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B po6oTi npoBeaeno A0cIiIKeHHS MPoLeCy 3HONIEHHS, TAK K, BCi MeXaHiuHi
NpouecH pi3aHHs CYNPOBO/KYEThCS JaHUM siBHLIeM. [Ipouec 3HOLIEHHS € CKIAAHUM
sIBMILEM i fIBJISIE iHTepec, 100 3MOIe/IIBATH JaHUH npouec i 30UILIIUTH PO3yMiHHS
3HOLIEHHS cepejl pizKy4YuX iHcTpyMeHTiB. B naHiil po6oTi HaBeeHO MoeJIb ,AKa
BBAKA€ThCS HAMOLIBII 2/ICKBATHOIO 10 €KCIIePUMEHTATBbHUX OKAa3HUKIB, e 3HOIICHHS
3a Ycyi. g mogenns onucye MBUAKICTH TA BeJIMYMHY 3HOUIYBAHHS HA iHCTPYMEHTI B
3aJIeKHOCTI Bil mapamMeTpiB pi3aHHs.

Kuro4oBi cJji0Ba: 3HOLLYBaHHS IHCTPYMEHTAa, MOAeJ/Ib Y CYi, TEPMIiH Ci1y:K0U
iHcTpymMeHTa, mporpamue 3ade3neuennss AdvantEdge.

The paper studied the wear process, as all mechanical cutting process is
accompanied by this phenomenon. The process of wear is a complex phenomenon and is of
interest to model the process and increase understanding of the wear of cutting tools. This
paper presented a model that is considered most appropriate to the experimental
parameters, this wear by Usui. This model describes the rate and amount of wear on the
tool depending on cutting parameters.

Keywords: tool wear, Usui model, tool life, software AdvantEdge.

AHaniz ocraHuix aochaigxKeHb.lIporHO3yBaHHS TepMiHY CIY’)KOM I1HCTPYMEHTY € BaKJIMBOIO
0COONIMBICTIO it 0araTbOX KOPHCTYBadiB PDKYYOro IHCTPYMEHTa, NpPU3HAYCHHWH IS 3amoOiraHHs
HENOTPiOHMX 1HBECTUIIH IHCTPYMEHTY a00 CIIMCaHHS MOIIKOPKEHUX BHPOOIB.

OjnHUM 3 TepIInX PiBHSHB JJIS OLIHKM 3HOIIYBAaHHS IHCTpyMEHTY OyB 3ampornoHoBanuii @. B.
Teitmopom Ha mouatky 1900-ux pokie[1l], 1 B maHuii 4yac Ma€ JOCHTH IIMPOKE BUKOPUCTAHHS. PiBHIHHS
MOKAa3ye, 110 TEPMiH CIYKOU IHCTPYMEHTY 3aJIe)KUTh BiJl INBUAKOCTI Pi3aHHS:

vT"=C

He, V-mBuaxKicTh pizanHs, T-TepMiH ciry:k0u iHCTpyMeHTy, C,N-KOHCTaHTH, 3HalIeH]
eKCIIEPUMEHTAIBHUM HUISIXOM. [4]

[IporHo3yBaHHS TepMiHy CIy)OU IHCTpYMEHTY 3a piBHAHHAM Teilnopa, MpeacTaBlIeHoro BUILE, HE €
[UIKOM TIPaBUIILHUM, TaK sIK, TEPMiH CITy)KOW IHCTPYMEHTA 3aJIe)KUTh HE TUTBKH BiJl TAKUX MapaMeTpiB, SIK
MIBUAKICTh MOJAAYi 1 TIMOMHU pi3aHHS, SIK 3anpornoHoBaHo Teilmopom. Tomy OaraTo AOCIHiAHHKIB,
30Cepe/IMIN CBOIO yBary Ha OLIHII 1 TPOTHO3YBaHHIO 3HOITYBaHHSI IHCTPYMEHTA.

VYcyi 3anpornoHyBaB piBHAHHS AJIS NPOTHO3YBaHHS 3HOLIYBAHHS iHCTPYMEHTA, BUKOPHCTOBYIOUH
TEeMIIepaTypHi MOKa3HUKH 30HH Pi3aHHS.

dw C
= =Cexp -2
cdl p[ ej (2)



Jle: dw-3minHa 00’ emy, dL -3minna Bigcrani, O t -3YCHJUIA Ha TUTOINI KOHTAaKTY, 0- TeMIiepaTypa

B 30HI KOHTAaKTY, Cl— KOHCTaHTa, IO 3aJEKHUTh BII TOMOJOTrii moBepxHi 1 C, :M me AE
TEOPETUYHA EHEepris MexaHi3My 3HOMIeHHS, A mocrtiiHa bonbiiMana, A-KOHCTaHTa, $Ka KOPUTYE
TeMIIepaTypHy 3aJeXKHICTh 00podeHoi aerani.[1,3]

BinmoBigHo 10 piBHSHHA 2, KOXEH MEXaHI3M 3HOCY MOXE PO3TIISIATHCS 3aJeXaTH Bijl €Heprif
aKTUBaWii 7 KOHKPETHOi peakwii. SKmo icHye JAekipka MEXaHi3MiB 3HOCY, 3arajJbHHH 3HOC
MPOTHO3YETHCS IUIAXOM MiACYMOBYBaHHS MeXaHi3MiB, MPEICTABICHOTO B PIBHAHHI 2, BCI BOHH MAarOTh
pizHi koHctantu C1 i C2. Eneprii aktuBauii Moxxe OyTH omineHa 3 3HaueHb C2, sIKi MOJKHA pO3paxyBaTy 3
ninstHok In (dw / (ovdL)) B mopiBusiaHi 3 (1/6). Jns ouinku eHeprii aktuBanii Bin C2, cucrema KOHCTaHTa A
MOBHHHA OYTH BiioMa.

Meta pociimkeHns. Meta poOOTH-3MOJENIOBATH NPOLEC 3HOIIYBAHHS PLKYUOro iHCTPYMEHTA.
Ommcarty, SKAM YMHOM Pi3HI THIK 3HOIYBAaHHS iHCTPYMEHTY, PO3BHBATHUMYThCS Y Yaci, a TAKOXK CTBOPUTH
VSBJIICHHS TIPO Te, SIK Pi3HI MapaMeTpy pi3aHHS BIUTMBAIOTH HA TIPOIIEC 3HOITYBaHHS.

OcHoBHMIi MaTepiaJ.

B mporeci pizaHHS Ha IHCTPYMEHT MilOTH pi3HI MeXaHi3MH, fKi BIUIMBAIOTh Ha MPOIEC HOTo
sHomryBaHHs.[2] JIo Takux MeXaHi3MiB BiJTHOCHTHCS:

Abpazusne 3noutysanns. lpu Tepti moBepxHi pizaHHSA 00 3a7HI MOBEPXHI IHCTPYMEHTa ¥ CTPYKKH
00 TepemHI0 TMOBEPXHIO IHCTPYMEHTa TBEPAI MIKPOKOMIIOHEHTH Marepialy oOpoOsoBaHOl aeTaii
MIPSIIIat0Th MaTepial iIHCTPYMEHTa, IOCTIHHO 3pi3atouu HOTO.

Aozesitine 3Houiyganns. IHTCHCUBHE pyHHYBaHHS TOBEPXHI IHCTPYMEHTY NpPH TEPTi KOB3aHHS,
0o0yMOBIICHE HAsBHICTIO B OOpOOJIOBAaHOMY Marepiali TBEpAMX MIKPOKOMIIOHEHTIB, SIKi ApSNaroTh
HIOBEPXHIO IHCTPYMEHTY, OCTYIIOBO PYHHYIOUH HOTO.

Jughysitine snourysannsi. Ilpu Temneparypi Buiie 800—850 °C BinOyBaeTbes qudy3iiiHe po3unHEHHS
IHCTPYMEHTAJIHHOTO MaTepianry B 00poOIrOBaHOMY .

Oxucne 3nouwysannsi. Illpu Temneparypax pizanns 700—-800 °C kuceHb MOBITPS BCTYIAE B XIMIYHY
peaxiiiro 3 Ko6aIbTOBOIO (a30k0 TBEPAOTO CIUIaBy i KapOinamu BonbhpaMy i THTaHy, IPUIOMY HAHOUTBII
CHJIBHO OKHCITIOETHCSI KOOAIBT

IThacmuuna degpopmayis. TloemHaHHS BUCOKUX CHUII pi3aHHS 1 BUCOKA TaMIIepaTypa, MOKe IPUBECTH
IO TIACTUYHOI Aeopmaltii iHCTpyMeHTa 1 B pe3yNbTaTi IHCTPYMEHT OTPUMY€E HOBY T€OMETPIit0 1 BTpavae
CBOI IMOYATKOBI XapaKTePHUCTHKH.[2]

BaxxnBo 3HaATH, SIK 11i MeXaHi3MH OyAyTh BIUIMBATH HA IHCTPYMEHT MPHU MEXaHIYHOMY pi3aHHi. Sk
NPaBUIIO TIPH 3HOIICHHI, IeKiIbKa MEXaHi3MiB OJHOYACHO JiIOTh HA IHCTpYMEHT. [lpu npoMy 3HOIIEHHS

IHCTpYMEHTa MaTUMe Pi3HHUH XapakTep i BAHUKATH Ha PI3HUX MicIsIX iHCTpyMeHTa. Jleski 3




Puc. 1 Xapaxmep 3nowysanns, a-ymeopenns kpamepa Ha nepeoHiti no8epxmi, 6-3HOueHHs NO
3a0Hill NOBEPXHI, 6-CKONOBAHHA BEPUIUHU ITHCMPYMEHMA.

Ymeopenna kpamepa. 3HomeHHsT BUHUKAE HA TIepeaHiil moBepxHi 1 Mae popmy kparepa. Ilepenns
MIOBEPXHS 3a3HAE CEPHO3HMX HABaHTAKEHb 1 3HAYHUX TEMIIEPAaTYPHUX TOKA3HUKIB, TOMY BBAXKAETHCA, IO
B OCHOBHOMY JTaHUI MEXaHi3M BUKIMKAHUHN MU(Yy31THIM 3HOITYBaHHSIM.

3Howenus no 3aouii nogepxui. Ha 3amHill MOBEpXHI IHCTPYMEHTa YTBOPIOETHCA (acka, mpodiib
K01 KOMitoe opMy TOBEpXHi pi3aHHS B MOMEHT 3aKiHYeHHS pi3aHHs. BBaxaeTbcs, 1m0 6arato B oMy
3aIIeKUTh BiJl aOpa3uBHOTO 3HOCY.

Cronroganns eepuiunu incmpymenma. OIHAM 3 BUAIB 3HOIIYBAaHHS € BUKPUIIYBAHHS 1 BiJIKOJ
pizanbHOi KpoMmKu. J[aHUI XapaKkTep 3HOIIEHHS CIIOCTEPIraeThcs Ha KPOMIN PiXKY4Oro jie3a, Ipy 3HaYHUX
TEMIIEPaTypHHUX Ta CUJIOBUX NOKA3HUKAX MPU MPOLEC] pi3aHHA

Mopne/ioBaHHS 3HOILYBAHHSI.

MopnenroBaHHS TeMITEpPaTypH, CHIIM Pi3aHHS 1 HOPMaJIbHUX HaBaHTaXKEHb, Oy OTpUMaHHI 3
BUKOPUCTaHHSIM MeToay ckiHueHHuX eneMeHTiB (MCE) B mporpami AdvantEdge. AdvantEdge-iporpamue
3abe3neuennss CAE (Computer-Aided Engineering), sika BAKOPUCTOBY€EThCS JIJIsl ONTHMI3AIIiT pi3aHHs
meTtaiy. [1in uac mogemoBanus B AdvantEdge mozaens onmcye noBeaiHky Marepiaiy B MpOIECi pi3aHHS.
Jana niporpama J103BOJIsSIE OTPUMAHHS JIeTalbHY 1H(QOPMAIIiFO PO TeMIepaTypHi MOKa3HUKH, TETIIOBI
MOTOKHY, HABAHTAXKEHHS Ha PIXKyde JIe30, TEPMiH CIIy>KOM iHCTpyMEHTa Ta iHII.

OcHOBHa MeTa TIpU CTBOPEHHI MOjieiiel 3HOITYBaHHS MOJISITae B CIPOO0i ONMUCATH, SIKUM YHHOM Pi3HI
TUNH 3HOUIYBAHHS IHCTPYMEHTY , PO3BHBATUMYThCS Y 4aci, a TAKOXK CTBOPUTH YSIBJICHHS PO Te, K Pi3Hi
napaMeTpH pi3aHHS BIUIMBA€ Ha MpoOLEC 3HOWIYBaHHS. ICHye winumil psa pi3HUX MOAeJeH; iX MOXKHa
po3ninuty Ha ABi rpynax. OIWH 3 HUX SBISIE COOOIO TPYITy MOAENEH, sKi IPOPOKYIOTh TEPMiH CIIYXOu
IHCTpyMEHTa B 3aJIe)KHOCTi BiJl PEKHMIB pi3aHHS, Ha OCHOBI eMripudHux ¢opmyn. [Hma mopens, sk
PO3BUBATHMETHCS IIBUIKICTH 3HOCY B 3aJIEKHOCTI Bifl yMOB pi3aHHSA. PoOora akiieHToBaHa Ha ApyTid
rpymi, mo0 CIpOrHO3yBaTH MBUIKICTH 3HOCY, TaK K IIed BHJ Mojeli noOpe pearnizye 3 cydyacHumu FE-
Software ans imiTauii 3HOIIEHHS I1HCTPYMEHTY 1 TepMiH #Horo ciyxOu. HaiOinem momupeHoo
BUKOPHCTOBYBAHOI MOJIEIUTIO TAaKOTO POAY fABISAETbCA MoAens Ycyi [1]. Lis Momens mOBHHHA ONMHCYBaTH
aare3iiHuil Ta qUQy3iHHUKA BUI 3HOLIYBaHHS OJHOYAcHO. Mojeni CTBOPIOIOTHCS B JIBA €TallH, MEpLINN
KPOK, 00 oTpuMaTH (YHKLIIO 3MiHH 00CATY B Yaci, a APYTHH eTall MoJisirae y BUBEIEHHI T€OMETPUIHUX
rapaMeTpiB Ha eKpaH.

Mogens Yceyi.

Ha puc.2 HaBejeHi,3a/iaHi peXUMH pi3aHHs, P 0OpPOOJIEHHI KOHCTPYKTHBHOT crani 40 (mojaua
S=0,15 mm; rmubuHa pizanns t=1MM; mBUAKicTs pizanas V=300 MM/xB)



Project Information

-- STANDARD TOOL —

lool File = toolwear.twt

ool Process Type = OBLIQUE

Rake angle = 5,0 deg

Rake length =2,0 mm

Relief angle = 10,0 deg

Relieflength =2,0 mm

Sutting Edge Radius = 0,02 mm

lool Material = Carbide-General
vinimum Tool Element Size = 0,02 mm
vdaximum Tool Element Size = 0,1 mm
Wesh Gradirg="1;
jrrd Layer No. =0

“eed=0,15mm
Cutting speed = 300,0 m/min
Jepth of cut=1,0 mm

—ength of cut=3,0 mm

nitial temperature = 20,0 degC
“riction coefficient = Default
Cutting mode = General

=xternal Coolant = OFF

nternal Primary Coolant = OFF
nternal Secondary Coolant = OFF

Puc. 2. 3a0ani pesxcumu pizanus npu 0opobrenni cmani 40 (nooawa S=0,15 mm; enubuna pizanus
t=1mm; weudkicme pizanna V=300 mm/xe)

Janwit mporpamMHHAN TPOAYKT MO3BOJIIE BHOpaTH OAWH 3 YOTHPHOX MOJEIEH 3HOUTYBaHHS
CTaHJapTHa MOJEJNb 3HOLIYBAaHHS, CTBOPEHHS Ha 3aMOBJIEHHS MOJEIb 3HOIIYBaHHs, MOJENb 3HOLTYBaHHS
VYcyi, a TakoXk, MOJIETh 3a/1aHa KOPUCTYBa4yeM pHc. 3.

(") Standard Total Wear Time 20 min
(") Custom Wear Time Increment 15 5

@ Usui's Model Max. Wear Increment 0.005 mm
(2 User Defined Model Smoothing Angle 150 deg

| Material/Parameter |

| Ok | Cancel

Puc. 3 Mooeni 3nowysanus

Bci BapiaHTH Mojenel 3HOIIYBaHHS IHCTPYMEHTY, JO3BOJISIFOTh KOPHUCTYBadeBl 3agaTH HACTYIIHI
napameTpu
- 3aranpHUIA 4ac 3HOIIYBaHHS IHCTPYMEHTA.
- Kpok 3a 9ac K0’KHOTO MPUPOCTY 3HOITYBAHHSI.
- MaxkcumasbHe 3HaUCHHS 3HOIITYBAHHS.
- Kyt 3rnamxyBanHs .
B naniii po0oTi, sk 300pax€HO Ha pHUC. 3, BUKOPHCTOBYETHCS YCyi MOAEIL 3 BiJNOBITHUMH
napaMeTpamu. Pe3ynbratr MoietoBaHHs 300paxeHo Ha (pHc.S)



Third Wave AdvantEdge
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Puc. 4. [louamxoea 2eomempis incmpymenma.

Project Name: toolwear

ol Vavav, Y

|
I
"1‘

Y#V
/\
7

B
'VI

%
2\

Y (mm)
EG
IR
Ny,
7
7\
TN/

AL
YA NRES

1.95
N
PRRISRRIRN

NWAY
AN, Ny NN
RGOS RRRRERERAA

RSN

<)
Al
&y
%

4
N

4
<]
o
A
VA
A

N
AN
RN

2
4

A} AN

A

ol
S

1.85

N =
[e}
ol
(4]
n
o
»
(4]
(2]

Puc.5. Ompumana 2eomempis pisxicyuoeo kiuHa.

BucHoBKH. 3 BUKOpHCTaHHSM MeToay ckinueHHux einementie (MCE) B mporpami AdvantEdge,
3MOJICJIbOBAHO, IIPOIIEC 3HOIIYBaHHS PLKY4oro IiHCTpymeHta puc.S. ONucaHo BIUIMB MeEXaHi3MiB
3HOIICHHS HAa XapakTep BHUHUKHCHHS 3HOIIYBAHHA. A TaKOX OINHCAHO, SKUM YHHOM pi3HI THITH

3HOIIIYBaHHS IHCTPYMEHTY, PO3BHBATUMYThCS y Yaci.
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