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Ocob6mBocTi 00po0sIeHHs cTajIeil BUCOKOI TBepAOCTi IPH TOpLeBoMy (ppe3epyBaHHi
iHCTpyMeHTOM 3 TBepaociiiaBHUMHU BecTaBkamu 1a 3 KHB

V' cyuacniii mawuno6yoisniti eanysi mopyese ¢hpezepysanna cmaneii ucokoi meepoocmi €
BADICTIUBUM NPOYECOM, WO O00360JAE 00CAZMU GUCOKUX NOKAZHUKIE MOYHOCMI MA SAKOCMI NOGEPXHI
006pobI0saHUX Oemarneli MawuH, Wo 6U20mosaAIomucs. T6epoocniasHi pi3anibHi 6CMagKy ma 6CMAasKu i3
KyOiunozo Himpuoy oopy (KHE) sukopucmogyromscs K 0CHO8HI mamepianu OJid pi3aibHUX eleMeHmia
iHCMpYyMenmy 3a80AKU iX 6UCOKUM MEXAHIYHUM 61ACMUBOCMAM I 30aMHOCNI GUMPUMYBAMU GeUK]
HA8anmMascenus. Y cmammi 00CHOACYIOMbCs 0coOIusocmi 00podnenHs cmanetl 8Ucoxkoi meepoocmi 3a
00NOMO2010 YUX THCMPYMEHMI8, 30KpeMa ix 3HOCOCMIlIKICIb Mma 6NIU6 YMO8 00pOONeHHSA HA 3HOULYBAHHS
pizanvuux naacmut. Teepoocniaeni niacmuHu Maioms GUCOKY MEepoicmyb i CMiliKicmb 00 Menio6o2o
HABAHMAICEHHS, WO poOums ix npudamuumu 051 06pobienns cmaneli ucoxoi meepoocmi. Ilpome
SHOULYBANHSA MAKUX NAACIIUH MOXCe OYMU 3HAYHUM Y PA3i HEOOMPUMAHHSA ONMUMATLHUX YMO8 00POONIEHHS.

Kybiunuii nimpuo 6opy 6idomuii c80€t0 8UCOKOI MEepOiChio ma 3HOCOCMITIKICMIO, Wo pOOUMb 1020
i0eanvHuM Mamepianom 0as 06pobaenna meepoux cmanei. Inacmunu i3 KHE 3a0e3neyyroms mpuganuii
mepmin caysxcou iHcmpymenmy i GUCOKY AKICHb NO8epXHi 00pobnosanux Oemaneu. [ocnioxceHHs
NOKA3YI0OMb, WO NpasuIbHutl eubip ma onmumizayis napamempis o00OpoONeHHA € KIoHo8uMU O7is
O0CACHEHHA HAUKPAWUX pe3yibmamie npu mopyesomy @pesepysanni cmaneii 6UCOKOI MEepooCHi.
Teepoocnnasni naacmunu ma KHB maromes c60i yHikanbHi nepesasu, wo no8 a3aHi 3 iX 3HOULYBAHHAM.
Busnauenns onmumanvhux yMoe 05l KOJICHO20 MUny pi3anvHo20 iHCMPYMeHmy 00360JIA€ MiHIMIZyeamu
SHOWYBAHHA | NOKPAWUINU AKICMb 00POOIeHHA.

Knrouosi cnoea: mopyese ¢hpesepysanns; cmanv 6ucoxkoi meepoocmi; KyOiunui Himpuo 6opy;,
3HOCOCMIUKICY;, MBEPOOCNIABHT NAACTNUHU.

AKTyaJIbHICTh TeMH. Y CydacHi# MeTanoo0poOil Ta MamuHOOyAyBaHHI TOpIeBe (pe3epyBaHHs CTaleit
BHCOKOT TBEpI0CTI HaOyBa€e Bce OUIBIIOT 3HAYYIIOCTI ITiJ] YaC BUTOTOBIICHHS PI3HUX JIETaJIei MAITH 1 MEeXaHI3MiB.
3 PO3BUTKOM BHCOKOTEXHOJIOTIYHMX Taly3ei, TaKuX K aBialis, KOCMOHaBTHKA, aBTOMOOUIbHA IPOMHCIIOBICTB,
BilichKOBe 3a0e3MeUeHHs, METAIYPris 1 eHepreTuka, 3pocTae morpeda B MaTepiaiax 3 IiJIBHIICHOIO MIIHICTIO Ta
3HOCOCTIHKicTI0. CTai BUCOKOI TBEPIOCTI BOJIOMIFOTh YHIKATEHUMH BIACTUBOCTSIMH, 1[0 POOUTH iX HE3aMiHHUMHU
Y BUPOOHHIITBI KPUTUYHO BAYKIMBUX KOMIIOHCHTIB.

IHCTpyMEHTH 3 TBEpJOCIUIAaBHUMH BcTaBKkamu Ta BcraBkamu i3 KHB 103BossifoTh JocsiraTd BHCOKHX
MOKA3HMKIB SIKOCTI OOPOOJICHHS TaKWX CTajed, 3a0e3Meuyrodyd TPUBAIUN TEPMiH CIyXKOW IHCTPYMEHTY Ta
CTablIBHICTH Tpoliecy pi3aHHs. [IpoTe BHCOKa TBEpIICTh 1 aOpa3uBHICTh CTajell CTBOPIOIOTh 3HAUHI BUKIUKHU Y
BUIJISA/Il 3HOLIYBAHHS Pi3albHUX KPOMOK, 110 3HWKYE IPOAYKTHBHICTS 1 MiJIBUIILYE BUTPATH HA IHCTPYMEHTAJIbHE
3a0e3neueHHs. JloCimi/pKeHHsT 3HOIIYBaHHS IHCTPYMEHTIB 1 MOLIYK NUIAXiB HOro MiHIMi3alil € KpUTHYHO
BaXJIUBUMH IS IiIBUIIICHHS €(eKTUBHOCTI BUPOOHUYHX MPOIIECIB.

Po3ymiHHS BIUIMBY pI3HEX mapaMeTpiB OOpOOJICHHS Ha 3HONIYBAaHHA pi3abHUX IUTACTHH IO3BOJISIE
ONTUMI3yBaTH TEXHOJOTIUHI MPOIECH, 3HU3UTH BUTPATH HA OOCIYTOBYBaHHS Ta IMiJBHUIIUTH SKICTH KiHIIEBOTO
npoaykry. OTxe, 11 TeMa € HaJA3BHYAHHO aKTyaJbHOIO, OCKIJIBKHM HA/IA€ MOXKJIMBICTD BHPILIYBaTH MpPaKTHYHI
po0JIeMH TPOMHCIIOBUX BUPOOHHUIITB, [II0 BUHUKAIOTH I1iJ1 Yac 00poOIeHHs cTasieil BUCOKOT TBEPAOCTI, Ta CIIPUsIE
PO3BHUTKY CYJ4aCHHX TEXHOJIOTil METAT000POOKH.

AHaJi3 ocTaHHIX docTizKeHb Ta myOsaikaniii, Ha siki cmupaeTbesi aBTOP. AHaNI3YIOUM JTEpaTypHi
Jokepena [1-5], BctanoBneHo, 110 3actocyBanHs iHcTpymeHTiB i3 KHB mpu o6po6ii craneil BUCOKOI TBEpAOCTI
(Bin 30 no 62 HRC) mae HuM3KY mepeBar AJisi OTpPUMaHHs JieTajell BUCOKOT TOYHOCTI i HM3bKOI LIOPCTKOCTI
MOBEPXHI Iiciist TopueBoro ¢pesepyBanHs. Apropu [6] BHU3HAYMIIM BIUIMB NapaMeTpiB pi3aHHS Ha MEXaHI3MU
3HOIIYBAHHSA Pi3albHOTO iHCTPYMEHTY 1 SIK Il BIUIMBA€ Ha SAKICTh OTPHMAHOi MOBEPXHI MICIS TOPIIEBOTO
(pesepyBanns. B [7] mocmimkyBanm MexaHi3M1 3HOITYBaHHS IHCTPYMEHTY IPH 00poOI11i cTalli BUCOKOi TBEPIOCTI,
MEXaHi3MH YTBOPEHHS CTPYKKH, SIKICTh MOBEPXHI IMiCJIs1 0OpPOOKH pi3aHHSIM.

Busnaueno [8] mokasumku mopctkocTi moBepxHi crami AISI D3 tBepaictio 62 HRC micast TopueBoro
(hpe3epyBaHHs IHCTPYMEHTOM, IO OCcHareHui Bctapkamu 3 KHB, 1 kepamiuHi BCTaBKH, 1110 BUTOTOBJICHI 3 OKCHITY
amoMminito. [lokasHukM mopcTkocTi Oynu oTpuMmadi B JiamazoHi R Bim 0,3 mo 3 pxm micns oOpoOieHHS
iHcTpymenToM i3 KHB, a micist 06po0ky kepaMiyHUM iIHCTPYMEHTOM IIOPCTKICTh OBEpXHi Oysia orpumana R Big
1,3 mo 3 uxm. Y [9] npoBoammu mocmimKeHHs mpouecy TopleBoro ¢pesepyBanHs 3araproBanoi crami AISI D6
(tBepaictio 58 HRC). OTtpumano mopcTkicTs moBepxHi B miamaszoni Bix 0,2 mo 0,3 puxm Ra. Atopu [10]
JOCITI/PKYBaJIl BIUIMB MAaCTHIBHO-0XOJIODKYyBaNbHOI piguHu (MOP) Ha 00poOKy cTalli BHCOKOi TBEpPIOCTI
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(57 HRC) npu TopuieBoMy bpe3epyBanHi iHCTpyMeHTOM 3i BcTaBkoro 3 KHB. 3actocysanust MOP nipu3Boausio o
KaTacTpo(i4YHOrO pyHHYBaHHS IHCTPYMEHTY uepe3 TeIUIOBE HaBaHTAXCHHS, OJHAK HAaHECEHHs pIAMHH Ha
Oe3mocepeTHRO Pi3alibHY KPOMKY IUIACTHHH MPHU3BETIO 10 301IBIICHHS TEPMiHY CITy>KOH pi3aIbHOTO iIHCTPYMEHTY.

Merto10 cTaTTi € aHaI3 MPOIECiB TOPIEBOTO (pe3epyBaHHS CTaJeld BUCOKOI TBEPHOCTI i3 3aCTOCYBaHHIM
IHCTPYMEHTIB 3 TBEpAOCIUIABHIMH BCTaBKaMH Ta 3 KyOiYHUM HITpuIoM Oopy. CTaTTsI CTaBUTH 32 METY BU3HAUUTH
ONTHUMANIBHI yMOBH OOpOOJICHHS, 30KpeMa IapaMeTpd pi3aHHS, IO MIiHIMI3yIOTh 3HOIIYBAHHS pi3aIbHUX
IHCTpYMEHTIB Ta 3a0e3NedyloTh BHCOKY SAKICTb 0OpOONIOBaHOI NOBEpXHI. BaXIMBHM 3aBHaHHAM € TaKOX
MOPIBHAHHA e(EeKTUBHOCTI PI3HMUX THINB IHCTPYMEHTIB 1 IX BIUIMBY Ha NPOAYKTHBHICTE Ta EKOHOMIUHY
JIOLTBHICTH TMPOLIECY 0OPOOICHHS CTaTI.

BuxsianeHHsi 0CHOBHOT0 Matepiaiy. PO3IIIssHyTO YOTHPH acreKTH pe3yJbTaTiB AOCIIKEHHS: MOKa3HUKH
IIOPCTKOCTI OTPUMAaHOI ITOBEPXHI ITICNISi TOPLEBOro (pe3epyBaHHs; TeOMETpis pi3anbHOi KPOMKH; MEXaHI3MH
3HOIIYBaHHS IHCTPYMEHTY 1 Tororpadis 00poOIeHOT MoBEepXHi.

Hocmimkeno [11] 3HOmIyBaHHS IHCTPYMEHTY MpU TOPIEBOMY (pe3epyBaHHI CTali BHCOKOI TBEpAOCTI.
Ha pucynky 1 300paxeHo pi3ajbHy KPOMKY, OIYHY ITOBEPXHIO ITUIACTHHU 1 IIKaJy, SIKa BUKOPUCTOBYBAJIACS JUIS
BUMiproBaHHSA mapamerpa VB. BuainsaroTsees ABi 30HH OIYHOTO 3HOIIYBaHHSA, 00JIaCTh B3IOBXK Pi3aIbHOI KPOMKH,
IIe KYT pi3aHHSI MaKCHMAJIbHUH 1 e MiHIMaIBHIM, 0 GopMye 00poOICHY TOBEPXHIO.

Puc. 1. 306pascenns 6iunozo sHocy pizanvrol nracmunu 3i 36inowenusm 70x [11]

Ha pucynkax 2—4 noxa3zano rpadiku 3HOIIYBaHHS IUIACTHH MPH PI3HUX MIBUAKOCTSAX pi3aHHs, noxadi. Bapto
3ayBAXKHTH, IO IS IBUAKOCTI pizaHHs V = 50 M/XB (puc. 2) TepMiH CIIy>KOM IHCTPYMEHTY AEMOHCTPY€E TpUBaJe
IUIATO Mepe/i IPUCKOPEHHSIM 3HOIYBAHHS IPH OCTAHHBOMY TPOXO/I.
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Puc. 2. 3nowysanns incmpymenmy npu weuoxocmi pizanus V=50 m/xe [11]
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Ha pucynky 3, ne 300paxeHo IIBHAKICTB pizaHHs V = 75 M/XB ITpy HAMHWK4YIN 110/1a4l IHCTPYMEHT ITOKa3yBaB
MPUCKOPEHE 3HOLIYBAaHHS, a MPH OUIBIINX MOAaYax 3HOUTYBAHHS IHCTPYMEHTY OyJI0 O1IbII TOCTYHOBHM.
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Puc. 3. 3nowysanmns incmpymenmy npu weuoxocmi pizanus V=75 m/xe [11]

Ipu mBuakocri pizanns V = 100 m/xB (puc. 4) 3HoyBaHHs Maibke He BigOyBajiocs. [Ipu mopiBHSHHI BCix
mapaMeTpiB pi3aHHSA CTa€ 3pO3yMiIO, IO Uil HAWMEHINOI Mojadi pi3aHHS SKOHOMIYHO HEBWTIJHE, OCKUIBKU

3HOLIYBAHHS [TOYUHAETHCS Mailke opasy.
V=100 m min"’

~—fz=0.044 mm

—

Flank Wear, Vp (um)
- 8E8888¢2888S8

~{~{z=0.066 mm

fz=0.088 mm

P
LA

A |

-

0 2 4 6 8 10 12 14 16 18 20 22 24 26
Machined Volume, B (cm?)

Puc. 4. 3nowysanns incmpymenmy npu weuokocmi pizanns V=100 m/xe [11]
Bcranosneno [11] B3aeM03B’ 30K MiXK MOP(OJIOTIE0 3HOIIYBaHHS IHCTPYMEHTY Ta IIOPCTKOCTI MOBEPXHI.

3anponoHOBAHO 3aCTOCYBAHHS TiCTOrpaM YaCTOTHOTO PO3MOAUTY 3Ha4eHb R, mpw pisHHX mapameTpax pi3aHHS
(puc. 5-7).
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Puc. 5. 36’130k Mopghonoeii snocy incmpymenmy 3 2icmozpamoro yacmomu Ra 3a nopmanvnux ymos [11]

Ha pucyHky 5 BUIHO, 1110 Y BHIIAIKy HOPMAJIBHOTO CTabiIbHOTO 3HONITYBAHHS Pi3aIbHOT KDOMKH 3HOIIYBAHHSI
IHCTPYMEHTY 3aJIMIIAETHCS AaJeKO Bix 00acTi 0, 1e MoXxe BiIOoOpakaTHCs Y aCHMETPUIHOMY PO3MOALTI YaCTOT
Ra B MeHIIINX 3HAYCHHSX.
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Puc. 6. 38’130k mopghonozii 3nocy incmpymenmy 3 2icmogpamoio uacmomu Ry 6 naniscma6inonux ymosax [11]

29



Texniuna inscenepis

Ha pucynky 6 yacrotu Ra BUTIISIIAtOTH O1MIBII 3HOLIEHUMH Yepe3 OiuHe 3HouryBaHHs obnacti 0. OueBUIHO,
IO PO3MOILI € OUTBII AUCTICPCHUM, HiXK TOTIEPE/IHIM, 1 BiH 3MIIICHUN 10 OLTBIINX 3HAYCHD Ra.

Rapid Cutting Edge Deterioration
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Puc. 7. 36’5130k mopghonocii 3nocy incmpymenmy 3 eicmozpamoio yacmomu Ra
npu Haubineuwux napamempax pizanns [11]

Ha pucynky 7 300pa)xeHO 3HOILIYBaHHS 3 TiCTOrPaMOI0 4acToT R, NMpu HaWOUIbLIMX IapaMeTpax pi3aHHS.
Ha HpOMY BHIIHO, 1110 HEPIBHOMIPHHI PO3NOALT 3HaYeHb R; BiioOpakac XaOTHYHICTb, sSIKa CIIPHYMHEHA MOSIBOIO
3aaupok B obmacti 0 [11].

BuCHOBKH Ta nepcHeKTHBH MOAATBIINX A0CHiTKeHb. Topiese (pesepyBaHHs cTalleil BHCOKOI TBEpIOCTI
IHCTpYMEHTaMH, OCHAIIEHNMH TBEPAOCIUIABHIMH BCTaBKaMU Ta 31 BctaBkamu 3 KHB, no3Bosse nocsrtu BUCOKHX
MOKA3HHKIB AKOCTI Ta MPOAYKTUBHOCTI TEXHOJIOTIYHHX IporieciB. ONTUMI3allis mapaMeTpiB pi3aHHs € KIFOYOBOO
JUIL MiHIMi3alii 3HOIIYBaHHA IHCTPYMEHTIB Ta 3a0e3lcueHHS CSKOHOMIYHOI CKIIAMOBOi TPOIECY pi3aHHSA.
[IpencraBneHnii METO B3a€MO3B’ 3Ky MiXK MOP(OIIOTIE0 3HOITYBAHHS IHCTPYMEHTY Ta IMOPCTKICTIO MOBEPXHI
MOXe€ CIYT'yBaTH OCHOBOIO JUISI TIO/IJIBIIOTO PO3BUTKY CHCTEM MOHITOPHHTY CTaHy iHCTPYMEHTY Ta 3arOTOBKH.
HapiiiHicTh mpoliecy MOKHA 3a0€3MEYUTH 3a PaXyHOK IMOMEPEIHBOr0 KaliOpyBaHHS MapaMmeTpiB pi3aHHs, IO
BPaxOBYE JIEKiJIbKA TECTIB 1 BUMIPIOBaHHS IIOPCTKOCTI NOBEPXHi. JIOCSATHyTa IOPCTKICTh MOBEPXHI 3arOTOBKH Ta
o0csr Marepiany, 110 MOXHa BUJIAIUTH NPH 30epekeHHI Li€l IKOCTI, MiATBEP/PKYIOTh XKHUTTE3JATHICTh MPOLIECY
MOPIBHAHO 3 pe3yiabTaTaMH IHIINX JOCHIPKeHb. BapricTe BumameHHs | cM® Martepiany 3 BHKOPHUCTAHHSIM
JIOCTIJKYBAHOTO iHCTPYMEHTY € eKOHOMIYHO BUTiHIMION.
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Zaloga V.0.
Characteristics of machining high hardness steels with face milling using carbide inserts and CBN

In modern mechanical engineering, face milling of high-hardness steels is a crucial process that enables high accuracy and
surface quality of machined components. Carbide cutting inserts and cubic boron nitride (CBN) inserts are used as the main
materials for cutting tool elements due to their high mechanical properties and ability to withstand significant loads. This article
explores the characteristics of machining high-hardness steels using these tools, particularly their wear resistance and the impact
of machining conditions on the wear of cutting plates. Carbide inserts have high hardness and resistance to thermal loads,
making them suitable for machining high-hardness steels. However, the wear on such inserts can be significant if optimal
machining conditions are not maintained. Cubic boron nitride (CBN) is known for its high hardness and wear resistance, making
it an ideal material for machining hard steels. CBN plates provide a long tool life and high surface quality of machined parts.
Research shows that the correct selection and optimization of machining parameters are the key to achieving the best results in
face milling of high-hardness steels. Both carbide inserts and CBN have their unique advantages and challenges related to wear.
Determining the optimal conditions for each type of cutting tool allows for minimizing wear and improving machining quality.

Keywords: face milling; high-hardness steel; cubic boron nitride; wear resistance; carbide inserts.
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