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Abstract

Introduction. Modern research aimed at improving the efficiency of the workpart procedures emphasizes the importance
of taking into account the effect of periodic disturbances on the cutting dynamics. However, few works consider
uncontrolled periodic disturbances, whose sources are spindle units and the supporting system of the machine. These
disturbances also have a significant impact on the final quality indicators of the cutting process. Therefore, an urgent task
in the mechanical engineering technology is to establish patterns of the effect of uncontrolled disturbances on the
dynamics of the cutting process, which is particularly important for the development of systems for the automated
selection of operating conditions or vibration diagnostics systems. This research is aimed at determining the mechanism
of influence of periodic fluctuations of processing parameters caused by vibration disturbances on the temperature of the
front face of the turning cutter, which is the key indicator of the development of diffusion wear of the carbide tool.
Materials and Methods. The study of the effect of periodic disturbances on the temperature of the front face of the tool
was performed in two stages. At the first stage, based on a full-scale experiment on finishing longitudinal turning of
blanks made of I0GN2MFA steel with cutters with T15K6 hard alloy plates, the parameters of the disturbance model in
the system were identified, namely, the oscillatory accelerations of the tool under its wear. The vibration characteristics
of the 16K20 universal lathe were measured using a vibration stand assembled on the basis of AP2089-100-3.3-02B
vibration transducers, with a signal sampling frequency of 10 kHz. At the second stage, a digital study of the simulated
disturbances and their effect on the dynamics of the cutting process was carried out. The results of the experiments were
analyzed to compare the calculated maximum temperature of the front face of the tool at the moments when one of the
specified output parameters of processing, obtained as a result of digital modeling, reaches an extreme value under the
impact of periodic disturbances.

Results. 1t has been established that fluctuations in the parameters of operating cutting modes caused by periodic
disturbances lead to temperature fluctuations in the contact zone of the tool and the blank. The greatest impact on the
temperature in the cutting system under study was exerted by the combination of processing parameters at the moments
of reaching extreme feed values. However, when fluctuations in cutting depth and speed reached extreme values, no
significant changes in contact temperature were observed.

Discussion and Conclusion. The results of the conducted research emphasize the importance of analyzing the effect of
periodic disturbances on pulse changes in contact temperature in the processing zone. The presented model of the
relationship between tool vibrations and temperature in the cutting zone can be used to optimize turning modes. The
criterion of optimality is the minimization of tool wear, which is determined on the basis of an analysis of temperature
fluctuations and vibration activity signals of the tool.

Keywords: fluctuations of cutting modes, longitudinal turning, feed drive vibrations, front face temperature, plastic
deformations
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Opueunaﬂbﬂoe amnupudeckoe ucciedosamue
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AHHOTAIUSA

Bgeoenue. CoBpeMeHHBIE UCCIIEI0BaHMs, HAIIPaBJICHHbIE HA MOBBIIEHNE 3P (HEKTUBHOCTH IPOIIECCOB 00PaOOTKH JeTajeH,
MO/TYEPKUBAIOT BAXKHOCTh yU€Ta BIHMSHHS MEPHOIMUYECKUX BO3MYIIIEHHH Ha TMHAMUKY pe3aHusi. OJJHaKo HeMHOTHe paboThl
paccMaTpuBaOT HEYIpaBIsIeMble EPHOIMUECKIE BOSMYIIIEHHUS, HCTOYHUKAMH KOTOPBIX SIBJISIFOTCS IIMTHHAEIBHbIE Y37IbI U
HECyIlasi CHCTEMa CTaHKa. DTU BO3MYIIIEHHUS TaKXKe OKa3bIBAIOT 3HAUUTEIILHOE BIMSIHUE HA KOHEYHbIE [I0Ka3aTeI KauecTBa
nporecca pesanust. [loaToMy akTyansHOM 3aga4eii B 001aCTH TEXHOJIOTUH MAIIMHOCTPOSHHNS CTAHOBHUTCS PACKPBITHE 3aKO0-
HOMEPHOCTEH BIMSHHS HEYIPABIAEMbIX BO3MYILECHUH Ha JUHAMUKY MPOIECCA PE3aHMS, YTO OCOOCHHO BayKHO JUIS paspa-
0OTKHM CHCTEM aBTOMAaTU3MPOBAHHOTO BHIOOPA TEXHOJIOTMUECKUX PEKUMOB MITH CHCTEM BHOpOANarHocTHKY. Llens 3Toi pa-
OOTBHI 32KIIIOYAETCS B ONIPE/ICIICHUH MEXaHNU3Ma BIIUSIHUS [IEPHOIMUYECKUX (QIIyKTyaluid mapameTpoB 00paOOTKH, BHI3BAHHBIX
BHUOPAIIMOHHBIMU BO3MYILECHIAMH, Ha TEMIIEpaTypy NepeaHeil MOBEpXHOCTH TOKAPHOT'O Pe3la, YTO SIBIISIETCS OCHOBHBIM
rokazaresieM pa3BuTHs 1] (Hy3MOHHOTO H3HOCA TBEPAOCIUIAaBHOTO HHCTPYMEHTA.

Mamepuanst u memoost. VccnenoBanne BIUSHIUS IEPUOANIECKUX BOMYIIEHUH Ha TeMIlepaTypy HepeaHel moBepXHo-
CTH MHCTPYMEHTa NPOBOAWIOCH B JIBa 3Tamna. B mepBoMm sTarne Ha 6a3e HaTYpHOrO 3KCIEPUMEHTA 110 YHUCTOBOMY IIPO-
JOJIHOMY TOUYCHHIO 3aroToBOK u3 ctanu 10 H2M®A pesnamu ¢ miactiuaamu TBEpa0ro crutaBa T15K6 Obuty uaeHTH-
(unMpoBaHkl MapamMeTpbl MOJIENT BO3MYIICHHI B CUCTEME, a UMEHHO KoJieOaTeIbHble YCKOPEHUsSI HHCTPYMEHTa B TPO-
1ecce ero m3Hoca. BubpanuoHHble XapaKTePUCTUKN HCIIOIh3yEMOT0 YHHBEPCAIBHOTO TOKapHOTo cTanka 16K20 m3me-
PSUTHCH C TIOMOIIBIO BUOPOCTEHAa, COOpaHHOTO Ha OCHOBE BHOpompeoOpazoBateneit AP2089—-100-3.3—-02b, ¢ wacTtoToit
nuckperusanuu curaana 10 xI'n. Ha BTopom sTare npoBoauinocs nuppoBoe HCCIEA0BAaHUE MOACINPYEMBIX BO3MYIIIEHUH
1 UX BIWSHHS HAa JUHAMHKY TIpoIiecca pe3aHust. Pe3yIpTaTel ONBITOB aHATM3UPOBAINCH C [EBI0 CPABHEHMS PACUETHON
MaKCHMAJIFHOH TeMIepaTypsl MepeiHel MOBEpXHOCTH MHCTPYMEHTA B MOMEHTHI, KOTJja OJWH W3 33JaHHBIX BBIXOJHBIX
rapameTpoB 00pabOTKH, MOJIYUYEHHBIH B pe3yibTare Hu(ppoBOr0 MOJACIUPOBAHMUS, JOCTUTACT IKCTPEMAIILHOTO 3HAUCHHUS
T10]] BO3I€HCTBHEM TIEPHOINUECKUX BO3MYILCHHH.

Pe3ynbTaThl HecsieoBaHMsl. Y CTAaHOBJIEHO, YTO (DIIyKTYaIlly NapaMeTPOB TEXHOJIOTMUECKNX PEKIMOB Pe3aHHsl, BEI3BaH-
HBIE MIEPHOJIMTYECKUMHI BO3MYILIEHUSIMH, TIPUBOJIAT K KOJIEOAHUSIM TEMIIEPaTyphl B 30HE KOHTAKTa HHCTPYMEHTA C 3ar0TOB-
koii. Han0onplee BiusiHNE Ha TEMIIEPATypy B UCCIIELyEMOM CUCTEME PE3aHusl 0Ka3allo coYeTaHue apaMeTpoB 00padoTKH
B MOMEHTBI JIOCTHIKEHUSI AKCTPEMAIbHBIX 3HaueHuid nojnayun. [1pu aTom, Koraa GiyKTyaiun riyyOuHbI 1 CKOPOCTH PE3aHuUs
JOCTUTAJTU OKCTPEMAJIBHBIX BEJIMYNH, 3HAYUTCIIBHBIX HW3MEHEHHI TEMIICpATYypPbl KOHTAKTa HE Ha6HIOJIaHOCB.

OO0cyxaeHne U 3aKiai04enne. Pe3ynbTaTel IpoBeIEHHOTO UCCIIEAOBAHUS MTOJYEPKUBAIOT BAXKHOCTh aHAIN3a BIUSHUS
MIEPUOANIECKUX BO3MYIIICHNI Ha UMITyJIbCHbIE N3MEHEHHS KOHTAKTHON TeMIepaTypsl B 30He 00paboTku. [IpuBenénnas
MO/JIENTb B3aUMOCBSI3H MEXy BHOpAIlMsAMH HHCTPYMEHTA U TEMIIEPaTypOl B 30HE PE3AHMUSI MOXKET OBITh MCIIOIb30BaHA
JUTSL ONITUMHM3AINH PEKUMOB ToUeHUs. KpuTepreMm onTHManbHOCTH BBICTYIIAeT MUHUMH3AIHS H3HOCA HHCTPYMEHTA, YTO
OTIpEJICTISIETCSI HAa OCHOBE aHAIN3a TEMIIEPATYPHBIX KOJICOAHNWIH M CUTHAIOB BUOPAMOHHON aKTHBHOCTH HHCTPYMEHTA.

KioueBble ciioBa: (QayKTyannu peXMMOB Pe3aHHs, IPOJOJIFHOE TOUCHHE, BHOpAIMK MPHBOAA MOAAY, TeMIlepaTypa
Tiepe/iHe TOBEPXHOCTH, IIACTHYECKHE JIeopMalii

Bnaroaapﬂocnl. ABTOpLI BbIpAXKarOT 6JIal"O,HapHOCTI> peaaKkiuu U pCUCH3CHTAM 3d BHUMATCIIbHOC OTHOLICHUEC K CTAThE
1 YKa3aHHBIC 3aME€YaHUsl, KOTOPBIC [TO3BOJINIIN MMTOBBICUTH €€ KAa4€CTBO.
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Introduction. Metal cutting is a complex nonlinear process characterized by irreversible transformations of
mechanical energy into thermal energy. Plastic deformations and friction processes between the material and the front
and back faces of the tool form the main set of factors that directly affect the intensity of heat generation in the contact
zone. In turn, this determines the level of wear and cyclic resistance of the cutting tool (CT). In the traditional
consideration of the effect of temperature on the wear resistance of cutting tools, it is common to speak about the average
value of this parameter in the cutting zone. However, it should be emphasized that the pattern of the temperature
distribution on the contact areas [1] and in the volume of the tool material [2] also significantly affects the tool life period.

Cutting temperature is an important indicator of the thermal dissipative properties of wear-resistant coatings [3], the
efficiency of using lubricating and cooling processing aids (LCPA) [4], and the selection of conditions for supplying
LCPA to the cutting zone [5]. Temperature control is particularly important when cutting without using LCPA [6] or with
their minimal use [7]. Evaluation of the thermal state of the cutting zone is of primary importance when processing blanks
made of materials with low thermal conductivity [8], as well as when selecting optimal cutting conditions that provide a
given surface quality of the part [9] and minimal wear of the cutting tool [10].

In this paper, the contact zone of the chip with the front face of the tool in the area of secondary plastic deformations
(SPD) is considered as a heavily loaded tribosystem. The contact area and its speed depend significantly on the cutting
modes [11, 12]. In accordance with the scientific approach of A.V. Chichinadze and K.G. Shuchev, the temperature
distribution along the length of a heavily loaded tribocontact is described on the basis of the analysis of the surface
plastically deformable microvolume in the blank (chip), which is considered as a zone of quasi-viscous flow of the
material. This process is related to the heat release due to viscous dissipation of friction energy [13]. The key factors, that
determine the contact temperature in a real cutting system and are considered as input parameters in the resulting
mathematical model, may evolve, e.g., through changing the length of contact along the front surface of the tool with
increasing wear, and also manifest themselves in the form of periodic fluctuations in the cutting operating practice.

Periodic fluctuations are deviations of the control system parameters, which are primarily affected by spindle group
runouts and kinematic disturbances. As a result of spindle runouts, periodic variations in the area of the cut layer occur,
which, in turn, causes a change in the parameters of the dynamic cutting system. These data are confirmed by the results
of studies conducted by A.V. Push [14]. Fluctuations in the parameters relative to their nominal values can cause periodic
or pulsed changes in the temperature distribution on the surface of the tribocontact “front face-chip”, along with such
factors as adhesion and diffusion processes, as well as tribochemical reactions. Thus, a set of values of the parameters of
cutting operating practice at each moment in time determines the change in temperature in the cutting system. The study
of this relationship is based on both physical and mechanical experiments and a digital model of the dynamics of the
cutting process [15, 16]. Unlike previously conducted studies, the experimental and analytical models presented in the
article allow for a virtual assessment of temperature variation caused by fluctuations in cutting mode parameters. Pulse
energy loads on the tool, determined using a digital model and caused by thermodynamic processes in the contact zone,
can serve as a basis for predicting tool life and determining cutting modes by the criterion of minimizing resource costs
for processing the blank. At the same time, the digital model of the system takes into account experimentally obtained
data on the dynamics of the cutting process, received during full-scale tests using a vibration stand and a dynamometer,
which allows reaching the most reliable results.

The objective of this research was to increase the efficiency of the cutting process by determining the mechanism of
the effect of periodic fluctuations in the parameters of the processing modes on the temperature of the front face of the
turning cutter, which is the main indicator of the development of diffusion and oxidation types of wear of the carbide tool.
In the future, the presented mathematical models and methods will allow determining such cutting modes in which
temperature variation in the contact zone “front surface — chips” will be minimal.

Materials and Methods. The experiments were conducted under natural conditions during external longitudinal
turning without cooling the blanks with a diameter of d = 120 mm, made of I0GN2MFA stainless steel using T15K6
carbide plates with a special coating. The cutting speed was V= 130 m/min, feed — s = 0.15 mm/rev, and the cutting
depth — = 0.5 mm. The cutting geometry was as follows: rake angle y = 10°, clearance angle a = 10°, plan approach
angle @ = 95°, and the plate vertex radius » = 0.5 mm. The average temperature in the cutting zone was measured by the
relative thermal emf method, using a laboratory measuring stand for turning model STD 201.1 and digital converters from
National Instruments, while preliminary calibration of the thermocouple was performed.

The vibration characteristics of the universal lathe 16K20 used in the experiments were recorded by the vibration
stand, which was assembled on the basis of vibration transducers A603CO01. For data processing, an external ADC/DAC
module E14-440 was used, which provided signal conversion from vibration sensors, as well as a signal amplifier. The
sampling frequency was 10 kHz per data acquisition channel. The sensors were installed on the cutter in three orthogonal
directions relative to the blank — longitudinal, transverse, and tangential. Digital data processing was performed using
Signal Processing Toolbox in the MATLAB software environment.
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The model of the dynamic cutting system is represented by a set of three interconnected subsystems. The first
subsystem provides the movement of the cutting tool relative to the blank, setting the operating cutting modes, as well as
the inertial-dissipative properties of the system. The second subsystem is responsible for elastic deformations and cutting
forces acting on the cutting tool. The third subsystem implements a block for generating uncontrolled disturbances, whose
source are kinematic disturbances from the machine drive system and spindle unit runouts [15].

Uncontrolled disturbances affect the resulting velocity vector of the tool tip relative to the blank, as well as the cutting
force of the tool. When modeling the dynamics of the treatment process, it is necessary to disclose the formation of the
values of the parameters of the cutting speed V' (mm/s), feed rate s (mm/rev), and cutting depth #(mm). For each
parameter, they are represented by the sum of the value specified by the control system (Vo, so, f,), deformation
displacements & (mm), and the rates of deformation displacements n = dH/d = {nx, Ny, Nz} (mm/s), as well as vibration
disturbances A = {Ax, Ay, Az} (mm). Vibration disturbances are periodic functions of time in their structure, they can be
represented as:

A ()= 4, sin(w,1),

n=l1

k
vE(1)=dA, /di=" 4,0, cos(0,),
n=1
where 4,, ®, — respectively, the amplitudes and frequencies of the oscillators disturbing the tool movement in the
directions i = {X, Y, Z}, determined experimentally. The final representation of the operating cutting modes is modeled
in the following form:

V=Vy=nz+v3;
5= I (VZ_T]X +v§)dt;
-T9

t=ty—Hy+Ay,

where 19 = 1/Q — time of one revolution of the part, s; Q — frequency of rotation of the part, Hz; V> = 50 - Q, mm/s.

The evolutionary change in the contact length /. along the front bevel and wear along the rear surface of the plate /4,
was determined using a metallographic inverted microscope LaboMet-14, which was equipped with a digital visualization
system. In this case, the geometry of the plate was taken into account. The shrinkage coefficient of the chips was estimated
by the weight method using laboratory scales of the Massa-K-150-1 type.

To construct a theoretical temperature distribution along the contact length, the dependence proposed by Chichinadze-
Shuchev was used:

[ONY] [OX%) X 3 X 1 X 2 X
T(x,h)= + | —ky-a, +1-2-k, - fa ———exp| —-ky -a, |-erfc(k, - /a —) ||
( ) ko+m X Py [Vc 2°4d 2 2 Ve x p(Vc 2 2} fe(k, 2 VC)J
o 2
V,

2

C
-1

where x =0... [ /2; ®wo>—initial density of the heat source in the blank:

k-t
90 H (2)

t,h -(1 - exp[—k ;HD

where 4 — thickness of plastically deformed layer in chips; @9 — maximum volume density of heat source from friction
forces in the tool body, W/m?; go — specific friction power for the front face, W/m?; ki » — localization coefficients of
heat absorption source for the tool and blank, respectively, m™'; a, — thermal diffusivity coefficient of the blank, m?/s;
A12 — thermal conductivity coefficient of the hard alloy and the blank material, respectively, W/m-°C; V. — speed of the
chip movement along the front face, m/s; T, — average shear stress on the front face, Pa; f,, — melting temperature of the
blank material, °C; k — temperature coefficient, °C, k = 7.143-10 t,,,; ty — temperature difference inside the plastically
deformed layer, °C; i — thickness of the secondary plastic deformation zone in the chip, m.

O =
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where 4, — contact area, m?; P, — contact perimeter, m; oy — heat transfer coefficient of the tool material, m?/°C.

The calculation of the temperature distribution according to dependence (1) was performed taking into account the
change in the thickness of the plastically deformed layer along the length of the contact. The type of dependence 4 = f{x)
was determined separately for each of the combinations of parameters V, s and ¢ at the moment of fluctuation through
modeling the deformation processes in the chips using the finite element method according to the technique [17].

Research Results. An increase in the contact length on the front face of the cutter due to wear processes contributes
to a growth of temperature, which reaches its maximum values as the cutting system approaches critical wear. According
to the results of a full-scale experiment, the cutting system reaches the critical wear value on the rear face of the tool %
h;=0.12 mm (Fig. 1 a) in 24 minutes, the contact length on the front face by this time is /, = 0.445 mm (Fig. 1 b), the
length of the SPD section is /;= [,/2 = 0.2225 mm.

200 um
=

b)

Fig. 1. Evaluation of wear of the plate working faces:
a — contact area on the front face; b — contact area on the back face

Figure 2 a shows the real-time temperature change for the last pass of the life tests. The processing time for each pass
was 5.97 minutes, and the length of the linear section of the machined surface of the blank was 300 mm. An increase in
temperature was recorded over time during each experiment (Fig. 2 b), as well as a growth of the average temperature in
the experiment with an increase in the number of passes performed by the cutting plate. The average actual temperature
in the cutting zone for the last pass was T, = 921°C with an average amplitude 27.6°C (Fig. 2 b).
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Fig. 2. Evaluation of the thermodynamic state of the cutting zone during life tests:
a — average temperatures for each completed pass;
b — temperature in the cutting zone for the last pass.

The values of the chip shrinkage coefficient based on the results of the full-scale experiment were 2.61-2.85, which
confirmed the adequacy of the calculated values used for modeling (Table 1). Based on the analysis and processing of
vibration acceleration data (Fig. 3 a), their power spectrum was determined. It is presented in relative units to the

dispersion in Figure 3 .
The spectral characteristic clearly shows three main peaks, which actually determine the fundamental resonant
frequencies of the system based on the data of the measuring complex installed on the machine support system.

dV/dt, mm/s?

20

40

2.0 2:5 3.0 3.5 4.0 4.5 T,

Q(f) IRro) T — T — T T

p ]

04 - §=0.441
f=122Hz

0 100 200 300 400 500 600 700  f,Hz
a)
Fig. 3. Experimentally measured characteristics of the cutting process:

a — oscillatory accelerations of the tool tip in the tangential direction;
b — vibration signal spectrum dV/dz
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After identifying the parameters of vibration disturbances, we consider their effect on the trajectories of operating
cutting modes in a digital simulation model of the cutting process using the example of changing the trajectories of the
cutting speed (Fig. 4).

V, m/min T T T T T T

130

125 1 1 1 1 1 1
1,310 1,312 1,314 1,316 1,318 1,320 1,322 1,324 1,s

Fig. 4. Example of cutting speed trajectories V taking into account vibrations in the digital model
The analysis of the system dynamics at the stage of stabilization of the tool wear intensity (t = 20-25 min), at the moments
of extreme fluctuations in cutting modes, showed that the maximum calculated temperature of the front face 7ij{", reached

according to dependence (1) atx = /; for nominal values of the parameters V, s and ¢, was 1,097.25°C (Table 1).

Table 1
Calculated Values of Cutting Process Parameters at Fluctuation Moments
State of the parameter v
at the moment of ¥V, m/min | s, mm/rev | ¢, mm K, . T ,°C Ar,°C
. m/min
fluctuation
nominal 130.0 0.150 0.500 2.797 46.47 1,097.25 -
V—max 135.1 0.151 0.541 2.861 47.08 1,100.31
V—min 124.4 0.189 0.524 2.641 49.23 1,115.38 18.130
s—max 130.5 0.225 0.548 2.524 51.47 1,141.75 61.919
s—min 132.1 0.101 0.463 3.101 42.03 1,079.83
t—max 133.8 0.177 0.552 2.658 48.90 1,112.37 15.120
t—min 132.7 0.146 0.446 2.861 45.43 1,098.56

Let us consider the maximum cutting speed V. = 135.1 m/min, which, according to the digital modeling results, is
periodically repeated in the studied time interval. At this moment, the feed and cutting depth take values s = 0.151 mm/rev
and = 0.541 mm (Fig. 5 q, b, ¢).

V, m/min s, mm/rev
135 |
0.16
130
0.15
1,321.876 1,321.900 T, 1,321.876 1,321.900 1,8
a) b)
7, mm
0.55

0.50

1,321.876 1,321.900 T,
¢

Fig. 5. Cutting mode values at maximum cutting speed:
a — cutting speed; b — feed rate; ¢ — cutting depth
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As a result of this combination of cutting conditions, the maximum contact temperature at the moment of fluctuation
increases slightly (Table 1). When the cutting speed reaches the lowest value (124.4 m/min), the accompanying change in the
parameters s and ¢ causes an increase in the maximum temperature to 1,115.38 °C, as shown in Table 1. In this case, temperature
fluctuations reach Ay = 18.13°C. At extreme values of the cutting depth in combination with the change in speed and feed at
this moment, an increase in the contact temperature is observed up to a maximum of 1,112.37°C (Table 1). The greatest effect
on the temperature of the front face in the studied cutting system is exerted by extreme values of feed at the moment of
fluctuation (Fig. 6 a, b, ¢).
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Fig. 6. Cutting mode values at maximum feed:
a — cutting speed; b — feed rate; ¢ — cutting depth
The combination of processing modes, when parameter s reaches its maximum, leads to an increase in the contact

temperature 1 I[;II;X to 1,141.75°C, while at minimum feed, its decrease to 1,079.83°C is observed (Table 1).

The curves characterizing the temperature distribution along the length of the tribocontact on the front face, according
to dependence (1), are shown in Figure 7. For the initial point of x-axis, the calculated values of the temperature obtained
due to heat generation in the zone of primary plastic deformations (PPD) are indicated.
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Discussion and Conclusion. During the combined experiment, changes in the trajectories of the processing modes
were recorded, which were caused by vibration disturbances in the cutting system under study. The research determined
the values of these changes for quasistatic moments, when the speed, feed or depth of the cut layer reached their
extreme values as a result of fluctuations. It was established that at the maximum feed deviation amplitude, the greatest
temperature variation on the front face of the tool was observed throughout the entire section of the time trajectory. In
the considered scenario, a significant feed deviation in combination with a fluctuation in the cutting depth caused a
periodic redistribution of cutting forces and a significant change in the dynamics of deformation processes in the zone
of primary plastic deformations.

As a result of these phenomena, the greatest deviations in the chip shrinkage coefficient Ka and its sliding speed Ve
were observed, which significantly affected the contact temperature in the tribosystem “cutter face — chip”. It is interesting
to note that the smallest temperature changes occur at maximum cutting speed and depth values, since the combination
of actual machining modes at the time of such fluctuations level out possible significant deviations in the tribocontact
temperature. Thus, the cutting system under study at the given machining modes is subject to the vibration characteristics
of the feed drive, which cause undesirable temperature fluctuations on the front face of the cutter.

This statement necessitates a revision of the traditional understanding of the dependence of the cutting process
temperature on the processing modes, specifically considering that the cutting speed is the most significant parameter
determining the temperature changes in the contact zone. However, it should be noted that most papers on this topic are
based on single-factor experiments, where only one parameter of the cutting system is changed, and its contribution to
the temperature variation is assessed, while the effect of vibrations generated by the system itself on the dynamics of heat
generation still remains uncertain [18, 19]. Thus, the integral value of temperature is actually analyzed.

The results of this study establish the features of the relationship between operating cutting modes and temperature,
considering it not as an integral value, but as a changing trajectory. This trajectory demonstrates a periodic process of
constant energy accumulation and its release in the cutting zone, whose dependence on fluctuations in cutting modes
caused by kinematic disturbances is extremely important. Fluctuations in the tool movement trajectories relative to the
part contribute to an increase in the amplitude of temperature variation, which, in turn, causes local overheating of the
tool and an increase in the intensity of wear of the tool material against the background of an increase in the amplitude of
the thermo-EMF signal.

Thus, the results of the conducted study emphasize the need to analyze the effect of periodic disturbances on pulse
changes in contact temperature in the processing zone. The proposed model of the relationship between tool vibrations
and temperature in the cutting zone explores new horizons for selecting optimal turning modes in order to minimize tool
wear based on the analysis of calculated temperature variation from the tool vibration activity signal. Such experimental
results can serve as fundamental data for developing a new approach to assessing the temperature in the cutting zone,
which would take into account a wide range of values of operating modes.

Using the amplitude of temperature fluctuations in the vibration monitoring and compensation systems as an additional
parameter for assessing the optimality of cutting modes can significantly improve the stability of the process and reduce
the temperature in the cutting zone. This approach is especially relevant for metal-cutting machines that have been in
operation for a long time, which are characterized by significant periodic disturbances of the cutting system from the feed
and main drives.
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