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Abstract. This paper presents the results of the finite element modeling of the milling of
AISI 304 SS stainless steel and Grade 5 titanium alloy. The mathematical formulation of
the problem is outlined along with the assumptions and simplifications adopted to enable
efficient computation. The results of the numerical simulations are reported, taking into
account variations in the cutting conditions, including the cutting regimes and edge micro-
geometry. A multilevel model is proposed in which functional relations between the tool
design parameters, cutting edge sharpness, cutting modes, characteristics of the processed
material, and the arising equivalent von Mises stresses in the cutting wedge of the milling
tooth are specified. The study results make it possible to obtain a cutting part with im-
proved geometrical parameters of a new generation tool, to increase its rigidity and
strength, and to improve the tool performance.
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BBeaenue

B Hacrosiiiee Bpemsi ycraHoBieHne 3 QEeKTHBHOCTH IpoLiecca pe3aHusi MOCPeICTBOM
HATypHBIX HMCIBITAHUH CTaHOBUTCS MeHee 3(P(EeKTHBHBIM HM3-32 BBICOKOW CTOMMOCTH
BpEMEHHU Pa0OTHI CTaHKa M HEOOXOMMOCTH TPOBEACHHS 3HAYUTEIBHOTO YKCia Tepa-
U JJTsT TOCTHIKEHUS CTATHCTHYECKU JOCTOBEPHOTO KOIMYECTBA SKCIIEpHMEHTOB [ 1-2].

144



Muekun .M., babaes A.C., Kosnos B.H. u dp. YucnernrHoe modenuposarue pacnpedeneHusi HanpsxeHut

B aT01i cBSI3M HATYpHBIE HCIBITAHMS 3aMEHSIOTCS! BEIYUCINTEIbHBIMU AKCTIEPUMEHTAMH,
KOTOpbIE OCHOBBIBAIOTCS Ha MOJEIMPOBAHHU IIPOLECCOB PE3aHHs C HCIIONb30BaHHEM
Pa3IIMYHBIX BEIYHCIUTEIBLHBIX Monenel [3—5]. JlaHHble MoJenn NPUMEHSIOTCS B paMKax
CHeLMaIM3UPOBAaHHBIX IPOrPaMMHBIX POIYKTOB, TaKUX Kak Abaqus, LS-Dyna, Ansys
Workbench u ap. [Ipu npaBuibHOM GOpMYITHPOBKE 33a4d MOCICIHHE CIIOCOOHBI 3Ha-
YHUTEJBHO CHU3UTH (PMHAHCOBBIC 3aTpaThl HAa MCCIICIOBAHUE MPOIecca pe3aHHs, 0CO-
OEHHO KOTJa B OKCIIEPUMEHTE 3aJIeHiCTBOBAHO JOPOTOCTOsIEe 000pYyI0BaHNE HITH Ma-
TepUAIbI, JOCTYITHOCTh KOTOPBIX MOXKET OBITH OrpaHW4€Ha Mo pasjIn4YHbIM IMpUYUHAM.
TakuMm 00pa3oM, IIpeABapUTENBHOE MOJEITUPOBAHKE MIPOLIECCA PE3aHMs ITO3BONISET H30e-
JKaTh HEOOXOIMMOCTb UCTIONIb30BaHMSI CTAHOUHOH 0a3bl M MAIIMHHOTO BPEMEHH, TIPH 3TOM
obecrieunBas aJIeKBaTHOE TPEJICTABICHHE O MOBEICHUH HCCIEyeMBIX mpoiieccoB [6—8].
Ha ocHoBe ananm3a nmuTepaTypHBIX JaHHBIX ONpeleieHa ek HCCIeI0BaH s — OTpere-
JICHHE BEJIMYMHBI KOHTAKTHBIX HANPsDKCHUH M KapThl X paclpelelieHHs B PEKyIIeM
KJIMHE KOHMYECKOW KOHIEBO# (pe3bl n3 TBepaoro cmwiasa rpynmnsl WC + Co npu unc-
JICHHOM MojenupoBaHun (peseposanns ciaBoB AISI 304 u Grade 5.

ITocTanoBKka 3a7a4i ¥ O CAHHE MOJIETH

B pabore paccMoTpeHO MojenrpoBaHue (hpe3epoBaHuUs C UCIONb30BAHUEM METO/a
KOHEUHBIX JIeMeHTOB B rporpammuoM komruiekce AUTODYN [9]. Koneuno-3meMeHT-
HBII aHanu3 MpoBeleH Ui (ppe3epoBaHusi KOHCTPYKIIMOHHBIX MaTEpPUANIOB 110 CXeMe
5-koopauHaTHON 00paboTkn. Ocoboe BHUMaHUE YAEICHO H3YUCHHIO YCIOBHH (GopMH-
POBaHMSI KOHTAKTHBIX HAarpy30K W HapsDKEHWH Ha MepeiHed M 3aJHeil HOBEpXHOCTSIX
PEXKYIIETro KIMHA KOHUUECKOW KOHIIEBOH (hpe3bl, UCIIOIB3yEeMOMH I 5-0CeBOM KOOPIH-
HaTHOI 00pabOTKH CIOXKHBIX (PACOHHBIX TTOBEpXHOCTEH (puc. 1).
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Puc. 1. llpumep peanuzamun S-oceBoit 00padoTku: 1 — ppesa; 2 — nomnacte BUHTA
Fig. 1. Example of the 5-axis machining: 1, milling cutter and 2, propeller blade

B kxadectBe 00OpabaThIBacMbIX MaTEpPHUAaOB OBLIM HCIOJIB30BAHBL KOPPO3HOHHO-
croiikas cranp mapku AlSI 304 SS (oreuecTBenHsIit ananor — ctanb mapku 08X18H10)
Y TUTAHOBBIX ciaB Mapku Grade 5 (0TeUecTBEHHBIH aHAIOT — TUTAHOBBIN CIIaB MapKH
BT6). Jlanuble MaTepuaibl HAXOIAT MIUPOKOE MPUMEHCHUE TIPU CO3JIaHUH OTBETCTBCH-
HBIX W BBICOKOHArPy>KEHHBIX JJIEMEHTOB MOPCKOH TEXHUKH, a UMEHHO HCITOIB3YIOTCS
JUTSL I3TOTOBJICHUS UMIICIUICPOB, BUHTOB U POTOPOB, JIONACTH KOTOPHIX HMEIOT CIIOKHYTO
MIPOCTPAHCTBEHHYIO T€OMETPHIO.
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JI1st TpeXMEpHOT0 MOJICJIMPOBAHUS B KaUeCTBE FeOMETPUIECKON MOJIesI 00padaThl-
BAIOLIET0 MHCTPYMEHTa ObUIa MCIIONB30BaHA TBEPAOCIUIABHAS KOHHYECKAs KOHIIEBas
¢pesa (cm. puc. 1, b) muamerpom 12 MM u JuTHHOM paboueii yacT 80 MM ¢ pagnycoMm
ceprueckoii TopueBoi 4acT 4 MM H 6 3yObsIMH, UMEIOIIas CJIETYIOLINE TeOMeTpHYe-
CKHE TTapaMeTphl PEXKYIIEro KirnHa (pe3sl: nepeaHuii yroa y = +7°, 3aauuii yroa o= 10°.
Y4acTok repemHei noBepxHOCTH oA yriioM 0° 6puT BeIMoHEH Ha aymHe 0,1 MM ¢ 1ienbio
TeOMETPUYECKOr0 YIPOYHEHHS PEXKYIIETO KINHA.

s ynpouienust Monenu (hpesepoBaHus ObUT IPOBEJICH aHAIN3 TpoLiecca YAaIeHHs
MIpUITyCcKa, KOTOPBIHA TTOKAa3ajl, 4TO MpH HeOOoMbIIoN mupruHe (ppesepoBanus B < 3 mwm,
riryoune ¢pesepoBanus t < 0,5 MM U CyIIECTBEHHOM pajlyce IpH BEpLIMHE I > 5 MM
MOYKHO MPUHSITh, YTO MPOUCXOIHUT (hpe3epoBaHHE KPYTIION pexylIel KpOMKOi (puc. 2).
Taxoii BUA pexyIiel KpOMKH MTO3BOJISET YBEIHMIUTh CTOMKOCTD BCETo KiIMHA Oiarogaps
ee HeOOIBIIIOMY TTOBOPOTY IOCIIE HACTYTIICHHS IPEAEIBHO AOIyCTUMOTO H3HOCA aKTHB-
HOM yacTH ee pexyuei kpomku [10].

>

Puc. 2. TpexmepHas reoMeTpruecKas cxeMa MOJEIN KOHTAKTa KPYIJIoH 4acTu
pe)icymel‘z’l KPOMKHU U MMOBEPXHOCTHU 3arOTOBKU
Fig. 2. Three-dimensional geometric model of the contact between the circular part
of the cutting edge and the workpiece surface

PaccmaTpuBaemas Ui pacyeToB 00JacTh NPENCTABISET COO0H Yy4acTOK KOHTaKT-
HOT'O B3aMMOJCHCTBHS PEXYIIEH KPOMKH U 00pabaThiBaeMOi MOBEPXHOCTH 3arOTOBKH,
CXEeMaTHYHOE TPe/ICTaBICHNE KOTOPHIX MTOKA3aHO Ha puC. 3.

Tonunima cpezaemoii cTpymKn
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Puc. 3. CxeMmsbl ompesie/leHNs] TONIIUHEI CPpe3aeMOoii CTPYKKH IpH (pe3epoBaHuN cheprIecKont
TOPILEBOH (pe30ii: & — 0OIIHii BUI ceueHus CTPYKKH; b — reomeTpuueckas cxema
Fig. 3. Diagrams for determining the chip thickness when milling with a ball-end mill:
(a) general view of the chip cross-section and (b) geometric scheme
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[MepemenieHue 3y0a (pe3bl B HANPAaBICHUHU MOJa4YH pH Ti1yOuHe pesepoBanus t u
auamerpe ¢Gpessl d IPOUCXOONT HA BEIWYHHY Sa. E€ YHCICHHOE 3HAYCHHE ONpees-
€TCsI LIEHTPAIBHBIM YIJIOM Y, H3MEPSACMBIM OT TOYKH BXOIa PEXyLIEH KPOMKH 3y0Oa
(bpessl 10 ee MOJOKEHUsI B MOMEHT Havajla BhIXoJa 3y0a U3 KOHTAaKTa C 3ar0TOBKOH H
BEJIMYMHOM Mojjayn Ha 3y0 S;.

Jliist onpe/ierieHust TONILMHEI Cpe3a TEKyIIel 8 1 HauGOIbIIeH 8max, KOTOPAsI IOy~
JaeTcsi mepen BhIX0A0M 3y0a (pe3sl M3 KOHTAKTa ¢ 3arOTOBKOM MPH BCTpEedHOM (pese-
POBaHMH, UCTIONIB3YIOT POPMYITY

S =25, (V) /5N W )

Ecnu pexyrias kpoMka 3yoa (pe3sl nMena Obl IPAMOIHHEHHYO (opMy, TO MaKCH-
MaJlbHasl TONIIMHA CPE3aeMOT0 CJI0sl OCTaBAIACh OBl HEM3MEHHON HA MPOTSHKEHUH BCEH
ee mmHBL. OJHAKO B Cllydae KPHBOJIMHEHHOHN pexylied KPOMKH U PaguaiIbHOIO
ydacTka ¢ paguycoM Ry = 2 MM HE0OXOIMMO NMPHHUMATh BO BHUMAaHUE yMEHBIICHUE
MaKCHMAaJIbHOH TOJIIMHBL.

Torna

S, =2-S, (B /sinB,, @)

B neiicTBUTENFHOCTH HM3-3a CTPYKTYPHBIX XapaKTEPUCTUK MHCTPYMEHTAIBHOTO Ma-
TepHana (TBEepAOro CIUaBa) OCTPOTa PEeXyIel KPOMKH BCEria IpeBbIlaeT Holb. B cBs3u
¢ 3TUM OBUTH pa3paboTaHbI IBE MOJIENN PEXKYIIel KpPOMKHU: TepBas 6e3 pamamyca OKpyT-
neHusi (ocTpast pexKyIasi KpoMKa), a BTOpast ¢ PaJiyCoM OKPYTJICHUS Pedge = 0,015 MM
(okpyrieHHas pexylas KpoMKa).

[TocTpoeHnue 3mr0p KOHTAKTHBIX HAIPS)KEHUH TPOBEIEHO Ha NIEPEIHEN TOBEPXHOCTH
cepruecKOro TopIia KOHIIEBOH KOHUUECKOH (pe3bl. st 3TOro pagiycHas 4acTh pexy-
el KpoMKH ObLTa pasjiesieHa Ha TP y4acTKa (CeKTopa), Ha KaXKIOM M3 KOTOPBIX pac-
CMaTpPHUBAJIOCH CEUCHUE B TIIaBHOW CeKyIIeH riockocTH (3 ydacTka). Pacder TommuHBI
cpe3a Ha TPeX y4JacTKax BHIITOJHEH B IIEPBOM MPHOIMKEHUHN C HCIIOJIB30BAHUEM MTPSIMON
PeXyLIEN KPOMKH, KacaTelnbHON K KaKIOMY U3 TPEX YUaCTKOB.

B pabote BapprpoBanm cKopocTh pe3anus V Kak mapameTp, IPsIMOITMHEHHO BITHSIIO-
IIMH Ha TOBBIIIEHHE MPOU3BOIUTEIBHOCTH 00paboTKH. Takxke OKpyIJIeHHE pexylien
kpomkH BeiOupaiu 0 mim 0,015 MM, 9TO MMeeT MecTo NpH Ha3HauYeHUU 00padaThIBac-
Moro MaTepuana [2, §]. Bapeupyemsle Ipu MOAETHPOBAHNH ITapaMETPhI SKCIICpUMEHTA
uMmenm crepytomue 3HaueHus: V = 50, 80, 120 m/mun; S = 500 mm/muH; t = 0,2 MM;
B = 1,0 MM; pedge = 0 1 0,015 mm. Beero mects koMOMHaLMA.

OnpeeneHre MaKCUMAaIbHOM TOJIIIUHBI CPE3aEMOT0 CIIOS IIPOM3BOIIIHN 110 (opMyIIe

=28 6~ (%6) ®

B xome mepecuera mo ¢opmynam (1-3) ¢ mcmons30BaHHEM MapaMETPOB KCIIEPHU-
MEHTa ObIJIO YCTAHOBJICHO, YTO TOJIIMHA CPE3aEMOM CTPY)KKH 8max cocTaBisieT: Ne 1, 2 —
0,036 mm; Ne 3,4 — 0,023 mm; Ne 5,6 — 0,015 mm.

MopaeaupoBanne pabo4ux MaTepHaioB
UYucneHHOEe MOJIETIMPOBaHKe Ipoliecca 00padoTKH pe3aHueM BKIIoYaeT B ce0s paspa-

6OTKy BBIYMCIUTEILHON MOJCJIH, KOTOPAasd OXBATbIBACT BI)I60p 3JICMCHTOB TBEPAOTCIIb-
HBIX KOHCprKHPIﬁ, OIMpE€ACIICHUC XapaKTepa BSaHMOHeﬁCTBHH MECKIY KOHTaKTUPYIOIITUMHU
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MIOBEPXHOCTSIMH, @ TAaK)KE€ Ha3HaUE€HHE XapaKTEPUCTUK U CBOMCTB MCIOJIb3yEeMbIX MaTe-
puanoB. Ilepexon oT MakpoypOBHS K MHUKPOYPOBHIO OOYCIIOBIEH T'€OMETPHUYECKUMHU
0COOCHHOCTSIMU PEXYyIIell KPOMKH MHCTPYMEHTA M CHENN(HUECKUMH XapaKTepPHCTH-
Kamu nporecca GppesepoBanus. Ceprst BBIYUCIUTEIBHBIX SKCIIEPUMEHTOB OblJIa BBIO-
HeHa ¢ ucnonb3oBaHueM siBHoro pemareiasi AUTODYN, BCTpO€HHOTO B IPOTpaMMHBIN
komruiekc Ansys Explicit.

@du3nKo-MaTeMaTHYECKasi MOJETb MEXaHMYECKOTO TIOBEICHHUS Ae(hOpMUPYEMOH CpesIbl
(hpe3sl 1 0OpabaTbiBaeMOro 0Opasiia BKIIoUala ypaBHeH!S COXpPaHEHNUS MacChl, IMITYJIbCa
1 SHEPTHH, 3allFCaHHbIE B paMKaX KIIACCHYECKOTO JIar pAHXKEBOTO ITOX0/1a KOHTHHYaJIbHOH
MEXaHHKH JUTS TUHAMITYECKHX YCIOoBHH B3anmozencTsus [11, 12]. YpaBHeHne cocTosHUSA
Ul KOHAEHCHPOBaHHBIX (a3 cmmaBoB WC + Co 6% (MHCTpyMEHTaIbHBIN MaTepuan),
Grade 5 u AISI 304 SS ucnosnp30BaHo B nHEHHON Gopme Mu-I prouaiizena [9, 13].

MaTepI/IaHI)HI)IC KOHCTAaHTBI IJIs1 YpaBHCHUA COCTOAHUSA, UCIIOJIb30BAHHBIC B pacuc-
Tax, IpUBECHBI B Ta0. 1.

Ta6nuna 1
MarepuaJjibHble KOHCTAHTBI 1151 yPABHEHHUsI COCTOSIHUSA
Marepuan To Co, Mlc S1 po, kr/mM® | p, I'Tla
@pesa (WC + Co) 1,54 4029 1,237 17 000 160
3aroroska Ne 1 (AISI 304 SS) 1,23 5130 1,028 7950 77
3aroroBka Ne 2 (Grade 5) 1,93 4570 1,49 4419 42

OreHKa MpoYHOCTH (hpe3bl IPOBOMIACH HA OCHOBE YETBEPTOTO KPUTEPHS IIPOYHOCTH,
Koraa pabouee COCTOSIHHME JIETalIN NPH Harpy>KCHUU ONMCHIBACTCS SKBUBAJICHTHBIMU
HaIPSDKEHUSMHU, KOTOPBIE HE JOJIKHBI IIPEBBIIIATh HEKOM KPUTUYECKOM BEIU4YUHbL. Ma-
tepuan ¢pessl — cruiaB cucremsl WC + Co (o, = 3 200 MI1a), koTopsIii sIBISIETCS XpyTI-
KM MaTEPHaJIOM C HEBBIPAKEHHOH IIACTUYHOCTBIO, IO3TOMY B Ka4EeCTBE KPUTHIECKOU
BEJIMYHMHBI BEIOPAHO 3HAYEHHE BPEMEHHOTO CONPOTUBIICHUSL.

B kadecTBe kputepHs MIaCTUYHOCTH HCIIOIB30BAHO ycoBre Museca Ggy < O , I/ie

e =[(3/2)8;S; 1'%

Jlyist onMcaHusl KWHETHKY Pa3BHUTHSI IJIACTHYECKOTO TEYEHHs MaTepHuana o0padaThl-
BaeMoro obpasia B auanasone ckopocreit aegopmamun 10~ 1o 10* ¢! ncnonszosanocs
cootHomeHue /xoncona—Kyxka:

o, =[ A+B-&} | [1+CInep [ [1-(T)" ], @

I7le MaTepuaibHasi KOHCTaHTa 4 — 3TO 3HAYE€HHUE YCIOBHOTO Mpefena TeKy4ecTH MaTe-
pHaJia npu MCXoIHOM ckopocTh aedopmMaruu 1 ¢, B u N — KOHCTaHTa U cTeneHb Aedop-
MalyoOHHOTo yrpouHeHus; C — napameTp CKOpOCTHOM 4yBCTBUTENBHOCTH, M — K03 du-

*

LMCHT TEMIIEPATYPHOTO PasyNpOYHEHHUS, &

— HOpMHPpOBAaHHAas1 BEJIMYNHA SKBUBAJICHTHOI

T-T
CKOPOCTH TLIACTHYECKOH nedopmanuu, Ty =| ——— | — rOMOJIOTUYECKas TEMIEpa-
Tm _Tr
Typa. TeMnepaTypHoe Pa3ynpoOYHCHHUE BJIUACT HAa HANIPAIKCHUEC TCUCHUA, KOTOPOC CTPC-
MUTCS K HYJIIO IPpU HpI/I6J'II/I)K6HI/II/I TCMIICPATYPbl IPOBCACHUA SKCIICPUMCHTA K TEMIICPA-
Type TUIaBJICHUA. 3 MHOrO4HCIIEHHBIX OKCIIEPUMEHTAIIBHBIX I/ICCHGI[OBaHI/Iﬁ HU3BECTHO,
YTO B 3aBICHMOCTH OT CKOPOCTH PE3aHUS U CBOMCTB 00pabaTsIBaeMOro MaTepHala paso-
I'PEB PEKYILUX KPOMOK U CTPYXKKU MOXKET JOCTUIaTh COTEH IPalyCoOB U CYILECTBEHHO
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BIIHMSITH KaK Ha COIMPOTUBIICHUE PE3aHHIO, TAK U HA BEJMYUHY TPSHHS MEXIY 00padaThi-
BaeMbIM MaTepuasioM u (pe3oid. [Toatomy B Momenu yureH 3¢peKT JIoKaIsHOTO pa3o-
rpeBa MarepuaoB B 30HE pe3aHus U (HOPMUPOBAHUS CTPYIKKH, BOZHUKAIOIIUH H3-32
JUCCHIIAIIIH YHEPTUH TUIACTUIECKOH eopManuyl v onucaHubIi B [11, 12].

3HaveHHsI KOHCTAHT MAaTePHAIOB, UCIIOB3YEMbIX JJISl PACUETOB, H (DU3UKO-MEXaHHU-
YEeCKHE XapaKTePUCTUKH 00pabaThiBaeMbIX U HHCTPYMEHTAIBHOTO MaTepUaliOB MPUBeE-
IeHsl B Ta0IL. 2 u 3.

Tabnuna 2
OcHOBHBIC MeXaHHYeCKHE H TePMUYECKHe CBOICTBA
MaTepHaJIOB 3ar0TOBOK M HHCTPYMEHTA
DUBHICCKHE NADAMETDEL 3aroroBka Ne 1 3aroroBka Ne 2 Muctpyment
paverp (AISI 304 SS) (Grade 5) (WC + Co)

Temneparypa mnasnenust (K) 1663 1283 3135

VY nensnas temnota (Jx/(kr-K)) 423 520 134
Tabnuma 3

Onpepensironye napamerpsl Moaen Jzkoncona—Kyka 1s1 MaTepuaJia 3aroToBKu

KOHCTaHTHI ypaBHEHHS 3aroroska Ne 1 3aroroBka Ne 2
(AISI 304 SS) [14, 15] (Grade 5) [16]
A, MIa 452 783
B, MIla 694 498
n 0,311 0,28
C 0,0067 0028
m 0,996 1

B mpouiecce gpesepoBaHms pOUCXOIUT 00pa30BaHUE CTPYKKH, YTO 00YCIIOBIEHO OT/Ie-
JICHWEeM MaTepHaia 00pasIioB 10/ BO3IEHCTBHEM (pe3bl C BBICOKOW CKOPOCTHIO. B cBs3H
C 9TUM B BBIYMCIIUTEIBHON MOAENH ObIT yITeH 3((EKT HAKOTIIICHHS TOBPEXKICHHUHN B 30HE
nedopmManuy, a OTPHIB MaTepuala MOASIHPOBAJICS C HOMOLIBIO 3PO3UH IEMEHTOB IPH
JIOCTHIKCHUH 3HAYCHUSI TapaMeTpa HOBPEXKICHHOCTH, PaBHOTO 1. DBOIIOIMSA TapaMeTpa
MOBPEXICHHOCTH cpelibl D BRIMUCTANACE TyTeM CYMMHPOBAHUS MPUPALICHUN Ha JHC-
KPETHBIX MHTEpBaJIaX BPEMEHH, COOTBETCTBYIOIIUX [Iary HHTETPUPOBAHUS:

D=>AD,, (5)

k=1
roe AD, = [Asepq 1« / €; —npuparienue napaMeTpa MOBPEXIESHHOCTH 3a IIIAT 110 BPeMEHH Aly;

o}
[Ael i = I &by dt — mpuparnenne SKBUBATEHTHOM MIACTHYECKOH MedopManum; & —
ty
3HaYeHUe SKBUBAJEHTHON MIacTUYECKOi AeopMalu B MOMEHT Hadyaaa MaKpOCKOIIH-
4eCKOro MOBPEKAeHUs Je(OPMUPYEMOii Cpeibl, BbIPaKEHHAS Yepes

&; =[D, + D, exp(Dyc")][1+ D, Ing][1+ DT, 1, (6)

= P
TAe ¢ =—— — [napaMeTp TPEXOCHOCTU HANIPAKCHHOI'O COCTOSIHUSA P - ruapocraTtuye-
(o7
eq

CKO€ JIaBJICHHE; Oeq — PKBUBAIICHTHBIE HAaNpsDKeHUs 1o Musecy; D1-D5 mapamerpsr Mo-
nenu paspyiienus Jxoncona—Kyka npu nospexaeHuu (tadm. 4).
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Tabnuma 4
IMapameTrpsl pa3pylieHnst MaTepuaia 3aroroBku mo mogesn zxouncona—Kyka
KOHCTARTHL VDABHEHSL 3aroroBka Ne 1 3aroroBka Ne 2
yp (AISI 304 SS) [14, 15] (Grade 5) [16]
D1 0,53 -0,09
D> 0,5 0,25
Ds -6,8 -0,5
D4 0,014 0,014
Ds 0 3,87

KoHeuHo-3,1eMeHTHAasi MOJeJIb U CEeTKA

B mpornecce coznaHus BEIYUCIUTEIBHOW MOJIENN OBUIM BHECEHBI HEKOTOPBIE YIPO-
IICHUS B TeOMETpUIecKoe onucanne (pessl u odpaszna. 1o 6510 00YCIOBICHO HEOO-
XOJIMMOCTBIO YUUTHIBATh OKPYTIIEHUE pexKyLIer KpoMKH, paBHoe 0,015 MM, ripu pa3mepe
camoit kpoMkH# okoj0 0,05 MM. OTHOIIEHHE 3TUX BEIUYUH K APYTUM I€OMETPUIECKUM
rapaMeTpaM peXKylled IUIAaCTHHBI 3HAYNTEIbHO, YTO BEIET K YBEIWYEHHOMY KOIHMYe-
CTBY DJIEMEHTOB B pacueTHOU ceTke. IlyThb IBIDKEHHMS peXylied KPOMKH 10 00pasily
HUMEeT pa3Mephl, COM3MEPUMBIE C BEIMYMHAMU caMoil kpoMku. Kpome Toro, ans Tou-
HOT'O MOJIEIMPOBAHMUS 00pa30BaHus CTPYKKU BO BpeMsi Ipoliecca (ppe3epoBaHus HE00-
XOZMMO, YTOOBI KOJINYECTBO JIEMEHTOB BHYTPH CTPYKKH OBUIO HE MEHEe IISITH 10 TOJI-
IIMHe, a pa3Mepbl Pa3pyIICHHBIX 3JIEMEHTOB B OONAacCTH OTpbIBA COOTBETCTBOBAIN
pa3mepaM 3apo>KAAIONIUXCS TPEUIMH. DTH YCIOBUSA 3HAUMTENIHHO BIHSAIOT Ha pazMep
U KOJIMYECTBO AJIEMEHTOB CETKHU. B pe3ynbpTrare obiiee yBennieHHe KOINIECTBA MaJIbIX
CETOYHBIX 3JIEMEHTOB Ha MaKpOYypOBHE YCIOXHSAET peIleHHe IUHAMUYeCKUX 3ajad
B sIBHOH (opMme, peanmusyembix ¢ nomoisio petarenss AUTODYN [9], uto BeI3bIBaeT
3HAYUTEIBHOE YBEIMUCHNE BPEMEHH BHIYMCICHNH N3-3a YMEHBIIEHHOTO I1ara HHTETPH-
POBaHUS, 3aBUCSILETO OT pa3MEPOB CAMOT0 MaJloro 31eMeHTa ceTku. Hanpumep, B mu-
tepatype [14, 15] oOpamaroT BHIMaHUe Ha aHAJIOTMYHBIA MacIITaOHbIi YPOBEHb MO/Ie-
JMPYEMOTO MpoLecca W MPEUIaraloTcsl PEIIeHHUs Al ONTHMHU3AINK MOJCTHPOBAHHSA
(pesepoBanus. OHU BKITIOYAIOT B ce0s MEPEX0/l OT MAKPOCKOIMYECKOTO YPOBHS, yUH-
TBHIBAIOIIETO BCE OCOOEHHOCTH pealIbHBIX 00BEKTOB, yYacTBYIONIMX B Tporecce (pese-
pOBaHMs, K AJIbTCPHATHBHBIM ITOCTAHOBKAM 33/1a41 M €€ WACaTN3aluy 10 JIBYMEPHBIX
MoJieNiell Ha MUKPOYpPOBHE. B crily NpUHATBIX YIPOIIEHUI MOJENb 3a1a4H MOXKET Iepe-
XO/IUTH OT XapaKTEePHBIX IS ppe3epoBaHus ABHKEHHUMH, TIE PEXKYIIas KPOMKa JIBHXKETCS
10 KPYTrOBOM TPAEKTOPUH, K CTPOTAHMIO, TJIE TPUMEHSIETCS JIMHEHHOe BrxkeHue. [Ipu aTom
TEOMETPUYECKUE Pa3MEPBI U CKOPOCTH PE3aHUS COXPAHIIOTCS HA COIIOCTaBMOM YPOBHE.

Hcxons u3 aT0r0, B paboTe Npu MOJAEIUPOBaHUM (Ppe3epoBaHUs ObLIM HCIIONB30-
BaHBI MUKPOMEXaHHYECKHE MOJICNIN IBYX BUIOB PEXYIIUX IUIACTHH C PAJANYCOM OKPYT-
JICHUS] KPOMKH Pedge = 0 MM (pHC. 6, @) 1 pPedge = 0,015 MM (puc. 4, 6). Ha sTom pucynxke
Npe/CTaBICHBl MOMEHTHI COJIMKEHUS PEXyIIeld KPOMKH C 3arOTOBKOM 10 Havaja Kaca-
HUS U Hadaa o0pa3oBaHUs CTPYKKH. Pezanne nposoawnu Ha anuse L1 = 0,4 mMm.

I'paHnyHBIC YCIOBHS PH PEIICHNH 33291 COOTBETCTBOBAIH CICAYIOIINM CITydasM:

—na BepxHe# (L1) u Topuesoii cipasa (L4) rpansx Mozxenn odpasiia 3a/1aHbl yCIOBHSA
CBOOO/IHOM TTOBEPXHOCTH;

— Ha HmwkHe# (L3) u Topresoit cnesa (L2) rpansx momenn oOpasia 3agaHo )KeCTKOe
3aKpeIUICHHE;
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—Ha BepxHei (L5) u Topuesoii cipaBa (L9) rpansx ¢pessl HOCTOSIHHAsE CKOPOCTb
cmemmenus V Bois odpasna ot rpanu L4 k L2, cooTBeTcTBYOMAs 3HAYCHNSAM CKOPOCTH
pesanus (cM. Tabi. 1), ¥ orpaHHYIeHHs Ha CMEIIEHHUS B IPYTUX HATPABJICHHUAX, 9TO TIPH-
HyXJ1aeT (pe3y JBUraThCs C MPUAAHHOM MOCTOSHHOM JTMHEHHONW CKOPOCTBIO, HE MEHSS
HaIlpaBJICHUSL.

L3

a0 0150 0300 (mm) [ a1

007 0155

a b

Puc. 4. [TprmMepsl MUKpoOMacIITaOHBIX TEOMETPHIECKHX MOJCIEH, HCIIOJIB3YEMbIX
B MOJICTIMPOBAHKH: & — paanyc ckpyriienus 0 MM (ocTpas Kpomka); b — paauyc
ckpyrierus 0,015 MM (OKpyTJIeHHast KPOMKa)
Fig. 4. Examples of the microscale geometric models used in the modeling at the following
rounding radii: (a) 0 mm (sharp edge) and (b) 0.015 mm (rounded edge)

B 3aBucuMocTH OT paamyca OKpYIJICHHUS, HCCIEAyEMOro MaTepHajla 3aroTOBOK U
CKOPOCTH pe3aHMs pelleHo 12 ciyyaeB Harpy:keHus. BoiOop mara mpocTpaHCTBEHHOI
JUCKPETU3aIMM PAacUCTHON 00JacTH 00ECHEeYNBal CXOIUMOCTh YHCIEHHOTO PEIICHHS
3agaqn. [Ipn BEIOOpE ONTUMAIBHBIX pa3MEpPOB IEMEHTOB CETOUHBIX MOJIEIIEH, TPHUBO-
JSIIMX K CTAOMIBHOMY CXOAAIIEMYCS PEIIEHHIO, JOMOIHUTENBHO Kax/as 3a7a4a Ipo-
pelBatachk Mo TPH pasa C Pa3sHOH IIIOTHOCTBIO CETKH, UTOTO MHHUMYM 36 pElIeHBIX
UTEpPALOHHBIX BapuaHTOB. lllar uHTErpupoBaHys 0 BPEMEHH ONpPEEIICS U3 YCIIO-
Bus Kypanra [11]. Cpennuit pazmep anementa 01 npunst 0,004 MM, Mcxoas U3 mpen-
BapUTEIHHOTO aHAIN3a CETOYHON CXOANMOCTH.

PesynbTaTsl 1 00CyKIeHHE

PaccmoTpum pesynsTathl MonenupoBanus oopadotku ctamu AlSI 304 SS, nokasan-
HBIE Ha pHC. 5-6.

Cmunas AlSI 304 SS obnagaeT JOCTaTOYHOM IIACTHYHOCTEIO, YTO OIKMCBLIBAETCS MO-
JIENTBI0 MEXaHIMIECKOTO TIOBEICHNS ¢ BEIOpaHHBIMU KOoHCTaHTaMH [ 13, 14, 16]. [TosTomy
C MOMCHTA KacaHHs KPOMKH C 3arOTOBKOM JI0 MOMEHTa 00pa30BaHUs CTPYKKH (OTPHIB
MarepHana) rnepe; KpOMKOH BO BCEX ClIydasx o0pa3yercsi 3HAaUMTENIbHbIA «HAaBaID) Marte-
pHasa 3a cYeT IIACTUYECKHX JeopMalinii Kak B cirydae 6e3 OKpYTIJICHHsI, TaK U C OKpYTJIe-
HHUEeM. PexxyImii KITMH ¢ OKpYTIICHHEM IO MOMEHTA OTPEIBA YCIICBACT MOTPY3HUTHCS B MaTe-
puai OonblIeH YacThi0 OKPYTJeHus. boibinas miomans KOHTaKTa MepepacipeieiseT
BO3HHKAIOIINE YCHJIMS MO MOBEPXHOCTH MHCTPYMEHTA, U KOHIIGHTPATOP HAMPSIKESHHIA
«pa3MBIBaeTCs MO OONBIIEMY 00bEMY MaTepHalia, YeM y HHCTPYMEHTa 0e3 OKpYTIICHUS.

Ipu ckopoctu pe3anus 120 MM/MUH, KOT/Ia IUIONIAIb KOHTAKTa MHHAMAJIbHAS U3 BO3-
MOYKHBIX, HAIIPSDKEHUST KOHIICHTPUPYIOTCSI OMMDKe K pexyIei KpoMke u paBHBI 4 986 MIa,
MPUYEM UX 3HaYE€HHE MAKCUMAIIBHO 110 CPABHEHHIO C APYTUMH JABYMs ciaydasmu — 3 066
u 2 555 MITa, 4T0 MOXKET OBITh IPUUIHHOM JIOKAILHOTO CKOJIa — MPEXKICBPEMEHHOT'O I10-
BPEXKIEHUST KPOMKHU (pe3bl.
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Puc. 5. Ilonsa pacnpeneneHus SKBUBaJICHTHBIX HanpsokeHuit Museca (MIla) B MomeHT
3apOKICHUS CTPYKKH B 3arotoBke u3 criaBa AISI 304 SS ¢ paznuyHoit ckopocThIO
pesanus (octpast KpoMka): a — 50 m/mun; b — 80 M/muH; €)— 120 M/mMuH
Fig. 5. Fields of von Mises equivalent stress (MPa) at the onset of chip formation in an AISI 304
SS workpiece at various cutting speeds (sharp edge): (a) 50, (b) 80, and (¢) 120 m/min
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Puc. 6. [lonsa pacnpeneneHns SKBUBaJICHTHBIX HanpsokeHnit Museca (MIla) B MomeHT
3apOKICHUS CTPYKKH B 3arotoBke u3 craBa AISI 304 SS ¢ paznuyHoit ckopocThio
pe3anust (OKpyriieHHast KpoMka): a — 50 m/mum; b — 80 mM/mun; € — 120 M/MuH
Fig. 6. Fields of von Mises equivalent stress (MPa) at the onset of chip formation in an AlISI 304
SS workpiece at various cutting speeds (rounded edge): (a) 50, (b) 80, and (c) 120 m/min

PaccMoTpuM pe3ysbTaThl MOJCIHPOBaHUst 00paboTKH THTaHOBOTO crutaBa Grade 5,
NPE/ACTaBICHHOTO Ha pUc. 7, 8, B TOH ke TOCTaHOBKE U3 Tabi. 1, 4To M A ciayydast 00-
pabotku cramu AISI 304 SS.

Crnnas Grade 5 B omsnuume ot cranu AISI 304 SS, onucaHHbIA MOJIENBIO MEXAHUYE-
CKOTO NOBE/ICHHsI C BBIOpaHHbIMH KoHcTaHTamu [10, 16], o6nagaer MeHbIeH miacTu-
HOCTBIO, YTO BIIHMAET Ha OTIMYME MEXaHU3MOB OTHEICHUs CTPYXKKH. OTMEUYEHO, UTO
B Ha4aJIbHbIE MOMEHTHI B3aUMOACHCTBUS (pe3rl ¢ 00pas3IoM BO BeeX Ciydasx He oOpa-
3yeTcsl 3HAUUTENBHOTO «HaBajla» Marepualia rnepej pexxymieil KpoMKoi. 9To 0coOeHHO
OTMEUAETCs] B CIIy4ae CO CKPYTJIEHHOH KPOMKOH, KOTOpasi HE yCHeBaeT MOTrpy3UThCA
OKpYTJICHHEM B MaTepwJI IO Hadayia 00pa3oBaHus OTpbIBa. OTPBIB CTPYIKKH MPOUCXOTUT
10 HaNpaBJICHNUIO 00pa30BaHMs aaNa0aTHYECKOH MOJIOCH! C/IBUTA, HAIIPABIEHHOH B 00-
pasell oT MecTa KacaHus C pexyiieit kpomkoii Ha L4 (cm. puc. 4) mox yritom k L1.

Ha puc. 9, a, b npuBeneHs! pe3ynbrarsl, AEMOHCTPUPYIOIINE H3MCHCHHE BETHIHHBI
MaKCHMaJIbHBIX SKBUBAJICHTHBIX HANPSHKEHUH OT CKOPOCTH pe3aHus (TOJIIMHEI cpe3a)
C yYEeTOM JUTHHBI IIepeMEIICHHUS PeXyIIero KinHa npu ¢ppeseposanun craau AlSI 304 SS
u crutaBa Grade 5 COOTBETCTBEHHO.
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Puc. 7. Ilonsa pacnpeneneHus SKBUBaJICHTHBIX HanpsokeHnit Museca (MlIla) B MomeHT
3apOXKIICHHS CTPYKKH B 3aroToBKe U3 ciuiaBa Grade 5 ¢ pa3miyHOil CKOPOCTHIO
pe3anust (octpast KpoMka): a — 50 m/mu; b — 80 M/muH; € — 120 M/MuH
Fig. 7. Fields of von Mises equivalent stress (MPa) at the onset of chip formation in a Grade 5
workpiece at various cutting speeds (sharp edge): (a) 50, (b) 80, and (¢) 120 m/min
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Puc. 8. [lonsa pacnpeneneHns SKBUBaJICHTHBIX HanpsokeHnit Museca (MIla) B MomeHT
3apOXKJICHHS CTPYKKH B 3aroToBKe u3 ciwiaBa Grade 5 ¢ pa3nuuHOil CKOPOCTHIO
pe3anust (OKpyriieHHas KpoMka): a — 50 m/mun; b — 80 mM/muH; € — 120 M/mMuH
Fig. 8. Fields of von Mises equivalent stress (MPa) at the onset of chip formation in a Grade 5
workpiece at various cutting speeds (rounded edge): (a) 50, (b) 80, and (c) 120 m/min
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Puc. 9. 3aBucuMOCTs MAaKCUMATBHBIX 3HAUCHNH SKBUBAIICHTHBIX HANPSHKEHHUIN
OT CKOPOCTH pe3aHus NpH (pe3epoBaHUN 3arOTOBKH: ¢ — 3 HEpPIKaBEIOILICH
cranmu AlSI 304 SS; b — u3 Turanosoro cruiasa Grade 5
Fig. 9. Maximum equivalent stress as a function of the cutting speed during milling
of the workpiece made of: (a) AISI 304 SS stainless steel and (b) Grade 5 titanium alloy

153



MexaHuka / Mechanics

CuMBoOSIaMH Ha PUC. 9. IPE/ICTaBIICHBI PE3YJIbTAThI BEIYUCIUTEIBLHBIX 3KCIIEPUMEHTOB,
a JJMHUM — 3TO JIMHEHHAs annpoKCHMAalMs pacyeTHBIX JaHHBIX. MIHTepBajbl 10CTOBEp-
HOCTH Ha PAaCUETHBIX JaHHBIX COOTBETCTBYIOT Pa30poCy MX 3HAYCHUH B Auanazone +5%.
PacueTHble TaHHBIE ANIMPOKCUMHUPOBAHBI JIMHEWHBIMH 3aBUCHMOCTSIMHU, NMEIOIINMH KO-
>¢dunuent aerepmunanuu R? = 0,95 u 0,94 s pesxylux KpoMOK 6e3 CKpyriaeHHs
(p = 0 MM) 1 co ckpyrieHHEM (Pedge = 0,015 MM) COOTBETCTBEHHO, — 9TO TOBOPUT O JI0-
CTaTOYHOW TOYHOCTH IOJTyYeHHOH ammpokcumupyromeit ¢yakun. [1o moBexexuro arm-
MIPOKCUMHPYIOIIEH (PyHKIIMH MOXKHO CYAUTH O TOM, YTO ITporecc (pe3epoBaHus CIIaBa
AISI 304 SS B 000uX cilydasix UMEET TeH/ICHIUIO K YBEIUUSHNIO MaKCUMAIIbHBIX 3Ha-
YEHUM HKBUBAJICHTHBIX HAIPSDKCHUN IPU YBEIMYEHUU CKOPOCTH pe3aHud. IIpu stom
HAIpPSDKEHUST 3apOKAAI0TCS HA PEKYIIed KPOMKE M PacIpOCTPAHSIOTCS B Y3KOW 30HE
OJbKe K HIDKHEH TIOBEPXHOCTH BIITyOb PEXYIIETO KINHA.

B npornecce ¢ppesepoBanust B 00beMe (pe3bl BOZHUKAET CI0KHOHAIPSKEHHOE COCTO-
ssuue. OCHOBHO# BKJIaJ] B HANIPSDKEHHO-1e(h)OPMUPOBAHHOE COCTOSTHUE BHOCUT CYKMMAIO-
Im1asi Harpy3Ka Kak MaKCHMAaJIbHOE OTPHUIATENIbHOE 3HAUEHHE HOPMAJIbHOW KOMIIOHEHTHI
TeH30pa HanpspkeHui. [loaToMy Ipy cpaBHEHNM TIPOYHOCTH Ha C)KATHE MHCTPYMEHTAIIb-
Horo matepuana tuna WC + Co, umerorieii 3nauenue 4 350 Mlla, ¢ BO3HUKAIOIIMMU
SKBUBAJICHTHBIMU HAIIPSHKEHUSIMU OMACHOCTD IIPEACTABIISET ClIydaid C OCTpOil KpOMKOH
(hpe3bl ¢ MakcuMaIbHBIMU 3HaueHUsIMH 4 986 MI1a npu ko3¢ dunmenTe 3anaca NpoYHoO-
ctu N = 0,87. Bo Bcex npyrux ciiyyasx SKBHBAJICHTHBIE HAIIPSHKCHUS HIDKE Mpezena
MIPOYHOCTHU Ha cxartue. [Ipu ncronb30BaHUN OKPYTIICHHOW KPOMKH MUHUMAIIBHBIN KO-
s> duIMenHT 3anaca MpoYHOCTH N = 2,66, 4TO SBISETCS XOPOLIMM IIPOTHO30M OTHOCH-
TEJILHO COXPaHEHUS! TPOYHOCTH.

st ciraBa Grade 5 numeliHble GQyHKITHH, anPOKCHMHUPYIONTHE SKCIIEPHMEHTAIb-
HBIC JaHHBIC, IMEIOT KO3(DPUIIMCHTHI IeTePMIHAIIUI R?=0,82 u 0,95 ms PeXYyLINX
KPOMOK 0e3 OKpYTICHUS (Pedge = 0 MM) U O OKpyTIIEHHEM (Pedge = 0,015 MM) cooTBeT-
CTBEHHO, — B [IEPBOM CIIy4ae 3TO TOBOPUT O HEOCTATOYHOI TOYHOCTH MOTY4IECHHOH arm-
npoxkcumupytommei ¢pynkiun. OgHako B 00IIEeM CpaBHUTEIBHOM aHAIN3E MPUXOIUTCS
MUPHTHCS ¢ MOJA0OHON 3aBHCUMOCTHIO. [10 MOBEICHUIO alPOKCUMHPYIOIIUX (BYHKIMNA
MOKHO CYUTB O TOM, 4TO mpotiecc (pesepoBanis ciuiapa Grade 5 B ciydae pegge = 0 MM
MMeEET TeH/ICHIIMIO K YBEINUCHHIO MaKCUMAIIbHBIX 3HAUCHHUH SKBUBAJICHTHBIX HATPSHKCHUH
IIPU YBEJIMUYEHUU CKOPOCTH pe3aHusi. OfHAKO NUHUS TPeH A JUIs Ciydas Pedge = 0,015 MM
MMeeT 00paTHYO TeHASHIHIO K CHIKEeHHIO. [Ipy cpaBHEHUH IPOYHOCTH Ha C)KATHE HHCTPY-
MEHTJIBHOTO MaTepuaa, uMeroreii snadeHne 4 350 MlIla, ¢ BO3HUKAIOIIMMK SKBUBAJICHT-
HBIMH HANPsDKSHUSIMU B citydae (pesepoBanis ciuiasa Grade 5 mpencraBisieT OnacHOCTh
JIBa CIyYast C OCTPOH KPOMKOW ¢ MaKCUMaIbHbIMH 3HaueHusAMH 4 862 u 4 440 MIla npu
koddummenTax 3amaca npognoctd N = 0,9 u 0,98. Bo Bcex apyrux cirydasx 3KBUBa-
JICHTHBIC HAINPsDKEHUS HYDKE TIpeJiesia MPOYHOCTH Ha CyKaTHe.

3akjouenue

1. ®pessl ¢ ocTpoii pexyleil KpOMKOi (0e3 OKPYTIIEHHs) CKIIOHHBI K Pa3pyIICHHIO
IIPU YBEIMUYEHUHN CKOPOCTH PE3AHUS B HCCIEIyEMOM JHAINa30He M3-3a HaYaJIbHOTO 3a-
XBaTa CpPe3aeMoro Marepuana Oojpliel TOMIMHBL. Pa3BUTHE 30HBI TOTEHIHAIHLHOTO
paspyLieHus HabJIro1aeTcs B 00J1aCTH BEPILMHBI KPOMKH BCIIEICTBHE 00pa30BaHMs B HEil
y3KOro ()poHTa KOHIIEHTPALMK HANPSDKEHWH, MPEBBIMIAIOIIETO [0 BEIWYHUHE Mpeaen
MIPOYHOCTH MHCTPYMEHTAJIBHOTO MaTepHraja. DKBUBAJICHTHBIE HANPSDKEHUS Ha (ppe3ax
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C OKPYTJICHHOH peXyIleil KPOMKOM BO BCEX CIIydasiX HIKE Ipeiena MPOYHOCTH IIPH pac-
TsOKEHUU ¢ Koo pummenTaMu 3amaca IpOYHOCTH BEIIIE 2, YTO BJIMSAET HA OJaronpusr-
HBI{ IPOTHO3 OLIEHKH €0 HAJIeKHOCTH.

2. XapakTep 3aBHCHMOCTEH MaKCMMaJIbHBIX 3HAUYCHUI SKBUBAJICHTHBIX HAIIPSOKCHUIT
BO (hpe3ax 0T CKOPOCTH pe3aHMs aHATIOTUYeH I (pe3 0e3 OKPYTIICHUS U MMeeT TeHICH-
U0 K YBEIUUEHHIO TIPU 00pabOTKe 000X HCCIIEAYEMbIX MATEPHAJIOB, B TO BPeMs KaK
JUtst hpe3 co OKPYTICHHBIMU KPOMKAMHK TEHICHIIHS K YBEITUYEHHIO HAOII0IAeTCS TOIBKO
npu 00padoTke Heprkaseromiei ctanu AlSI 304 SS. TIpu 06paboTke THTAHOBOTO CIIJIaBa
Grade 5 3aBHCHMOCTD YMEHBIITAETCSI C YBEITMIECHHEM CKOPOCTH PE3aHHs. DTO OO BSICHSIETCSI
Pa3NUUUsIMHU B IUTACTHYHOCTH JIBYX MaTepUaliOB, HCIIOJIb30BAHHBIX B HCCIIEIOBAHUH.

3. Xapakrep pacrpeeneHus] HaNpsDKeHUI B 00beMe pexylIero KiuHa ¢pessl pas-
JMYEH B 3aBUCHMOCTH OT (popMbl pekymied KpoMmku. [Ipu OTCyTCTBUM OKpyTJIEHHS
HAaIpsDKEHUS] KOHIEHTPUPYIOTCS Ha KPOMKE ¢ HeOOJIbIINM pacTeKaHHeM B y3KOil 00ma-
CTH, IIpUJIETaloIIeH K 3a/{Hel TOBEPXHOCTH HECMOTPS Ha TO, YTO OBEPXHOCTh KOHTAKTa
¢ 00pa31oM ocTaeTcsl B 30HE HU3KUX HarpspkeHui. [1py Hannanu oKpyTiieHust KOHIEH-
TPATOp HAIPSDKSHHH MPHJIEraeT KO BCeH MOBEPXHOCTH KOHTAKTA, TIPHYEM I10]] KOHIICH-
TpPaTopoM 00pa3yeTcs 00JacTh C HU3KUMHU 3HAYCHUSIMH B PalilOHE OKPYTJICHHUS, YTO CIIO-
COOCTBYET COXPAHEHUIO MMPOYHOCTU PEKYIIETO KINHA.
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