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AHAJIU3 CAJIbl PEBAHMUA
NMPU MPE3SEPOBAHUM
3AKAJIEHHOM CTAIIM

MukpodpesepoBaHMe SBNSETCS LUMPOKO MCNOJb3yeMbIM NMPOU3BOACTBEHHbIM Me-
TOA0OM 06paboTKM. OCHOBHOM LLeNbIO JAHHOIO MCCNefOBaHMS SIBASIETCH aHanM3 CMn
pe3aHMsi B KOPPO3MOHHO-CTOMKOM, Waponpo4yHon ctanu 14X17H2. UccnepoBanus
nonHoro (bakTOPHOro 3KkcnepMmeHTa no obpabortke cranu 14X17H2 nposoaMnMch
C MCNONb30BaHMEM MMKPOKOHLLEeBOM (bpe3bl ¢ nokpbitveM AITIN. Bbinm paspa6o-
TaHbl HOBble MaTeMaTM4YeCKMe MOJAENM Cuibl pPe3aHMs M OCEBOM CMIbl, KOTOpble
Q[1eKBAaTHO CMoco6HbLI NPOrHO3MPOBaTb M ONTMMM3MPOBATL CHAbI, AEHCTBYIOLME
Ha peXXywWwmi MHCTPyMeHT. MonyyeHbl rpacdMkM pacyeta MMHMManNbLHO Heo6xoau-
MOM nogauM Ha 3y6 M rnyOGmHbI pe3aHMs, NPM KOTOPbIX 06ecneynBaloTCs Mak-
CMManbHble CHAbl Pe3aHMsl M OCEBble CMIlbl, YTO NMO3BOMNSET MOBbLICHTb CTOMKOCTb
PeXyLero MHCTPYMEHTa NPM MHMKPOMHNbMHMPOBaHuM. MonyyeHHble MaTemaTMmye-
ckne mopenn onucbisaloT ¢ 90 %-Hoi M 6onee TOYHOCTBLIO NONYYEHHbIe IKCNEePH-
MEHTanbHble flaHHble.

KnioyeBble cnoBa: NPoM3BOACTBO, (hpe3a, Cuibl pe3aHus, Nofava Ha 3y6, cTpare-
rmMsi (ppesepoBaHusi, BCTpeuHoe (hpesepoBaHMe, NONyTHoe (hpe3epoBaHMe, KaHa-

BOYHOEe (ppe3epoBaHHe.

BeBepeHme. Ba)kHOCTHL IPOIECCOB MUKPOOOPabOT-
KM CHABHO BO3PACTaeT, IOCKOABKY ITPOMBIIIAEHHOCTD
TpeOyeT ellle OOABIIETO KOAMYECTBA TOUYHBIX MHHHU-
aTIOPHBIX KOMIIOHEHTOB AeTarei. MwuKpodpesepoBa-
HHEe SIBASIETCSI OYeHb MHOI'0OOeIarollell TeXHOAOTHUeH,
IOCKOABKY OHO CIIOCOOHO IIDOM3BOAUTBE A@KE CAOXK-
Hble 3D-reoMeTpum C BBICOKOM TOYHOCTBIO U OTHO-
CUTEABHO BBICOKOU CKOPOCTBIO CheMa MaTepuaaa [1].
XoTda KHHeMaTHKa IIpolecca MHKpOodpe3epOBaHUs
aHAAOTMYHA KHHeMaTHuKe OOBIUHOTO (pe3epoBaHms,
OH 00AapaeT OOABIIUM KOAMYECTBOM IIPOOAEM U3-3a
YMEHBIIIEHHOTO pa3Mepa peKyllero HHCTpyMeHTa. Xa-
PaKTepHBIN AMAlla30H Pa3MepoB Ha A€TAaAM COCTaBASIET
oT 1 po 999 MKM; O3TOMY pa3Mep IpUMeHSeMBIX MU-
KPOUHCTPYMEHTOB OOBIYHO HAaXOAUTCS B 3TOM JKe Aua-
na3oxe [2].

1. ITocranoBka 3apauu. [Ipum MukpodpesepoBa-
HUU OCHOBHBIMHM IIPOOAEMAaMU SIBASIIOTCSI OTHOCUTEAB-
HO OoAblIIOe OueHUe U AehopManysgd UHCTpyMeHTa [3].
[Tpy 3TOM HEOOGXOAWMO YUUTHIBATH BEAMUHHY ITOAQYU
Ha 3y0 U TAyOMHY pe3aHUsl, CPaBHUMBIE C PaANyCOM
dpe3kl, TaK KaK OHU OKa3bIBAIOT CYIIeCTBEHHOE BAMS-
HUe Ha CUABI pe3aHUs U CTOUKOCTDb PesKyIllero NHCTPY-
MeHTa [4].

2. Teopusi. Ha OCHOBaHMM IOCAEAHMX HAy4YHBIX
paboT OTHOIIEeHHEe MWHUMAABHOU TOAIIMHBI CTPYKKU
K PaAWUyCy OKDYTA€HMsS PesKyllled KPOMKHU COCTaBAS-
et or 0,22 po 0,36 [5]. BamgHue cua pesaHus uMeeT
OOABIIIOE 3HaUeHUe IIpU MUKpOdpe3epoBaHUM, TaK
KaK MaAOrabapUTHBEIM M AETKUM UHCTPYMEHT Ooaee
YyBCTBUTEAEH K CHAAM, YeM IIPU OOBIYHOM (hpe3epo-
BaHUU. OTHOCUTEABLHO BBICOKME CHALI Pe3aHUsl MOTYT
NIPUBECTU K 3HAUUTEABHON aAedopManuu gpessl [6].
Kaxk mu3BecTHO, CHABI 3aBUCAT OT IlapaMeTpOB pe3a-
HUS, IPUYEeM B CAydae MHKPOPa3MepOoB CYIeCTBeHHOe
BAUSHME Ha d(PEKTUBHBIE YTABI PE3aHUSA OKAa3bIBAIOT

reoMeTpusi UHCTPyMeHTa U NpUMeHseMble TapaMeTphl
pes3anus [7].

B pa6oTte [8] mpeacTaBAeHA aHAAUTUYECKAsT MOAEAD
CHUABL PE3aHUST U MOAEGAB AASI OIIeHKU AepopMariuu mH-
CTpyMeHTa. B aHaAMTHYECKON MOAEAV PEeKOMEHAOBAAU
YUWUTBEIBATH OWEeHHe HHCTPYMEeHTa, PAaAUyC pesKyllen
KPOMKHM, CKOPOCTb pe3aHHUs, YyTOA HAaKAOHA BHUHTOBOU
CIIMPaAU U IIePeAHUM yroA dpesbl. OTa MOAEAb YUUTHI-
BaeT 3(pdeKT u3HOCa UHCTPYMEHTa, KOTOPBII OCHOBAH
Ha paHee IIPEACTAaBACHHOU TPeXMePHON AMHAMUYeCKOU
AHAAMTUYECKOM MOAEAU OLIeHKU CHABI pe3aHusd [9], Ko-
TOpas TakyKe YUYUTHIBAET pa3MepHEIU 3eKT, yupyroe
Npy>KUHeHUe MaTepuarda M M3HOC MHCTpyMeHTa. Kak
U3BECTHO, BO3HUKHOBEHUE HEKOHTPOAUPYEMOMN CHABI
pe3aHust MOJKeT IPUBECTHU K YXYAIIEHUIO KauecTBa II0-
BEPXHOCTH, a TaKKe K BBIXOAY MHCTPYMEHTA W3 CTPOSI
HU3-3a HeCTAOMABHBIX PeXUMOB pes3aHus [10]. YuuTh-
Basg ocoOble XapaKTepUCTUKH IIpollecca MHUKpodpese-
poBaHus, Takhe KaK OTHOCUTEABHO OOABILIOe OueHue
u pedopMalnys HeOOABIIOIO MHCTPYMeHTa (AuaMeTp
< 1 MM), O4eHb CAOKHO CMOAEAWPOBATH AMHAMUUe-
ckoe mnoBepeHue mnpoitecca [11]. HambGoaee pacmnpo-
CTpaHeHHON (POPMOM aBTOKOAeOAHUN SBASETCS pere-
HepaTHUBHAs BUOpAIus, BbI3bIBAIOIasd HeCTAOUABHOCTD
B Ipoljecce pesaHusg [12]. OTO OAHO U3 OCHOBHBIX
NPEeNnSTCTBUM AAS IOBBIIIEHUS ITPOU3BOAUTEABHOCTHU
U KadecTBa M3TOTaBAMBAeMBIX MHKpOQpe3epoBaHUEM
petaneint [13].

B pabote [14] npoaHaAM3UPOBAAU BO3HUKHOBEHUE
OCeBOM CHUABI U CUABI Pe3aHHs, OCHOBBLIBAsICh Ha Xapak-
TEepHOM y30pe, OCTaBA€HHOM Ha IIOBEPXHOCTU MUKPO-
dpe30ii, U Ha OCHOBE YaCTOTHOCIEKTPAABHOTO aHaAU3a
cuA pesanusi. [lopoOHBIe HAOAIOAEHUSI aHaAW3a CHA
pes3anus uMeeT OOABIIOe 3HaUeHHe IIPU M3yIeHu! Me-
XaHUKW ¥ AMHAMUKH IIpollecca MUKpOdpe3epoBaHus,
IIOCKOABKY MMeeT TeCHYIO B3aUMOCBS3b C BUOpAIUAMU
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Tab6auna 1

DaKTOpBI ¥ YPOBHH HKCIIEPUMEHTa

®daxTop YpoBeHb 3HaueHne
T'rybuna pesanus t (pm) 3 25, 50, 100
TMopaua Ha 3y6 fz (um) 7 1,2, 4,6, 8, 10, 12
Crparerusi hpe3epoBaHus 3 Bcrpeunoe dpeseposanue, INomyrHoe dpeseposanue, KanaBounoe dpesepoBanue

Tab6auna 2

Marpuia 5KCIepuMeHTa U MOAYYEeHHbIe Pe3yAbTaThl MCIBITAHUM

Cunabl CuAbl
M3MeHsieMoe 3HaueHUe NIPU BCTPEYHOM NIpY KaHaBOYHOM Cunst
dpesepoBaHUN dpesepoBaHUN TpH TOTYTHOM (pesepoBatuy
fz (Mm) t (Mm) Fc, H Fz, H Fc, H Fz, H Fc, H Fz, H
1 1 25 0,6 1,7 0,4 1,3 0,5 1.7
2 2 25 1,1 2.3 0,7 1,5 0,8 1,9
3 4 25 2 1.8 1.4 1,8 1.4 2
4 7 25 2,3 2 2.1 2,8 2 2,3
5 9 50 1,4 1,9 2,2 1,6 2,4 3
6 10 50 1,6 2 3.0 1,9 2,6 3
7 11 50 1,7 2,3 2,4 2,2 2,9 3,6
8 12 50 1,9 2,6 2,8 2,8 3.3 3,6
9 2 50 0,6 0,4 1.3 0,7 1,2 2,7
10 3 100 3.7 3.1 5,0 1,4 3.4 3
11 5 100 3.9 3.2 53 1,9 3.8 3.2
12 6 100 4,6 3.4 58 2 4,4 3,6
13 8 100 52 3,5 6,1 2,8 54 3,7
14 9 100 56 3.7 6,9 2,9 58 3.8

[15]. Ha ocHOBaHUU paHee NMOAYYEHHBIX HUCCAEAOBAHUN
[16] perenepaTuBHBIe 3(P(HEKTH CUABHEE B CAydae 00-
paboTKU MUKPOpPa3MepoB, YeM B CAydae IIpu oO6paboT-
Ke MakKpopasMepoB. [IpmumHy 3TOTO SIBA€HUS MO>KHO
HAWTU U BO BAUSHUM Ha CTPY’KKOOOPA3oBaHUE HEOOAB-
IIOY TEOPETUYECKON TOAIIMHEL CTPY’KKY, ¥ BO BAUSTHUN
OTHOCHUTEABHO OOABIIOTO Papryca peskyllel KPOMKH.

B mocaepHee BpeMsl B CEKTOpe HAy4YHBIX pa3pabo-
TOK, IOCBSIIEHHBIX MHKpPOQpe3epoBaHUIO, HeAOCTa-
TOYHO PaboT, IOCBSIIEeHHBIX BEIOOPY peskuMa pe3aHus
AAsI 0OpabOTKU pa3AMUYHBIX MaTepuaroB. OCHOBBIBAsICh
Ha YHOMSHYTBHIX BBIIIEe IIpoOeraX B HCCAEAOBAHUSX,
OCHOBHOM IIeABI0 AQHHOU CTaTbU SIBAZETCSI UCCAEAOBA-
HHe BAUSHUS IIapaMeTPOB pe3aHus Ha CUAY pe3aHus
U OCEBYIO CHAY B KOPPO3MOHHOCTOMKOW 3aKAaA€HHOU
craau. Emle opHa IIeAb COCTOMT B TOM, YTOOBI IIPO-
QHAAM3UPOBATh BAUSHHE CTpaTerut QpesepoBaHUa
Ha XapaKTePUCTHUKN BLIXOAHBIX IIapaMeTpPOB IIOAyYa-
eMBIX ITpu 00paboTKe.

3. TIpoBepeHMe 3KclepuUMeHTa M €ro pe3yAbTa-
TBI. AAST @HAAM3a CUA Pe3aHMs MCIOAbB30BaACsS CTAHOK
c UITY Mazak cepun VARIAXIS j-500. OtoT HITY mpu-
MEHSAACSH AAd ABYX PA3AUYHBIX CTpaTerui oopadoT-
KM — AWHEHHOTO U TPOXOHAAABLHOTO (hpe3epOoBaHMUs.
CraHok cepum VARIAXIS j-500 nmpeacraBasieT coOom
BEePTUKAABHBEIM 0OpabaThIBAIONIUM LEeHTP ¢ (DyHKIUen
OTOOpa’keHUsl CHUA Pe3aHMs, OKa3bIBalOUIMX BAUSHUE
Ha IIIHUHAEAD.

OOpaseln] ApAS UCHBITAHUU HUMeeT IIPIMOYTOABHYEO
dopmy pasmepoM 50x120x50 MM M3 AErHPOBAHHOY,

KOPPO3UOHHOCTOUKOM, >KaporpouHou craru 14X17H2.
Craab 14X17H2 copepsxkutT yraepopa 0,14 %, X17 —
yKasbIBaeT Ha 17 % copepskaHusg xpoma, H2 — ykaswi-
BaeT Ha 2 % COAEp>KaHUS B CTAaAU HUKEAS.

HepykaBeromas craanb 14X17H2 npumeHseTcsi AAS
U3TOTOBAEHUSI AeTanel, paboTarolnX B arpecCUBHBIX
CpeAax U IIpU NOHMJKEHHBIX TeMIleparypax. Hanboab-
el KOPPO3MOHHOCTOMKOCTBIO OOAapaeT IIOCAe 3a-
KaAKHU C BBICOKMM OTITYCKOM. 13 HepskaBelolel cTaru
14X17H2 M3roTOBASIIOT AUCKHY, BaABl, BTYAKH, (DAQHIIHL,
KpellesK U APYTHE AETaAW AASI TOIAMBHO-PETryAUPYIO-
ey anmnapaTyphbl aBUAIIMOHHOTO Ha3HAYEHUS.

OO0OpaboTKa BeAach ABY3yObIMH (hpe3aMu Auame-
TpoM 500 MxM c nmokpeitueM AITIN u papuycom mnpu
BepimnHe 50 MKM C IepepAHUM yraoM dpessl 3°, 3a-
AHUM yroA dpesbl 7° U yTOA HAKAOHA BUHTOBOM KaHaB-
KU ppessr 15°.

OKCIIepUMEeHTEl OBIAM  CIIA@HMPOBAHBEL  METOAOM
IIOAHOTO (DAKTOPHOTO 3KCIIePHMeHTa C M3MeHEeHUSMU
TAyOMHBI pe3aHusi, IOAQYM Ha 3y0 U cTpareruu gpe-
3epoBaHusi. DaKTOPBl U WX YPOBHU OBIAM BHIOPAHBI
Ha OCHOBE JKCIIEpUMEHTaAbHOU PaboTHl [16] u mpea-
AOJKEHUU MPOM3BOAUTEAS] MHCTpyMeHTa. CKOPOCTE pe-
3aHus Oblaa ycTaHoBAeHa Ha 90 M/MUH, a papvasbHast
raAyOuHa pe3aHusa Oblaa yCTaHOBAeHa Ha 50 % oT Aua-
MeTpa peKyllero UHCTPYMeHTa (B CAydae BCTPEUYHOTO
U nomyTHoro (pesepoBanus). HezaBucumsole mepeMeH-
Hble ¥ UX YPOBHU II€PEYHUCAEHBI B TabOA. 1.

OpAHOM M3 Ba’KHEMIIMX XapaKTEePUCTUK IIPOIEeCCOB
pe3aHusa SBASETCSI CUAA pe3aHud [17], Tak Kak OHa



HO]\Y'—IeHHbIe 3HaYeHHs MaTeMaTU4eCKUX MOAeAeH

Tab6auna 3

3HaueHue AAS
3aBUCUMOCTH

YpaBHeHue 1

YpaBHeHUe 4

YpaBHeHUe 2

YpaBHeHUe 5

YpaBHeHUe 3

YpaBHeHUE 6

MmnoxectBo R 0,983421 0,95268 0,991528 0,958547 0,984669 0,977358
MHuosxecTBO R2 0,96711 0,90761 0,98312 0918814 0,969573 0,955230
F(3,10) 98,03620 32,74871 194,24038 37,72471 106,21963 71,12147
p 0,00000010264 0,0000175 0,00000000368 0,00000922 0,0000000697 0,00000047771
AaeT aKTYaAbHYIO MHQOPMAIIUI0O O MeXaHu3Me ChbeMa S
| =S| © <
MaTepuana, BuUOpalnuu, AedopMalluid HHCTPyMeHTa E’ RN = -
U ero OUeHHHM. B paMKaX 3TOTO MCCAEAOBAHUS OBIAK S ol 5| Z|8|8| 2
NIPOAHAAM3MPOBAHBl PABHOAEMCTBYIONIAS CHAA pesa- = gl &l c|c|c| o
fas}
uus (Fc) u oceBast cunra (Fz). Fc Oniaa paccunTaHa Ha g
. m ()
OCHOBE CAEAYIOIIEro YpaBHEHUS: g alglel g
> — | N (=]
=|g2l5|3| S
Fc=(Fx* +Fy*)1/2 (1) elel2| o
v o | o | © |
®
<
Tabaunla nmraHa JKCIEPUMEHTA U IIOAYYEHHBIE pe- g
3YABTATHI UCIIBITAHUHN TPEACTABACHEI B TaOA. 2. Ompe- g 2 SlE1S| ]
AeaeHue 3aBucuMoctu Fc = f(t, fz) u Fz = {{(t, fz) BbI- g - E1318]8]| 8
1 (=3 =] =} (=}
IIOAHSIAOCH B IIpOTPaMMe AASL CTATUCTUYECKOTO aHaAU3a § gl>ls|s|s| S
U BH3yaAU3alluu AQHHBIX Statistica. E §
B m
Cunra pesanusgs Fc B OCHOBHOM yBeAMYMBAETCS g g o § ol g
C yBeAMYeHHeM TAyOMHBI pe3aHus t NPU BCTPEUYHOM, 5 > H|l@|o| =
: mlo|lwvlnvn o
KAHAaBOYHOM U nonyTHoOM ¢pe3epoBanun. Cuawsl Fc s S8 2Q 8
IpU BCTPEeYHOM (pe3epoBaHUU BEHIIIE, YeM IPHU Ka- = I I
HaBOYHOM (ppe3epoBaHun. OAHAKO 3TO SABAEHUE UMe- B
%) O = © ™
eT OorpaHMYeHHOe yBeAHMdeHHe A0 IIOAQYM Ha 3y0 IpHu £ g1ggl8] 2
MIOAOBUHE AuMamerpa (fz >6 MKM) WAM PaBHA PAARYCY S w5 § § § §
IIpA BepLIMHE UWHCTPyYMeHTa. Bo3MOKHag IpudyuHa E gl ~|s|S|s| s
fas}
B SIBA€HHSIX YTOHUYEHHUSI CTPY’KKH, BBI3BAHHBEIX MEHb- E 3
1Y 13} m o~
MM TAQBHEIM YTAOM PEXKyIeHd KPOMKH H3-3a yTAO- S g g % § §
BOI'O papMyca W MaAbIX 3HAQUeHUM TAyOMHBI pe3aHusd. £ >lm|B| 32| S
- ™| N 3 (=}
B aTOM cAydae yCcAOBUS pe3aHUs IPUBOAAT K OOAee B E 23T 3
COKHMM OCEBBIM YCHAMSAM, UTO XOPOIIO BUAHO B TaOAUIle a
. I
IIOAYYEHHBIX SKCIIEPUMEHTAABHBIX 3HaueHUM Fz (TalA. g 1slzlz| 4
3). Ilpu Bcex cTpaTerusix ppe3epoBaHMus OCeBasi CUAA g Blel3s 8
1~ ElV|S|0| o
Fz yBeanuuBaeTrcs ¢ yBeandeHueM fz. Camble OOABIINE ’ Slila|8ls| 8
slelzle] 2
cuabl Fz u Fc HaOAIOAAAMCH TIpH (DpPe3epOBaHUU Ka- : E elele| <
HaBOK ¢ t =100 MKM U fz =9 MKM, YTO MO>KHO OOD- = % -
= =
SICHUTb YABOEHHBIM CeueHUeM CTPY’KKH 110 CPaBHEHUIO 3] g 2lSl3| &
g gj S|lo|®| ©
CO CTpaTerusMu ppe3epoBaHus 10 KPOMKE 3arOTOBKU. & nm3|I5(5| S
O | N S (=}
MaxkcuManbHBIe TIOAYYeHHBIe 3HadeHUs Fc mpu g Z|ls| T S
BCTPeUYHOM (hpe3epOBaHUM U IOIIYyTHOM (pe3epoBa- 8
8
HUM OTAUYAIOTCSI He Ooaee yeM Ha 23 %. MakcuMaab- £ slelelel @
HBle IIOAYYeHHBIe 3HaueHUs Fz Ipu BCTpeyHOM (pe- g || 2|8 § S| 8
o | (=3 (=}
3epOBAHUM U IONYTHOM (pe3epOBaHUN OTAUYAIOTCS A glalzls|zl 2
He 6oaee ueM Ha 3 %. g 2
=}
MuHuManbHBIe TIOAYYeHHBIe 3HaUeHus Fc Ipu BcexX < % ololgl =
® S| © (o))
(=]}
TpeX CTpaTerusix (hpe3epoBaHmsI OTAMYAIOTCSI He Goaee g £l m é % ‘9” %
yeM Ha 30 %. MuHUMaAbBHEBIE IOAYYeHHBIEe 3HaYeHus Fz g 2=z 2
] ICAR=RES =)
IIpU BCeX TpeX CTpaTerusax ppe3epoBaHusl OTAMYAIOTCS £
He Oonee ueM Ha 3 %. o
. ] ol @
4. PazpaboTka MaTeMaTU4YeCKHX MOAEAEN 3aBHU- E g § *S" g é
CHMOCTH CHUABI pe3aHHsl U OCeBOH CHABI pe3aHusl OT g —| B siglgl g
> o ¢ 2| 2|2 >
nojpayu Ha 3y0 U rAyOMHBI pe3aHusi AASI BCTPEYHOro, g = 2loloc|o| o
KaHaBOYHOIO M IOIYyTHOTO (pe3epoBaHus. Onpepese- = )
©
Hue 3aBucumoctu Fc = f(t, fz) u Fz = [(t, {z) prs TPex g olele| g
cTpaTeruii pe3epoBaHUs BBIIIOAHSIAOCH B IIpOrpaMme > | m § g 3 g
AAsT CTAQTUCTUYECKOI'O aHAaAM3a W BU3yaAW3allUM AAH- % g =} g
e I
HbIX Statistica. [ToryuyeHHBIe XapaKTepUCTUKU MaTeMa-
TUYECKUX 3HAUEHUMN IIPEACTaBAeHBI B TaOA. 3 U TaOA. o
Q| —
4. KoahumueHT pAeTepMUHAIIUYU Y BCEX ITOAYYEHHBIX s E )
mopener Bwimie 0,95, T.e. 95 % u Gonee KonebaHUM 8 Y 2| 4
Y o]
u3ydyaeMbIX 3HaueHUN Fc u Fz ONUCHIBAeTCSI AQHHBI- bl s

™

€202 (£81) € 3N JNHLO3IE NIGHhAVH UMIDNO

INHIOdLOOHUMYIN

E
~



Ly

OMCKUI HAYYHbIV BECTHUK N2 3 (187) 2023

MALLMHOCTPOEHUE

MM MOAeAsMH. 3HauyeHue F-kputepmnit Ouiepa BhIIIe
TaOAMYHOTO Y BCEX pa3pabOTaHHBIX MaTeMaTHUYeCKUX
MOAeAeH, MOITOMY BCe MOAEAU CTATUCTHUUIECKH 3Ha-
YUMBI U OOBACHAIOT OOINYIO AUCIIEPCHIO ITOAYYEHHBIX
MAQHHBIX IIpU 3KCIlepuMeHTe (TabA. 2). KoaddunmeHTr
perpeccuu rAyouHBl pe3aHus (f), TAyOMHEI pe3aHus (f),
BO3BEAEHHOI BO BTODPYIO CTelleHb, W IOAQYM Ha 3y0
(fz) ABASIIOTCSI CTATUCTUYECKU 3HAUUMBIMU Yy MOAEAeH,
OINMCHIBAIOIINX U3MEHEHNEe CUA pe3anus (Fc) 1 oceBBIX
cun (Fz) or rAyOuHBL pe3aHud (f) U nopauu Ha 3y0 (fz)
(Taba. 3). YpOBeHb 3HAUUMOCTH (p) Y BCEX YpaBHEHUU
MeHbIIe 0,05, TO3TOMY AQHHBIE MOAEAU IIPUTOAHBI AAST
UCIIOAB30BaHUS (TaOA. 4).

Cuna pesanua (Fc) Mo)keT OBITH paccuUTaHa
Ha OCHOBe ypaBHeHusd (1) aAAd BCTpedHOro peseposa-
HU{, YpaBHeHUd (2) AAS KaHABOYHOTO (ppe3epoBaHUA
U ypaBHeHUs (3) AAG CTpaTeruu IMOIIyTHOTO hpe3epo-
BaHusA. CooTBeTcTByloIue R2 3HaYeHHs COCTABASIIOT
96,71 %, 98,31 % 1 96,95 % CcOOTBETCTBEHHO.

Fc = 0,001583ap?* — 0,163736¢ +
+ 0,201126fz+ 3,900313;

Fc = 0,001023ap* — 0,073017t +

+0,207810fz+ 1,605086, (2)
110
wf
=
/-’//
= =T
= 4 —nn
i =
8 10 12 T
fz (um) —0
a)

Fc = —0,000226ap* + 0,044495t —

—0,0972801z+ 0,663133. (3)

Cunra pesanug (Fz) MoxkeT OBITH paccuUTaHa
Ha OCHOBe ypaBHeHUs (4) AT BCTpeuHOro (hpe3epoBa-
HUs, ypaBHeEHUs (5) AN KAaHABOYHOI'O (Dpe3epOBAHUA
U ypaBHEHUs (0) AAd CTpATEruu MOIIyTHOTO (hpe3epo-
BaHusA. CooTeeTcTByromue R2 3HaueHUs COCTABASIIOT
90,76 %, 91,88 % u 95,52 % COOTBETCTBEHHO.

Fz = 0,000993ap* — 0,110420t +

+0,148780fz + 3,569106, (4)

Fz = 0,000856ap® — 0,109987¢+
+0,214259fz + 3,315072, (5)

Fz = 0,000856ap* — 0,109987¢ +
+0,214259fz + 3,315072. (6)

MeToAOM HaMMEHBIINX KBAAPATOB IIOAyYEHBI I'pa-
Q)I/I‘IeCKI/Ie IIPpEeACTaBACHUSI TIOAYYEHHBIX MaTeMaTude-
CKUX ypaBHeHUU 1-6. [TorydeHHBIe rpadmKN IO3BOAS-
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Puc. 1. I'paduKy 3aBUCHMOCTY CHABI pe3aHus (a) u oceBoit cuabl (6) oT mopaym Ha 3y0
¥ rAyOMHBI pe3aHusi IPU BCTPEYHOM (hpe3epoBaHUN
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Puc. 2. I'paduKu 3aBUCUMOCTU CHABI pe3aHus (a) u oceBoit cuabl (6) oT mopaym Ha 3y0
¥ rAyOMHBI pe3aHusi PN KaHABOYHOM (ppe3epoBaHUU



110
e
: b

80 \

70

ap (um)

60 ~—

50 \ \\\,
40 /‘ ‘-"

|
30 / L 9
[ ¥ —o9
™ =
/ / i
20 5
0 2 4 5 8 10 12 =
fz (um) 1
a)

ap (um)

Puc. 3 I'padmky 3aBUCUMOCTH CHUABI pe3aHus (a) u oceBoit cuasl (6) oT mopaum Ha 3y0
¥ rAyOMHBI pe3aHusi P HMOMYyTHOM (hpe3epoBaHuMN

IOT TOAOOPATh II0AQYY Ha 3y0 U TAYOUHY pe3aHus AAS
OrpAaHUYEHUsST ACHCTBYIOLIEU CHABI PE3aHUSA U OCEBOU
CUABI, AECWUCTBYIOIIEM Ha PEeXylleld HHCTPYMEHT AAL
BCTPEYHOro (puc. 1), KaHABOYHOTO (pHUC. 2) U IOIyTHO-
ro ppesepoBanus (puc. 3).

BpiBOABI. B paMKax AQHHOTO MCCAEAOBAHUS OBIAU
pa3paboTaHbl U IPOBEAEHBI SKCIIEePHUMEHTEI 10 MUKPO-
(ppe3epoBaHNI0 KOPPO3UOHHOCTOMKOU  3aKAA€HHOM!
HepykaBerouleit ctaau 14X17H2 ¢ 11eAblo aHaAM3a BAU-
SHUS 1I0AQYM Ha 3y0, TAYOWHBI pe3aHus U CTpaTeruul
dpe3epoBaHusA Ha CUABI pe3aHusd. AN 9KCIIEpUMEHTOB
HUCIIOAB30BAACS MMEIOUINNUCSI B CBOOOAHOU IIPOAAKE
MUKPO(QPpe3epHbId UHCTPYMEHT C IOKPBITHEM U ABYMS
KaHaBKaMU.

OKCIIlepUMEeHTAAbHBIE  PEe3yAbTATBl  IIOKA3BbIBAIOT,
4YTO COCTABASIIOIIME CHUABI pe3aHud YBEAUYUBAIOTCHI
C yBeAMYeHHeM aHAaAU3MpyeMBIX IapaMeTpoOB IIPO-
necca. MakcuMaAbHBIe IIOAYUeHHBIe 3HaueHUs Fc npu
BCTPEeYHOM (hpe3epoBaHUM U IOIIyTHOM (pesepoBa-
HUM OTAUYAIOTCA He Oonee ueM Ha 23%. MakcuMaab-
HBble IIOAyYEeHHEBIEe 3HaueHUd Fz npu BcTpeyHOM dpe-
3epOBaHUM U IIONYTHOM (pe3epOBaHUU OTAUYAIOTCS
He Oonee ueM Ha 3 %. PaspaboTaHHas sKcllepuMeH-
TaAbHAast MOAEAb CHABI pe3aHus aAeKBAaTHO IIpeACKa3bl-
BaeT 3HaueHUs CUABI pe3anHusa (R2 > 98,93 %).

[ToaryueHBI MaTeMaTUYeCKUE MOAEAU U rpaduku 3a-
BUCUMOCTEN AASI pacdeTa MUHUMAAbHO HEOOXOAUMOM
TOAQYM Ha 3y0 M TAYOMHBI pe3aHus, IPU KOTOPHIX 00e-
CIIeYMBAIOTCSI MaKCUMaAbHBIE CHUABI Pe3aHUs U OCeBHIE
CHABI, UTO MO3BOASIET IIOBBICUTH CTOMKOCTBH PEJKYIero
uHCTpyMeHTa. [loaydeHHBIe MaTeMaTHYeCKUe MOAEAU
OnuCHIBAIOT ¢ 90-IIPOIeHTHOU U OOAee TOYHOCTBIO IIO-
Ay4YeHHBIE 3KCIIEpUMEHTAAbHBIE AQHHBIE.
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THE ANALYSIS OF CUTTING FORCES
FOR HARDENED STEEL MILLING

Micro milling is a widely used manufacturing method. The main purpose of this study
is to analyze the cutting forces in corrosion-resistant, heat-resistant steel 14Kh17N2.
Studies of the full factorial experiment on the processing of steel 14Kh17N2 are
carried out using a micro end mill with AITiN coating. New mathematical models
of cutting force and axial force have been developed that are adequately able
to predict and optimize the forces acting on the cutting tool. Graphs have been
obtained for calculating the minimum required feed per tooth and depth of cut,
at which maximum cutting forces and axial forces are provided, which makes it
possible fo increase the durability of the cutting tool during microfilming. The
obtained mathematical models describe the obtained experimental data with 90%
or more accuracy.

Keywords: production, cutter, cutting forces, feed per tooth, milling strategy,

counter milling, helical milling, groove milling.
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