — g uyryna) cocraBuim mesee 5%.

Taﬁ.m/ma 3. Pe3y.J'IBTaTBI CpaBHCHHUA OKCICPUMCHTAJIBHBIX MHOAHHBIX W JAaHHBIX,

paCcCUUuTAaHHBIX 11O IMOJTYYCHHBIM MOACIIAM

Crans (HB=140 x10}, MITa) Yyryn (HB=156x10"", MIla)
S, MM/06, 10| Vpes M/MHH | Upes paca M/MUH Upes M/MHH | Vpes pacu m/mun

(ctipaBounoe)| (12,13, 14) | A% |(cnpaBounoe) (12, 15,16) | A%
0,09 245 232,20 5,23 105 103,65 1,29
0,1 218 210,91 3,25 100 98,58 1,42
0,12 193 179,80 6,84 95 90,49 4,75
0,14 172 158,34 7,94 89 84,28 5,30
0,16 153 142,68 6,74 84 79,35 5,54
0,19 136 125,63 7,62 79 73,57 6,88
0,22 120 112,99 5,84 75 69,11 7,86
0,25 107 102,79 3,93 70 65,55 6,35
0,29 95 91,32 3,88 66 61,80 6,37
0,39 75 68,87 8,17 59 55,40 6,09
0,52 59 56,95 3,48 52 50,47 2,95
0,7 46 46,54 -1,17
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AHanu3 ko3(h(dUIMEHTOB Mepes] MapaMeTpoM TBEPAOCTH Marepuaia u
CBOOOJIHBIX YJIEHOB MOJIENIM MO3BOJIWII BBISIBUTH 3aKOHOMEPHOCTH, IO KOTOPBIM
CHIWKAIOTCA  KOX(D@PUIIMEHThl TMpU YBEJIMYECHUHU TMOAAYU U TBEPIOCTH
MaTepHayioB, YTO MO3BOJISIET aBTOMATU3UPOBATh Ha3HAYEHHE CKOPOCTH PE3aHUS
pu 00paboTKe MaTepuasIoB pe3llamMu C INIACTUHKAMH U3 TBEPABIX CILIABOB.

Oo0cyxaeHue

[IpaBunbHOE Ha3HAYCHWE TOJAYU M CKOPOCTH PE3aHUS BAXKHO KAk IS
oOecrieueHusT KadecTBa IIOBEPXHOCTH MaTepuaia, TaK W JUIsl CHIDKEHUS
CKOPOCTH M3HOCa PEXYILEro MHCTPYMEHTa B MPOIIECCe METAII000paboTKH Ha
cTaHKaxX. M MaHHBIM HaIpaBJICHUSM HCCIICIOBAHHSI MOCBSIICHO 3HAYUTEIHLHOE
kosimdectBo pabor [1-23]. IlpaBuibHBIA BBIOOp MOAaYM OOECIICUUBACT
pPaBHOMEpHOE Cpe3aHHe Marepuaia v 0ojiee BHICOKOE KA4ECTBO MOBEPXHOCTH.
[Ipu »TOM yBenuYeHUE MOJAYM U CKOPOCTH OOpaOOTKHU TMO3BOJSET MOBBICUTH
MIPOU3BOIUTEIILHOCTh MPOIIECCOB 3a CUET COKpAIlleHUs BpeMEeHH 00paboTKH,
OJIHAKO MPOBOIUPYET co3/aHue Oosiee BHICOKOTEMIIEPATYPHBIX TOJIEH B 30HE
pe3aHusi, YTO MOXKET MPHUBECTH K MOJyYCHHUIO OoJjiee TpyOOH IMIEpOXOBATOCTH,
YBEIMYCHUIO HApPOCTOOPA30BaHUSA, «IPUBAPUBAHUIO» CTPYKKA © Oojee
ObICTpOMY HW3HOCY WHCTpyMeHTa. CHIDKEHHWE BEIIMYWHBI MOJAYM W CKOPOCTH
pe3aHusl MO3BOJISET TOJYIUTh 00JIeE TIIAJIKYI0 MIOBEPXHOCTh, OJHAKO MPHUBOIUT
K YBEIWYEHHUIO BpEeMEHH OOpabOTKM W, Kak CIIEJACTBHUC, CHIDKECHUIO
TIPOU3BOAUTEIILHOCTH.

OnTumMuzanuss TOJa4d W CKOPOCTH PpE3aHUs TO3BOJISICT  JTOCTHYb
TpeOyeMOoro KadecTBa MOBEPXHOCTH M TIOBBICUTH CPOK CIY>KOBI PEKYIIETo
WHCTPYMEHTA.

3akJIroYeHue

[Toryuennsie B paboTe Momenu sl pacuéra CKOPOCTH pe3aHHs Npu
o0paboTKe cTajled M YyryHa Ceporo peslaMu C IUIACTUHKaMU W3 TBEPIOTO
ClulaBa JUisl  KaXJIOW mojauyd, MOTyT ObITb  HMCIHOJIb30BaHbl  IpH
aBTOMATU3WPOBAHHOM ITPOTPAMMHMPOBAHUM MPOLIECCOB PE3aHUsl HA CTAHKAX C
YIlVY, a Takke B mpolecce TEXHOJOTMYECKOM IMOATOTOBKM ITPOU3BOJCTBA JIA
YOPOILIEHHOTO HA3HAYEHHsS] CKOpOCTH pe3aHus. [loydeHHbIE 3aBHCUMOCTH
ynpomaior pacu€tsl B CAIIP, uckitoyas HEOAHO3HAYHOCTh BBHIOOpA peXUMa,
MHOXeCTBa KO3(P(UIMEHTOB B PEKOMEHIYEMbIX JHMala3oHaX CIPaBOYHbIX
JAHHBIX, YTO JIEJIaeT PE3yJIbTaThl 00paboTKH OoJiee MpecKa3yeMbIMHU.
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Abstract

The paper considers the issues of metal cutting, considers the conditions in
the cutting area and the general issues of the influence of modes on the
temperature conditions in the cutting area, build-up, wear of the cutting tool and
the quality of the treated surface. Special attention is paid to the reference table
used when choosing the cutting speed for machining steel and grey cast iron
parts with cutters with hard alloy plates. As a result of processing the reference
data, analytical and computational methods, a model was obtained for
calculating the cutting speed depending on the hardness of the surface layer
(HB) and feed (s) type v = A-HB +C. Patterns in the variation of the coefficients
of model A and C with feed changes for steels and gray cast iron have been
identified.

Key words: material hardness, feed rate, feed, cutters with hard alloy plates,
steel, cast iron grey.

REFERENCES

[1] Gassara, B., Sai, W.B. Modeling of spindle speed and feed rate considering
the kinematic behavior of CNC lathe in face turning. Int J Adv Manuf
Technol 136, 3387-3406 (2025). https://doi.org/10.1007/s00170-024-
14978-7 — URL: https://link.springer.com/article/10.1007/s00170-024-
14978-7

[2] Truong, HS., Nguyen, TT., Bui, TA. (2025). Evaluating the Impact of
Cutting Speed and Feed Rate on Surface Roughness Utilizing a Four-Insert
Carbide Face Milling Cutter on CNC Machines. In: Hoang Tien, D.,
Solanki, V.K., Mahmud, J., Nguyen, T.D.L. (eds) Proceedings of the 1st
International Conference on Sustainability and Emerging Technologies for
Smart Manufacturing. SETSM 2024. Proceedings in Technology Transfer.
Springer, Singapore. https://doi.org/10.1007/978-981-97-7083-0 34 -
URL.: https:/link.springer.com/chapter/10.1007/978-981-97-7083-0_34

[3] Chen, Z., Huang, C., Liu, H. et al. Surface integrity and modification of
SA508Gr.3Cl.2 RPV steel induced by high-speed face milling process. Int
J Adv Manuf Technol 133, 2639-2653
(2024). https://doi.org/10.1007/s00170-024-13803-5 - URL:
https://link.springer.com/article/10.1007/s00170-024-13803-5#citeas -
URL: https://mammp-journal.springeropen.com/articles/10.1186/s40759-
020-00045-7#citeas

732



[4]

[5]

[6]

[7]

[8]

[9]

Tuyboyov Oybek Valijonovich, Toshtemirov Kamol Qahramonovich Tool
wear prediction and management strategies in high-speed machining
environments // CtpoutenscTBo U oOpasoBanue. 2024. Ne Crieubimyck 1.
URL.: https://cyberleninka.ru/article/n/tool-wear-prediction-and-
management-strategies-in-high-speed-machining-environments (mara
obpamenus: 27.04.2025).

Chen, G., Wu, K., Wang, Y. et al. Effect of rotational speed and feed rate
on microstructure and mechanical properties of 6061 aluminum alloy
manufactured by additive friction stir deposition. Int J Adv Manuf
Technol 127, 1165-1176 (2023). https://doi.org/10.1007/s00170-023-
11527-6 - URL: https://link.springer.com/article/10.1007/s00170-023-
11527-6#citeas

Chhotaray, P., Behera, B.C., Mohamed, A., Muduli, K. (2024).
Performance Evaluation of Inconel 800 Machining Under Dry Cutting
Environment. In: Sahoo, S., Yedla, N. (eds) Recent Advances in
Mechanical Engineering. ICRAMERD 2023. Lecture Notes in Mechanical
Engineering. Springer, Singapore. https://doi.org/10.1007/978-981-97-
1080-5 24 - URL.: https://link.springer.com/chapter/10.1007/978-981-97-
1080-5_24#citeas

Chen, G., Wu, K., Wang, Y. et al. Effect of rotational speed and feed rate
on microstructure and mechanical properties of 6061 aluminum alloy
manufactured by additive friction stir deposition. Int J Adv Manuf
Technol 127, 1165-1176 (2023). https://doi.org/10.1007/s00170-023-
11527-6 - URL: https://link.springer.com/article/10.1007/s00170-023-
11527-6

Bhise, V.Y., Jogi, B.F. (2023). Investigations on the Machining of Inconel
X-750: Effect of Cutting Speed, Feed, Forces, Energy Consumption and
MRR. In: Pradeep Pratapa, P., Saravana Kumar, G., Ramu, P., Amit, R.K.
(eds) Advances in Multidisciplinary Analysis and Optimization. NCMDAO
2021. Lecture Notes in Mechanical Engineering. Springer,
Singapore. https://doi.org/10.1007/978-981-19-3938-9 39 - URL.:
https://link.springer.com/chapter/10.1007/978-981-19-3938-9 39

Mohsen Soori, Behrooz Arezoo Cutting tool wear prediction in machining
operations, a review // Journal of New Technology and Materials (JNTM) -
Vol. 12, N°02 (2022) — pp. 15-26 — URL: https://hal.science/hal-
03888252/document

[10] Bhushan, R.K. Impact of nose radius and machining parameters on surface

roughness, tool wear and tool life during turning of AA7075/SiC
composites for green manufacturing. Mech Adv Mater Mod Process 6, 1
(2020). https://doi.org/10.1186/s40759-020-00045-7 -

[11] Magdalena Lazinska, Tomasz Durejko, Tomasz Czujko, Zbigniew Bojar

The Effect of the Traverse Feed Rate on the Microstructure and Mechanical

733



Properties of Laser Deposited Fe3Al (Zr,B) Intermetallic Alloy //
Materials, May 2018 — V. 11 (5):792 - DOI: 10.3390/ma11050792 - URI:
https://www.researchgate.net/publication/325152261 The Effect of the
Traverse_Feed Rate on_the Microstructure_and_Mechanical _Properties_
of Laser Deposited_Fe3Al_ZrB_Intermetallic_Alloy.

[12] Rajendra S Ghatode, Mahindra N Pande, Jeevan R Gaikwad Study of
machining parameters while turning austenitic stainless steel AISI304 //
International Journal of Academic Research and Development — V.3;
Special  Issue 2; March 2018 - pp. 14-20 - DOL:
https://www.academia.edu/40352408/Study _of machining_parameters_
while_turning_austenitic_stainless_steel AISI304

[13] Sridhar Atla, Mulugundam Siva Surya Influence of Cutting Fluids on Tool
Wear and Surface Roughness During Turning of Aisi 316 Austenitic
Stainless Steel // International Journal of Engineering Research &
Technology (1JERT) - Vol. 6 Issue 07, July — 2017 — pp. 112-115 — URL.:
https://www.academia.edu/83611584/Influence_of Cutting_Fluids_on_Tool
_Wear_and_Surface_Roughness_During_Turning_of Aisi_316_Austenitic_
Stainless_Steel

[14] D.L Zariatin, Reza Febriatna Analysis of Influence of Spindle Speed and
Feeding Speed to Tool Wear and Surface Roughness // Journal of Energy
Mechanical Material and Manufacturing Engineering_- Vol.1, No. 1,
November 2016 - DOI. 10.22219/jemmme.v1i1.4480 - URL:
https://www.researchgate.net/publication/318612191 Analysis_of_Influen
ce_of Spindle Speed and_Feeding_Speed to Tool Wear and Surface R
oughness

[15] C.H.Shen The importance of diamond coated tools for agile manufacturing
and dry machining // Surface and Coatings Technology — V. 86-87, Part 2,
15 December 1996 - pp. 672-677 - DOIl: 10.1016 - URL:
https://doi.org/10.1016/S0257-8972(96)02969-6

[16] Rajendrakumar V. Kadi, Suresh T. Dundur Optimization of dry turning
parameters on surface roughness and hardness of Austenitic Stainless
steel (AISI1316) by Taguchi Technique // Journal of Engineering and
Fundamentals - Vol. 2(2), pp. 30-41, December, 2015 — DOI: 10.17530 —
URL.: http://dx.doi.org/10.17530/jef.15.14.2.2

[17] Muataz Hazza F. Al Hazza, Nabilah Bt Md Yusof, Nur Amirah Najwa,
Mohd Eikhwan, Mohamad Khazairul, Assem Hatem Taha Experimental
study of flank wear in high speed turning of stainless steel AISI 304 //
Journal of Advanced Science and Engineering Research - Vol 3, No 2 June
(2013) — Pp. 96-103 — URL:
https://www.academia.edu/64924423/Experimental_study of flank wear i
n_high_speed_turning_of stainless_steel AISI_304

734


https://www.sciencedirect.com/journal/surface-and-coatings-technology
https://www.sciencedirect.com/journal/surface-and-coatings-technology/vol/86/part/P2
https://doi.org/10.1016/S0257-8972(96)02969-6

[18] Nithyanandhan.T, Manickaraj.K and Kannakumar.R. Optimization of
Cutting Forces, Tool Wear and Surface Finish in Machining of AISI 304
Stainless Steel Material Using Taguchi’s Method. // International Journal
of Innovative Science, Engineering & Technology, - Vol. 1 - Issue 4, June
2014. - pp. 488-493 — URL.: https://ijiset.com/v1s4/IJISET V1 14 85.pdf

[19] M.Ramalinga Reddy, P.Ravl Kumar. G.Krishna mohana rao. Effect of feed
rate on the generation of surface roughness in turning // International
Journal of Engineering Science and Technology (IJEST) (November 2011)
- Vol. 3 No. 11 - pp. 8099-8105 - URL: https://www.idc-
online.com/technical_references/pdfs/mechanical_engineering/EFFECT%2
00F%20FEED%20RATE%200N%20THE%20GENERATION%200F%?2
OSURFACE%20ROUGHNESS%20IN%20TURNING.pdf

[20] Ihsan Korkut, Mustafa Kasap, Ibrahim Ciftci, Ulvi Seker Determination of
optimum cutting parameters during machining of AISI 304 austenitic
stainless steel // Materials and Design — V. 25 (2004) — pp. 303-305 —
URL:
https://www.academia.edu/21778446/Determination_of optimum_cutting
_parameters_during_machining_of AISI_304 austenitic_stainless_steel

[21] Kyaturakis G., Baltrushaitis A., Rudak P. V., Kuis D. V. The effect of
cutting and feeding speeds on the initial wear of wood-cutting tools //
Proceedings of BSTU. 2014. - No. 2 — Forestry and woodworking industry
— pp. 191-192 — URL:
https://www.researchgate.net/publication/308750304 vlianie_skorostej_rez
ania_i_podaci_ha nacalnyj_iznos_derevorezusego instrumenta

[22] Otenii Ya.N. et al. Forces and stresses on the surfaces of the cutting blade
when cutting metals / Oteniy Ya.N., Muravyov O.P., Epov A.A., Tumenov
T.N., Zhunusova A.Sh., Tkacheva Yu.O., Pleshakova E.A., Yerakhtina
A.V. [/ Fundamental Research. 2012. - No. 6 (part 1) - C. 155-157 -
URL.: https://fundamental-research.ru/ru/article/view?id=29956.

[23] Cutting speed formula for automated calculation // Machine tool factory.
Metalworking machines and tools — URL.: https://www.axissteel.ru/skorost-
rezaniya/

[24] Zhigalov A. N., Shaturov D. G., Zholobov A. A., Rantsevich A. S.
Influence of geometric parameters of microrelief on the front surface of a
carbide blade tool and processing modes on the process of build-up at low
and medium cutting speeds // Bulletin of the Belarusian-Russian
University. 2020. Ne3 (68). - URL:
https://cyberleninka.ru/article/n/vliyanie-geometricheskih-parametrov-
mikroreliefa-na-peredney-poverhnosti-tverdosplavnogo-lezviynogo-
instrumenta-i-rezhimov.

[25] Metal cutting modes. Guide. — 3rd ed., revised. and additional — M.:
Mechanical engineering, 1972

735



[26] Kudryavtsev V. N., Paramonova V. A. Computational models for
determining the mechanical properties of some normalized steels //
Progressive technologies and systems of mechanical engineering - Ne 4
(83)°2023 — C. 19-24 — URL:
https://ptsm.donntu.ru/arhiv%20nambe/pdf%20-83/019-024.pdf

736





