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BJMSIHUE YT JIOBBIX TAPAMETPOB JIE3BUI HA HAJIEJKHOCTH
TEXHOJOTHYECKOKW CUCTEMBI ®PE3EPOBAHUA IPEBECHUHBI

INFLUENCE OF ANGULAR PARAMETERS OF EDGES ON RELIABILITY OF
TECHNOLOGICAL SYSTEM OF MILLING OF WOOD

Ilpusooamcs pesynrbmamovl meopemuiecko20 UCCIe008AHUSL NO ONPeOeeHUI0 GIUAHUSA
VelOBbIX NApaMempo8 Je36Ull Ha HAOEHCHOCHb MEeXHOJI02UYECKOl CuUcmemsl (hpe3eposanus
opegecunbl. YcmanoeieHo, umo 8 OUuanaszone peKkoOMeHOyemMblX 3Ha4eHUll y2n08 Hapabomka Ha
OMKaA3 No napamempy Kawecmea npooyKyuu «moyHOCHbY Modxcem omauvamocs Ha 22,5 %.
Veenuuenue yena zaocmpenusi npueooum K nosviulenuto 6e30mkasHocmu, a 3a0He20 — K ee
CHUDICEHUTO.

Results of a theoretical research on definition of influence of angular parameters of
edges on reliability of technological system of milling of wood are given. It is established that
in the range of the recommended values of corners the time between failures in the parameter
of quality of production "accuracy" can differ for 22,5 %. Increase in a corner of a point
leads to increase in non-failure operation, and back — to her decrease.

TouHOCTH pa3MepoB HM3IEIU, TMONydaeMbIX MEXaHHYECKOH 00pabOTKON MaTepHasoB,
ABJIIICTCA OJHHMM U3 BaXXHEHIINX MOKa3aTelied WX KadecTBa. BI)IHYCK HEKAaYCCTBCHHBIX
U3CNUH TPUBOAWUT K HEMPOW3BOMUTEIBHBIM 3aTparaM M HpsMOMY ymiepOy s
MMPOU3BOAUTCIIA, IIOOTOMY Kad€CTBO TIIPOAYKOHUU ABIACTCA ONPCACIIAIOIIMM B OLCHKC
HaJIS)KHOCTH TEXHOJIOTHYECKHX CHCTEM, OI[CHWBAEMOH TAKMMHU KPHTEPUSMH, KaK: Ka4yeCTBO
IPOAYKIMH, TPOU3BOJUTENILHOCTh U MaTEPUATIbHBIE MJIM CTOMMOCTHBIE 3aTpaThl [1].

Kpurepuem oTkaza mo mapameTrpaM KadecTBa MPOMYKIIMU MOXET CIYXKHTh BBIXOJ
OJTHOTO M3 TOKa3aTesiell KayecTBa — TOYHOCTH HW3TOTOBICHHON MPOAYKIWHU — 32 TPEIEIIbl,
YCTaHOBJIEHHbIE KOHCTPYKTOPCKOW M TEXHOJIOTUYECKOW JOKyMEHTaImeH [2].

B paGore [3] BeIBeneHa MaTemMaTHyecKasi MOJICNb JUIs OTIPENIEIICHNUs CpeTHEN HapaOOTKH
70 oTKa3a 7 1o mapameTpy KauecTBa MPOAYKIIHH «TOYHOCTB:
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rie d — J0IyCKaeMoe OTKJIOHEHHE MOBEPXHOCTH 0OPabOTKH OT €6 HOMUHATBLHOTO
PacroI0KEHUS, MKM;

YA — FHTEHCHUBHOCTD W3HAIIMBAHUS HHCTPYMEHTA, MKM/M;

/i — 4aCTOTA BPALCHHS HHCTPYMCHTA, MHH

[ — NMHA Ty KOHTAaKTa MHCTPYMEHTA C IPEBECUHOM, MM;

€ — BCIIOMOTaTelIbHAsl BEJIMUNHA;

€0 — OTHOCHTEJIbHAST OCTATOYHAS JAe(POpMaIHs JPEBECHHBI MO TIOBEPXHOCTHIO PE3AHUSI.
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IZie 0 — 3aJJHUH yroda Jie3Bus, rpaj (puc. 1);
B — yrom 3aoctpenus, rpa.

Puc. 1. Cxema ne3Bus
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rze I1 — npumyck Ha 00paboTKy, MM;
D, — nuamMeTp OKpYy>KHOCTH PE3aHHs, MM.

Jannas Mmozens Obla rccneaoBana B paboTe [4] METOI0M YHUCICHHOTO SKCIIEPUMEHTA C
[ENBI0 OIPEICTICHUS] PErPECCHOHHON 3aBUCUMOCTH OT BXOJSIIMX B Hee (aKTOPOB, KOTOPHIE
BaphbUPOBAIKCH B MpeJeliaX CBOHMX JOIYCTHUMBIX 3HAYEHWH. BBUTO ycTaHOBIEHO HamOolee
CWJIbHOE BIIMSHUE HAa HapaOOTKy J0 OTKa3a TaKWX BEJMYMH, Kak MpuIyck Ha oopabotky II u
WHTCHCUBHOCTh W3HAIIMBAHUA WHCTPyMEHTa Ya. llpu 3TOM yrioBele mapaMeTpbl o U [
BAapbUPOBAJIMCE B MNPCACIaX UX NONYCTHMBIX BCIWYHH, UCXOAS U3 TOYHOCTU HU3TOTOBJICHUA
HHCTPYMCHTA. Ecmu xe INPpUHATL BO BHHUMAHHC, YTO PCKOMCHAYCMBLIC 3HAUCHHUA YIJIOB
MHCTPYMEHTA HU3MEHSIIOTCS B 3HAUUTEIBHO Oojiee IUPOKUX MpeJesiax uyeM JOMYCKU Ha UX
3HAUYEHUS, TO MOKHO 0XKHJIaTh O0Jiee CYIIECTBEHHOTO X BIUSHUS Ha MOKa3aTelb «HapaboTka
JI0 OTKa3a Mo MapamMeTpy KauecTBa MPOIYKIIUH «TOUHOCThY.

Jns ompeneneHus 3TOro BIMSHUS OBLIO MPOBEACHO HcciienoBanue mojaenu (1-3) npu
BapbUPOBAHUY 3HAYCHUH YTJIOBBIX MAPAMETPOB O M f B pEKOMEHAYEMBIX TIpeaenax [S] u mpu
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(UKCHPOBAHHBIX HA CPEIHEM YPOBHE 3HAUCHMSIX MPOYMX MapaMEeTPOB, MPUHATHIX MO TEXHU-
yeckoil xapakrepuctuke ctanka CP6-8 (c mpuMmeHeHHeM CTalbHBIX HOXel). Bennuuna no-
MyCKaeMOT0 CMEIICHHSI TOBEPXHOCTH OOpabOTKM BBIYMCICHA HCXOIs U3 TpeOOBaHUS
I'OCTa 27.202-83 [6] o HeoTpuIaTEeIHbHOM 3HAaYCHHU KOA((UIMEHTA 3araca TOYHOCTH U B
COOTBETCTBMM C HOPMAMHU TOYHOCTH HJisi pericMmycoBbiX ctaHkoB mo ['OCTy 7228-75 [7].
3HaueHus mapaMeTpoB MOJIETH MPUBEEHBI B TabmuIe 1.

Ta6muua 1
3HayeHus mapaMeTpoB MOJIETH
HaumeHoBanue Obo3raterue, caummIa Benuunna
M3MEpEeHHS

JormyckaemMoe cMeleHre MOBEpXHOCTH 00paboTKu d, MKM 37,5
HNHTeHCHBHOCTD M3HALIMBAHUS HHCTPYMEHTA Y, MKM/M 0,0 008
YacToTa BpalleHHs] HOXKEBOTO Bajia n, 00/MuH 4 785
IIpumyck, cpe3aeMbIii 32 OAMH IMPOXO. I1, mm 3,25
JnameTp OKpy>KHOCTH pe3aHus D,, MM 130
Yrom 3aocTpeHus B, rpan 35-40
3aaHuii yroa o, rpan 15-20
OTHOCHUTENbHAS OCTATOYHAS JeOpMAaIIHS € 0,3

Pe3ynbraThl pacueToB HapaOOTKH 10 OTKa3a 10 MMapaMeTpy KauecTBa MPOTyKIIHN

«TOYHOCTB» IIPCACTAaBJICHLI B Ta6n1/1ue 2.

Tabmuua 2

HapaOoTka 10 0TKa3a B 3aBUCUMOCTH OT YTJIOBBIX ITApaMETPOB JIe3BUs, 11, 4ac

o, Tpaj

b, rpaz 15 16 17 18 19 20
35 5353 5.183 5,026 4.879 4743 4615
36 5,442 5272 5,115 4,968 4,831 4,703
37 5,529 5,359 5,202 5.055 4917 4,789
38 5,615 5,445 5,287 5,140 5,002 4,874
39 5,698 5,529 5371 5,204 5,086 4957
40 5,780 5611 5.453 5,306 5.168 5,039

Kak BuIHO, BIMSHHE YIJOBBIX IIApaMETPOB JIE3BUS Ha HApaOOTKy 10 OTKa3a
CYILIECTBEHHO, pa3Max €€ Ha KpallHUX 3HAYCHUSX COCTaBIseT OOJee OJHOTrO Yaca, a Tuana3oH
W3MEHEHUSI OTHOCUTEIBHO CpEeAHEero 3HadyeHus pocturaer 22,5 %. XapakTepHO, UTO
YBEJIMUCHUE yTJIa 3a0CTPCHHSI B MPUBOJIUT K YBEIUYCHUIO HApaOOTKHU JI0 OTKa3a, B TO BpeMs
KaK YBEJIMUCHHUE 3aJJHETO YIJIia o J1aeT 00paTHbIi 3PPEeKT — CHIKEHUE HApaOOTKU JI0 OTKa3a.
I'paduuecku 3Ta 3aBUCUMOCTH TIOKa3aHa Ha PUCYHKE 2.
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Puc. 2. 3aBucuMocTh Hapa6OTKI/I [0 O0TKa3a OT YIVIOBBIX MMapaMETPOB JIC3BUA

Buisoowt:

1. HajgesxHOCTh TEXHOJIOTUYECKOH CHCTEMBbI ()pe3epOBaHUs APEBECHHBI 10 MapaMeTpy
Ka4yecTBa MPOAYKIUH «TOYHOCTH» CYIIECTBEHHO 3aBUCTH OT YIJIOBBIX MApaMETPOB JIC3BUI
PEKYIIEr0 WHCTPYMEHTA: YBEIHUCHHUE YIJIa 3a0CTPEHUS YBEIUYMBACT €€, a 3aJHET0 yriia —
CHIDKAET.

2. DOt ¢akTopsl HEOOXOIMMO YUYUTHIBATH MpPH TUIAHUPOBAHWU MEPONPHUSATHI IO
TEXHHUYECKOMY OOCITYKHBaHUIO JAepEeBOOOPaOATHIBAIOIIETO 000PYIOBAHUS, B YaCTHOCTH, TIPH
Ha3HAYCHUH MIEPUOJIa CTOMKOCTH JIEPEBOPEKYIIETO HHCTPYMEHTA.
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METOJIUKA UCTIBITAHUI
HA KOPPO3NOHHO-MEXAHUYECKOE U3HAINIMBAHUE
OBPA3IOB BBICTPOPEXYIIEN CTAJIN
JJISA JEPEBOPEKYIIEI'O HHCTPYMEHTA
C BAKYYMHO-IIVIABSMEHHBIMHA ITIOKPBITUSAMHA

METHODOLOGY OF TEST FOR CORROSIVE-MECHANICAL WEARING
OF SAMPLES FROM HIGH SPEED STEEL FOR WOODWORKING TOOLS
WITH VACUUM-PLASMA COATINGS

Paspabomana memoouka ucnvimanuii 06pazyos bvicmpopexcyujeri Cmaiu ¢ 6aKyyMHO-
NAA3MEHHLIMU ~ NOKPLIMUAMU — HA  KOPPO3UOHHO-MEXAHUYECKOe UBHAUUBAHUE 6 Cpeoe
NPOOYKMO8 CyXoll mepmodecmpykyuu opesecunvl. Memoouka ocHO8aHa HA uU3MepeHuu
ouazonanel  OMNeyamKos, MNOJIVYEHHbIX HA HNOBEPXHOCMU  00pa3yos ¢  NOMOWbIO
RUPAMUOATLHO20 UHOEHmMOpa. JluazoHanu Omneyamko8 YMEHbUAmecs 6 pe3yibmame
ucmupaowe2o0  MexaHuuecko2o B8030eUCmeus 6 NPUCymcmeuu npooykKmoe nupoiusd
opegecunvl. B kauecmee mena, ucmuparowezo oopaszyvi, UCNOIbL3YEMCA OUCK U3 MApMmb.
CKropocmb OMHOCUMENLHO2O OBUIICEHUSL UCNBIMbIBAEMbIX 00pA3Y08 U OUCKA, A MaKdice
VCUNUSL UX NPUNCUMA HAZHAYATOMCA UCX005 U3 MPeOOBAHUS UMUMAYUU PEeHCUMA Pe3aHUs.
Tonyuenvt npoOyKmsi Cyxoti mepmooecmpyKyuu Opeecunvl TUCMBEHHBIX U X8OUHBIX NOPOO U
onpeodneechniquayforcrestingcramsples of high-speed steel with vacuum-plasma coatings for
corrosion-mechanical wear in the environment of products of dry thermal destruction of wood
has been developed. The technique is based on measuring the diagonals of prints obtained on
the surface of samples using a pyramidal indenter. Diagonals of prints are reduced as a result
of abrasive mechanical action in the presence of wood pyrolysis products. As a body abrading
samples, a taffeta disk is used. The speed of the relative movement of the test specimens and the
disc, as well as the forces of their clamping, are determined on the basis of the requirement for
simulating the cutting regime. Products of dry thermal destruction of hardwood and coniferous
wood were obtained and their chemical composition was determined.

[Tporiecc 06pabOTKM IPEeBECHHBI U IPEBECHBIX MAaTEPHAJIOB PE3aHUEM XapaKTEePU3yeTCs
OONBIIMM KOJIMYECTBOM OCOOEHHOCTEH, OTJIMYAIOLIMX €ro OT MPOLECCOB pe3aHMs APYTUX
MmaTepHuanoB. Bo MHOroM 3To CBsi3aHO €O crelUM(UUYECKUMHU XapaKTEePUCTHKAMM JIPEBECUHBI
KaK OpraHN4ecKoro Marepuaa.
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