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®dinimHe 00po0/IeHHS 3arapTOBAaHOI CTAJIi IPU TOPLEBOMY (ppe3epyBaHHI IHCTPyMEHTOM
i3 [IKHB 6e3 nokputriB Ta 3 mokpurtsamu TiSIN i TIAIN

Y cmammi npedcmasneno pesynomamu excnepumMeHmanbHux 00caiodcenb NAUSY PI3HUX PENCUMIE
PI3aHHA HA WOPCMKICMb NOGEPXHI 3a2apmosanol cmali GUCOKOI meepoocmi, OMpPUMAHOi nicisa
mopyesoco hpezepy8anHs iIHCMPYMeHmMoM i3 NOMIKpUCmMAaniuno2o Kyoiunoeo Himpuoy oopy (IIKHE) 6e3
NOKpUmmie ma 3i 3HococCmiuKkumu nokpummsamu. Memorw oOocniodxcenHs Oy10 NOPIGHAHHA NOKA3HUKIG
WOPCMKOCMI  NOBEPXHI  3A2apmoaHoi cmani, Wo OMPUMAHI Npu Mopyesomy (pesepysanHi
incmpymenmom 6e3 noxkpummie ma 3 nokpummamu TiSIN i TiAIN. Ilio uac excnepumenmanbHux
00Ci0NCeHb PO32NIA0ANUCA PI3HI napamempu pi3ants, maKi K nooaud, enubUHA Pi3anHs, cxema pi3aHHs
01 BUBHAYEHHA IX NAuUBy HA WOPCMKicmb 00pobniosanoi nosepxni. ObpobienHs npogoounocs Ha
sepmuxanvro-gpeszepromy yeumpi DMU 80 eVo Deckel Maho i3 3acmocysannsm mopyesoi ¢oppezu SECO
TOOLS 3i 3minnumu pizanenumu enemenmamu (N = 5). Pezynomamu nokasaniu, wo iHCMpYMeHmu 3
nokpummsm TiSiN i TiAIN 3abesneuyroms menuy wopcmkicmes 06poOIeHOl NOGEPXHI npu MopYesoMy
Ppeszepysanni NOPieHAHO 3 BUKOPUCIMAHHAM THCMPYMenmig 6e3 nokpummis. [Ipedcmasgneno pesynomamu
enaugy cxemu pizanns (3ycmpiune, nonymue, cumempuyne pizamms), AUy piznol nooaui i 2nubuHu
PI3aHHA HA WOPCMKICMb NOGepXHI 3azapmoéaroi cmani. Y cmammi o6IpyHmMOBaHO ma HAOAHO
pexomenoayii w000 onmumizayii napamempie 006poOKu 0151 OOCASHEeHHS Kpawjux pe3yibmamis
NOKA3HUKIE WOPCMKOCMI Npu mopyegomy Qpesepysanui 3a2apmoganoi cmani 3 BUKOPUCTHAHHAM
incmpymenmis i3 IIKHE 3i 3Hococmitikumu nOKpUmmsamu ma 6e3 NOKpummie y eupoOHuyux ymosax o0is
niosuujerHs NPOOYKMUBHOCMI Ma eKOHOMIUHOI eghekmusHocmi npoyecy.

Kniouoei cnosa: mopyese ghpesepysanns; 3a2apmosana cmais; NOJIKPUCMANTYHUL KYOTUHUL HIMPpUO
oopy; TiSIN; TIAIN; sxicmob nogepxui; wopcmxicms.

AKTyajbHicTh TeMH. J[0CHiPKeHHS BIUIMBY MapaMeTpiB pi3aHHs Ha HIOPCTKICTh 0OpOOJIIOBAHOI MTOBEPXHI
3araproBaHoi crani inctpymentamu 3 [IKHB 3 mokpurrsimu TiSiN, TiAIN Tta 6e3 nokpuTTiB 00yMOBIEHE
MOCTIHHMM 3POCTaHHSM BUMOT JI0 POJIYKTUBHOCTI, IKOCTI Ta EKOHOMIYHOT €()EKTUBHOCTI BUPOOHUYHX MPOLIECIB
y Cyd4acHili MPOMHUCIOBOCTI. 30Kpema, B Trajiy3sX MAaIlMHOOYIyBaHHsI, aBiaiii, aBTOMOOLICOymyBaHHS Ta
BUPOOHHUITBA TIpec-(hOpM Ta INTAMIIIB, A€ BHKOPHCTOBYIOThCS MaTepialHd 3 BHCOKOI TBEPAICTIO, HEOOXiITHO
3a0e3neyyBaTd BHCOKY TOYHICTh Ta SKICTh OOpOONIOBaHMX IOBEPXOHb 3a MiHIMATBbHUX BHTPAaT Ha
00CITyTOBYBaHHS iHCTPYMCHTIB.

Po3yMmiHHS BIUIMBY pi3HHX PEXHUMIB Pi3aHHA HA SKICTh MOBEPXHI € KPUTHYHO BAXKIUBUM JJIsI ONTHMI3aii
BUpOOHMYHX mporieciB. Bukopucranns inctpyMmenTiB i3 [IKHB 3 mokpurtsamu TiSiN ta TiAIN BigkpuBae HOBI
MOJJIMBOCTI JJIsl TiJBUINEHHS JOBIOBIYHOCTI IHCTPYMEHTIB Ta TIOKPAIIEHHS MIOPCTKOCTI 00pOOIIOBaHOI
noBepxHi. [IpoBeIeHHs TaKUX JOCIIIKEeHb JO3BOJIUTh PO3POOHUTH PEKOMEH AT 1110/J0 ONTUMAJIbHUX TapaMeTpiB
pi3aHHs, IO CHPUSIOTH 3HIKCHHIO BUTpPAT Ha BUPOOHMLTBO Ta MiJBHIICHHIO KOHKYPEHTOCIIPOMOXHOCTI
MPOAYKIIL.

TakuM 4MHOM, TeMa € Ha/I3BUYaiHO aKTyaJbHOIO Ul Cy4aCHOTO MAIIMHOOYyBaHHS, OCKIIBKH PE3yJIbTaTH
JIOCTIJKEHb MOXYTh 3a0€31eYnTH 3HaYHI IOKPALICHHS B TEXHOIOTIYHHX MPOLEcax Ta MiABUIIATH €(PEKTHBHICTh
1 SIKICTh IpM BUPOOHMITBI ZieTallel i3 3arapToBaHMUX CTaJeH.

AHaJti3 ocTaHHIX 10CTiAKeHb Ta My0Jikalii, Ha sIKi CIUPAIOTHCS aBTOPH. AHAII3 JIITEpaTypHUX Kepell
CBI/IYNTH, 110 OCHOBHA yBara JOCIIJPKEHb CHPSIMOBaHAa Ha TOKapHY oOpoOKy 3araprToBaHux craineil [1-4], ne
BUBYAJIM CTIHKICTh pi3aJIbHUX IUIACTHH Ta BIUIMB IApaMeTpiB pi3aHHs, TaKWX K INIMOWHA pi3aHHs, I10jada Ta
MIBUAKICTH Pi3aHHS, Ha IIOPCTKICTH moBepxHi. [Iporecam ToprieBoro ¢pesepyBaHHs 3arapToBaHOi craii OyIo
NPUIUIEHO MaJI0 YBark, TOMY BHBYEHHsS OOpOOJIOBAHOCTI CTali, MOKa3HHWKIB MIOPCTKOCTI OTPUMAHMX TMicCIs
TopueBoro (pesepyBanns pizanbHuMu mnactuHamMu 3 [IKHB € BawymBuM 3aBHaHHSIM U1 MOKPAIIEHHS
TEXHOJIOTIYHUX MPOIIECIB BUTOTOBJICHHS INIOCKHUX IIOBEPXOHB BHPOOiB.

VY [8] Bu3HAUEHO BIUIMB yMOB pi3aHHA (IIBHIKOCTI pi3aHHS, MOjadi, MIMOWHHU pi3aHHA) Ha IIOPCTKICThH
noBepxHi 3araprosanoi craii AISI 4140 (58 HRC) npu TopueBomy hpe3epyBaHHI IHCTPYMEHTOM, IO OCHAIICHHHA
KHB (mmactura CBN R245 12T3 E CB50). Hu3bki BHAKOCTI pi3aHHS MOIIKOIKYBAJIM IOBEPXHIO, a TIOETHAHHSA
HaMOLTBIIOT oAyl Ta HAHOIBIIOT IITMOMHN pi3aHHS MPH3BOIMIO N0 TOTIpIIEHHS AKOCTi moBepxHi. Hafikpami
MOKa3HHUKH IIOPCTKOCTI MOBEPXHI oTpuMaHo B nmiana3oHi 0,16—0,4 Ra Ta Bu3HaYeHO, 10 HAWOIIbIIE HA SKICTh
MOBEPXHI BIUIMBAE [0ja4a Ha 3y0, aje B poOOTI He BU3HAUCHO BIUIMB YMOB Pi3aHHS HA CHIIM Pi3aHHS.
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Jocnipkeno [9] mopceTKicTh MOBEpXHI cTani 00po0JieHoi TOpLeBUM (pe3epyBaHHAM NPH CUMETPUYHIN cXeMi
pizanHs. OTpUMaHO 3aJISKHICTh MOKA3HUKIB IIOPCTKOCTI OBEPXHI Bia mBHAKOCTI pizanHs (Bix 100 mo 500 m/xB).
3HaueHHS MOPCTKOCTI 3HAYHO 3MEHITYIOThCS MpH 301IbIIeHHI mBUAKOCTI pizaHHs 3 100 mo 200 m/xB, micis 4oro
CTa€ Maike MiHIMAIBHOIO. 3 TOUKH 30py OTHOPiTHOCTI, IIOBEPXHS, sSIka 00po0IIeHa IpH BUAKOCTI pizaHHs 300 M/XB,
Jlaia HaKpamwid pe3yapTaT. AJjie aBTOpY HE BPaXOBYBAJIH BIUIMB TaKUX (aKTOPIB, K MoAava i rmuOuHa pizaHHS Ha
MOKA3HUKH MIOPCTKOCTi 00POOIICHOT TOBEPXHI, IO € JOJATKOBUM HAIIPSIMOM JIJIs OIAJBIIIX JOCIiIKSHb.

MerTo10 CTATTi € BCTAHOBIICHHS BIUTMBY PEKUMIB Pi3aHHS Ha MIOPCTKICTh MIOBEPXHI 3arapTOBAHOI CTaJl pH
TOpPIIEBOMY (pe3epyBaHHi iHCTpyMeHTOM 6e3 MOKpUTTiB Ta 3 moKpuTTsiM TISIN i TIAIN.

Marepian i Mmeroanka. [[i1s mpoBeeHHS eKCIIEPUMEHTAIBHUX JOCIiKeHb 0yno BuOpaHo crans 4XSMOC
tBepaictio 63 HRC. 3acrocoBano inctpymentn i3 I[IKHB 6e3 mokpurriB i 3 mokpurrsimu TiSIN i1 TiAIN
(DBS- 900; CBN200; CH3515; DSC500; CBN200 3 mokputtsim TiSiN; CH3505 3 mokputtsim TiAIN).

Ha pucynky 1 300paxeno 3arotoBky 3i ctaii 4X5SM®C posmipom 110x60x60.

Puc. 1. 3acomosxa 3azapmosanoi cmani 4X5MPC

Ximiyauii ckiiaz 3araproBanoi craii 4XSMOC 306paxeno B Tadmwii 1.

Tabauys 1
Ximiynuii cknao 3azapmosanoi cmani 4X5MPC, %
C Si Mn Ni S P Cr Mo \Y Cu
0.32-0.4 | 0.9-1.2 | 0.2-05 0.4 0.03 0.03 4555 | 1.2-15 | 0.3-05 0.3

3aroToBKM 00pOOIIOBANNCS Ha BEPTUKAIbHO-00pooHOMY 1eHTpi 80 eVo Deckel Maho (puc. 2).
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Puc. 2. Bepmuxanvro-o6po6nuii yenmp 80 eVo Deckel Maho
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BukopucroBysanu TopueBy ¢ppesy SECO TOOLS giamerpom 63 MM, OCHAIIIEHY OJIHIEI0 KPYTJIOIO INIACTUHOIO

(puc. 3).

Puc. 3. Topyesa ¢hpeza SECO TOOLS diamempom 63 mm

[Ticns TopueBoro ¢pe3epyBanHs 3arapToBaHoi crami 4XSM®C, mid momanpmIol OIIHKM MOKA3HHUKIB
MIOPCTKOCTI 00po0IeHOi TOBEpXHi, BUKOPUCTOBYBaIM HH(POBHH MOPTATUBHUM mpodimoMeTrp-mpodinorpad
«Surftest 301» (puc. 4).

Puc. 4. Hugpposuii nopmamuenuii npoginomemp-npogpinozpagh «Surftesty

PesyabraTu gocaimkens. Jlocnimpkeno BB rnubunu pizanus (0.3, 0.5 MM) Ha MOKa3HHKH LIOPCTKOCTI
MOBepXHi 3araproBaHoi ctan 4X5M®C npu TopueBoMy (pesepyBanHi pizanbaumu miactuHamu i3 [IKHB 6 Buais
(DBS-900; CBN200; CH3515; DSC500; CBN200 3 mokpurtsim TiSiN; CH3505 3 nokpurrsm TiAIN) mpu
mBUIKOCTI pizandst 120 m/xB i mogaui 0.125 Mm/3y6 (puc. 5).
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Puc. 5. Bnaus enubunu pizanna (0.3, 0.5 Mm) Ha nOKA3HUKYU WOPCMKOCMI NO8epXHi, 00poberoi 6 sudamu
pizanvuux naacmun (DBS-900; CBN200; CH3515; DSC500; CBN200 3 noxpummam TiSiN; CH3505 3
nokpummsm TiAIN) npu N = 120 m/xs, T = 0.125 mm

Brutus nozaui (f = 0.075, 0.1, 0.125) Ha mopeTkicTh 0OTpUMaHOI OBEpXHi 3arapToBaHoi ctani H13 micis
TopLeBoro GpesepyBanHs 6 Bunamu pizansHux miactul i3 [IKHB noka3ano Ha pucyHky 6.

024 B CBN200
B CH3505 TiAN
022 CBN200 TISIN
Hl DCS500
0.20 Bl OES500
Bl CH3515
R.a o.18
0.16
014 II I
0.12
0.1

0.075 0126

Feed, mm/tooth

Puc. 6. Bnaue nooaui (0.075, 0.1, 0.125 mm/3y6) Ha nokasHuKu uwiopcmxocmi noeepxii, 06podienoi 6 euoamu
pizanvrux naacmun (DBS-900; CBN200; CH3515; DSC500; CBN200 3 noxpummsam TiSiN; CH3505
3 noxpummsm TiAIN) npu V¢ = 120 m/xe, d = 0.5 mm

BuznaueHo BIUIMB cXeMu pizaHHS (IOIMYTHE /3yCTpiyHE) Ha MIOPCTKICTH MOBEPXHI 3araproBaHoi cram H13,
00po6enoi mpu TopreBoMy (pesepyBanHi pizansHuMH MutacTuHaMu 6 Buais (DBS-900; CBN200; CH3515;
DSC500; CBN200 3 nokpurtsam TiSiN; CH3505 3 nokpurtsm TiAIN) npu mBunkocrti pizanss 120 M/xB i moaadi
0.1 Mmm/3y6 (puc. 7).
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Puc. 7. Bnaus cxemu pizanms (nonymue /3ycmpiune) Ha wlOpcmKicms HOGEPXHI npu Mopyesomy (pezepysamti
pizanvhumu nracmunamu 6 eudie (DBS-900; CBN200; CH3515; DSC500; CBN200 3 nokpummsam TiSiN;
CH3505 3 noxpummsm TiAIN) npu weuorxocmi pizanns 120 m/xe i nooaui 0.1 mm/3y6

35



Texniuna inscenepis

BucHOBKH Ta NeEpPCHeKTHBM MOJAJIBIINX AOCHiMKeHb. OTpUMaHI EeKCIEepUMEHTANbHI pe3yJbTaTH
nokasyots, 1o iHcTpymenTd 3 [IKHB 3 mokpurrsmu TiSiN Ta TiAIN 3a0e3neuyroTh BHINY SIKICTh MOBEPXHI
TOPIiBHSAHO 3 iHCTpyYMeHTaMu 0e3 MoKpUTTiB. JocimkeHas BIutuBy raubuan pizanas (0.3, 0.5 MM) Ha IIOPCTKICTH
TIOBEPXHi BUABHIIO, IO TIPH TIMOHHI pisanus 0.5 MM pisampaumu miactuiamu CH3505 3 mokputrsam TIAIN ta
CBN200 3 mokpurtssm TiSIN orpumano kpaiy mopctkicts (0.15 pM) HOpIBHAHO 3 iHIMME TTacTHHAMH. [IpH
Bu3HaueHHI BumBy momaui (0.075, 0.1, 0.125 mm/3y0) Ha TOKa3HWKH IIOPCTKOCTI MOBEpXHi, 00poOmeHoi
pizaneEUME TtacTuHaME 6 THIIB (DBS-900; CBN200; CH3515; DSC500; CBN200 3 mokputtsm TiSiN; CH3505
3 mokputTsaM TiAIN) Haiikpamii MOKa3HUKH OTpUMaHO mpu oOpoObmi miactuHor0 CH3505 3 mokpurtsam TiAIN
(0.14, 0.15 pm) ta CBN200 3 mokpurrsam TiSiN (0.18, 0.15 pum) npu momauyax 0.075 ta 0.125 mm/3y0.
[Tpn 3ycrpiynili cxeMmi pi3aHHS MOKAa3HUKH IIOPCTKOCTI 3HAYHO HIKYI, HDK NPU TOMYTHIM cXeMi pi3aHHS.
[MopiBHIOIOYM BCi 3HA4YeHHS, W0 OTPHMaHi NPU MOMYTHIA CXeMi pi3aHHS, BUAHO, IO HaWKpalli MOKa3HUKH
OTpHMaHi TIpU TOplieBoMY (ppe3epyBanHi pizanbHO0 miactuHo CH3505 3 mokpurtsim TiAIN (0.22 uwm). [pu
3yCTpiuHIA cXeMi pi3aHHsS HalWHMIWXKYa MIOPCTKICTh OTpHMaHa mpu o0pobui pizaibpHO0 MiactuHoro DBS900 3
BmictoMm KHB 90 % (0.16 pwm). Pe3ynbratu qoCimimKeHHS MiATBEPXKYIOTh BasKJIMBICTH NMPAaBUILHOTO BUOOPY
inctpymenTtiB i3 IIKHB 3 mokpuTTsMu Ta mapaMmeTpiB pi3aHHS s JOCSATHEHHS HH3bKOI MIOPCTKOCTI
00poOmoBaHOi TOBEepXHI 3araproBaHoi crami. lle chpuse minBUIIEHHI0O €()EKTUBHOCTI Ta EKOHOMIYHOI
JOLUTHHOCTI BHUPOOHWYMX IIPOILECIB Yy CydacHii MammHOOYIiBHIN HpPOMHCIOBOCTI. ABTOpH IependavdaroTh
POBIIMPHUTH TOCTIIKSHHS JUTS 1HIIMX MapOK 3arapToBaHOT CTai IS IOJATbIINX TOCIiIKEHb.
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Kovalenko Ya.P., Melnychuk P.P.
Finish machining of hardened steel by face milling using uncoated and TiSiN and TiAIN coated PCBN tools

The article presents the results of experimental studies on the influence of various cutting regimes on the surface roughness
of high-hardness hardened steel obtained after face milling with polycrystalline cubic boron nitride (PCBN) tools, both
uncoated and with wear-resistant coatings. The aim of the research was to compare the surface roughness indices of hardened
steel obtained by face milling using tools with PCBN without coatings and with TiSiN and TiAIN coatings. Various cutting
parameters such as feed rate, cutting depth, and cutting scheme were considered to determine their impact on the machined
surface roughness. The machining was performed on a vertical milling center DMU 80 eVo Deckel Maho using a SECO
TOOLS face mill with replaceable cutting elements (N = 5). The results showed that tools with TiSiN and TiAIN coatings
provided a lower surface roughness in face milling compared to uncoated tools. The influence of cutting schemes (up-milling,
down-milling, symmetric milling), feed rates, and cutting depths on the surface roughness of hardened steel were analyzed.
The article substantiates and provides recommendations for optimizing cutting parameters to achieve better surface roughness
results when face milling hardened steel with PCBN tools with and without wear-resistant coatings in production conditions,
enhancing process productivity and economic efficiency.

Keywords: face milling; hardened steel; polycrystalline cubic boron nitride; TiSiN; TiAIN; surface quality; roughness.
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