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Tpebosanusa k cogpementbiM KOHCMPYKYUAM U U30eTUAM NPOU3BOOCMBEHHO20 HA3HAYUEHUS HANPABIEeHbl HA CHUJICEHUE UX MACCh,
yeenuueHue npOYHOCMU U COXpAaHenue COLCME NPU 8030eliCIUU azpecCUsHbIX cpeo u memnepamypbl. B kawecmee koncmpykyuoHnuix
mMamepuanog, odecnedusarowux MU Xapakmepucmuxu, WUPOKO HPUMEHAIOMCS NONUMEpPHble KOMNO3UYUOHHbIE MAMepuatbl ¢
HAnOTHUMeNAMU U3 CMEKIAHHLIX GONOKOH U mKawneu. Ilpu ux obpabomke pesanuem mpyoHO o0becneuums  GblCOKYIO
npou3800UMenbHOCMb, pabomMocnocodHOCMb UHCIPYMEHMA U KA4ecmeo NOBEPXHOCMU 6 CBA3U C OCODEHHOCMAMU CBOUCME U
cmpyKkmypbl - Komnosumos. Pewenue >mux npoonem 03MOJICHO 3a cuem No000pA PAYUOHATLHLIX PeNCUMO8 00pabomKi,
obecnequsarowux npou3sooumenvHoe pezauue ¢ 2apaHmuposaHHbiM Kawecmeom obpabomannou nogepxnocmu. Ilpeonooicena
Memoouxa paciema npou3so0UmenbHOCmU Henpepul8Holl 00pabOMKU C YHemomM MexHOI02ULecKo20 Nepuooa CmouKkoCmu pedxicyue2o
UHCPYMEHMA U BCHOMO2AMENbHO20 BPEeMEeHU HA €20 CMeHy, NpuieMm BCHOMO2amenbHoe 8peMsi COKpawaemcs ¢ yeenudeHuem
cepulinocmu  npou3BOOCMBa 3a cuem HPUMEHEHUs CReYUanrbHblX NPUCNOCOONeHUll, NOIMOMY YCI0B8HO HPOU3BOOUMENbHOCHIb
HenpepuigHoll  obpabomku paccuumana Ons  eOUHUYHO20, CEPUNHO20 U MACCO8020 MUNo8 npouzsoocmsa. s  evisenenus
83AUMO3ABUCUMOCIU MEAHCOY PENCUMAMU PE3AHUS U TEXHOIOLUYECKUM NePUOOOM CIOUKOCIU NOCMAGLEeH IKCHEPUMEHN, 8 KOMOPOM
0CYWecmensanocy gpezeposaie KOMRNOZUYUOHHO20 MAMEPUAld, CMeKi1omeKCmoauma, cOOPHbIM UHCHMPYMEHMOM C 8APbUPOBAHUEM
noodauu Ha 3y0, 2nyOuHsl pesanus u mamepuana pexcyweti yacmu. ITooaua na 3y6 ¢gpesvl usmensnacy 6 npedenax 0,16...0,3321y6una
pesanuss — 0,5...1,58 rkauecmee uHCMpyMeHMAanibHblX MAMEPUALO8 NPUMEHAIUCL Meepoble chiasbl mapok BK3M, BK8 u BK15.
Hccnedosanue nposoouniocs Ha IKCNEPUMEHMATbHOM CnieHde, CO30aHHOM Ha 6aze cmanka mooenu J642E, MoOepHUu3uposaHHom noo
npoyeccol @hpe3eposanus KOMHOZUYUOHHBIX MAMEPUATO8 C BO3MOJICHOCMbIO YCMAHOBNEHUS GbICOKUX 000pOMO8 WNUHOeNs U
ocnawennom Mmecmuotl genmunayuei. [lonyuennvie mamemamuueckue 3a6UCUMOCTNU MEXHOIO2UYECKO20 Nepuooda CMOUKOCmu om
PedAcUMOo8 pe3anus NO360NUNU ONPpedenums NPoU3800UMelIbHOCHb HeNPepPbIBHOL 00pAbOMKU NPU PA3IUYHBIX YCI0BUAX U pazpabomanbs
peKomeHoayuu no npoeKmuposaHuio MexHoOI0SUYeCKo20 NPoYeccd BbICOKO NpOU3800U MENbHOU 00pabomKu CMeKIOHANOIHEHHbIX
noaUMEPO8.

KioueBbie cjioBa: Qpe3epoBanue; MPOU3BOAUTEIBHOCTE OOPAOOTKH; CTEKIOTEKCTONUT; TEPUOA CTOHKOCTH HHCTPYMEHTA;
PEKUMBI PE3aHUsL.

Continuous machining performance for glass-filled polymers

A.S. Yanyushkif, D.A. RychkoV, D.V. Lobano¥

Bratsk State University; 40, Makarenko St., Braiissia
3yanyushkin@brstu.riidielektrik84@mail.rumf_nauka@brstu.ru
Received 26.03.2015, accepted 4.05.2015

Requirements for modern designs and products ameiat reducing their weight, increasing their sg#h, retaining their
properties when exposed to corrosive environmentstemperature. As structural materials providitigse characteristics polymer
composites with fillers of glass fibers and fabraze widely used. While machining, it is diffictdt provide high performance, tool
runnability and surface quality due to the spegifioperties and structure of the composites. Tuestiese problems, it is possible by
choosing rational machining modes which providdiogtperformance with guaranteed quality of theface machined. The method
for calculating continuous machining performances feeen proposed with technological cutting to@ &hd nonproductive machine
time for tool changing taken into consideration.nNmductive machine time is reduced with increasiatch production through the
use of special machine units. Continuous machiperjormance is calculated for individual, batch améss production. To identify
the relationship between machining modes and tdobiwal resistance period, an experiment has bestrup. Milling of composite
material and fiberglass has been conducted wittodutar tool with varying chip load, cutting depthdacutting material. Chip load of
a milling cutter has ranged 0.16 ... 0.33, cuttdepth has ranged 0.5 ... 1.5. Hard all®#&3M, BK8 andBK15 have been used as tool
materials. Research has been conducted on théeesh created on the basis of a machine/ff42E model, modernized for milling
processes of composite materials with the possibit set high spindle speed and equipped withllgeatilation. Mathematical
relationships between technological tool life andcimining modes have made it possible to determomirmious machining
performance under various conditions and devel@omemendations on technological process designifdr-performance processing
of glass-filled polymers.
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