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PACUYET CWJIbI PE3AHUSI ITIPU OBPABOTKE BHYTPEHHEMN
PE3bbbI T PEBEHYATBIMHU PE3bBOBbIMHU ®PE3AMMU

Mauabkos O.B., Kapeasckuii A.C.
MockoBcKHi rocyJapCTBEHHBIH TexHnuecknid yHuBepcutet uM. H.O. baymana, Mocksa, Poccust

Annomayus. IloctaHoBKa 3a1aun (AKTYaJbHOCTh PadoThl). Pe3nbodpesepoBanme sBISCTCS THOKAM U YHUBEPCAIIb-
HBIM CIIOCOOOM pe3b0OHape3aHus, 00JaIaoIUM HaAe)KHOCTBIO U 00eCICYHBAIOIMM TOYHOCTh M Ka4eCTBO IOJIydaeMOi
pe3r0B. Hanbomnee gacto mcmonb3yroTes rpebeHYaTsie pe3b00BhIe Ppesbl, oOecIieunBaronie HanooJIbITYI0 POU3BOIU-
TEIBHOCTh 00PabOTKY, IIPH 3TOM YBEJIMYEHHE UTMHBI padodeil YacTH MHCTPYMEHTA NPUBOIUT K YBEIMUYCHHIO CHIIBI pe3a-
HUS, YTO NPUBOAMT K IMOSBICHHIO KOHYCOOOPa3HOCTH Pe3bObl M MOJKET CHHXKATh €€ TOYHOCTh. [IpOrHO3UpOBaHHE CHIIBI
npu pe3pbodpesepoBaHnuy TpeOCHYATHIMHA KOHCTPYKLMSAMHE HHCTPYMEHTOB IO3BOJIUT PEIIUTH Psif 3a1ad, 00ecreunBaro-
X 3Q(GEKTHBHYIO HX paboTy, KOTOpBIE CBSA3aHBI ¢ 00ECIICUYCHHEM TOYHOCTH BHYTPSHHEH METPUUYECKOH pe3bObl, mpod-
HOCTH WHCTPYMEHTa ¥ PaBHOMEPHOCTH PAOOTHI, NPHCYTCTBYIOIMMH BUOpaLMsIMH B TeXHOJIOrMYecKoi cucteme. Llean
padorbl. Pa3paboTaTh TEOpPETHYECKYI0 MOENb Ul pacueTa COCTABIISIONIMX CHJIBI Pe3aHus IpH pe3b0odpe3epoBaHUM
rpebenuaroil Gppes3oi, KOTOpask yUUTHIBAET COCTABISIOLINE CHJIBI PE3aHUs BCEX CIMHHYHBIX Pe30000pa3yromux npopu-
Jiel ¢ yueToM yriia KoHtakra. Mcmosib3yemble MeToabl. Teopetnieckas MOJIENb CHIIbI pe3aHus pa3paboTaHa B IPOrpam-
me PTC Mathcad Prime 3.1 Ha OCHOBaHHHM TOJIOKEHUI TEOPHH PE3AHUS C UCIIOJIB30BAHMEM T€OMETPHUYECKOTO MOCTPOE-
HUS M IPOBEpKU npH nomouiu nporpamMmbl Komnac-3D. HoBuzna. [pennoxkeHHas TeopeTHueckasl MOJIENb CHIIbI IIPU
(bpe3epoBanny rpedeHUATHIMU (pe3aMil BHYTPEHHEH METPUUECKOH pe3bObl OMMCHIBAET paclpeielieHue Cpe3aeMoro clos
MEXIy NPOQHUIAMA 3yObeB HHCTPYMEHTA C MCIONB30BAHMEM MOJICIU CHJIBI IIPU Pe3b00(ppe3epOBaHIN OTHOIMCKOBBIMH
¢pezamu [7] ¢ y4eTOM BHHTOBBIX CTPYXKESUHBIX KAHABOK W HEPAaBHOMEPHOTO OKPY)KHOro Inara 3yobeB. Pe3ysabrar. Pabo-
TOCIIOCOOHOCTB MPENIOKEHHOM TEOPETHISCKON MO CHIIBI IPU (ppe3epoBaHUU IpeOCHUATBIMU Pe3b0OBBIMU (ppe3aMu
TIOATBEPIKACHA IKCIIEPUMEHTAIBFHBIMH TAaHHBIME, PACXOKICHUE ¢ KOTOPbIMH He mpeBbiciio 20%. [IpakTuyeckas 3Ha-
quMocThb. [IpeiokeHHas TeopeTHIecKasi MOJIENb COCTABIISIOIINX CHIIBI P hpe3epOBaHUH IPeOCHYATBIME PE3bOOBBIMH
(bpe3amMu 103BOJISIET HA OCHOBE TEOPETUUECKOTO pacueTa PelnTh Psij 3a/1a4, CBA3aHHBIX C 00eCcrIeYeHHEeM TOYHOCTH BHYT-
PEHHell MeTpUUeCcKOl pe3bObl, IPOYHOCTH UHCTPYMEHTA, PABHOMEPHOCTH €ro paboThI.
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CALCULATION OF CUTTING FORCE WHEN MACHINING INTERNAL
THREADS WITH THREAD MILLING CUTTERS

Malkov O.V., Karelsky A.S.
Bauman Moscow State Technical University, Moscow, Russia

Abstract. Problem Statement (Relevance). Thread milling is a flexible and universal method of threading, showing
reliability and ensuring accuracy and the quality of the resulting internal thread. Thread milling cutters are the most of-
ten used ones, providing the highest machining performance, while increasing length of the operating part of the tool
leads to an increase in cutting force, which leads to a taper thread and may reduce its accuracy. Predicting force during
thread milling with comb-shaped structures of tools solves a number of tasks that ensure their efficient operation, which
are related to ensuring accuracy of the internal metric thread, strength of the tool and uniform operation, and vibrations
in the technological system. Objectives. The research is aimed at developing a theoretical model for calculating the
components of cutting force during thread milling with a thread milling cutter, which factors into the distribution of the
cutting force components for every thread-forming profile subject to the contact angle. Methods Applied. A theoretical
model of cutting force was developed in PTC Mathcad Prime 3.1 based on the provisions of the cutting theory using
geometric construction and verification with Kompas-3D. Originality.The proposed theoretical model of force during
thread milling of internal metric threads with thread milling cutters describes the distribution of the cut layer between
the profiles of tool teeth using a force model for thread milling with single-disc cutters [7], factoring into screw chip
grooves and a non-uniform circumferential pitch of the teeth. Result. Efficiency of the proposed theoretical force model
for thread milling with thread milling cutters is confirmed by experimental data. Discrepancy with such data did not
exceed 20%. Practical Relevance.The proposed theoretical model of the force components in threading with thread
milling cutters solves a number of problems related to ensuring accuracy of the internal metric thread, strength of the
tool and its uniform operation based on theoretical calculation.
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Brenenne AHanu3 muTepaTypHBIX UCTOYHUKOB [1-6] mokasai,
YTO HCIOJIb3YeMbIE MOJXO/bI K OIEHKE CHIIBI IPU PE3b-
6odpesepoBaHNr OTpaHWYEHBI 1O TPYJIOEMKOCTH TIOJIY-
YCHU JaHHBIX U MPOBEACHUU PACUCTOB, 4 TAKKE UMECIOT
OTPaHUYEHUS U YIPOUICHUS IIPU ONUCAHUU MOJEIIEH.

Takum obpa3zom, pabota, HampaBiieHHas Ha MOJy4e-
HHE TEOPETUYECKOM MOJENH CHIIbl PE3aHUs HPH pPe3b-
6odpesepoBannn rpedbeHYATHIMU WHCTPYMEHTAMH, SBIIS-
CTCA aKTyaﬂLHOﬁ, TOCKOJIBKY IO3BOJIMT OTKa3aTrbCia OT
TPYJOEMKHUX JKCIIEpUMEHTAIbHBIX UCCIIEJOBAaHUH U oIle-
PaTHBHO NIPOU3BOJUTH PACUET CUIIbI PE3AHUS.

Pe3pbodpesepoBanne Bce Oojiee MUPOKO HCIIONB3Y-
€TCsl B IPOMBIIUICHHOM MPOU3BOACTBE M3JIEIHM, YTO CBS-
3aHO C PSJIOM NPEUMYLISCTB MpoLecca, TAKHX KaK YHHU-
BEpPCAJBHOCTh, HAJEKHOCTh M KAa4eCTBO MONTy4aeMOM
BHYTpeHHeil MeTpuueckoll pe3pObl. [Ipu momoMke pesb-
OoBasi (hpesa NErko M3BIEKACTCS U3 OTBEPCTHS, 4TO HE
MIPUBOJUT K CIOXHOYCTPaHUMOMY Opaky, HEOOXOIUMO-
CTH WUCIIOJIb30BaHMs JIOTIOJHHUTENILHOM onepanun u3Blie-
YEHUsI MHCTPYMEHTa U PEMOHTY PE3bObl.

Hambonee wacto ncmosip3yroTcs rpedeHUYATHIE Pe3b-
6oBbIe (ppe3bl, KOTOPbIE TTO3BOJISIIOT MOBBICHTH IPOHU3BO- PacueT cocTaBJISIOIMX CHJIBI IPU 06padoTKe
JIUTEJILHOCTh 33 CYET OJHOBPEMEHHOI 00pabOoTKH Bcex rpedeHYaTHIMHU Pe3600BBIMH (ppe3amMu
BUTKOB pe3b0bI 32 OAMH IUIAaHETApHBI 000POT MHCTPY-
MEHTa BOKPYT' OCH pe3bOBbl, YTO YBEIMUYHBACT CHIIY pe3a-
HUSI 110 CPaBHEHHMIO ¢ 00pabOTKOW OJHOANMCKOBHIM HH-
CTPYMEHTOM. JTO MOKET NPHBECTH K CHIDKEHUIO TOYHO-

CTH U KayecTBa 0OpaboTKU, a TaKKe IOJIOMKE MHCTPY-  (opepuiaeT 0MHAKOBYIO PaGoTy 10 (JOPMUPOBAHMIO 011~
MEHTa, MIOCKOJILKY TPH HCTIONb30BAHMH KHHEMATHIECKON  yoro puTka BHYTpEeHHeil METPHUECKOIl pe3bObl U YaIseT
CXEMBI C MapauIeNbHBIMH OCSIMU Pe3b0Bl U HHCTPYMEHTA TIPH 9TOM Cpe3aeMBbIii Ciioif ojuHaKoBoit Gopmsl (pue. 1,
CHIIa JICHCTBYET HA MHCTPYMEHT KaK Ha KOHCOIBHYK o3, |). Pasnnume 3aKII0YAETCs TOIBKO BO B3AHMHOM I10-
OalKy, BEI3BIBas pajHalbHOC M YIIOBOC MEPEMEIICHHE BOpPOTE JIUCKOB APYr OTHOCHTENLHO JAPYyra OTHOCHUTEIILHO
CBOOOTHOTO TOpIIA. OCH MHCTPYMEHTA M3-3a HaJIMYMs YIrja HAKJIOHA CTPYXEeu-

B oOmiem ciiydae KOHCTPYKIMsI TpeOEHYATOW pe3b-
00BOH (pe3bl CONEPKUT COBOKYMHOCTH OJHOJUCKOBBIX
pe3b0OBBIX (Ppe3 ¢ OJMHAKOBBIMU TEOMETPUUECCKUMH H
KOHCTPYKTHBHBIMU TapaME€TpaMH, KaXaasd M3 KOTOPBIX
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HBIX KaHaBOK, B pe3yJIbTaTe 4ero KaKAblid pe3p0oodpaszy-
oM TPOQMIIE COOTBETCTBYIOIIETO 3y0a HHCTpyMEHTa
OyZIeT HaXOAWTHCS B Pa3UMYHBIX 00JACTSAX Cpe3aeMoro
CJI0ST ¥ KOHTAaKTHPOBAaTh C HUM IO IUIOLIAJM, COOTBET-
CTBYIOIIEH COYETaHHWIO yIJjia MOBOPOTA MHCTPYMEHTa OT-
HOCHTEJIbHO CBOEH OCH W YIJIa HaKJIOHAa BUHTOBBIX CTpY-
JKEYHBIX KaHaBOK. VX0t M3 3THX cOOOpakeHui, ciaemayer
(opMHpOBaTh NOCIEIOBATEIBHOCTh pacdyeTa COCTABIISIO-
KX CHJIBI TIPH pe3bbodpesepoBaHny rpeOeHYATHIMU HH-
CTPYMEHTAMH, HCIOJIB3YSI TEOPETHUYECKYIO MOJENb CHJIbI
pe3aHus OTHOAMCKOBEIMH pe300BEIMHE (pe3amu [7].

Ha ocHOBaHuM NpPUBEAEHHBIX OTIMYMM OJHOIUCKO-
B0l U TpebeH"aToi (hpe3 pacdeT CHIIBI pe3aHus IpH pa-
0oTe TOCIeIHeH clefyeT BeCTH MHTEIPabHO IO BCEM
JJIEMEHTaM, OJHOBPEMEHHO YYaCTBYIOIIUM B paboTe ¢
ydeToM mojaenu [7].

Ha pme. 2 mpencraBieHa pacueTHas cxema JUIs
OIIpe/IeTICHUs] 3HAYEHHH COCTABJISIOLIMX CHIIBI IPH Pe3b-
60(dpe3epoBaHnH rpeOCHYATHIM HHCTPYMEHTOM.

Jlyist anropuTMH3alul pacyeToB pe3b0ooOpasyroiue
JMCKK TIPOHYMEpOBaHbI B MaTpU4YHOM BHIe (Z.M), rue
mepBoe 9uciio Z obo3HadaeT HoMmep 3yba (Hampumep, Ha
PUCYHKE TOKa3aHBI MapaMeTphl UIA Tpex3yOoou ¢pess

ze {1, 2, 3}), a BTOpOE YHCIIO — MOPSAIAKOBEIA HOMEpP M
pe3pb000pasyromero AUCKa ¢ Ha9ajJoM OTCYeTa OT TopIa
(dpessl (puc. 2). BeneacTeue Hadm4gus HEHYIEBOTO yTria
HaKJIOHa CTPY)KEYHOW KaHABKHM BBEJEHA YIJIOBas KOOp-
JIMHATa KaXKJ0TO TEKYLIETo pe3n00BOTr0 MpOQMIS ym C
YIJIOBBIM IIaroM Mexnay npodumsamu Ay. Ha puc. 2 BbI-
JIeTIeHbl TPO(HIIH, y4acTBYIOUIME B PE3aHUU HA MOMEHT
pacdera, U 3JIeMEHTapHBIE Cpe3acMble CIIOH, 0003HAYEH-
Hele 1m¢poit 4. Ha nmpumepe mpoduns 2.4 Ha BTOpOM
3y0e (hpe3sl MOKa3aHbl HAIPABICHUS COCTABILIONINX CH-
JBI pe3aHus: KacaTeNbHOU Py, 4, paguansHoit Py, 4, paBHO-
AeicTByromen Py 4 1 0ceBOM Py 4.

Cpe3aeMblil CiIOM ompememnsercs YIrIOM KOHTaKTa
0 = Omin + Omax (cM. puec. 2) [8]. [ ompeneneHust KOOp-
JMHATHI CEUCHUSI BHYTPH CPE3aEMOT0 CJIOS HCTIONIB3YETCS
napaMeTp A Kak yriioBoii mar Mexay JBYMs COCEHUMU
ceueHnsivu. Uem MeHble mapamerp A0, Tem Oomblie
pacyeTHBIX CEYCHHUH, KOTOpbIE MOIY4YaroT B 0OOIIeH mat-
purie i-100 WHIAEKcanuio cToJOmoB. U, Kak crieacTBue,
CIIO)KHee, HO ToyHee oOwimii pacder. BropeiM mapamer-
poM aByMmepHoro maccuBa (1) sBisercs HOMep pe3bbo-
o0pasyrormiero aucka m.

- ko

2

a

0

-
B

Puc. 1. Wnmoctpanus npencraBieHns rpedbeHIaTol pe3bl Kak COBOKYITHOCTH OJHOIVMCKOBBIX: a — TpeOeHUaTas
pe3pboBas Gpesa; 0 — aeMeHTapHbIN Pe3p0000pasyroIINil TUCK; B — OMHOAUCKOBAs (pesa; 1 — cpe3aemblit

ci10it; 2 — pe3p0000pa3yoNIHiA JUCK

Fig. 1. The representation of the thread milling cutter as a set of single-disc cutters: a is a thread milling cutter;
6 is an elementary threading disc; B is a single-disc milling cutter; lis a cut layer, 2 is a threading disc
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Puc. 2. Cxema AJITOPUTMHU3AIUHN pacyeTa COCTABJISIOMINX CUJIbI pe3b60(bpe3epOBaHI/m:

1, 2, 3 — HOMep 3y0a; 4 — cpe3aeMblii Coi

Fig. 2. An algorithm presentation diagram for calculating the thread milling force components:

1, 2, 3 is tooth number, 4 is a cut layer
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Pesysbratsl 11 01HOTO 3y0a B 3TOM Cilydae MPUHUMAIOT BUJl (HA PUMEpE COCTaBISIOIEH CHIlbl Py, Tle HHEKC Z

XapaKTepu3yeT MOPsAKOBEIN HOMep 3yba (cM. puc. 2)):

Ptl,l(emin + (Z - 1) : T)
Ptl,Z(emin +1-Ax+(z-1)-1)

P

tL,m

( m|n+(m 1) AX+(Z_1) T)

rae

tlm

VYTn0BOE CMENIEHNE B COOTBETCTBUH C IPEJICTABICH-
HOW CXeMOH OIpeesieTcs CIeIyonM 00pa3oM:

2P-tg ©
d

p

Ay = > (2

rne P — mar pe3rbooOpasyromux mpoduieir, MM; ® —

YTOJI HAKJIOHA BUHTOBBIX CTPY)KEYHBIX KaHABOK, Tpaj; dp
— IraMeTp pe3r00BOi (pe3sl, MM.

VYTn0BoO# mar 3yObeB T AOJDKEH YYUTHIBAThH MOTPEII-
HOCTPH YTJIOBOTO IlIara MHCTPYMEHTA IIPH €T0 HU3TOTOBIIE-
HHUH 0T;, @ TaKXKe rmapamerp AT IPpH HCIOJIB30BAHUH He-
PaBHOMEPHOT'O YTJI0BOIO I1ara:

360°
z

T= T Attdr,. (3)

Anroput™m pacuera, onmcaHHBIN Mmatpunei (1), pac-
MIPOCTPAaHEH W pPEealu30BaH IPH ONpPEICICHUH BCEX CO-
CTaBIISFOLINX CHJIOBBIX XapaKTEPHUCTHK.

MarpuyHasi 3alMCh COCTABIISIFOIIMX CHJIBI PE3aHUs,
paccuntanHbix 1o (1), cocTaBmseTcst TakuM 00pa3om, 4TO
KaX/10€ 3HaYCHHE COCTABIISIONICH CHIIBI pE3aHUs BHYTPH
MaTpHIBl PACCUUTHIBACTCS ISl YIIIOBOW KOOPIUHATHI 0,
onpenensaeMoit mo popmyiie

0,=0,, +(M=-1)-Ax+(@{-1)-A0+(z-1)-1.  (4)

Takas (¢opMa 3amucu IO3BOJSET ONPEICIHThH
HaxoxJeHne npoduis 3yda (Gpes3bl B KOHTAKTe CO cpe3a-
€MBIM CJIOEM TIpU ycioBuu: O, <0<0 . B ciyudae
HECOOTBETCTBHUS YCJIOBHIO MaTpHLa OyAeT COomepKaTh
HyneBble 3HayeHHs. OIHAKO NpH OONBLIMX 3HAYCHHSX
yrina o At O0oNbIIOro Yncia 3yObeB yriioBasi KOOpIUHA-
Ta MOXeT ObITh 0;>2m, a mpoduim 3yba OymyT Haxo-
JIUTBCSI B KOHTaKTe CO cpe3aeMbIM cijoeM. J[is Takux
ciyyaeB ObLIO ONpEJeNIeHO YCJIOBUE UCKIIIOUEHHS YacTH,
KpaTHOM 27:

0, C-Zn—§~c-27r+g 50 e|l-=Z|, (5

rae { — mapaMmerp, 3aJaroliuii HOMep IOJHOTOo 00opoTa
TEKYLIEHN yIriIOBOM KOOpAUHATBHI.

OnucaHHBIN MprueM MO3BOJACT YMCHbBUIUTL PACUCT-
HYIO MaTpuny U HOBBICUTH 3(1)(1)€KTI/IBHOCTL BBIYKCIICHUM.
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Pir(O, +(=1-A0+(z-1) 1)

Pio(0py +1-Ax+(i=1)-AB+(z~1)-1)
. : (1)

P

ti,m

0, T(M=D-Ayx+(i-1)-A0+(z-1)-7)

(6,) — KacaTeNlbHas COCTABIAIOIIAs CUIIBI Pe3anus, H; T — yrmoBoi mar 3y0beB (ppe3sl, rpa.

WuTerpanbHble 3HAUYEHHWS CHIIOBBIX XapaKTEPUCTHK
MOJTyYCHBI MTOYHMCICHHBIM CJIOKCHHEM BCEX JIEMEHTOB B
(hopmare cyMMapHO# MaTpHUIbI:

Ps
P

Il
'Ul ‘U|;U|

AP, 4.+ P,
4P+ +P; (6)
 +P,+..+P,.

+++
+++

N
™

PacripeneneHne COCTaBISIOIMX CHIBI pPE3aHHS B
MaTpudHOM Buze mo dopmyne (1) amsa xaxgoro 3yba Ha
NpUMepe KacaTelbHOW COCTaBISIOIIEH Uil Tpex3yOoid
pe3n00BoOI (Ppe3sl mpeacrasiaeHo Ha puc. 3. [To popmyne
(6) BBIMONHAJIOCH CYMMHPOBaHHE 3HAYEHUH MO KOJUYe-
CTBY 3yObeB ¢ ()OPMHUPOBAaHHEM CYMMAapHOW MaTpHIbI
(cMm. puc. 3).

Kunematndeckas cxema pabOThl rpeOCHUATON pe3b-
6oBoO#t (pe3sl ImpeanonaracT KOHCOJIbHYIO HAarpy3ky Ha
nHCTpyMeHT. IlpenBapuTenbHbIe MCCIENOBaHMS MOKa3a-
JIM, 9TO OCEBasi COCTABJIAIONIAsl CHJIBI PE3aHMS OIHOIMC-
KOBOI1 (hpe3oif coctaBiser He Oonee 10% oT kacaTenpHON
COCTAaBJIAIONIEH, a HA KOHTAaKTHOE B3aUMOJICHCTBHE Oy et
OKa3bIBaTh BIMSHHE KaK KacaTelbHas, TaKk U pajualibHas
COCTAaBJISIONIAsl CUIIBL. B CBSI3M C 3THM KpOMe OTAENbHBIX
COCTaBJISIOLIMX MPOBOJAMIICS pacyeT COCTaBIISIONIEH CH-
bl B IUIOCKOCTH, TEPHEHIUKYJISIPHOW OCH pPe3bObl

2 2
Py = ,,Pt +P°, xoropas OblIa HCIIONB30BaHA MIPH OLEH-

K& KOHYCHOCTH ()OPMHUPYeMOH pe3bObl U B UTOTE €¢ BIIU-
SIHHS HA CTETICHb TOYHOCTH PE3bOBL.

[IpencrapneHHas TeopeTHYecKas MOJENb pacyera
COCTaBJISIOLIMX CHIIOBBIX XapaKTEPUCTHK pe3bdodpese-
POBaHMs IO3BOJISIET MPOBECTH MPEABAPUTEILHYIO OLICHKY
ycrmoBuid paboTel pe3rboBoi rpedeHdaroi ¢pessl. OT-
KJIOHEHUsI OT SKCIEPUMEHTAIILHO MOJY4YEHHbBIX 3HAYEHHN
OBUTH OIIpE/eIeHbl PU HCCIIEIOBAHUSIX B YUeOHOM IICH-
Tpe kommanuu Sandvik Coromant [9].

Peructpamyst cocTaBisIONIMX CHIIBI pE3aHUS TIPH
pe3p0odpe3epoBaHUr MPOBEICHA C MOMOINBIO JTHATHO-
CTHYeCKOro creHja Ha 6ase mqunamomerpa Kistler 9257b
[10]. O6paboTka pe3yabTaTOB BHINOJHEHA MOCPEACTBOM
nporpammHoro obecnedenus DynoWare [11].

BepruxanbHast cocTaBIsiomas 3aperucTpupoBaHHbIX
MapaMeTpoB COOTBETCTBYET COCTAaBIISIIONICH CHIIBI pe3a-
Hust P,. TToaToMy mnojyueHHbIe 3HAYEHWS! NPHHSTHI YIS
CPaBHHUTEJILHOTO aHaiu3a 0Oe3 JOMOJHUTENbHBIX Mepe-
CYETOB WM IIPeoOpa30BaHMH.
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N PacrnipeneneHre kacaTeIbHON COCTABISIONIEH crbl uist 1-ro 3y6a ¢pess

B 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17

1 P1.1.1 | P1.1.2 | P1.13 | P1.1.4 | P1.15 | P1.1.6 | P1.1.7 | P1.1.8 | P1.1.9 |P1.1.10 0 0 0 0 0 0 0

2 0 P1.2.2 | P1.23 | P1.24 | P1.25 | P1.2.6 | P1.2.7 | P1.2.8 | P1.29 (P1.2.10|P1.2.11 0 0 0 0 0 0

3 0 0 P1.3.3 | P11.3.4 | P1.35 | P1.3.6 | P1.3.7 | P1.3.8 | P1.3.9 |P1.3.10 [ P1.3.11 | P{1.3.12 0 0 0 0 0

4 0 0 0 P1.4.4 | P1.45 | P1.46 | P1.47 | P1.48 | P1.49 |P1.4.10|P1.4.11|P1.4.12 |P1.4.13 0 0 0 0
12 0 0 0 0 0 0 0 0 0 0 0 P1.12.12|P1.12.13|P,1.12.14|P:1.12.15|P{1.12.16|P;1.12.17
13 0 0 0 0 0 0 0 0 0 0 0 0 P1.13.13] Ptl.13.14|Pt1.13.15Pt1.13.16 P:1.13.17|

+

N PacnpezneneHue kacaTenbHON COCTABISIONICH CHITBI TSl 2-T0 3y0a (pe3bl

B 1 2 3 4 5 6 7 8 9 10 11 12 13 | 14 15 16 17

1 0 0 0 0 0 0 0 0 0 0 0 0 |[P2.1.13P2.1.14|P:2.1.15P:2.1.16|P;:2.1.17|
2 0 0 0 0 0 0 0 0 0 0 0 0 0 |P2.2.14|P2.2.15|P;2.2.16[P:2.2.17,
3 0 0 0 0 0 0 0 0 0 0 0 0 0 0 |P2.3.15P:2.3.16[P:2.3.17
4 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 |P2.4.16P2.4.17
5 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 |P2.5.17
13 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0

+

N Pacnipenenenne kacaTebHON COCTABISIONICH CHIIBI AJIs1 3-T0 3y0a (pessl

B 1 2 3 4 5 6 7 8 9 10 11 12 13 14 | 15 | 16 | 17
1 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0

2 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0

3 |P33.1 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
11 |P3.11.1|P3.11.2|P3.11.3|P3.11.4|P3.11.5|P:3.11.6|P3.11.7|P3.11.8| 0O 0 0 0 0 0 0 0 0
12 |P3.12.1|P3.12.2|P3.12.3|P3.12.4|P3.12.5|P3.12.6|P:3.12.7|P3.12.8|P3.12.9 0 0 0 0 0 0 0 0
13 [P3.13.1|P:3.13.2|P;3.13.3|P:3.13.4|P:3.13.5|P;3.13.6|P:3.13.7|P;3.13.8|P:3.13.9| P;:3.13.10 0 0 0 0 0 0 0
N Pacnpenenenne cyMMapHOit KacaTeJIbHON COCTaBIISIOIICH CHIIBI IS BCEX 3yObeB

- 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17

1 P1.11 | P1.12|P1.13|P1.14 |P115|P116| P117 | P1.18 | P1.19 |P1.1.10 0 0 P2.1.13|P2.1.14|P2.1.15|P;2.1.16 | P2.1.17
2 0 P1.22 | P123|Pl.24 |Pl25|Pl126| Pl27 | P1.28 | P1.29 |P1.2.10|P1.2.11 0 0 P2.2.14|P2.2.15|P2.2.16 | P2.2.17
3 0 0 P1.33 | P134 | P135 | P136 | P1.3.7 | P1.38 | P1.39 [P1.3.10|P1.3.11|P1.3.12 0 0 P2.3.15|P2.3.16 | P;2.3.17
4 | P331 0 0 Pl14.4 | Pl145|P146 | P1.47 | P148 | P14.9 |P14.10(P1.4.11|P1.412|P1.4.13 0 0 P2.4.16| P2.4.17
10 |P3.10.1|P3.10.2|P3.10.3|P3.10.4|P:3.10.5| P3.10.6 | P3.10.7 0 0 |P1.10.10P:1.10.11/P;1.10.12|P;1.10.14/P1.10.15/P:1.10.16/P;1.10.17|P;1.10.17
11 |P3.11.1|P3.11.2|P3.11.3(P3.11.4|P3.11.5|P3.11.6 | P3.11.7 | P3.11.8 0 0 |P1.11.11P1.11.12P1.11.13P:1.11.14P;1.11.15/P:1.11.16|P:1.11.17
12 |P3.12.1|P3.12.2|P3.12.3| P3.12.4|P:3.12.5| P3.12.6 | P3.12.7 | P3.12.8 |P:3.12.9 0 0 |P1.12.12/P1.12.13P1.12.14P,1.12.15|P1.12.16| P;1.12.17
13 |P3.13.1|P3.13.2|P3.13.3| P3.13.4|P:3.13.5| P3.13.6 | P3.13.7 | P3.13.8 |P3.13.9P3.13.10f 0O 0 |P1.13.13P1.13.14P;1.13.15|P;1.13.16| P;1.13.17

Puc. 3. CymMmapHas MaTpuIia JUis pacdera KacaTelIbHOW COCTABIISIONIEH CHTbl pe3anus Pyz.m.i (rae Z — Homep 3y0a;
M —HOMeD Pe3b0000pasyIoIIEro NPOMUIIS; | — HOMEP CEYEHHUS CPE3AEMOTO CJIOS Ha MPUMEPE TPEX3y0oit

pe3p00Boi (pe3s

Fig. 3. The total matrix for calculating the tangential component of cutting force P,z.m.i (where z is tooth number,
m is the number of the thread-forming profile, i is the number of the section of the cut layer using a three-tooth

thread cutter as the example

VicxonHble MaHHBIE U pacyeTa COCTaBIAIONINX CH-
JIBI pe3aHMs M IIJIaH JKCIIEPUMEHTa 110 pe3bbodpe3epoBa-
HUIO TpeOeHUYaTHIMH Pe3bOOBBIMH (pe3aMu CBEICHHI B
Tabu. 1.

Tak Kak B pac4eTHON MOJEIU HCIIOJIb30BAHA MOJIENb
paboTHI OTHOJMCKOBOW pe3b00BOM (pe3oit [7], To B Ka-
YecTBE HCXOIHBIX JAHHBIX HCIIOJIB30BAHBI ITapaMeTpPhl
pe3b0Bl M reoMeTpHYecKne HapaMeTphl PeXyIIed 4acTH
OJHOIMCKOBOH (pessl (1uaMeTp MHCTpyMeHTa Op, MM;
HnepeHui U 3aQHUN YIJIbl B TOPLEBOM CEUYEHUU Py, O,

rpajn; amuHa GacodHoOl YacTh pe3r0000pa3yromero mpo-
¢bust ly, MM; paguychl OKpYTJICHHS 1 U3HOC KPOMOK Pe3b-
6o00pasyromero npoduis py, P2, Pz, Nsiy Ny, his, MM
4ucio 3yObeB Z; OueHue 3yObeB Gpes3bl — Ah, MM; Hepas-
HOMEpPHBIA YIJIOBOH mIar T, rpaj), a TaKkKe reoMeTpude-
CKHE TapaMeTphl, NMpUCyIIue IpeOeHYaThIM pe3b0OBEIM
(hpe3am (yronm HaKIOHAa CTPYKEUHBIX KaHABOK (, TPaf;
InHa paboueit yactu dpessl |, MM), cBoficTBa MaTepna-
JIOB 3arOTOBKHM M MHCTPYMEHTA, MapaMeTpbl peKrMa pe-
3aHMA.
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I'paduueckoe oTtoOpakeHHE pE3yNbTATOB IKCIIEPU-
MEHTAJIbHBIX HMCCIIEIOBAaHUH M TEOPETUYECKUX PacyeToB
CHJIOBBIX ~XapaKTEePHCTHK TMIpH pe3rOodpe3epoBaHIH
Npe/CTaBiIeHO Ha puc. 4. B pesynbrare aHamuza noiy-
YEeHHBIX 3aBHCHMOCTEH BBISIBICHO, YTO rpaUKu 3KcIie-
PUMEHTAIBHBIX HCCIEAOBAaHUN W TEOPETHUECKHX pacye-
TOB UMEIOT OINHAKOBbBIC TEHICHIIUN U3MECHEHHS, OJIU3KHE

MaKCHUMaJIbHbIe 3Ha4YeHHs (YHKIMH, 3HaK 3TUX MaKcHU-
MaJIbHbIX 3HAYCHUH W WICHTUYHBIN YroJl KOHTaKTa 0, 4To
MOKa3bIBaeT PabOTOCIIOCOOHOCTE TEOPETHIECKOW Mojie-
mu. HerzmaskocTe 3KCIIEPUMEHTANBHBIX 3aBHCUMOCTEH
BBI3BaHA BO3HHUKAOIIMMH TpH pe3rdodpe3epoBaHUN
BUOpaLMsIMU, KOTOPBIE B TEOPETHYECKYI0 MOJEIb Ha
JaHHOM JTare He BBEJICHBI.

Tabmuma 1. VicxomHbIe JaHHBIE IS pacyeTa COCTABIIIONINX CHIIBI PE3aHMs
Table 1. Initial data for calculating the cutting force components

IapamMeTpsl pe3b0bI IIapaMeTpbl HHCTPYMEHTA

D =16 mm dp = 13,9 mm; |, = 10 mm; | = 0,145 Mm
P=1wmm z=5Ah=0,01mm;t=0°
D; =15 Mm p1 = 0,008 mm; p, = 0,008 mMm; p3 = 0,016 MM

o =10%vy,=10%a,=9°
h,; = 0,001 mwm; h,, = 0,001 mm; h,; = 0,003 MM
CaoiicTBa Matepuana nacrpymenTa (BK10)
A, = 71 JIx/(mcC°)
IlapameTpsl pe:kuMa 06padoTKH

CBoiicTBa MaTepuana
3aroTOBKH (CTajb 45)

o, = 640 MIla

G2 = 245 MIla

A = 48 JIx/(m-c'C)
a=1,301-10%m%c

V = 90 M/MuH

S; = 0,085 Mmm/3y0

Berpeunoe dpesepoBanue
Ils1aH 3KcnepUMenTa

Bapvupyemviii haxmop Jluanaszon eapvuposanus paxmopa
D, MM 16; 20; 24; 30; 36
S,, MM/3y0 0,040; 0,046; 0,050; 0,054; 0,058; 0,062; 0,068; 0,074; 0,078; 0,085

lp, MM 4;5;10; 14; 18; 22

dy, MM 6;8;10; 14
450 A
400 X
350 'cc;:==°‘°""‘"""'°°°¢:¢ee‘
w | £ F S

4 X 1 ee%
X N S
250 | f S
oy @ X X S
- Q
D_; 200 xx x‘\,\‘

Y ! :Q o ;‘«\‘
o~ 150 K 000ORg
100 | ’
0 E N NPT A A
o 5 10 15 20 25 30 35 40 4580, 58\H0,.05
-100

0, rpan

Puc. 4. I'paduxu 3aBucuMocTH pacdeTHbIX Py (©), P,(A) 1 sxcniepumenTanbubix Pyy(x), P,(A) cocTaBisonmx CHIOBBIX
XapaKTCPUCTHUK OT IMOJIOKCHUS PACYETHOT'O CEYCHUS B obnactu yrijia KOHTAaKTa

Fig. 4. Curves of the dependence between calculated P, (), P,(A) and experimental P,,(x), P,(A) components
of the power characteristics, and the position of the calculated section in the area of the contact angle
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Jnst Bcex pealM3yeMbIX YCIIOBHH IIaHa 3KCIEpH-
MeHTa (cM. Tadua. 1) mojydeHs! 3HaUCHUST MaKCUMaJIbHOH
paBHOJEHCTBYIOINEH cocTaBisAomEend Py, mpeacrabneH-
HBIE Ha pHC. 5.

Wnnroctpanmy  3aBUCUMOCTEH, ITpEACTaBICHHbIE Ha
puc. 5, TO3BOJSIIOT YCTaHOBUTbH, YTO YBEIHUCHHUE CHIIBI
pe3aHus mpu pe3ndodpe3epoBaHUM HAOMIOAACTCS MPHU
YBEJIMYEHUH auamerpa oOpabarbiBaeMoil pe3bObl, mapa-
METPOB peXrMa pe3aHus (B YaCTHOCTH, IOJadH Ha 3y0) 1
JUTHHBI KOHCOJIBHOW 9acTh paboTaromieii Gppesbl. YMeHb-
nieHne auaMeTpa (pes3bl IPUBOAUT K YMEHBIIECHHIO CO-
CTAaBISIIOLINX CHIIBI pE3aHus. YKa3aHHbIE W3MECHEHHSA
KOPPEIUPYIOT € H3MEHSAIOIIEHCS BEIMYMHOW IUIOLIAAH
CEUCHHUS CPE3aeMOT0 CIIOs, YTO MOATBEPIKIAETCS PE3yIb-
TaTaMd TPOBENEHHBIX paHee uccienoBaHuil [12].
HawnGonpiiee BausHIE HAa CHIIy PE3aHUsS OKa3bIBACT IJIH-
Ha paboueil yacTu MHCTpyMeHTa. PacxoxneHue pacder-
HBIX M OKCHEPHMEHTAIbHBIX 3HAYEHUH HE IPEBBICHIIO
20% 1o BceMy IJIaHy SKCIEPHMEHTA.

B Ta6J. 2 npezcTaBieH IJIaH pacuyeTHOTO HCCIENO-
BaHMs1, COCTABJICHHBII U pea30BaHHBIN JJISl BBISBICHUS
BIIMSHUSA KOHCTPYKTHBHBIX IapaMETpOB Pe3bOOBBIX Ipe-
Oenuateix ¢pes (o, l,) Ha cocTaBnAOmNE CHIOBBIX Xa-
paktepuctuk. [l cpaBHEHHsS C pacyeTHOH MOJENbIO
HCTIONIB30BAJINCH SKCIEPHMEHTANbHBIC TaHHBIC s (pe-
3bI C YIJIOM HakKJIOHa CTpyxe4yHoi kanaBku 10° (Sandvik
Coromant R217.15140100AC26N 1630 (z = 5)). [lnan
9KCTIEpUMEHTA OBl PacIIMPEeH B 00JIACTH YIJIOB HAKIOHA
CTPYXEUHOU KaHaBKU U JJIUHBI pabouel 4acTy.

700 ) .
600
™
- 500
D-><
400
300

1500
= 1000
a* 500

p s MM

B

Tabnuna 2. [Tnan pacueTHOTro UCCIIeIOBaHUS
JJIA BBIABJIICHUA BIIUSHUNA KOHCTPYKTUBHBIX
mapaMeTpoB pe30OBBIX TpeOeHYaTHIX Ppe3
Ha COCTaBILIOIIHE CHIIBI pe3bbodpesepoBaHms
Table 2.The design study plan to identify effects
of the design parameters of thread milling
cutters on the thread milling force components

[Tapamertp Jnana3oH U3MeHEHHUs apaMmeTpa
o, Tpajg -40; -30, -20; -10; 0; 10, 20; 30; 40
I, MM 5; 10; 15; 20; 25

ITo mpeanoxeHHOMY IUIaHY HPOBEIEH PacdeT M II0-
CTpOeHBI TPaUKH 3aBHCUMOCTEH COCTaBIISIOMNX CHIIBI
pe3aHus, mpescTaBieHHble Ha puc. 6. [loctossHHBIE 3HA-
YEeHHs MPU pacyeTe COIJIacHO IUIaHy SKCIEepHMEHTa (CM.
Tabsa. 2) UCHOIB30BATNCE B COOTBETCTBHM C IPEICTaB-
JICHHBIMH B Ta0J1. 1.

[MpencraBneHHble Ha pHc. 6 rpadUKH MOKA3bIBAIOT,
YTO MU3MEHEHHE yTJia HaKJIOHA CTPYKEUHBIX KAaHaBOK OKa-
3bIBACT 3HAYUTENBHOE BIHMSHUE HAa BEJIMUMHY COCTABIIA-
IOIIUX CHIIBI pe3pbodpesepoBanus (puc. 6, a). IIpmuem
W3MEHEHHS PaJinalIbHON U O0CEBOIl COCTABILIIONIMX IMPE.-
CTaBJIIOT CO00M MOHOTOHHO YOBIBAIOUIYIO 3aBHCHMOCTH
OT KpaliHell BEJMYMHBI JIEBOI'O yrja HaKJIOHA K KpalHel
BEJINYMHE IPABOTO yIJIa HAKJIOHA, YTO YKa3bIBacT Ha W3-
MEHEHHE UX HampaBileHUIl. A KacaTelbHas COCTaBIIIIO-
mass UMeeT MaKCHUMajbHOe 3HadeHue B obmactH o = 0°,
TO €CTh JUIS MPSMBIX 3yObeB (pe3bl. YKazaHHbIC U3MEHE-
HUSI BBI3BaHBI NepepacipeielieHUeM U IepeHarpaBiieHu-
€M DJIEMEHTAPHBIX BEKTOPOB CHJIbI PE3aHUsI HA KaXKIOM
13 TPEeX CTOPOH Pe3p0000pa3yroniero npoguis.

400
350

A

0,05 0,07 0,09

S, ,MM/3y0

800
600

2400
& 200

o

12,5 5

Puc. 5. I'paduxu 3aBucuMocTeii cuisl pesanus Py, oT ncxoxusix napamerpos (D (a); S, (6);1, (B); dy (1))
JUISL SKCIIEPUMEHTANIBHBIX (0) M pacyeTHHIX (W) 3HaUYeHUH
Fig. 5. Curves of the dependence between cutting force Py, and initial parameters (D (a); S, (6);l, (8); d, (r))

for experimental (o) and calculated (m) values
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250
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o, Tpaj.
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-100

p MM

0

Puc. 6. I'paduxu 3aBucuMocTeii kacatensHOU Py (A ), pagnanbHoii P, (#) 1 oceBoit P, (W) cocTaBIArOMNX CHIIBI OT yTiia

HaKJIOHa o (@) 1 JIHHBI pabouei yactu dpessr |, (6)

Fig. 6. Curves of the dependence between tangential P, (A), radial P, (#) and axial P, (m) components of force, and the
angle of inclination (&) and length of the operating part of the cutter I, (6)

HoMuHanbHble 3HAYCHUS] COCTABISIIOIIMX  PE3b-
6odpe3epoBaHrs B 3aBUCHMOCTH OT JJTHHBI paboueii ya-
CTH MOHOTOHHO YBENTHUYMBAIOTCS (pHC. 6, 6). DTO MONHO-
CTBIO KOPPEIHPYET C IKCIEPUMEHTAILHBIMU HCCIIe0Ba-
HUSAMHA U BBI3BAHO YBCIIMYCHUEM ILIOMIAN CCUCHUSA CPC-
3a€MOr'0 CJIOSl W3-3a YBEJIMUEHHs YKCJIa OJHOBPEMEHHO
paboTtaronux mnpodmieii. BaxHOCTh MPeaCTaBICHHBIX
3aBUCHMOCTEH OmpesieieHa HeOOXOAUMOCTBIO TOBBIIIIE-
HUSI TIPOU3BOJUTENBLHOCTH pPe3b00odpe3epoBanus C BO3-
MOHOCTBIO MPOTHO3MPOBAHUS YCIOBHI 00pabOTKH, Hc-
KJIFOUCHHUS TOBBIIICHHOTO OTruba, BUOpAIWii W HHTEH-
CHUBHOCTH U3HAIHUBAHUS HHCTPYMEHTA.

3akiaouenue

Pa3paboTanHas TeopeTHyeckast MOJENb pacyeTa CHIIbI
pe3aHust Ipu 00paboTKe BHYTPEHHUX METPUUECKUX Pe3b0
rpebeHuaToi (hpe3oil MOATBEpIKIEHA pe3ybTaTaMH 3KC-
TIEPUMEHTAIBLHOTO HCCIIEA0BAHMS M MOXET OBITH MCIIOJb-
30BaHa s pa3paboTKH OOIIeH MOJIENH MO OLIEHKE KOHYC-
HOCTH pe3b0bl, PAaBHOMEPHOCTH pe3bOodpesepoBanust U
YyHpaBJICHUA aMHHHTyI[Oﬁ COCTaBJIAIOMINX CUJIBI TIPU PE3b-
6odpesepoBanmu st oOecrieueHusT 3aJaHHOW TOYHOCTH
(hopmMooOpa30BaHNs BHYTPEHHIUX METPHUECKHX PE3b0.
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