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HocainzkeHo mpomec 3HOIIEHHSI, OCKUJIBKH HHMM CYNPOBOMKYIOTbCA BCi MexaHidHi
npouecu pizanHs. IIpomec 3HOIIEHHA € CKJIAJAHUM SIBMINEM i NMOTPiOHO HOro 3MoneIl0BaTH,
00 Kpamie po3yMiTH 3HOLIEHHS PIKYYHX iHCTPYMeHTIB. Y po0oTi HaBegeHO MoOJe/b, SIKa
BBA)KA€ThCS HAHAEKBATHILIOW 0 eKCNePUMEHTATbHUX MOKA3HMKIB, Ie 3HOIIEeHHA 3a Ycyi.
s momennr ommcye IMBHAKICTE Ta BeJIWYMHY 3HOUIYBAHHSI IHCTPYMEHTIB 3aJIe’KHO Bil
napaMeTpiB pizaHHs.

KurouoBi ciioBa: 3HOIIYBaHHS IHCTPYMeEHTa, MoO/ieJIb Y Cyl, TEpMiH cJIy:k0U IHCTpyMeHTa,
nporpamse 3a6e3neuyennss AdvantEdge.

The paper studied the wear process, as all mechanical cutting process is accompanied by
this phenomenon. The process of wear isa complex phenomenon and is of interest to model the
process and increase under standing of the wear of cutting tools. This paper presented a model
that is considered most appropriate to the experimental parameters, this wear by Usui. This
model describesthe rate and amount of wear on thetool depending on cutting parameters.

Key words: tool wear, Usui model, tool life, software AdvantEdge.

AHani3 octaHHix gociaimkeHb. [IporHosyBaHHs TepMiHy CIIy>KOM IHCTPYMEHTIB € Ba)KJIIMBUM
3aBJaHHAM JUIg 0araThOX KOPHUCTYBauiB PLKYYMX IHCTPYMEHTIB, JOIOMAarae 3amo0irTd HemoTpiOHUM
IHBECTHUIISIM B IHCTPYMEHTH 200 CIIMCAHHIO MOITKO/PKEHNX BUPOOiB.

OpnHe 3 mepmux piBHSAHD JUIsI OLIHKM 3HOILIYBaHHs iHCTpyMeHTY 3amporionyBas @. B. Teitnop nHa
nouatky 1900-x pokiB [1], B Haml yac HOro JOCHThH IIUPOKO BUKOPHUCTOBYIOTh. PIBHSHHS MOKa3ye, 10
TEpMiH cTyXOU IHCTpyMEHTa 3aJIeKHUTh BiJl IIBUIKOCTI pi3aHHS:

vT"=C, (1)
Je V — MBHIKICTH pizaHHA; I — TepMiH ciy)kOu iHcTpymenra, C, N — KOHCTaHTH, 3HaWJeHI
eKCTIEPUMEHTAJIBHO [4].

[Iporno3yBaHHsT TepMiHy clykOW iHCTpyMeHTa 3a piBHAHHSAM Telnopa, TOJaHUM BHIINE, HE €
LIJIKOM MPaBUIBHUM, OCKUIBKHA TEPMiH CITy’KOU 1HCTpyMEHTa 3aJeKHUTh HE TUIBKU BiJ TaKUX MapaMmeTpis,
SK IBUAKICTH IOJAHHSA 1 INIMOMHA pi3aHHsS, sSK 3anpornoHyBaB Teinop. ToMmy Garato IOCIIIHHKIB,
30Cepe/IMIIN CBOIO yBary Ha OLIHII i MPOTHO3YBaHHI 3HOLTYBaHHS IHCTPYMEHTA.

VYcyi 3anponoHyBaB piBHSHHS Ui MPOTHO3YBaHHsS 3HOLIYBAaHHA 1HCTPYMEHTa 3 BUKOPUCTAHHSIM
TEMIIEPATYpPHUX OKA3HUKIB 30HH Pi3aHHs

aw Cc
= Cl expg — 72 , 2
c.dL 6 @
ne dw —3minHa 06’ emy; dL — 3MiHHA BiACTaHi;, G; — 3yCHUIS Ha IUIOLI KOHTAKTy; 6 — Temmeparypa B
. . . . AE+2A
30Hi KOHTakTy, C; — KOHCTaHTa, IIO 3aJ€KMTh BiJ TOMONOri mHOBepXxHi, Ta C, = ne



AE — TeopeTnyHa eHepris MeXaHi3My 3HOIICHHS; A — cTaja boibliMaHa; 4 — KOHCTaHTa, sIKa KOPUTYE
TeMIIepaTypHy 3aJeXHICTh 00podeHoi aerani [1, 3].

BiamosigHo 10 piBHstHES (2), KOXKEH MEXaHi3M 3HOIICHHS MOX€e PO3IVISIATHCS SK 3aJI€KHHIH Bil eHepril
aKTHMBAIli JyI1 KOHKDPETHOI peakifi. SKImo icHye AeKiIbka MEXaHI3MIiB 3HOIICHHS, 3arajbHe 3HOIICHHS

IPOrHO3YIOTb, IiJICYMOBYIOYM MEXaHi3MH, IPpe/ICTaBIeHI B piBHsAHHI (2). Bci BoHM MaroTh pi3Hi koHcTanTn C; i
C,. Eneprito akTuBailii MO)KHa OLIHUTH 3i 3Ha4eHb C,, siki MOJKHA po3paxyBaru 3 AutsiHok In (dw / (edL))
nopiBHsHO 3 (1/0). [lns ouinku eneprii aktuBanii Big C, cucTeMa KOHCTaHT 4 TIOBHHHA OyTH BioMa.

Merta pociaigkennsi. Mera poO0OTH — 3MOJENIOBATH MPOLEC 3HOLIYBAHHS PIXKYYOro iHCTPYMEHTA.
Omnucaty, K Pi3HI TUIH 3HOLTYBAaHHS IHCTPYMEHTIB PO3BUBATHUMYTHCS Y 4aci, @ TAKOXK CTBOPUTH ySBIICHHS
PO Te, SIK Pi3Hi MapaMeTpH pi3aHHA BIUIMBAIOTH HA MPOLEC 3HOLITYBAHHS.

OcHoBHuii marepiaJj. Ilig yac pi3aHHs Ha IHCTPYMEHT IiIOTh Pi3HI MeXaHI3MH, SIKi BIUTUBAIOTH Ha
npotiec iHoro 3HomyBanus [2]. PosrisHeMo ix.

Abpasuene 3nowrysanns. 1linm dac TepTs MOBEpXHi pi3aHHSA 00 3aJHI MOBEPXHI IHCTPyMEHTa H
CTPYKH 00 MEPEAHIO MOBEPXHIO IHCTPYMEHTa TBEPi MiIKPOKOMIIOHEHTH MaTepiany oOpoOIIloBaHOI AeTai
JpsANarTh MaTepiall iIHCTPYMEHTa, TIOCTIHHO 3pi3aroun HOTo.

Aoeesitine sHowyganns. IHTeHCUBHE pyHHYBaHHS OBEPXHI IHCTPYMEHTA YHACHIJOK TEPTs KOB3aHHS
3YMOBJICHE HASBHICTIO B 00poOMIOBaHOMY MaTepiasi TBEpAUX MiKPOKOMIIOHEHTIB, AKi APANAOTh HOBEPX-
HIO 1HCTpYMEHTY, IIOCTYIIOBO PYHHYIOUH HOro.

Hugpysitine 3nowysanna. Sxkmo temmepatypa Buma 3a 800-850 °C, BimOyBaerbcs nudysiliHe
PO3YMHEHHS IHCTPYMEHTAIBHOI'O MaTepiary B 00poOII0OBaHOMY .

OxucHe 3nowysanmsa. 3a temmepatyp pisanns 700-800 °C kuceHp MOBITPS BCTymae B XiMiuHY
peakmiro 3 K00aJbTOBOIO (a30i0 TBEPAOro CIUIaBy ¥ Kapbimamu Bosb(ppaMy W THTaHy, IPUUOMY Haid-
CHJIBHIILIE OKUCHIOETHCS KOOAJIBT.

Inacmuuyna Oegopmayis. lloenHaHHA BUCOKHMX CHJI Di3aHHS 1 BHCOKOI TeMIeEpaTypu MOXe
MIPU3BECTH 10 TUIACTUYHOI AedopManii iIHCTpyMEHTa 1 B pe3yJbTaTi iIHCTPYMEHT OTPUMYE HOBY T'€OMETPil0
i BTpavae cBOi MOYATKOBI XapaKTEPUCTUKH [2].

BaxxmBo 3HaTH, SIK i MeXaHi3MH OyJyTh BIUIMBATH HAa IHCTPYMEHT MiJI 4aCc MEXaHI4HOTO pi3aHHS.
Sk mpaBwio, mmij 4ac 3HOIICHHS JEKUIbKa MEXaHi3MIB OJHOYACHO JIIOTh Ha IHCTPyMEHT. [Ipu 1bomy
3HOILICHHS 1HCTPYMEHTa MaTHMe Pi3HUI XapakTep i BAHUKAaTHME Ha Pi3HUX MicIsIX iHCTpyMeHTa. [leski 3
HAWMOIMPEHIINX BUJIIB 3HOLICHHS IHCTpyMEHTa 300paskeHi Ha puc. 1.

Puc. 1. Xapaxmep 3nowysanus.
a — ymeopeHHs Kpamepa Ha nepeoHiti NO8epXH,;
0 — 3HOWEeHHsL NO 3A0HIll NOBEPXHI,
6 — CKOIIOBAHHS BePUIUNY IHCIMPYMeHma




Ymeopenns kpamepa. 3HoIIeHHS BUHUKA€E Ha MEpeHii moBepxHi Ta Mae hopmy Kpatepa. [lepenns
MOBEPXHS 3a3HA€ CEPHO3HMX HABaHTaKEHb 1 Jii 3HAUHUX TeMIEepaTypHUX MOKAa3HUKIB, TOMY BBa)Ka€ThCH,
10 1IeH MEeXaHi3M BUKIMKaHWH Hacamrepea TUQy31iHHUM 3HOIITYBaHHSIM.

3nowennsn no 3aomiu nosepxui. Ha 3aaHili IOBEpXHI IHCTpYMEHTa YTBOPIOEThCS acka, mpodiab
SIKOT KOTir0€ (hopMy TOBEPXHi pi3aHHS B MOMEHT 3aKiHUCHHS pi3aHHsS. BBaxkatoTs, 1110 6arato B YoMy BOHO
3aJIC)KUTh BiJl aOpa3uBHOTO 3HOIICHHS.

Cronmosanns eepuunu incmpymenma. OZHUM 3 BHIIB 3HOLIYBAHHS € BHUKPHIIYBAHHS 1 BiIKOJ
pizanbHOi kpoMkHu. Takuii XapakTep 3HOLIEHHS CIIOCTEPIraeThCsl Ha KPOMII PLKYUOro jesa, y pasi 3HaYHUX
TEMIIEPATyPHUX Ta CUJIOBHX IMOKA3HMKIB IPOLIECY Pi3aHHs

MogaemoBanHsi 3HOIIYBaHHs. MO/ICIOBaHHS TEeMIIEpaTypH, CHJIM pPi3aHHS i HOPMaJIbHUX HaBaH-
Ta)kKeHb 3MIMCHEHO 3 BHKOPHCTAHHAM MeToay ckinuennux enementiB (MCE) y mporpami AdvantEdge.
AdvantEdge-nporpamue 3abesneuenns CAE (Computer-Aided Engineering), sike BUKOPHUCTOBYIOTH IS
ontumizaii pizanus meraiy. [1in yac mogemroBanns B AdvantEdge moienp omucye moBeAiHKy Matepiary
B mpolieci pizaHHsa. Ll mporpama mae 3Mory OTpuMaTH JeTalbHy iH(OpMAIIi0 PO TEeMIIepaTypHi
MMOKa3HHUKH, TEIUIOB] IOTOKH, HABAaHTAXKEHHS Ha PLKYyUe JIe30, TEPMiH CIIy>KOH IHCTpYMEHTA TOILO.

OcHOBHa MeTa TiJl 4ac CTBOPESHHS MOJENEH 3HOIIyBaHHS — ONUCATH, SK Pi3HI TUIH 3HOLIYBaHHS
IHCTPYMEHTa pPO3BUBAaTUMYTHCSA Yy 4Yaci, a TaKOX CPOPMYBaTH YABICHHS IPO T€, SK Pi3HI MapaMeTpu
pi3aHHS BIUIMBAIOTH Ha MPOIEC 3HOITYBaHHA. € HU3KA PI3HUX MOAENeH; IX MOXKHA PO3UTUTH Ha JIBI TPYIIH.
OpnHa 3 HUX fBJIsSIE COOOIO TPYIy MOZEJEH, SKi MPOrHO3YIOTh TEPMIH CIYKOM 1HCTpYMEHTa 3aJIe)KHO Bix
PEXHMMIB pi3aHHSA, Ha OCHOBI eMmipuyHuX (opMyi. IHIIAa MoOAEns pO3MIIAIaE, SK PO3BUBATHMETHCS
IIBUKICTh 3HOIICHHS 3aJIe)KHO BiJl YMOB pi3aHHs. PoOoTa akiieHTOBaHa Ha APYTid TPyIIi, MO0 CIIPOTHO-
3yBaTH IIBHJKICTh 3HOIICHHS, OCKIIBKH IIel BUI MOl 100pe peatisyerbes cydacaumu FE-Software ms
iMiTaIlil 3HOIICHHS IHCTPYMEHTa 1 TepMiHy Horo ciayxOu. HalinormmpeHiia Moielib TakoTro poay — MOJIENb
Veyi [1]. s mMozmens HOBMHHA OMKMCYBaTW aiare3iitHuil Ta AUQy3iHUNA BUI 3HOIIYBAHHS OJHOYACHO.
Mogeni cTBOPIOIOTECS B [iBa €Tamu, MEPLINA KPOK — OTpUMaTH (YHKLIiIO 3MiHH 00CATY B 4aci, a JpyrHi
eTal IoJIsIra€ y BUBEICHHI T€OMETPUYHUX ITapaMeTpiB HA eKpaH.

Mooenv Vcyi.
Ha puc. 2 HaBeeHO 3a/aHi peXXMMH pi3aHHs MM yac 00pobaeHHs KoHcTpykTuBHOI ctaii 40 (mogaya
S=0,15 mm; rubuHa pizanns t = 1 mm; mBuAKicTh pizands V = 300 MM/xB).

Project Information
— STANDARD TOOL —

ool File = toolwear.twt

lool Process Type = OBLIQUE

Rake angle = 5,0 deg

Rake length = 2,0 mm

Relief angle = 10,0 deg

Relieflength = 2,0 mm

Zutting Edge Radius = 0,02 mm

lool Material = Carbide-General
dinimum Tool Element Size = 0,02 mm
daximum Tool Element Size = 0,1 mm
desh Gradirg=1;

i Layer Mo, =0

ceed =015 mm
Zutting speed = 300,0 m/min
Jepth of cut=1,0 mm

_ength of cut = 3,0 mm

nitial temperatura = 20,0 degC
“riction coefficient = Default
Zutting mode = General

=xternal Coolant = OFF

nternal Primary Coolant = OFF
nternal Secondary Coalant = OFF

Puc. 2. 3a0ani pescumu pizanus nio yac oopodaennsn cmani 40
(nooaua S= 0,15 mm; enubuna pizanns t = 1 mm; weuoxicmo pizanns N = 300 mmlxe)



Lleii mporpaMHMii TPOAYKT Aa€ 3MOTY BHOPATH OAHY 3 YOTUPHOX MOJIeJIeH 3HOIIYBAaHHS: CTAaHIAPTHY
MOJICTIb 3HOUIYBAaHHs, CTBOPCHHS Ha 3aMOBJICHHS MOJENi 3HOIIYBAaHHS, MOJETb 3HOUIYBaHHS Ycyi, a
TaKOX MOJIEIb, Ky 3a7a€ KopuctyBad (puc. 3).

(") Standard Total Wear Time 20 min
() Custom \Wear Time Increment 15 5

@ Usui's Model Max. Wear Increment 0.005 mm
(71 User Defined Model Smoothing Angle 150 deg

| Material/Parameter ‘

‘ Ok ‘ Cancel

Puc. 3. Mooeni 3nouryeanns

VYci BapianT MozieNielt 3HOLTYBaHHS IHCTPYMEHTA IAI0Th KOPHCTYBAa4EBi 3MOT'Y 3aJ1aTH TaKi apaMeTpu:

—  3arajbHHM Yac 3HOIYBaHHS IHCTPYMEHTA;

—  KPOK 32 4ac KOXXHOTO MTPUPOCTY 3HOIIYBAaHHS,

— MakCHUMaJbHE 3HaYCHHS 3HOLITYBaHHS,

—  KYT 3MJI3JKyBaHHS.

V 1iii poOOTI BUKOPUCTOBYEThCS MOJEIb YCYi 3 BiAmoBigHumu napamerpamu (puc. 3). Pesynbrat
MOJICJIIOBaHHsI 300paskeHo Ha puc. 4.

Third Wave AdvantEdge
Project Name: 2
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Puc. 4. [louamkosa ceomempis incmpymenma



Project Name: toolwear
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Puc. 5. Ompumana 2eomempis pixcyyoeo knuna

BucHoBkH. 3 BHKOpPHCTaHHsAM MeToay ckiHueHHHX enemeHTiB (MCE) y mporpami AdvantEdge

3MOZICNIOBAHO IPOLIEC 3HOLIYBAaHHsS pixydoro iHctpymeHnTta (puc. 5). OmmcaHo BIUIMB MEXaHi3MiB
3HOILCHHA Ha XapakTep BHHUKHEHHS 3HOIIYBAHHS, a TAaKOX OIMCAHO, K Pi3HI THUNM 3HOLIYBaHHS

IHCTpYMEHTa PO3BUBATUMYTHCS Y Haci.
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