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SAJIEZKHICTD PO3MIPY ITOP B1Jl TAPAMETPIB PI3AJIBHOI'O IHCTPYMEHTY
P MEXAHIYHIN OBPOBII CIEYEHOI'O IIOPOIIIKOBOI'O MATEPIAJTY

Jlana cmammsa mae Ha memi noKazamu 6NAUE XAPAKMEPUCHMUK PI3AIbHO20 IHCHMPYMEHNY HA PO3MIpU nop npu
YUCMOBIl MeXAHIYHIN 00pooUi cneueHozo nopucmozo mamepiany. Pezynomamom pobomu € eusenenns gpaxmopie, uio
GNIUBAIOMb HA 3MIHY IX po3mipie ma gpopmu npu mexaniuHiil oOpooyi cneuenozo nopucmozo mamepiany. Buxoosauu 3
0ocnioxyceHb OyY10 6UABNEHO  Hauea)caueiwii akmopu, w0 6NIUGAIOMD AKICHIbL NOBEPXHI: mamepian pi3aibHO20
iHCmpymenmy, w0 3acmocosyemscsa npu o00poodui; 30amuicms 00po0II06aAH020 Mamepianly RPOMUCHOAMU NIAACHIUYHIL
odepopmauii nio wac oo6pooKu; percumu pizanns, 00TPYHMOBAHI yMOBAMU 63AEMOOIT pi3HUX mamepianie; 3acmocysanns MOP,
He0OXIOHICMb 6UKOPUCMAHHA AKUX ROACHIOCMbCA MEXHIYHUMU YMOBAMU PI3AHHA MUM YU inuwum mamepianom. [locniornceno
GNIUG XAPAKMEPUCMUK PI3AIbHO20 IHCMPYMEHMY HA PO3MIPD ROP RPU MeXaHIYHIll 00pooOUi cneuenozo NOpucmozo 3aniza
mapxu IDKP-3 i3 3acmocysannuam MOP ma écyxy. B akocmi pizansnozo incmpymenmy 6uKopucmogysanuca mokapHi pizuyi 3
PiBHUMU naacmunamu ma winih)yeansHuil Kpye.

Knrwuoei cnosa: nopucmicme, cneueruli Mmamepian, Mexaniyna 06pooKa, pesicumu pi3aHHs..
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DEPENDENCE OF PORE SIZE ON CUTTING TOOL PARAMETERS DURING
MACHINING OF SINTERED POWDER MATERIAL

This article aims to demonstrate the influence of cutting tool characteristics on pore sizes during fine machining of
sintered porous material. The result of the study is the identification of factors affecting pore tightening, as well as changes in
their size and shape during machining of sintered porous material. Based on the research, it was found that the most important
factors influencing surface quality are: the material of the cutting tool used; the ability of the processed material to resist plastic
deformation; cutting modes, determined by the conditions of interaction between different materials; the use of coolants, the
necessity of which is dictated by the technical conditions of cutting a particular material. The influence of the cutting tool
characteristics on the pore size during the machining of sintered porous iron of the PZhR-3 grade, both with and without coolants,
was investigated. Turning cutters with different inserts and a grinding wheel were used as cutting tools.
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IMocTranoBka npodiaemu. [ToyaTkoBuil cTaH MOBEPXHEBOTO MIAPY 3arOTOBKH JI0 MPOLIECY MEXaHIYHOT
00pOOKHM € TTOPHUCTOI0 TTOBEPXHEIO, IO Ma€ HEPIBHOMIpHE po3TarnyBaHHs mop. [lapamerp mopcTkocTi
3QJIEKUTH B OCHOBHOMY BiJ PO3MIpiB TOp, XapaKTEPUCTHUKH SKUX, Y CBOIO UEPTry, 3aJIeKaTh Bill YMOB
CHiKaHHS, 3yCWIb MPEeCyBaHHs, (h)OPMHU Ta PO3MIpIB YaCTOK, IO CIiKaloThes. Sk Bimomo [1], BmacTuBOCTI
MTOPUCTHX MaTepialiB 3aJIeXkKaTh BiJI BIACTHBOCTEH BUXIIHUX IMOPOIKIB Ta TEXHOJOTIYHOTO TPOIIECY iX
BUTOTOBJICHHS. J[JIs1 TX BHUTOTOBIICHHS BHUKOPHCTOBYIOTBCS METAJIEBI MOPOIIKH 5K 31 CEPUYHOI0, TaK i
HecepruuHOI0 (POPMOIO YACTHHOK 3 PO3MipaMH BiJ] KiTbKOX TUCSY MIKPOMETPIB 3 Pi3HUX METAJIIB i CILIABIB.
Ha manomy erarri mOpUCTICTh BU3HAYAETHCSI HACTYITHUMHU MapaMeTPaMH: YacOM CITIKaHHS, SIKE 3aJIS)KHUTh
BiJI CKJIaTy Ta MIUTBHOCTI MaTepiaay, po3MipiB BUPOOIB, IO CHIKAIOTHCS, KOHCTPYKITil TIedi; BEJIMYUHOIO Ta
(hopMOI0 YaCTHHOK TIOPOIIIKY; CTAHOM TIOBEPXHI YaCTHHOK; BMICTOM OKCHJIIB; TEXHOJIOTI€I0 CITIKAHHSI.

MexanigyHa 00po0OKa MOPUCTHX METATOKEPAMIYHUX MaTepialliB CYyIPOBOKYETHCS OUTBIIT iCTOTHUMU
3MiHaMH Matepiany [2] y MoBepXHEBOMY Iapi, HDK Ipud 0OpoOIl JUTHX MarepiamiB Ta ciuiasiB. Lle
MOB'SI3aHO 3 HASBHICTIO MOPUCTOCTI, SKa MPU3BOAUTH B MPOLECI Pi3aHHSA 10 JOJATKOBHX 3MiH (Di3HKO-
MEXaHIYHOT'O CTaHy MaTepialy B TOBEPXHEBOMY Iapi: VIMIITLHEHHIO IIOPUCTOTO KapKaca, BIUIUB SKOTO Ha
3arajibHe 3MIIHCHHS MaTepialy He 3aJeKUTh BiJ] TEMIEpaTypH pi3aHHS, 0 3PHBY OKPEMHX MaKpO-i
MIKPOIIJITHOK 3MIITHCHO-YITIIFHEHOTO Mapy. 3HIKEHHS TEIIO- Ta TEMIIEpaTypOIPOBIIHOCTI MaTepialry
MPU3BOANTE JI0 JIOKaNi3allii i TemaoBoro (hakTopa B HAWTOHIIMX MOBEPXHEBHX miapax [3] .

IMocranoBka 3aBaanb. METOIO OCIIDKCHHS € BILUTUB XapaKTEPUCTHK Pi3aIBHOTO IHCTPYMEHTY Ha
PO3MipH TIOp TIPH YUCTOBIH MeXaHiuHIA 00pOoOIIi CITIEYEHOTO MOPUCTOTO MaTepiary.

Marepiaiu Ta MeToau. EkciepuMeHTH MPOBOIMIIMCS Ha 3pa3Kax i3 MOpOIIKiB 3aii3a Mapku [DKP-
3. Y tabmuusx 1 Ta 2 npuBeeHi XiMiYHUHN 1 TpaHYTOMETPUYHHUN CKJIAJ MOPOLIKY.

3aJIeKHICTh BITHOCHOI TycTHHH mopomky 3amiza [IJKP-3 Bim rimpocTaTHYHOTO THCKY HaBeleHa Ha
pUCYHKY 1.

BurotoBieHHs 3aroTOBKH ITPOBOAUIIOCE B [[BA €TAIU: IPECyBaHHs i criikaHHs. [IpecyBaHHs 3a1i3HOTO
MOPOIIKY MPOBOAMIOCH 33 JOIMOMOI0I0 T'yMOBOi (pOpMH y KaMepi BUCOKOTO THCKY, CTBOPIOIOYH THUCK,
HEOOXITHUH JIIsl OTPUMAaHHS 3pa3Ka 3a1aHoi mopucTocTi. CriKaHHS TTOPOITKOBHUX MPECOBOK 3/1iHCHIOBAIN
B OZHOKaMEPHIiH medi MiJl piAKUM 3aTBOPOM IMPOTSIOM JBOX roauH. Temmneparypa crikaHHs J1OpiBHIOBasa
T=1050°C.
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Jia nociiniB BUKOPUCTOBYBAIUCS 3pa3Ku MOPHCTICTIO 24%, 28% Ta 32%.

Taon. 1
Ximiunuii ckiaag nopomky I7KP-3
Mapka nioporky Ximiuanit cknag (%)
Fe C Si Mn S P 0
IDKP-3 98,5 0,02 0,17 0,03 0,01 0,02 0,27
Tabn. 2

I'panyiaomerpuunmii ckaaa nopomky I7KP-3
Buxinx ¢pakmiit (%) mpu po3mipi gacTok (Mm)

-0400 -0315 -0200 -0160 -0100 -0063 -0050
+0315 +0200 +0160 +0100 +0063 +0050

Mapka nopouiky

IDKP-3 0,6 8,28 6,82 15,1 34,8 28,6 6,8
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Puc. 1. 3anexnicTs BinHocHOI rycTuan nopouky 3aiaiza II2KP-3 Bix rizpocTaTH4HOro THCKY

Sk pi3ayIbHHNA I1HCTPYMEHT IJIi TOKapHOi OOpOOKH, BHUKOPHCTOBYBAJHWCS PIi3Ili, sKi OCHAIIEHI
IJJaCTHHAMMU 13 MIBUIKOpi3aidbHOi ctaimi P6MS; pisniem i3 TBepaoro cmiaBy TSK10; TBepauM ciiaBoM 3
mokputtssm TiN (mapka mactuan DNMG150608 PC), a Takok BUKOPHCTOBYBABCS NUTIYBAIBHHM KPYT
€JICKTPOKOPYHAY O1LII0r0 Ha KepaMiuHik 3B's3111 TBepaicTio CM2 mapku 1A1 250x25x75 24A 20 CM2 K6.

BukaaneHHs 0CHOBHOTO MaTepiairy. Sk Mmokaszanu pe3ysIbTaTH €KCIICPUMEHTIB, Y TIPOIIECi pi3aHHS
IDXP-3 3a Bcix cioco6iB MexaHigyHOT 00pOOKH, ITpH pi3HUX ii pekuMax BiOyBaeThCs 3MEHILIEHHS PO3MIpiB
Top.

3MiHM 110 3aKiHYCHHI MEXaHI9HOI OOpOOKHW crocTepirayimcs HEe TUIBKM Ha TIOBEPXHI, a W ¥y
MMOBEPXHEBOMY IIIapi METaJOKepaMiYHMX CIICUCHUX MaTepialliB, IO BHUPaXAIOThCA B nedopMartii
CTPYKTYpH Ta 3MiHI PO3MIpiB TOp MaTepialy Ha HesKid TmuOuHi. 3aTaryBaHHS TOp BiIOYBAETHCS TiX
BIUTMBOM P1’KY40i KPOMKH IHCTPYMEHTY BHACJIIOK 3HAYHOTO BIUTMBY CWJI pizaHHs. [Ipu TodiHHI pixyda
KpOMKa 3MHHA€, MOTIM 3pi3ae Matepian. [Ipy HaOMKEHHI 30HH KOHTaKTY «IHCTPYMEHT - 3arOTOBKa»
BiIOyBaeThCs Aeopmalrist 3pi3aHOr0 MaTepially, SKU BUXOAUTS i3 30HH Pi3aHHS 32 PAXyHOK 00'eMy caMHx
op. B pe3ynmbrati 00poOKku KpaTep MopH 3aKpUTHH TOHKOIO IIIApOM METaITy, TOBIIIMHA SKOTO 3aJIC)KUTh BiJl
XapaKTePUCTUK PIXKYUOro iHCTPYMEHTY, BiJl MApKU MaTtepiany, o o0poOsSeThCs, a TAKOK BiJ PEKUMIB 1
YMOB 00pOOKH.

CrogaTky 10 MeXaHi9HOI 00pOOKH po3MipH TTOp CTAHOBIIIH 110 A0BXHHI 150 - 500 MKM, TI0 ITHPHHI
45 - 120 MxMm.

[Ipu pocmimkeHHI pe3yibTaTy TOKapHOI OOpOOKHM pi3lieM i3 MIBUAKOpi3anbHOI crami P6MS 0Oe3
3actocyBanHs MOP (puc.2,3) Oys10 BCTAHOBJICHO YTO PO3MIpH MOP 3MiHUIKCS i CTaaKM CTAHOBUTH 110 JOBKHHI
20 - 150 MM, mo mupuHi 20 - 50 MKM, y TO# yac, sk mpu 00poOi pisuem 3 P6MS i3 3actocyBanusim MOP po3mipu
nop ckianu 1o nosxuui 30 - 200 mxm. B 000X Bumaakax rimbuna pizaHas t cranoBuia 0,75 MM; IIBUIKICT
pizaHHs ctaHoBwia V - 20 m/xB; mogaya S — 0,05 Mmm/00.

Sk mokazanm pe3ysbTaTi eKCIIEPUMEHTIB, PO3MIPH ITOP IICIIS YUCTOBOT MEXaHIYHOT 00POOKH pislieM
31 mBHAKOpi3anbHOI cTaixi P6MS 3Ha4HO CKOPOTWIMCS B TIOPIBHSHHI 3 MOYAaTKOBHMH PO3MipamMH [0
MexaHiuHoi 00poOKH, ajne 3actocyBanHs MOP, a Takox 00poOka Ha 30UIbIIEHUX MBUAKOCTSIX 31 3MIHOIO
MBUAKOCTI pizanHs 3 20 M/xB 10 180 M/XB, cipusiin 301IbIIEHHIO MITBHOCTI. Takum YnHOM, TIpu 00pOoOIIi
3 MOP 1V = 181 M/XB po3mipu mop ckiianu 3aBIoBkku 40 - 220MkM, mupuHy 25 - 100 MKM.

B pesynbrarti 4ncToBO1 TOKapHOi 00po0OKH TBepaociuIaBHUM iHCTpyMeHToM T5K10 (puc. 2,3) Oyio
BCTaHOBJICHO, 1[0 3MiHA PO3MIPiB IOPH CYITPOBOKYBAIOCS Pi3KUM 301IBIIIEHHSM IIOPCTKOCTI 00po0IeHOT
noBepxHi. [Tpu 11boMy q0BKHHA ITOpU OyJia OTprMaHa B Mexax 35 — 90 MkM, mupuHa Biamnosigana 20 — 60
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MKM. JlaHi pe3yiabTat Oyjad MOJydYeHI IIPHU YUCTOBIH 00poOIi i3 3actocyBanHsaM MacissHoi MOP. Ilpu
pizanHi 6e3 MOP 3HaueHHS MIOPCTKOCTI MOBEPXHI TaKOXK 301IBIINUIOCS, IIPH I[bOMY SBHOI 3MIHH PO3MIpiB
MOpH MPAaKTHYHO HE crocTepiranocs. Takox Bin3Havanocs 301bIICHHS MIUIBHOCTI Op MpH 00poOIi 3i
30UTBIICHHAM IIBUAKOCTI pizaHHs 10 V =140 M/XB.

IIpu 06poOLi nuTiQyBaHHSIM 3a JTOIOMOTOM0 IIidyBabHOrO Kpyra (puc. 2,3) Bif3Hadaaocs pi3ke
3MCHIIICHHSI PO3MIpiB TOp, IXHsS JOBXKWHA craHoBmia 30 - 60 MKM, mHpWHA KONHWBATACSI B MeEXax
10-30 mkwm. [Tpu oMy BiI3HAYAETHCSI BHCOKA YACTOTA TIOBEPXHI 00POOIICHOT 3arOTOBKH.
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Puc. 2. Bnau maTepiajia pisky4oi YacTHHHM iHCTPyMEHTA HA JOBKUHY MOPH
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Puc. 3. BniiuB martepiajia pisKy4oi 4acTHHM iHCTPYMEHTA HA IMPHHY NOPH

[lopiBHsHO 31 BciMa BHIAMH IHCTPYMEHTAJIbHHUX MarepiajiiB, IO BHKOPUCTOBYIOTHCS TIPH
MIPOBEICHHI eKCIIEPUMEHTIB, abpa3nBHa 00po0Ka Mmokaszaja MaKCUMaJbHE 3aTATyBaHHS IOP TOBEPXHEBOMY
mapi 3arOTOBKH.

Hatikparii pe3ynbrati Oy/Iu JOCATHYTI IPH YHCTOBIH 00pOOIIi 3pa3KiB TBEPAOCILIABHOO IUTACTHHOIO
3 nokputtssM TiN i3 MOP ta mBuakocti pizanas V =140 m/xB. B pesynbraTi mocmiukeHHs Oyio
BCTaHOBJICHO, 1[0 TPUBAIICTh IOPH BianoBinana aiamazony 40 — 95 mxwm, mmpuna 25 — 60 MKM, Ipu IIbOMY
CITOCTEPIraeThCS MiHIMaIbHA IIOPCTKICT MOBepXHI Ra 0,4.

B pesynbrari eKCriepUMEHTIB BCTAHOBJICHO, IO 3MiHA PEKUMIB pizaHHsA, 3actocyBanHi MOP Ta
XapaKTEPUCTUK PI3ATBHOTO 1HCTPYMEHTY B MPOIleCci 0OPOOKH METAJIOMOPOIIKOBUX CIICYCHUX MAaTepialliB
ICTOTHO BIUTMBAIOTh HAa 3MiHY PO3MIpiB MMOBEPXHEBHUX IMOp. BakinBe 3HadYeHHS y (popMyBaHHI SKOCTI
MOBEPXHi Bimirpae BuOip pexumiB 00poOku. ITpu Tounnni [DKP -3 mBuakopizanpHoo crammo PO6MS
Bcyxy mipu V - 20 M/XB, MakCHMaJbHa JOBXKUHA MOPH ckiana 150 MkM, ane mpu mBHAKOCTI pizanHs V - 80
M/XB MaKCUMallbHUH po3Mip mopH JocsraB 160 MkM. 3 3actocyBaHHsIM Bojgopo3unHHOT 3% MOP T1a
IIBUAKICTIO pizaHHAs V - 20 M/XB MakCUMajbHHMH pPO3Mip mopu crtaHoBUTh 210 MxM. VY mporeci
uutigpyBanpHOi 00poOku 3paskiB i3 [DKP-3 crnoctepiranocst aHanoriuHe 3pOCTaHHSI MOp TMPH 3MiHI
LIBUIKOCTI pi3aHHA: mpu V - 60 M/XB MakcuMalbHa JOBKWMHA TIOPU CTaHOBWIIA ONM3bKO 60 MKM, IpU
30iabIIeHHl V 10 120 M/XB criocTepirajiacs 3MiHa MaKCUMaJIbHUX PO3MIpiB 70 90 MKM.

TakuM YMHOM, BCTaHOBJICHO, IO B MPOLECI MEXaHIYHOI OOpOOKM METaJIOKepaMiuHUX CIIEYEHHX
MaTepiaiB BiIOyBalOTbCA 3HAYHI MEPETBOPEHHS CTPYKTYPU MOBEPXHEBOTO APy, IO CHPHUSIOTH 3MiHI
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BJIACTUBOCTEH IMOBEPXHEBOTO Mapy. 3acTOCYBaHHS aOpa3WBHOI OOPOOKH TMPHU3BOAUTH MPAKTHIHO [0
TIOBHOTO 3aTATYBaHHS TOp OIS IOBEPXHI.

250
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Puc.4. 3anexuicTs po3mipa nop Bia pexkumiB pizaHHs

BucHoBku.

1. Haiipaxxkugiri (akTopw, 1110 BIUIMBAIOTh Ha 3MIiHY X PO3MIpIiB Ta GOPMH:

- MaTepiain pi3aJbHOrO IHCTPYMEHTY, IO 3aCTOCOBYETHCS IIPH 00pOO1Ii;

- 3IaTHICTh 0OPOOIIOBAHOTO MaTepiady NPOTHCTOSATH IUTACTUYHIN JedopmMartii iy yac o0poOKw;

- PSKUMU pi3aHHsA, OOTPYHTOBaHI YMOBAMH B3a€MOJII pi3HUX MaTepiaiiB;

- 3actocyBanHs MOP, HEOOXiIHICTb BUKOPHUCTAHHS SKHX ITOSICHIOETHCS TEXHIYHUMH YMOBaMHU
pi3aHHS THM YH iHIIUM MaTepiaioM;

2.I1pu abpasuBHiit 06p0o0IIi BiAOYBa€ETHCS MPOIIEC 3aMa3yBaHH APiOHUX ITOP TOBHICTIO, BEITUKI TIOPH
TIOBHICTIO HE 3aTSTIINCS, aJie 3a3HAIM 3HAYHOTO CKOPOUCHHS PO3MIpIB.

3.3acTocyBaHHS MpH YUCTOBiM 00poOLi nuTiQyBaHHS CIIpHsie MAKCUMAaJIbHIA 3MiHI PO3MipiB HOPH.
Ti mopw, sKi TOBHICTIO HE 3aTSATHYJIUCS, HAOYJIM BUTATHYTOI (hOPMHU, TOOTO CIIOCTEPIraeThCsl 3HAYHE
nepeBakaHHs CKOPOUCHHS IIUPUHH HAJI CKOPOUYCHHSM JIOBKUHH TIOPH.

4.3acTocyBaHHS TBEPAOCIUIABHOTO 1HCTPYMEHTY 3 TIOKPHUTTSIM HITPHIY TUTAHY JO3BOJISIE OTPUMATH
MTOBEPXHIO 3 BiTHOCHO BUCOKOIO SIKICTEO TIOBEPXHI.
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