Contribuii privind prelucrabilitategi optimizarea regimurilor desehiere la gurireasi largirea unor gluri inalt aliate

Abstract

Prelucrabilitatea prin achiere a gelurilor nalt aliate este o nune complex, ea neimplicand existgm
unui singur factor de dependénApar nenunirate probleme de estimageimbunitdsire, respectiv de optimizare a
prelucrabilitasii. Se pune problema determiii factorilor de importana pentru fiecare tip de prelucrare Tn patte
a coeficientului de importaii al acestora, in vederea realid diferitelor prelucrdari de agchiere Tn condii optime.

Scopul lucidrii este de estimargi imbogisire, respectiv de optimizare a regimurilor dechiere la
gaurirea si largirea unor geluri Tnalt aliate. Lucrarea a realizat experimenpentru trei geluri inalt aliate:
10TiNiCr180(de produte roméneast), X15CrNiSi20-12i X20Cr13(de produte germaw). Prin procesele de
prelucrare prin @urire si largire s-au determinat: fgele si momentele desahiere, uzura sculeisghietoaresi
costul minim, ca indicator global de apreciere eelpicrabilitasii. Toyi indicatorii au fost comparg@ cu cei ai
orelului etalon OLC45. Rezultatele auitat ci la gaurire si largire, din punct de vedere al f@tor si momentelor
de achiere, gelul X15CrNiSi20-12 este cel mai greu prelucralidle asemena, laagrire, orelul X20Crl13 a
determinat cea mai mare uzua sculei achietoaresi cel mai mare cost de prelucrare. Aplicand critércostului
minim, optimizarea vitezelor dechiere a condus la viteza optincea mai mi¢ pentru X20Cr13, @lulul etalon
OLC45 avand viteza optihyi durabilitatea sculei cele mai mari.

Abstract

Cutting processing of high-alloy steel is a compperation, including more than one dependent \dea
There are various processing estimation, improvenagd optimization issues. The main objectiveridifig the
most important factors and the indexes for eacle typprocess, in order to carry out various cuttipgpcesses
under optimum conditions.

The work objective is estimating, improving andimfation of cutting processes for drilling and
enlarging high-allow steels. The work carried omperiments for three high-alloy steels: 10TiNiCri@®manian
material), X15CrNiSi20-12 and X20Cr13 (German miatgr By drilling and enlarging the materials, wefeund:
cutting forces and moments, cutting tool wear amamum cost, as a global index for processing assent. All
indices had been compared with those of standarel 8L C45. The results for drilling and enlargingosved that,
from the point of view of cutting forces and moragtiite steel X15CrNiSi20-12 was the hardest togs®cAlso, for
drilling, the steel X20Cr13 had caused the higloegting tool wear and processing costs. By applylmgminimum
cost method, and optimizing the cutting speedt{ddtie lowest speed for X20Cr13, while the standaeel OLCA45
had the optimum speed and the highest tool dutgbili
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