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Abstract

The paper presents the results of a study of the roughness of 42CrMoS4-QT steel workpieces machined with
tools with interchangeable carbide inserts from different manufacturers when processed on a CNC machine with
a robotic feed. Theoretical-experimental models for the roughness reflecting the influence of the cutting speed
Ve m/min, the feed f, mm/rev and the number of processed parts n, no. have been obtained. The analysis shows
that the cutting speed has the strongest influence. Graphical dependences have been constructed, on the basis of
which the roughness that would be obtained for cutting conditions in a certain range can be predicted with

sufficient accuracy.

Keywords: roughness, robot-feed CNC machine, cutting tools, cutting conditions, theoretical-experimental

model.

BBbBEJEHHUE

[Ipu mexanm4yHOTO 0O0paboOTBaHE HE Ce
nojiydyaBaT MACAJIHO TIJIaAKW MOBBbPXHUHHU,
0 TSIX BUHATH OCTaBaT CJCIU OT PEIKEIIUs
pbOOBE Ha HHCTPYMEHTHTE, PA3IOJIOKEHU B
OTIpeNIeNICH Pell I TPOHU3BOIHO TOJ (Pop-
MaTa Ha W3JIaTUHY WIN MaJuHU, AeQUHIpa-
HHU KaTO MHUKPOT€OMETpUYHA (opMa Ha IIo-
BbpPXHUHATa. MHUKpOTeoMeTpusaTa Ha oOpa-
OOTCHHTE TTOBHPXHUHH BIIMSIC BBPXY H3HO-
COYCTOMYMBOCTTAa HA TPUECILUUTE CE€ MOBBPX-
HUHH, XapaKTepa Ha TOABIKHUTE U HETO/I-
BIDKHUTE CIJIOOKHM, SKOCTTA, €CTCTHYHUS
BUJ M KOPO3MOHHATa YCTOWYMBOCT Ha Je-
tarnure. C YBCIIMYAaBaHC HA BUCOYMHATA HaA
MHUKPOHEPABHOCTUTE KOPO3HATAa MO TE3U
MOBBPXHUHHU € NIO-UHTCH3HWBHA TBU KaTO Be-
HIecTBaTa, KOWTO s TPEAU3BUKBAT, C€ 3a-

IbpAKAT MO-MIPOIBIKUTEIIHO BpEME B MaIu-
HUTE Ha IparaBUHUTE.

N300pbT HaA MOAXOASAIIM METOAU 3a
00paboTBaHe, PEKEIIM WHCTPYMEHTH H pe-
KUMU Ha psi3aHE BIIMSE CHIIECTBEHO BBPXY
MHUKpOT€oOMeTpHsiTa Ha 00paboTEeHUTE II0-
BBPXHUHH, OLIEHEHO C TSIXHATa IpanaBocCT.

['panaBocTTa Ha AETalaM OT JIETUPAHU
CTOMaHH, 00pabOTEeHU 4Ype3 CTPyroBaHe e
u3cnenBana B [1,2,3,4], HaIMa u3cienBaHus
obaue mpu obOpadoTBane BHpXy CNC ma-
IIMHH ¢ POOOTHU3UPAHO 3aXPaHBAHE.

Eanna ot Hali-uecTo U3MOJI3BAHUTE MaTe-
puanu 3a u3paboTBaHE HA TEIKKO HATOBApe-
Hu aetaiiim BepXy CNC mammau ¢ pobo-
TU3UPAHO  3axpaHBaHe €  CTOMaHa
42CrMo4+QT, Ts e 3akajieH BapuaHT Ha
ctomaHa 42CrMo4, kaTto CbABPKaHUETO Ha
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XpOM U MOJIMOJIEH, KaTO OCHOBHH JIETHpa-
I €JIeMEHTH, JIONpUHAcs 3a HelHara BHU-
COKa AKOCT, U3APBKIUBOCT U YCTOfIqI/IBOCT
Ha N3HOCBAHE.

Ilen Ha Hacrosmiata pabora € u3cieaBa-
HE M MOJEIMpaHe Ha TparaBoCTTa Ha Je-
taiinu ot cromana 42CrMo4+QT o6padot-
BaHU BbpXy CNC Mammuu ¢ po6oTH3HpaHO
3axpaHBaHe, OCUTYpsIBAIIM MO-BHCOKA TOY-
HOCT HAa YCTAHOBsBAHCTO HA 3aI'OTOBKUTC.

N30 KEHHUE

3a ;1a ce u3cienBa U MOAEIUpa BIUSHUE-
TO Ha ENEMEHTHTE Ha pEeXHMa Ha ps3aHe
BBpPXY I'PaIlaBOCTTa HA IOBLPXHUHUTE IIPU
obOpaborBane Ha crtomana 42CrMoS4-QT
BbpXy CNC mammHN ¢ poOOTH3UpPAHO 3a-
XpaHBaHE € MPOBEJCH IUIAHUPAH EKCIepH-
MEHT ¢ TpH (paKTopa Mo ONnTUMajeH OpPTOro-
HaJICH [IEHTPAJIHO-KOMITIO3ULIMOHEH TUIaH OT
BUA:

N=23+23+1 (1)

Karo ympasnsBamu ¢akropu ca u3dpa-
HU CKOpOCTTa Ha ps3aHe V¢, m/min , moja-
BaHeto f, mm/rev u Opost u3paboTeHH Je-
Taitnu. J[pnbounHaTa Ha ps3aHe € MOCTOSH-
Ha a, = 1.5 mm.

B®3 ocHOBa Ha mpenBaputenHa UHOOP-
Malus € TIPUET BUJ Ha MOJela:

3 3 3
Ygzb[,+zb,-x,-+Zb,-,-x§+Zb,-jx,-xj (2)
i=1 i=1 i=1

i<l
kbaero: Yg=Ra,g (g=1,2,3 - HHIEKC CHOT-
BETCTBAIll Ha BHJA Ha W3IIOJI3BAHHUAT HH-
ctpymeHT); X1 = Ve m/min; X2 = f mm/rev;
X3 =n 0p.

N3cnensana e rpamaBocTTa mpuU 0Opa-
0O0TBaHE CbHC CJIEIHUTE METATOKEPAMUYHU
CMCHSICMH TJIACTUHH:

1. CCMT09T304-F1 TP2501- (prMa SECO
[51;
2. CCMT09T304-MP- (upma PALBIT [6];

3. CCMT09T304-F3M 1C807- ¢upma ISCAR
[7].

IInacTunute ca YCTaHOBCHU B ObpiKay,
KaTO Ca OCUTYPCHHU CIICAHUTC I'COMCTPHUYHU
napameTpu TIaBCH YCTAHOBBUYCH BI'bJI
K, = 95‘3‘, CIIoMaraTeJIcH YCTAHOBBYUCH bI'bJI

x, = 5%, 3aJIcH BI'bI 0=77, paJNyC Ha BbpXa
Ha MHCTpyMEHTa 7z = 0.4 mm.

OnutHuTe 00pasum (dur. 1) ca uzpabdo-
TeHHu oT ctomaHa 42CrMo4+QT ¢ TBspaocT
HRC=33.8 u f,> 850 MPa.

XUMUYHUAT CBhCTaB Ha CTOMAaHaTa e
MpeacTaBeH B Ta0u. 1.

Taén. 1. Xumuuen cocmas na cmomana 42CrMoS4-QT, %

C Si Mn Ni Cr Mo P Cu
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Due. 1. Onumnu obpasyu

ExcniepuMeHTUTE ca TPOBEACH BBPXY
CNC ctpyr HARRIS C400 ¢ pobotrzupana
crannus 3a 3axpanBane FANUC (¢ur. 2).
B kadecTBOTO Ha CMa304YHO OXJIaXKAaIia
TEYHOCT € W3IOJI3BaHa ClieHaTa Mapka Zet
Chemie ZET-cut 6040 GTL.

! R~ -
@ue. 2. Pabomno npocmpancmeo na CNC cmpye
HARRIS C400 ¢ pobomusupano 3axpaneane
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['pamaBocTTa O1IEHEHA TIO KpHUTepHs Ra e
mmepena ¢ podrtomersp TESA Rugosurf 20.

HuBara Ha BapupaHe Ha yIpaBisiBaluTe
dakTopu ca moco4yeHu B TaOI. 2.

[InanbT Ha excnepuMeHTa U EKCIEepHU-
MEHTAJIHUTE JaHHU Ha TIpParnaBoOCTUTE ca
npejacTaBeHu B Tad. 3.

CTOMHOCTUTE Ha TPamaBOCTTa 3a BCEKH

Taba. 2. Husa na ynpasnasawume ghaxmopu

OITUT Ca ONPECACIICHN B3 OCHOBAaHA

VrpasnsBanm IIPOBCICHU e,Z[HO(I)aKTOpHI/I CKCIICPUMECHTH
daxTopu Husa na dakropure 3a YCTaHOBSIBaHE Ha BIHUSHHUETO Ha Opos
06pa6OTeHI/I ,I[eTaﬁJ'IH BBPXY Ra IIpH HAJINY-
ROATPANT - HATYPain -1 0 1 HA CTOMHOCTH Ha CKOPOCTTAa Ha PA3aHE U
X1 fmm/rev | 0.12 | 0.15 | 0.18 p p
X2 Vem/min | 130|150 | 170 nozaBaneTo (¢ur. 3).
X3 1 6p. 50 275 500
Tabn. 3. Ilian Ha excnepumMenma U eKCnepumMenmantiu OaHHY
[Inactuna [Tnactuna IInacruna
Ne X1 X2 X3 Ve.m/min | f, mm/rev n, op SECO PALBIT ISCAR
Ral, um Ra2, um Ra3, um
1. -1 -1 -1 130 0.12 50 1.028 1.179 1.168
2. +1 -1 -1 170 0.12 50 1.179 1.183 1.189
3. -1 +1 -1 130 0.18 50 1.039 1.254 1.235
4. +1 +1 -1 170 0.18 50 1.264 1.543 1.389
5. -1 -1 +1 130 0.12 500 2.929 2.998 3.022
6. +1 -1 +1 170 0.12 500 3.487 3.641 3.605
7. -1 +1 +1 130 0.18 500 3.062 3.114 3.182
8. +1 +1 +1 170 0.18 500 3.615 3.952 3.927
9. -1 0 0 130 0.15 275 1.834 2.124 2.214
10. +1 0 0 170 0.15 275 2.276 2.518 2.351
11. 0 -1 0 150 0.12 275 2.139 2.398 2.265
12. 0 +1 0 150 0.18 275 2.352 2.426 2.305
13. 0 0 -1 150 0.15 50 1.127 1.087 1.062
14. 0 0 +1 150 0.15 500 3.124 3.495 3.523
15. 0 0 0 150 0.15 275 2.076 2.295 2.209
15 475
425 45
s 45
375 4
35 7 "
ER s i
[} z;; e & s
2 S= zzz = 2
2 = 2
175 = 175 /«,
15 2 15 7
125 125 &
1 = 1f
o7 075 - - ; - -
50 10 1% ) P 0 ) 0 ® 50 5% 5 100 150 200 250 30 3% 40 450 500 550 600
n,6p n,6p
(a) (6)
4.5
4'22 V=130 m/min f=0.12mm/rev
3;; Vc=130 m/min f=0.18mm/rev
3.2.5 - Ve=170 m/min f=0.12mm/rev
g_" 2.73 — Vc=170 m/min f=0.18mm/rev
g 2222 Vec=150 m/min f=0.12mm/rev
i 7; = V=150 m/min f=0.18mm/rev
15 = = - Vc=130 m/min f=0.15mm/rev
1.2? B Vc=170 m/min f=0.15mm/rev
50 100 150 200 250 300 6350 400 450 500 550 Vc=150 m/min f=0.15mm/rev
n, 6p.
(6)

Due. 3. Hzmenenue Ha 2panagocmma 8 3a8ucumocm om 6post Ha 06pabomenume Oematiiu npu CMpPy208aHe CbC
cmensiemu memanoxkepamuunu naacmunu: a- CCMT09T304-F1 TP2501- ¢hupma SECO; 6- CCMT09T304-MP- ¢upma
PALBIT; 6- CCMT09T304-F3M IC807- ¢hupma ISCAR
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OO0paboTBaHETO HA EKCTIIEPUMEHTATHUTE
pe3yNTaT € M3BBPIICHO B CHOTBETCTBUE C
METOAMKATa, U3J10KeHa B [§], B mocneaoBa-
TEJTHOCTTA: OMNpeIesiHe KOSHUIIMSHTUTE Ha
MOJICJIUTE; TIPOBEPKA 332 3HAYUMOCT Ha pe-
TPECHOHHHUTE KOS(UIIMEHTH MO t — KpHTe-
pus Ha CTIOOBHT, OMNpenensHe Ha MHO-
KECTBEHHUSI KOCPUIIMEHT Ha Kopesanus R-;
MpOBEpKa Ha 3HAYMMOCT HA MHOXECTBEHHS
KOS(UITUEHT 10 KpuTepus Ha Durep.

0.8, B

L
f mm/rev % 4 4ah 180.0
T 012000

(a)

(6)

(8)

PesynTature ot uzcneaBanusTa ca oopa-
0oTeHu ¢ porpamHuus nmpoaykt QstatLab u
ca MOJIYYEeHH CIIETHUTE MOJICIIU:

Ra,1=2,95+0,01Vc-8,77f+

+0,002n+135,56f*+2,042E-5Vc¢.n; 3)
Ra,2=0,596+0,02Vc.f+3,24E-5Vc.n; (4)
Ra,3 = 0,549+2,63f+3,313E-5Vc.n. (5)

Fal, pm

n=500

1 & 1
f, mm/'rev . 9 .25 1800
0.0

n=500

320

018 170

0180
0.1

[} =
f mm'rev bs 'H?) 20
0. 12500

n=500

1400
1200 Ve, mimin

Due. 4. ['paduunu 3a6ucumocmu Ha panasocm Ha oopadomenume NOSLPXHUHU 8 3ABUCUMOCH OM CKOPOCINMA HA PA3AHE
Ve, m/min; nooasanemo f, mm/rev u 6pos obpabomenu dematiiu n.

(a- CCMTO09T304-F1 TP2501- ¢pupma SECO; 6- CCMT09T304-MP- ¢pupma PALBIT; 6- CCMT09T304-F3M IC807- ¢hupma
ISCAR)
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I'padmunaTa wHTEpnpeTanys Ha MOyde-  MpoBedeH aucrnepcroHeH anamn3 (ANOVA).
HHUTE MOJIENIU € NT0Ka3aHa Ha ¢ur. 4. I'paduunaTa MHTEpHpeTaluss HA TOBA BIMA-
3a ompenensHe HAa BIMSIHMETO Ha yIpa- — HHE € IOKaszaHa Ha ur. 5.
BJISIBaIIUTE (DAaKTOPU BBPXY IpamaBOCTTa €

1k " B Ve mimin 10 nlz ' (R ———
(a)
[HE3 ars £ mmirev 018 75 0 0, &p. £00

-
-
///.
Vo, mimin . s Pl
— e
170 [ — ““'-‘-:-__-_ P :’/% "
153 //
= o
1, e
b1
a
3 f. mm/rev /‘:’{ "
o
=
':__ _____‘_'_'__—.- e “
4 -~ 3
- = . 015 =
1 '\—\_,_-‘_::_:‘-
- - anz = ,
-
____—p—'—'____. e ———
o — n. 6p
— — =0
5 =0
A e -— -—e—— s
Tk 1 Ve mimin 1 aiz ais £ mm'rew 038
(8)

@Due. 5. Buzyanuzayus Ha 6IUAHUEMO HA pakmopume cKopocm Ha psazane — Ve , nooaeane fu bpoil obpabomenu
demaiinu npu obpadomeane ¢ MemanoKepaMudHy NIACMUHU.
(a) - CCMT09T304-F1 TP2501 na ¢pupma SECO ; (6) - CCMT09T304-MP na ¢pupma PALBIT; (8) - CCMT09T304-
F3M IC807 na ¢pupma ISCAR
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3AK/IFOYEHUE

1. U3cnenBana e rpanaBocTTa Ha 00pado-
TEHHW TOBBPXHUHU HA JETAWIM OT CTOMAaHa
42CrMo4+QT npu crpyroBane Bepxy CNC
CTPYT € pOOOTU3UPAHO 3aXpaHBaHE.

2. IlomyueHn ca TEOPETHKO-EKCIIEPUMEH-
TaJTHU MOJIENIM 3a TPamnaBoOCTTa, OTPa3sBally
KOMIUIEKCHOTO BJIMSIHUE€ Ha CKOpPOCTTa Ha
pszane Ve, nomaBaneto f u 6post oopadore-
HH aeTaim ot ctomana 42CrMo4+QT.

3. TlpoBeneHUAT AMCIIEPCHOHEH aHaN3
MOKa3Ba, Y€ Hal-CHJIHO BIUSHUE BBPXY I'pa-
MaBOCTTa OKa3Ba OposT 0OpaboOTeHU MeTaii-
JM N, CIIEBAH OT CKOPOCTTA Ha psizaHe Vc.

4. YCcTaHOBEHO €, Y€ Hall-CUJIHO BIHMSHHE
BBPXY I'PalaBOCTTa OKa3Ba CKOPOCTTa Ha Ps-
3aHE TIPH CTPYTOBaHE C METATOKEPAMUYHU
miactuHu Ha ¢pupma PALBIT.

5. Cp31azieHuTe TEOPETHKO-EKCIICPUMEH-
TaTHU MOJENHU Cbh3/1aBaT BB3MOXKHOCT 3a
npeJicKa3BaHe ¢ JOCTaThuHa TOYHOCT Ha rpa-
NaBOCTTa Ha 00pabOTBaHU AETAWIMU OT CTO-
MaHa 42CrMo4+QT.
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