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Annomayus. B cmamve paccmompen memoo pazoeneHus npunycka npu pesvbogpesepo-
BaHUU, 3AKTIOUAIOWULICS 8 paAchpeoeneHUU OOKOBbIX CIMOPOH CPe3aemMo20 Cl0sl HA pa3Hble
3Y0b3 pe3bb060Il pe3bl, CMOOETUPOBAH Npoyecc 2eHepayuu pe3bb068020 npoguis npu uc-
nonb308anuy maxoui cxemwl. Ilpogedeno ucciedosanue npoyecca pe3anust ¢ NpedsioHCeHHOU
cxemotl pazoeieHus NPUNYCKa 8 CPAGHEHUU CO CMAHOAPMHBIM NPOYECCOM De3aHus nymem
Mooenuposanusi pesvbbogpezeposanuss 8 ude OOK08020 (hpezeposarusi NIOCKOCMU NOO
VellOM, PABHbIM Y2y HAKIOHA 8UHMOBOU TUHUU pe3bobl. [Iposedennblie dKCnepumeHmab-
Hble UCCNIe008aHUsl NOKA3bIBAIOM, YMO NPU UCHONb308AHUU NPEOTONCEHHOU CXemMbl CUNA
pe3anus modxcem ovims ymenvuiena Ha 29,8 %.

Knroueevie cnosa: pesvbogpezeposanue, pazoenenue npunycka, cpesaembvlii Cio, Mooeiu-
posanue ppeszeposanus Ha NIOCKOCMU

Analysis of the method of allowance separation during thread milling
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Abstract. This paper considers the method of allowance separation in thread milling, which
consists in distributing the sides of the cut layer on different teeth of a thread mill cutter,
and simulates the process of thread profile generation when using such a scheme. The re-
search of the cutting process with the proposed scheme of allowance separation in compar-
ison with the standard cutting process by modeling of thread milling in the form of side
milling at an angle of inclination of the thread helix has been carried out. Experimental
studies show that using the proposed scheme the cutting force can be reduced up to 29.8 %.
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BBenenue. ®pe3epoBanne pe3nObl ABISCTCS OJHUM M3 CAMBIX PACIPOCTPAHCHHBIX
croco00B MOy4YeHHS Pe3b00OBBIX MMOBEPXHOCTEH, TOTOMY 3aja4ya M0 ONTHMHU3AIIH
U yIYUYIIEHUIO JTAHHOTO TIpoIiecca SBIISICTCS B HACTOSIIEE BPpeMs aKTyaJabHOM 3aj1a-
yeit [1]. OgHolt u3 mpobsieMHBIX oOjacTe pe3b0odpe3epoBaHUs SBISETCS MPO-
[[ECC TMOJyYEHUsI Pe3bObl B JETAISIX U3 TPYyJHOOOpabaThiBAEMbIX MaTEPUAIOB, YTO
BBI3BAHO TMOBBIIICHHBIMHU BEJIMUMHAMU CUJIBI PE3aHUS, TPUBOASIIUMHI K HHTEHCHUB-
HOMY M3HOCY MHCTPYMEHTA, HEYIOBJICTBOPUTEIHLHBIM Kauye€CTBY U TOYHOCTH IOTY-
YaeMBIX MOBEPXHOCTEH, a TaKKE MOBBIIICHHOW BEPOSTHOCTU BBIXOJ]a MHCTPYMEHTA
u3 ctpos [2]. OnqHUM U3 pacHpPOCTPAHEHHBIX METOAOB IO YJYUIICHHUIO Mpoliecca
pe3aHusg ¥ YMECHBIIICHUIO BOSHUKAIOIICH CHIIBI SIBJIICTCS pa3AC/ICHUE MPUITYCKa.
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Martepuansl u meroabl. Ha ocHOBE MaTeHTHOIrO aHaiau3a, MPOBEJECHHOIO B
[3], OBUIO IPUHATO PENIEHUE MPOBECTU UCCIIEIOBAaHUE PAOOTOCIIOCOOHOCTU CXEMBI
cpe3anus npumycka, onrucanHou B narenre JP H0270928U, npu koTopoi Tpexcro-
POHHUM KOHTAKT Pe3b0000pa3yromero npoduis HHCTPYMEHTa U 3arOTOBKHU 3aMe-
HSIETCS IBYXCTOPOHHHM 3a CUET CMEUIECHUS YacTu npoduiiei BJoJIb OCH BpAIICHUS
MHCTPYMEHTA, KaK I0Ka3aHo Ha puc. 1, rie: @y — MCXoaHas IMPHHA BEPLIMHBI
pe3p0000pasyronero npouist; Ag yax — LMIUMPUHA BEPUIMHBI HPH IIAXMATHOH

cxeme; A — BelIMYMHA CMEIIEHHUsI Pe3p0000paszyromux npopuie Apyr OTHOCH-
TEJIBHO JIpyTa.

Heuernsie 3yObs _\ '
uHcTpymeHTa (1)
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YeTHbIe 3yObs
HHCTpyMEHTa (2)

Puc. 1. Cxema WaxmaTHOro pacnonioxeHms npodunen

[Tpu Takoii cxeme yBEeTUYMBAETCS TOJIIMHA OOKOBOW YaCcTH CPE3aeMoro Cliosl,
YTO JOJDKHO YJIYUIIUTH MPOIECC CTPYKKOOOpa3OBaHHUS, TaK KakK COIJIaCHO [4]
YMEHbIIAETCsl yJAeNbHas cuia pe3anus. s mpoBeneHus] dKCEpUMEHTa ¢ 00JIb-
IIMM YUCIIOM BapbUPYEMBbIX MMApaMETPOB ObLIO MPHUHSATO PEIICHUE CMOJIECIUPOBAThH
IPOLECC TOTYyUYEHHUs pe3bObl MyTeM (ppe3epoBaHus Ma3a ¢ MPOPUIEM METPUUECKOM
pe3bObl IO/ YIJIOM HaKJIOHA BUHTOBOM JIMHUM pe3n0Obl M45x3, uto paHee nmpume-
HSTI0Ch 117151 3G (HEKTUBHOTO MOJIEIUPOBAHUS Mpoliecca pe3rdodpesepoBaHus B pa-
oorax [5, 6].

[lenpro 3KCIIEpPUMEHTA SIBISUIOCH CPABHEHUE CHUJIbI PE3aHUs, BO3HUKAIOLIEH
npu (pe3epoBaHuU Masza NpoPuisi METpUYECKON pe3bObl MPU CTAaHAAPTHOM U IIax-
MAaTHOM CXeMaMH Cpe3aeMOro IMpUITyCKa.

OKCHEepUMEHT MPOBOAWICS Ha BEPTHKAIbHO-Ppe3epHOM 00padaThiBaroeM
neutpe LK MACHINERY VM-2, o6opyoBanue ajisi U3MEpPEHUS CHIIbl PE3aHMUS:
TpexXKOMMOHEHTHBIM JUHAMOMETP i M3MepeHust cuibl pezanus Kistler 9257B.
B kauectBe 3arotoBku Oblja BhIOpaHa IUIACTUHA W3 TMOJUOKCUMETHIIEH COTIONMME-
pa POM-C. DkcnepuMeHTallbHasl yCTAaHOBKA MPEJICTaBICHA HA pUC. 2.

B xauecTBe mMHCTpyMEHTa UCIIOJIb30Baach IBy3y0as cOopHas pe3nOoBas (pe-
3a ¢ TopueBbIM KperuieHueM 1actuH Sandvik CoroMill 328-039B25-13M ¢ ma-



A2. MHCmpyMeHmMaibHas MexXHUKa U mexHosioeuu 53

ctuaamu Sandvik CoroMill 328R13-150 VM-TH 1025. ToprieBoe kperieHre mia-
CTHH TIO3BOJIIET MCIOJIb30BaTh (POJIBIY B KAYSCTBE MPOKIAIKHA MKy TIACTHHON
1 0a30BOM MMOBEPXHOCTHIO KOpITyca (pe3bl I CO3/IaHMs U BAPbUPOBAHUS OIHCAH-
HOTO CMelIeHus pe3b0ooOpasyomux npodunei (A).

NucTpymenTanbHas
Hajaaka

g

3aroroBka

& Ilnactuna Ne 2

[ToBepxHOCTH
pe3anust

Puc. 2. 3kcnepumeHTaibHasA yCTaHOBKA

[TocTostHHBIM TapaMeTpoM ObLTa CKOPOCTh pe3aHus, paBHas v = 50 M/MUH.
BapbupyembiMu napamerpamu B SKCIIEPUMEHTE ObLIH:

[Tomaga S, = 0,06; 0,1; 0,14 mm/3y0.

Cwmemenne pe3p00Boi mmacTuHbl: A= 7;17; 28; 60 MKM.

CwmenieHue MIacTUHbl KOHTPOJIUPOBAIIOCH MPU MOMOIIUA UHIUKATOPA YaCOBOTO
THIIA C LIEHOU AeJieHud 1 MKM.

Pesyabrarbl. [lonydeHHbIE 3HAYEHUS COCTABJSAIONIUX CHJIBI  PE3aHUS
B HampaBieHusax OX u OY (KOMIOHEHT CWJIbI Pe3aHusl, HAlPaBJIEHHbBIN BJOJIb OCU
OZ, He OKa3bIBaeT 3HAYUTEIHHOTO 3(PdeKTa Ha MPOoIecC pe3aHusi, TaK Kak OH OKa-
3bIBACT BO3JICUCTBHUE BJOJL OCHU (Gpe3bl, TO €CTh B HAMPABICHUH €€ HAMOOJbIIECH
KECTKOCTH), U3MEPEHHBIC JUHAMOMETPOM, OBLUIA T€OMETPUUYECKH CIIOXKEHBI ISt
MOJTy9YeHUS CHITBI B TTOocKocTH XOY mo ciaenyromieit popmyse:
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Jlanee rpaduk 3TOM CHIIBI 32 OAWH Pa0OYMil X0 MHCTPYMEHTA OBLT MOJIEICH Ha
20 paBHBIX YacTeil M B KaXI0M ObLIO BEIOPAHO MAaKCHMAJIbHOE 3HAYEHHE, TIOCIIE YEro
ObUIO HANJEHO CpelHee 3HAYEHUE CPEIU TOYEK, COOTBETCTBYIOIIMX CTaOWUIBHOMY
nporieccy pesanus. Ha puc. 3 nmpusenen npumep s A= 7 MmkmM, S, = 0,06 mMm /3y0.
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Puc. 3. MprmMep 06paboTKM IKCNEPUMEHTANIbHbIX JAaHHbIX

Tak kak MpW yBETMUYEHUHM CMEIICHUS pe3b0000pa3yromumx npoduneit apyr or-
HOCUTEJILHO JIpYra CyMMapHas IIMPUHA BEPIIMHBI (DPE3BI A yay YBCIUIUBACTCS,
MO3TOMY JUUIsl €€ KOMITEHCAITUHM MTPOMOPLIUOHATBHO YMEHBIIANIACH TITyOMHA pe3aHus
TakuM 00pa3oM, 4ToObI OOKOBBIE CTOPOHBI Pe3bOOBOTO IMa3a COXPAHSIN CBOE TOJIO-
KEHHE IPYT OTHOCUTENBHO JIPYTa, B CIy4yae IIIMHAPUIECKON pe3b0bl 3TO 03HAYAIIO
OBl COXpaHEHHUE CPEHETO JUAMETPa M YMEHBIIICHUE BHICOTHI TIPOMUIIS pe3bOEbI.

Jnist ka0l KOMOMHAIIMY TTO/Ia4X Ha 3y0 U CMEIIeHUs A MPOBOIUIIOCH TIO 3 DKC-
MIEPUMEHTa, 3aTEM MTOTOBOE 3HAUCHHE OMPEIENIOCh Kak cpeaHee u3 Hux. [lomyuen-

Has 3aBUCUMOCTD CHJIbI PE3aHMsI OT CMEILEHUS ISl pa3IMYHOM 1Mo/1auM Ha 3y0 MpuBe-
JIeHa Ha puc. 4.

20
=0—52=0,14 mm/3y6
18 w=J=Sz=0,1 Mmm/3y6
16 wfiy=S7z=0,06 Mm/3y6
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Puc. 4. Ipacdhuk 3aBucumocTy F,, = f(A)
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OO0cy:kaeHue MOJy4YeHHBIX pe3ybTarToB. llonmydeHHBIE HaHHBIE MOATBEP-
XKIAI0T, YTO pa3/ieJeHue MPUITycKa npu (ppe3epoBaHuu Npoduiist pe3bObl TPUBOIUT
K YMEHBIICHUIO CUITBI PE3aHU.

Tak kak nmajgeHue CHJIbl pe3aHHs IPOAODKAETCS Ha BCEM AUala3zoHe MU3Mepe-
HUH, B KAUECTBE BEPXHEU rpaHUIIbl BEJIMYMHBI CMELIECHUS OYyJIET BBICTYIATh CyM-
MapHas NIMPUHA BEPUIMHBI PE3b0000pasyromux npopuiel g, KoTopas N0KHA

MO3BOJIATh M3TOTOBUTH MOJHBIA MPOQHIIb pe3bObl B Mpejenax mois aomycka. Tak
KaK MpU yKECTOUEHUH TPEOOBAHMI K TOYHOCTU PE3bOBI MOJIE JOMycKa Cy»KaeTcs,
JUIS OTIpe/ieTICHUs] MaKCUMAallbHOTO BO3MOXKHOTO CMeleHusT poduiieit HeoOxo1u-
MO NpoOBepKa TOro, OyJeT JM MOJy4YeHHas pe3bOa COOTBETCTBOBATH MPEIbSBIISIC-
MBIM TpeOOBAHMSIM.
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