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Abstract

The formation of characteristics of the energy state in the local contact of machined and tool materials in
the cutting process is performed. The adoption of a model of the choice of unit microniveness in the form of a
straight truncated cone is substantiated. The rate of deformation of the machined material on of unit micronive-
ness is determined. The probability of the presence of acoustic oscillation and wave processes that occur in the
conventional shear plane during the cutting process is shown. The dependence of the magnitude of unit mi-
croniveness area on the roughness parameters is established. Analyzing the dimensions of microniveness, and
also taking into account the calculated data of the autocorrelation function of the structural and energy state of
the working surfaces of the cutting plates, which in microniveness there is a certain amount of grain of the solid
base of the material of the cutting plates. The functional dependences of the conditional number of grains on the
size of roughness parameters as well as on the average grain size are established. The obtained research results
are the initial data when using the methodology of performance evaluation of cutting tools by analyzing the
acoustic characteristics of the energy state of processing and instrumental materials using the differential equa-
tion of cause and effect relationship.
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Introduction

Consideration of the local interaction of processing and instrumental materials, as contacting rough sur-
faces is becoming increasingly relevant. A set of protrusions and depressions on the work surfaces of the tool
causes the uneven distribution of localized pressures, which vary greatly in size from the nominal pressure. Gen-
eralization of parameters is performed using the theory of causation [1-4]. To determine the characteristics of the
structural and energy state of the working surfaces of composite cutting plates, an autocorrelation function is
used. The use of research results allows to carry out the appropriate substantiation in the design of optical elec-
tronic devices for non-destructive quality control of composite cutting plates and in predicting the structural and
energy state of the working surfaces of the plates and ensuring the guaranteed values of wear resistance of the
tool.

The purpose and task statement

In order to use the differential equation of causation [1-4] an analysis of the energy state characteristics in
the local contact of processing and tool materials in the process of cutting is performed. Taking into account the
direct connection of the work of friction with localized pressure over time, there was a need to determine the
change in the characteristics of the microstructural energy state of the instrumental material on separate sections
of the working surfaces of the tool. Therefore, in analyzing the reasons for reducing the efficiency of tools, it is
important to assess the state of their working surfaces. It is proved that one of the reasons for the loss of effi-
ciency of composite instruments is the accumulation of stresses in the microstructure of the tool material due to
the continuous action of acoustic vibrational and wave processes. In the further development of the research, in
the main publications [3-6], the problems of the assessment of the performance of the composite tool by analyz-
ing the acoustic characteristics of the energy state of the cutting material were substantiated.
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Presentation of research materials

In accordance with the scheme of contacting of processing and instrumental materials, the model of unit
microniveness (inequality) in the form of a straight truncated cone is adopted (Fig. 1). The lawfulness of adopt-
ing such a model is based on the analysis of the structural and energy state of the working surfaces of the cutting
plates [7, 8]. Analysis of the values of standard parameters of roughness of working surfaces for various instru-
mental materials showed the validity of the following inequality:

Sm >> Ra , (1

where Sm — the step of inequalities along the middle line;
Ra — average arithmetic deviation of profile of inequalities in the middle line.

The given fact causes the formation of small angles of inclination of the inequalities: ¥, = 1...2°. Condi-

tion (1) gives the basis for replacing the radius side sur-
face of the inequalities in a straight line. Also, with the
use of optical electronic devices, by analyzing profilo-
grams of rough surfaces of cutting plates [8] the presence
of the microscopic grains of the solid of the tool material

1
r= Eda(rg)

(the size of the single grain d, (1’3) is shown in Fig. 1),

which led to the need to select the model of inequality in
1 the form of a straight truncated cone. In addition, accord-
3 [Sm — d3(rs)] ing to the accepted scheme of contacting, it is possible to
— analyze the more powerful nature of changes in the char-
1 acteristics of the energy state by the presence of transi-
R= Esm tional regions, which results in a higher intensity of
acoustic vibrational and wave processes in comparison
with the spherical model of unit inequality.
At this stage, consideration of the principle ap-
proach to determining the change in the acoustic charac-

Fig. 1. Model of the geometric form of unit inequality

teristics of the energy state, takes the value of the deformation % , equal to twice the value of the mean arithme-
tic deviation of the profile of the inequalities along the midline Ra , ie ho =2-Ra . In the case of considering

the characteristics of the energy state for inequality, the rate of chip formation V. is determined by the follow-

ing formula:

VC =" (2)

where V' — cutting speed;
K, —the coefficient of shrinkage chips during the cutting process.

Taking into account the conditions of the modeling (2) adopted above, by means of mathematical trans-
formations (using reference data [9]), the formula for determining the rate of deformation of the processed mate-
rial on the unit inequality in the process of mechanical processing has the following form:

_1.\/16&22 + [Sm —d3(r3)]2
K, 2Rd[Sm—d,(r,)

é, : 3)
where d 3 (r3) — grain size of instrumental material (determined by the statistical method [7]).
Calculations of the deformation velocity €,, were carried out in a wide range of changes in cutting speed

V= (0,6...6,0) m /s and shrinkage coefficient K, =1,2...2,0 . The results of the calculations of the deforma-

tion velocity according to the formula (3) are as follows: €, = (0,8 -10°...2,67 - 106) 1 /s, which allows us to
assert the probability of overlaying acoustic oscillation and wave processes that pass in the conventional shear

plane with a deformation & = (1 10°...1 -106) 1/s[10] and in unit inequalities.
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As shown above, the working surfaces of the cutting plates have a heterogeneous microstructure, which is
determined by the random nature of the distribution of the solid base (grain) and material. However, the forma-
tion of an isotropic relief of inequalities allows, within the limits of a certain error, to systematize the structural
energy state of the working part of the tool, to consider separate areas of the contact of processing and instru-
mental materials on a local scale: as infinitely small contact areas, and within the size of individual grains,

groups of grains, and unit inequalities. According to the values of the roughness parameters Ra and Sm , the
fact that the angles of inclination of the unit inequality are determined within the values of 1...2° is determined.
In order to describe the parameters of the local contact on the basis of the above results of the study of the work-
ing surfaces of the tool, a model of the geometric form of unit inequality in the form of a straight truncated cone
is adopted (Fig. 1).

A straight truncated cone has a radius of the base R which is equal to half the profile step inequality on
the middle line Sm and the radius at the vertex 7, which functionally depends on the passport data of the size

of the grain d3 (1”3), which acts on the microstructure of the tool material. The cone height A , is equal to the

double value of the arithmetic mean deviation of the points of the surface Ra . Taking into account the given

simulation conditions, the value of the area Sr of the unit inequality is written in the form of the following de-
pendence:

) R A v R S

Thanks to the application of formula (4), the dependence of the size of the area Sr of the unit inequality
on the roughness parameters Ra and Sm (Fig. 2) is established. The increase in the area is determined by in-
creasing the roughness parameters Ra and Sm . The more intense growth of the area Sr causes the profile of

the inequalities along the middle line Swm .
The results of the aforementioned analysis of the size of the inequalities, as well as the consideration of
the design data of the autocorrelation function of the struc-

Sr, tural and energy state of the working surfaces of the device
mem? Sm [1], showed that inequality has a certain number of super-
650 rJ/—~p hard grains. Using the passport data on the dimensions of
/ | superhard materials (SHM) and surface roughness parame-
550 / i Ra ters Ra and Sm, we can draw conclusions about the
450 e pee———] composition of the inequality. Grains are separated by
/ binding material. Significant loads of mechanical and
350 thermal energy are concentrated on inequality. Therefore,
0,30 0,37 0,44 0,51 Ra,mcm the calculation of the magnitude of inequality is very im-
. portant. This is especially true when performing an analysis

>0 335 60 65 Sm,mcm of changes in the energy state of instrumental material.

For a comparative assessment of the efficiency of

Fig. 2. The dependence of the area of inequality S7"on  tools adopted a characteristic of the relative number of
the roughness parameters Ra and Sm grains contained in the volume of unit inequality. Obvi-

ously, depending on a given number of grains that are ine-

quality, physical properties, the activity of internal friction in the material of the plate during the cutting will be

different. Taking into account the parameters of the inequality, the conditional number of grains 7, in the vol-
ume of the unit inequality is calculated by the following dependence:

_nV,-p
my ’

)

ny

where © — number of grains per unit of mass;
V', — the volume occupying grain in the unit inequality;
p —density of grain material;

m,. — weight of one carat for grains with SHM.
The number of SHM grains in one carat with an average grain diameter d3 is determined by the formula

V.M. Bakula (formula valid in a wide range of resizing d3 :
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n=283-10"d;, ©)

where d; — the average diameter of the grain SHM, mem.

The mass percent concentration of grains in the cutting layer is determined by the passport data on the
plate. Then, the volume occupying grain in unit inequality, is determined by the following formula:

V,=V-0., )

where J/ — the volume of unit inequality;
O. —mass percentage grains in the cutting layer of the plates.
In accordance with the accepted model of the geometric form of unit inequality on the working surface of

the tool (Fig. 1), the formula for determining the volume V' is as follows (the original formula for determining
the volume of a straight truncated cone is taken with the reference [11]):

v =8-7-Ra-{Sm-[Sm+d,()]+[d, ()P /3. (®)

Also, as already noted above, grains in the volume of inequalities are partially in the following ratio:

d;
.= , 9
2-Ra
then, the number of grains, which are partly in the volume of inequality, is determined by:
n.=Kn,. (10)

The calculations of the amount of grains 7,, are made using formulas (4) and (5) under the conditions of
changing the roughness parameters of the working surfaces of the cutting discs of the alum [12]:
Ra = (0,3 12...0,562) mem;  Sm = (48...72) mem  and the size of the single grain
d, (1”3) = (0,5...0,7) mcm. As a result of the calculations, the number of grains partly in the volume of the mi-
crostructure of the unit inequality is — 7, = (272...756) pieces of grain SHM. The dependence of the condi-

tional number of grains on the magnitude of the roughness parameters Ra and Sm illustrates Fig. 3. The ob-
tained results of calculations confirm the earlier assumption that the unit inequality of rough surfaces is a set of
grains. It is established that none of the grains is found to have a complete initial size in the volume of the micro-

structure. The functional dependence of the number of grains 7, on their average size d3 is shown in Fig. 4.

Uniform grains, also, form a microrelief on the surface of the basic inequality with much smaller values Ra and

Sm .

My — ny,
| . ;
150 10
33
125
22 T ‘ i
10} ny=flds)
4 : I ‘
?5[ 4
0,30 0,37 044 0,51 Ra,mcm 0 E—

50 55 60 65 Sm,mcm 7 10 d3,mcm

Fig. 3. Dependence of the number of grains 72,, on the Fig. 4. Dependence of the number of grains 71y, from

roughness parameters Ra and Sm) average size d3



46 Problems of Tribology

A more detailed analysis of the qualitative and quantitative characteristics of the influence of the parame-
ters of inequality on the values 7, and Sr must be performed on specific data on the composition of the in-

strumental material. In addition to the above calculations, it was also established that by simulating the geomet-
ric form of the unit inequality on the working surface of the tool of the adopted model of inequality in the form

of a straight truncated cone 7y, and in the form of the half-sphere #,, there are slight differences in the values

of the number of grains 7, and 7, ( such that they do not exceed 1%). This fact is due to the presence of con-
ditions (1) and, as a consequence, the formation of small values of the angles of inclination of the inequalities

constituting 1...2° .

The number of grains on the surface of the unit inequality leads to a change in the conditions of contact
between the processing and tool materials. This characteristic is important for the evaluation of the characteris-
tics of the microstructural energy state of the tool material during the machining process

Conclusions

The formation of characteristics of the energy state in the local contact of machined and tool materials in
the cutting process is performed. According to the values of the roughness parameters Ra and Sm , the fact

that the angles of inclination of the unit inequality are determined within the values of 1...2° is determined. The
adoption of the model of unit inequality on the surface of the cutting plate in the form of a straight truncated
cone is substantiated. According to the analysis of the results of calculations of the deformation velocity in the
cutting process, the assertion about the probability of overlapping of acoustic oscillation and wave processes,
which pass in the conditional shear plane and in unit inequalities, is grounded. The dependence of the value of
the area Sr of the unit inequality on the roughness parameters Ra and Sm is established. The increase in the
area is determined by increasing the roughness parameters Ra and Sm . The more intense growth of the area

Sr causes the profile of the inequalities along the middle line Sm . According to the results of the dimensional
analysis of inequalities located on the working surfaces of the tool, and also taking into account the calculated
data of the autocorrelation function of the structural and energy state of the working surfaces of the cutting
plates, it is established that in the volume and on the surface of the unit inequality there is a certain number of
grains of the solid base of the cutting material plates As a result of the calculations, the number of grains partly

in the volume of the microstructure of the unit inequality is — n,, = (272...756) grains. The functional depend-

ences of the conditional number of grains on the size of roughness parameters as well as on the average grain
size are established.

The obtained research results are the initial data when using the methodology of performance evaluation
of cutting tools by analyzing the acoustic characteristics of the energy state of processing and instrumental mate-
rials using the differential equation of cause and effect relationship.
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Bypax B.I'., Bypsak A.B., Bypsx B.B. ®opmyBaHHS XapaKTepUCTHUK €HEPIeTUYHOIO0 CTaHy B
JIOKQJIEHOMY KOHTaKTi 0OpOOHOI0 1 iIHCTpYMEHTAJILHOTO MaTepiaiB B IPOIECi pizaHHs

Bukonano ¢popMyBaHHs XapaKTEpUCTHK €HEPreTHYHOr0 CTaHy B JIOKAJIILHOMY KOHTaKTi 0OpOOJIIOBaHUX 1
IHCTpYMEHTaJbHUX MaTepiajgiB B mporeci pizanHsa. OOIPYHTOBaHO NPHHHATTS MOAENI BUOOPY OJUHWUYHOL
MIKPOHEPIBHOCTI y BHIJISIAI MPSMOro YCiU€HOTO KOHyca. BH3HaueHO MBHIKICTH nedopMarii oOpoOIroBaHOrO
MaTepiajdy Ha OJMHHMYHIH MikpoHepiBHOCTI. [loka3aHa HMOBIpHICTH HAsIBHOCTI aKyCTHYHUX KOJHMBaJIbHUX 1
XBHJIOBHX TIPOIIECIB, SIKi BiZIOYBAIOTHCS B YMOBHI ITUIOLIMHI 3CYBY B IpoIieci pi3aHHs. BcTaHoBNeHa 3a1eXHICTh
BEJIMYMHHA OAMHUYHOI MiKpOHEPIBHOCTI BiJ MapaMeTpiB MOPCTKOCTI. AHATI3yIOYH pO3MIpH MiKpPOHEpPIBHOCTI, a
TaKOX 3 YpaxyBaHHIM PO3pPaxyHKOBHUX JIAHUX aBTOKOPEISIIHOI (DYHKIIIT CTPYKTYPHOIO i eHepPreTUYHOr0 CTaHy
poOOUNX TIOBEPXOHBb PINYUUX IUIACTHH, y MIKPOHEPIBHOCTI ICHYE TEBHa KiJbKICTh 3€pHa TBEPAOi OCHOBU
MaTepialy piKy4Hux IUIacThH. BcTaHoBieHI (yHKIIOHAJBbHI 3aJ€KHOCTI YMOBHOT'O YHCIIA 3€PEH BiJ| pO3MIpy
MmapaMeTpiB IIOPCTKOCTI, & TaKK BiJ CEpeaHbOro po3Mmipy 3epHa. OTpuUMaHi pe3yabTaTd AOCTIIKEHb €
BUXIJTHUMH JaHHUMHU TPU BUKOPHUCTAHHI METOJONOTI] OLIHKK €(PEeKTUBHOCTI PIKYYHX IHCTPYMEHTIB IILIIXOM
aHaJli3y aKyCTHYHHX XapaKTEPUCTUK EHEPreTHMYHOro CTaHy OOpOOHHMX Ta IHCTPYMEHTAJIbHHUX MaTepialiB 3
BUKOPHUCTAHHSIM JH()epeHIIiabHOIO PIBHIHHS IPUYNHHO-HACIIIKOBHX 3B'SI3KIB.

Kawu4oBi ciioBa: 00poOnieHHsT pi3aHHAM, MIKPOCTPYKTypa pOOOYMX IOBEPXOHb IHCTPYMEHTIB,
aBTOKOpeJsIiiHa (YHKIS, aKyCTHYHI BIIACTHBOCTI MaTepiajiB, IPUYUHHO-HACIIAKOBUH 3B’ 530K, 3HOC.



