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MporHo3npoBaHue U NpUMepbl COBEPLUEHCTBOBaHUA abpa3MBHOIo
WHCTPYMeHTa Ana 6ecLeHTPoBOro WwnnugoBaHUA cTanen
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Pestrome. Lienb paboTbl — noBbieHne 3apeKTUBHOCTY LUNMGOBaHUS NyTEM NPOEKTUPOBAHMUS 1 BbIGOpa paLunoHasb-
HbIX XapaKTepUCTK abpasnBHOro MHCTpyMeHTa. OBbEKTOM NCCMEQOBAHNS SABIAIOTCS NPOLIECCHI M 3aKOHOMEPHOCTM 00e-
crneveHuns 6eanpukoroBoro (be3nedekTHOro) WnndoBaHus AeTarneil, M3roTaBnmBaeMblX 13 TpyaHooOpabaTbiBaeMom Kop-
PO3UOHHOCTOWKON HepxkasetoLwen ctanu mapku 12X18H10T, Hukenesoro cnnasa mapku XHB0BT, KOHCTPYKLMOHHON cTanu
mapku 30XTCAncnoxHonermpoaHHonctanumapkm 12X2HB®A. BpaboTe Mcnonb3oBaHo MMUTaLIMOHHOE MOAENMPOBaHIE
B nporpammHoi cpege DEFORM. B kadecTBe Kputepusi, pernameHTHpytoLLero 06ecneveHrne Ka4eCTBEHHbIX MoKa3aTtenei
npouecca wnudosaHus, Obina BelbpaHa TemnepaTtypa B 30He pe3anus. Viccnenosanus 6asvpytoTcst Ha MCNONb30BaHUK
MOMNOXEHWNN TEOPUMN PE3aHNSI MaTEPUANOB. YCTAaHOBMNEHO, YTO KaXAabli U3 UCCMEROBAHHBIX abpa3nBHEIX MHCTPYMEHTOB
1 25A F60 06V, 1 25A F60 Q6V, 1 25A F80 O6V, 1 25A F80 N7V mmeeT cBOK paumoHanbHyto obnacte NpUMEHEHNS.
Ons petanu «WTbipb» 3kOHOMMYeCKU 3OEKT, LOCTUTHYTHIN 3a CHET UCKNIOYeHUs Opaka AeTanen, Bel3aBaHHOTO BO3HU-
KaloLLMMKM NpUxoramMm Ha Lunmdyemon noBepxHoctu, coctasun 18095 py6. C nosuumii noBeIWeHKs kavyecTBa obpabo-
TaHHOW NOBEPXHOCTY AETANM MO LIEPOXOBATOCTH HA OCHOBE aHanun3a napametpa Ra paumoHanbHO NpUMeHEHNE MarnbiX
rny6uH pesanus (o1 0,05 mm go 0,25 MM) B cO4ETAHNUM C MPUMEHEHNEM YacTOT BpaLleHus BegyLero kpyra go 108 muH".
C nosuuuin obecneyeHns Tpebyemor TOYHOCTU U3FOTOBMNEHWS AeTanyn NokasaHo, 4To LenecoobpasHo NpUMeEHeHUe rmy-
OnH pesanus fo 0,25 MM B COMETAHUM C MPUMEHEHWEM YacTOTbl BpaLleHus BeayLero kpyra 86 muH . Takum obpasom,
pa3paboTaHbl HOBbIE KOHLENTYyanbHbIE MPUHLUMMLI U METOAOIOMMS NPOEKTUPOBaHMS (M BbiGopa) abpasnBHEIX MHCTPY-
MeHTOB ¢ obecrneyeHneM MUHUMANbLHOTO Pa3ynpodHeHUs MaTtepuana wiudyemon getanu, obecneveHnss Tpebyemoi
LLIepOXOBATOCTU MOBEPXHOCTU, TOYHOCTV Pa3MepPOB AeTany U NPOn3BOAMTENBLHOCTM 00paboTku. [lanbHelwee pa3sutue
paboTbl Lenecoobpa3sHo BeCcTu C NpuBriedeHnem bonee kpynHodepHucTeix (F40, F36) abpa3nBHBIX MHCTPYMEHTOB.

Knroyeeble cnoea: abpasnBHbIN PEXYLLMA UHCTPYMEHT, GeCLEHTPOBOE LM OBaHWE, TeMNepaTypHbIA napameTp
npovecca LWnMgoBaHms
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Forecasting and examples of abrasive tool improvement
for centerless steel grinding
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Abstract. The present work is aimed at enhancing the grinding efficiency of abrasive tools by designing and selecting
their optimal characteristics. To that end, regularities in the process of defect-free grinding of workpieces made of hard-to-
machine corrosion-resistant stainless steel of 12X18H10T grade, nickel alloy of XH60BT grade, structural steel of 30XI'CA
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grade, and complex-alloyed steel of 12X2HB®A grade are studied by simulation modeling in the DEFORM software
environment. The temperature in the cutting zone is selected as a criterion determining the quality indicators of the grinding
process. The research methodology is based on the theory of metal cutting. It was established that each of the investigated
abrasive tools, i.e., 1 25A F60 06V, 1 25A F60 Q6V, 1 25A F80 O6V, and 1 25A F80 N7V is characterized by its rational
field of application. For the “Pin” workpiece, the economic effect achieved due to elimination of scrap caused by grinding
burns on the ground surface amounted to 18,095 RUB. In terms of the Ra parameter, an improved roughness of the
machined surface can be achieved by small cutting depths (from 0.05 mm to 0.25 mm) in combination with a driving
wheel speed of up to 108 min. The required accuracy of machining can be achieved by cutting depths of up to 0.25
mm in combination with a driving wheel speed of 86 min. Hence, a new methodology for designing and selection of
abrasive tools is proposed. This methodology ensures minimal softening of the ground material, as well as the required
surface roughness, accuracy of workpiece dimensions, and machining performance. In future research, coarser-grained

(F40, F36) abrasive tools should be investigated.

Keywords: abrasive cutting tools, centerless grinding, grinding temperature parameter
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BBEOEHUE

B mawwwmHocTpoeHun pacteT BocTpeboBaH-
HOCTb B MCMNOMb30BaHUM TpyaHooOpabaTbiBae-
MOW HepxaBsetoLlen ctann mapkum 12X18H10T
13-3a ee BbICOKOW KOPPO3UOHHOW CTOMKOCTW.
Co0TBETCTBEHHO, BO3HMKAET HE0BX0AMMOCTb
[1, 2] B BbICOKONPOM3BOAUTENBHOM LUNUGOBA-
HUW 3aroToBOK AeTanem, BbINOMHEHHbIX U3 3TOW
cTanu.

Bonpockl coBeplueHCTBOBaHUA npoLiecca
WAMOBaHNS pPaccMOTPeHbl nNogpobHo B pa-
6otax [3-18] n B uccnegoBaHuaX Apyrux ae-
TOpOoB. [JOCTUrHYT Nporpecc B COBEPLUEHCTBO-
BaHUM KOHCTPYKUMIA LINUCOBAmNbHLIX KPYros,
B ONTMMMU3ALMM NapameTpoB LWAMMOBaHUS, B
MPUMEHEHNUN CMa3biBatOLLE-OXaXKAAoLLMX TEX-
HOMOrMYecknx cped. Ho 3To BbINOMHEHO Ans
TUNOBbIX KOHCTPYKLMOHHbLIX MaTepuanos, ANs
WAMOBaHMS NIOCKMX NOBEPXHOCTEN UMK Ten
BpaLleHus 3HauYuTeNbHbIX pasmepos. [nsa bec-
LEHTPOBOro LWNndOBaHNS 3aroTOBOK AeTasnen
manoro gnametpa (3—10 mm) Takue nccnegosa-
HUSI OTCYTCTBYHOT.

Hwxe paccMoTpeHbl 0COGEHHOCTM U pe3yrnb-
TaTbl pa3paboTkn ¥ NpuMeHeHust abpasnBHOTO
MHCTpyMeHTa Ans 6ecueHTpoBOoro WinMgoBaHus
3aroTOBOK AeTanun «LTblpby», BbIMOMHEHHOW W3
aToM cTtanu. [letanb M3rotaBnuBaeTcs B yCroOBK-
ax AO «MoCKOBCKMA MaLLMHOCTPOUTENbHBIN 3a-
BoA «ABaHrapgy, Bxoasawmmn ¢ coctaB AO «KoH-
uepH BKO «Anmas-AHTen».

B pabore obocHoBaHa HeobX0AMMOCTb W
BO3MOXHOCTb MPOEKTUPOBaHUS W/unn Bbibopa
abpasmBHbIX MHCTPYMEHTOB A5 3hEKTUBHOIO
HecueHTPOBOro WNGoBaHWS 3aroToBOK yKkasaH-
HOW getanu 6e3 npuxoroB U ¢ obecneveHnem
Tpebyemor TOYHOCTW W LUEpPOXoBaTOCTM 0b6pa-
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60TkKn. PaspaboTaHbl pekoMeHAaumMm no npoek-
TUPOBaHMIO U BbIBOPY abpas3mBHOIO MHCTPYMEH-
Ta. /X npumeHeHne no3BONUNO CHU3UTL TPyAo-
€MKOCTb MPOEKTMPOBaHMS (Bbibopa) abpasnBHo-
ro uHcTpymeHTa ¢ 1,5 4 4O 2 MUH U YMEHbLUNTD
6pak getanen go 0,1% no nNpuyMHEe NPWKOroB
MOBEPXHOCTM U MOrPELLHOCTU MOMYyYEHHbIX pas-
MEpOoB AeTanu.
OCKM3 geTanu «LWTblpb» NokadaH Ha puc. 1.

Jka 63 1)

15" %302
3 mecma

1100 HOKGIMKY pe3b0k!

210 9%_p03

\/ Ra 32

g22°

196,

474"

*Pasrepy Gng cnpabok

Puc. 1. 3cku3 demanu «wmbipby [1] (0603HayeHus
coxpaHeHbl mak, KaK OHU yKa3aHbl Ha Yepmexe demarnu,
ocmarnbHble ceedeHuss Yepmexxa yoasneHbl)

Fig. 1. A sketch of the “pin” part [1] (indications are saved
as they are given on the drawing of the part, the rest of the
drawing legend is deleted)

Mocne wnudoBaHWs AormkeH BbiTb nonyyeH
umnuHap guametpom 10,9403 Nnog nocnegyto-
LYK HakaTKy pe3bbbl Ha 3TOW MOBEPXHOCTY.

METOOONOrnA NnPOBEONEHUA
NCCJIEOOBAHUA

B kayecTBe MCXOAHOW KOHLENUMM METOAOMO-
FMU UCCNEOBaHNS NPUHATO CrneayroLlee:
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1. CoBpeMeHHble MporpammMHble cpeacTsa
MO3BOSIAT MCNOSb30BaTL pasHble  Mporpamm-
Hble cpeabl A5 aBTOMAaTU3MPOBAHHOTO NMPOEKTU-
poBaHus (1 Bbibopa) abpasnBHOrO MHCTPYMEHTA
noA 3adaHHble YCroBus 3KCniyaTtauum UHCTpY-
MeHTa. PaccMoTpeHa BO3MOXHOCTb MCMONb30-
BaHusa nporpammHon cpegsl DEFORM [19] noa
CTosAILLME 3aauv UCCefoBaHMs.

2. HeobxoanmMo BbISICHUTbL KpUTEpUK 1 napa-
MEeTPbl, C MOMOLLBI0 KOTOPbIX MOXHO WUCMOSb30-
BaTb nporpammuyto cpegy DEFORM gns oGe-
CNeYeHNs BbICOKOCKOPOCTHOTO NPOEKTUPOBaHMS
abpasnBHOro MHCTpPYMeHTa, obecnevmBatoLLero
adbekTMBHOE WNMgoBaHne ¢ obecneyeHn-
€M MWHMManbHOro pasynpoyHeHUs Martepuana
wnudyemon getanum, obecneveHuns Tpebyemoi
LLIepPOX0BATOCTH NOBEPXHOCTM, TOYHOCTU pasme-
POB AeTanu 1 Npon3BoANTENbHOCTM 06paboTKM.

3. Tpebyetcs BbibpaTb NapaMeTpbl U KpuTe-
pUK, C MOMOLLIbKO KOTOPbLIX MOXHO OCYLLECTBASATb
BblOOp Hambonee paumoHanbHbIX abpasnBHbIX
WHCTPYMEHTOB W1 YCNOBUM  LUNUOBaHUS.

Ecnn ycnoBHO npefcTaBuTb NPOrpaMMHyto
cpeay DEFORM kak HeKku «4YepHbIN SLLMKY,
TO AN NOMyYeHWs HeobXoaMMBbIX YKa3aHHbIX
BbllLE NapameTpoB U KpuTeprneB aPEKTUBHOTO
WNNGOBaHUS KaK 8bIXOOHbIX MMapamempos cpe-
Obl, HeobX0OMMO el 3adaTb COOTBETCTBYHOLLME
8XO0HblE NapamMempbl, 02paHU4eHuUs U Kpume-
puu. Hekotopoe npeacrasneHue o6 atom gaert
puc. 2, rae nokasaHa CTPYKTypHas Mogenb Tako-
ro NPOEKTUPOBaHMSA paLMoHanbHOro abpasmBHo-
0 UIHCTPYMEHTa.

OBCYXOEHME NONYYEHHbIX
PE3YJIbTATOB

OauH 13 NpMMepoB U3MepeHns Temnepary-
pbl B 30He pe3aHns Tennosm3opoM mogenu Testo
890-1 npmBeneH Ha puc. 3.

AHanu3 nonyyeHHbIX pesynsTaTtoB No cpea-
HenW TemnepaType obpabaTbiBaeMOn MNOBEpPX-
HOCTV MoKasan, YTO HaMMeHbluas Temnepartypa
3apukcmpoBaHa npu LWnNugosaHum abpasvBHbIM
nHctpymentom 25A F60 O6V. Ona coctaensi-
eT 550-600°C (puc. 3 a). MakcumanbHast Tem-
nepatypa (700 n 6onee °C) 3adukcmpoBaHa
npu WnndgoBaHu abpasnBHLEIM UHCTPYMEHTOM
1 25A F80 O6V (puc. 3 ¢) n abpasmBHbIM UHCTPY-
meHTOM 25A F80 N7V (puc. 3 d). Abpa3uBHblii
UHCTpyMeHT 25A F60 Q6V nokasan npomexy-
TOYHble pesynbraThl (Temnepatypa 650—-700°C,
puc. 3 b). 3 atoro cneayet, YTo NpUMeEHeHue
abpasuneHoro nHcTpymeHnTta 25A F80 N7V npuso-

https://ipolytech.elpub.ru

BxoHbIe mapamMeTphbl,
OrpaHHYeHHs: H KPUTePHH

Marepuan netany, TpebyeMas IPOU3BOANUTEIBHOCTD U KaYECTBO
06paboTKH, NpeAnoaraeMple CBOCTBa aOpa3HBHBIX KPYroB

Cosn | [t | [ | [amc | [ canms |[ e |
IporpammHas cpena
DEFORM
PekoMeHIyeMbIe XapaKTepPUCTUKN a0pa3HBHBIX KPYroB, BpeMsI
U oBaHus
CBKi3 Jite Cpennss
TeMIieparypa
4qpP3 TCM PM3 I'PE3 CTCCE3 CCP

BleOLleleYl'lapaMeprl
Puc. 2. CmpykmypHasi MoOeslb IPOeKmMupoeaHusi
abpa3ueHo20 MemaJiopexyuje2o UHCMpyMeHma nymem
uUMUMayUuoOHHO20 MOAeJIUPOBaHUSs 8 NPO2PaMMHOU cpede
DEFORM (0o603HayeHusi: P3uM — pa3mepbl 3a20moeku
demanu u ee mamepuas; JulllK - duamemp u wupuHa
wnugyrowe2o u eedyuje2o abpasusHbIX Kpy208;
BI1IM - eenuyuHa nonepeyHol nodayu; YBK —
yacmoma epaujeHusi abpaszueHbix kpy2oe; CAKuB3
— cesi3Ku abpa3ueHbIx Kpyaoe u eud ux 3epeH; LIRa
- mpeb6yroujasicss wepoxoeamocms Ra wnugyemol
nosepxHocmu demasnu; YP3 - yucso0 00HO8pPEMEHHO
pabomaroujux 3epeH wnugyrouje2o kpyaa; TCM —
monujuHa cpe3aemMo20 Memarsiia 3a20moeku demanu;
PM3 - paccmosiHue mexdy eQuHU4YHLIMU pabomaroujumu
3epHamu; MPE3 - cpedHsisi 2ny6uHa pe3aHusi
e0uHUYHbIM 3epHOM; CTCCE3 — cpedHsiss monujuHa
cpe3a eOUHUYHbIM 3epHOM; CCP — cyMmapHas cuna
pe3aHus;; CBKu3 - ckopocmb epawjeHusi abpa3ueHo20
UHcmpymeHma u 3azomoeku demanu; [jC — dnuHa cpesa
Mamepuasia 3a20moeKu)
Fig. 2. Structural model for designing an abrasive metal-
cutting tool using DEFORM simulation (indications: P3uM
- workpiece dimensions and material; JullIK - grinding
and driving abrasive wheel diameter and width;
BII - cross feed value; YBK — abrasive wheel rotation
frequency; CAKuB3 - bonded abrasive wheels and
their grain type; LlIRa - required roughness Ra of the
part ground surface; YP3 — number of simultaneously
operating grains of the grinding wheel; TCM - workpiece
cut metal thickness; PM3 - distance between single
operating grains; FPE3 - single grain average cutting
depth; CTCCE3 - single grain average cut thickness;
CCP - total cutting force; CBKu3 - abrasive tool and
workpiece rotation speed; [JC - cutting length of the
workpiece material)

lpumeyaHue: B TekcTe fanee Takke UCNOMb30BaHbI
0603Ha4eHnsi: PXAU — pekomeHayemasi XxapaKkTepuctu-
Ka abpasnBHOro MHcTpymeHTa; Bl — ocHOBHOe Bpemsi
npouecca WMgoBaHus.
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c d

Puc. 3. TemnepamypHble KapmuHbl 30HbI pe3aHusi Npu wiugoeaHuu (4ucsao o6opomoe abpazueHo20 UHCMPYMEHMa
1910 muH', vacmoma epaujeHusi eedywe20 kpyaa 42 muH', 2ny6uHa pesaHus 0,1 MM) pa3HbiMU abpa3ueHbIMU
uHcmpymenmamu: a — 25AF6006V (3apezucmpupoeaHa memnepamypa 550-600°C); b — 25AF60Q6V
(3apeaucmpupoeaHa memnepamypa 650-700°C); c — 25AF8006V (3apeaucmpupoeaHa memnepamypa 700 u 6onee °C);
d - 25AF80 N7V (3apeaucmpupoeaHa memnepamypa 700 u 6onee °C). (Cnpaea Ha puc. X Noka3aHbl WKaabl memmnepamyp,
ceemJioe MsAMHO 8 UeHmpe PUCYHKO8 — meMrepamypHbIl o4a2 8 30He pe3aHusi, c/ieea om o4aza eudeH KOHmMyp
eedywe20 Kpyaa, crnpaea— KOHmyp abpa3ueHo20 uHcmpymeHma (wnugoeaHue 6e3 npumMeHeHUs1 cMa3blealouje-
oxnaxdarouwell mexHonoauyeckoli cpedbl (COTC))

Fig. 3. Temperature pictures of the cutting zone under grinding (abrasive tool revolution number is 1910 min’, drive wheel
rotation speed is 42 min’, cutting depth is 0.1 mm.) with different abrasive tools: a— 25AF6006V (recorded temperature

is 550-600°C); b — 25AF60Q6V (recorded temperature is 650-700°C); c - 25AF8006V (recorded temperature is 700°C and
higher); d — 25AF80 N7V (recorded temperatures is 700°C and higher). (The Fig. x (on the right) shows temperature scales,
the light spot in the center is the temperature focus in the cutting zone, to the left of the focus

there is the outline of the drive wheel, to the right there is the outline of the abrasive tool

(grinding is free from lubricating-cooling technological medium)

AT K BonbLueMy BbIAENEHNIO TENMA B 30HE pe3a- A0CTW MaTepuarnos, U3 KOTOPbIX BbINOMHEHbI Ae-

HUSI, YeM NPV MPUMEHEHUN OCTanbHbIX abpasue- Tanw.

HbIX NIHCTPYMEHTOB. PesynbtaTbl OLEHKM M3MEHEHWUS TBEpPLOCTU
[na goctvxeHnsa uenu muccnegosaHus Bbl-  HRB matepuana oo wnudosaHus 1 nocne Lwnu-

MOMHEHO M3MepeHne TBEpOOCTM M MUKpPOTBEp- (hOBaHMS NPeAcTaBneHbl B Tabn. 1.

Tabnuua 1. Pesynbrathbl M3MeHeHUs1 TBEPLOCTM MaTepuana AeTanu «LUTblpby Nocne WingoBaH1s pasHbiMm
abpasvBHLIMU MHCTPYMEHTaMMU
Table 1. Results of “pin” part material hardness variation after grinding with different abrasive tools

3HaueHus TBepgocTu no PokBenny, HRB
OO6o3HaYeHUe U XapaKkTepucTuka moone
abpa3nBHOro MHCTPYMeHTa no YepTexy 00 WwnudosaHus WNdpoBaHUS
1 350x100x203 25A F80 O6V 34 32 30
1 350x100x203 25A F60 O6V 34 34 34
1 350x100x203 25A F60 Q6V 34 33 33
1 350x100x203 25A F80 N7V 34 34 31

lNpumeyaHue. XnpHbiM LWPUHTOM BbieneHbl Te abpasnBHbIE MHCTPYMEHTbI, IPUMEHEHME KOTOPbIX NPUBENO K CyLue-
CTBEHHOMY (2 1 6onee eauHuy, TBeppocT HRB) CHKkeHWIO TBEpAOCTM MaTepurana getanum nocne wnmdosaHus.
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Mony4eHHble pesynbTaThl MOKa3blBaOT, YTO
HambonblUytd TBEPAOCTb Mocne LWnMdoBaHus
obecneunBaeT abpasvBHbIA MHCTPYMEHT 1 25A
F60 O6V. B oTHoweHUM abpasvBHbLIX MHCTPY-
MEHTOB, yKa3aHHbIX B Tabn. 1 HeobxognmMo oTme-
TUTb CriegytoLLee:

1. Y BCEX WUHCTPYMEHTOB OAMHAKOBLIA MaTe-
puan 25A. 3T0 anNeKTPOKOPYHA Ha KepaMnYecKoi
cesAske. [anbHenwmne obo3HaveHuns, npuBeaeH-
Hble B 0603HaYEHNN XapakTEPUCTUK UHCTPYMEH-
Ta, YKa3blBalOT Ha MX CYLLECTBEHHOE pasnuuue,
4TO U 0becneynBaeT pasnuyme no Temnepartype
B 30HE pe3aHuns Npu LWNMGoBaHNN UMK,

2. Knpumepy, 0603HaveHme 1 xapakTepucTu-
ka abpasuBHoro mHctpymeHta 1 350x100x203
25A F60 O6V o3HavaeT: uucpa 1 ykasblBaer,
4yTO abpasmBHbIA WMHCTPYMEHT MMEET MPSMOi
npocpunb; ungpbl 350x100x203 ykasbiBatoT crie-
ayowme pasmepbl: 350 — HapyXHbI AMaMeTp B
MM, 100 — wupuHa B MM, 203 — BHYTPEHHUI (NO-
CaflovHbIN) AnameTp B MM;  25A — matepuan
3epeH, aNEKTPOKOPYHA Benbin ¢ xapakTepuctu-
kamu F60 O6V, roe F60 — 3epHUCTOCTb, CpeaHuii
pasmep oCHoBHOW pakummn 250 mkm; O — TBEpP-
[0CTb, CpegHeTBepabln; 6 — CTPyKTypa, cped-
HsAS; V — cBsiI3Ka kepamuyeckasi.

3. Xapaktepuctuka abpasvBHOTO WHCTPY-
meHTa 1 350x100x203 25A F80 O6V o3Havaet
(oanee ykasaHO TOMbKO OTNNYME OT YKa3aHHOro
Bblle o6o3Ha4eHns): F80 — 3epHUCTOCTb, Cpea-
HUA pa3mep oCHOBHOW dhpakumu 160 MKM.

4, XapakTepuctvka abpa3viBHOTO WHCTpY-
meHTa 1 350x100x203 25A F60 Q6V o3Havaer:
Q — TBepOoOCTb, Ha 2 NO3ULMKN TBEPXKE, YEM B UH-
CTpymeHTe ¢ TBepaocTbio O.

5. Xapaktepuctuka abpasmBHOro UHCTPYMEH-
Ta 1 350x100x203 25A F80 N7V o3HavaeT: N —
TBEPAOCTb, CPefHss; 7 — CTPYKTypa, cpegHss,
6onee oTKpbITas MO CpaBHEHMIO C 6.

PesynbraTbl UCCnefoBaHns MUKPOTBEPAOCTY
HV (ons npoBepku NPUCYTCTBYIOT X NPUXKOMN Ha
martepwane getanu nocne LWMoBaHns) noka-
3aHbl Ha puc. 4.

850 y=-216,67x +795
R>=0,1046

¢

y=-216,67x +652,5
R?=0,0688

I
£ 700
________ e m e ____

0 0,02 0,04 0,06 0,08 0.1 0,12

Tiyduna pesanusi, MM

0,14

Puc. 4. 3asucumocmsb mukpomeepdocmu HV
om any6uHsbl wnugoeaHusi t npu npuMeHeHUU
pa3Hbix abpa3ueHbIX UHCIMPYMEHMOo8: 8ePXHSIs
JUHUS — abpa3ueHbIl uHcmpymeHm 1 25A F60 O6V;
HUWXHSIS1 JIUHSIST — abpa3ueHbIl UHCMPYMeHm
1 25A F80 O6V
Fig. 4. Dependence of HV microhardness on t grinding
depth when using different abrasive tools:
top line — 1 25A F60 O6V abrasive tool;
bottom line — 1 25A F80 O6V abrasive tool

Tabnuua 2. Tabnuua chopmyr, ONUCLIBAOLLMX BNMSIHWE psida NapaMeTpoB Ha kauyecTBo 06paboTku aeTtanei,

BbIMOJIHEHHbIX N3 Pa3HbIX MaTtepuaronB

Table 2. Table of formulas describing the influence of a number of parameters on the processing quality of parts made

from different materials

¢OpMyl1bl, onucbiBawwmne 3aBUCUMMOCTU, gucnepcus

Oetanb «LlWTbIpby,
matepuan 12X18H10T,

Detanb «Banuky,
cnnaB XH60BT,

Oetanb «Maneuy,
matepuan 30XICA,

Detanb «lUnunbkay,
maTtepuan 12X2HB®PA,

NOBEepPXHOCTY AeTanu
OT rmy6uHbI t pe3aHus

Oucnepcuns 0,9496

Owncnepcunsa 0,9299

Oucnepcus 0,9494

MapameTpbl . 9 . .
abpasnBHbLIN abpasnBHbLIN abpasnBHbLIN abpa3nBHbIN
MHCTPYMEHT MHCTpYMeHT 1 MHCTpyMeHT 1 25A WHCTPYMEHT
1 25A F60 O6V 25A F60 O6V F60 O6V 1 25A F60 O6V
3aBrCMMOCTb TBEPAOCTH — _
06paboTaHHoi HRB = -67,87 t + 36,957 | [R5 ;76:5'357 t+| HRB= 4%143 '* | HRB = 54,286 t + 35,0

LOucnepcuns 0,9093

3aBUCUMOCTb TBEPAOCTHU
obpaboTaHHOM
MOBEPXHOCTU AeTanu

OT yncna obopoToB n
BeayLLero kpyra

HRB =-0,0982 n +
32,571
Oucnepcuns 0,936

HRB =-0,0983 n +
33,422
Oucnepcuns 0,9662

HRB =-0,09 n +
47,0
Oucnepcums 0,9511

HRB =-0,1377 n +35,66
Oucnepcuns 0,9662

3aBnCUMOCTb
MUWKPOTBEPAOCTU
obpaboTtaHHOM
NMOBEPXHOCTU AeTanu oT
rny6uHbl t pesaHus

Ons 1 25A F80 O6V
HV = -3560,7 t+ 4667,1
Oucnepcuns 0,9496

Ona 1 25A F60 O6V
HV =-216,67 t + 795,0
Owncnepcusa 0,9308

HV =-332861t+
45943
[Oucnepcus 0,9051

HV =-1785,7t +
4998,6
Oucnepcuns 0,9812

HV =-34286t +
4828,6
Oucnepcusa 0,963
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AHanu3s puc. 4 nokasbIBaeT, 4To pasbpoc Be-
NYnH MUKpoTBepaocTM HV 3HaunTeneH, Ho 3Ha-
YEHWS He BbIXOAAT 3a npeaenbl 4oNyCTUMbIX, T.e.
WnudgoBaHe He nNpueeno kK obpasoBaHuio Npu-
xoroB. [Ans abpasmBHOro uHCTpymeHTa 1 25A
F80 O6V oTmeuveHa HaumeHbluas MUKPOTBEP-
[0CTb. OTO CBMAETENLCTBYET O pa3ynpoYHEHUN
maTtepvana getanu «LWTbipb» B NOBEPXHOCTHOM
cnoe. [MoaTBepXaeHNem 3TOMY ABMSOTCSA ypas-
HEHWS perpeccumn.

HV = f(t), npuBegeHHble B Tabn. 2, aaHbl Ans
BCEX pacCMaTpuBaEMbIX AeTanew.

Ha puc. 5 nokasaHa 3aBUCHMOCTb KavyecTBa
00paboTKky 3aroToBKM AeTanu «LWTblpb» OT My-
OWHbI pe3aHus Npu LWNMpoBaHNM abpasnBHLIM
nHctpymeHtom 1 25A F60 O6V (4acToTa Bpalle-
HUs BeayLero kpyra 42 muH"). Kauyectso obpa-
60TKM OLEHEHO NO CcpeaHeMY apuMETUHECKOMY
OTKNOHeHwuo npoduns Ra.

I Ieranp Ne 1 % JTetans Ne 2 s Jlerans Ne 3
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Puc. 5. BnusiHue 2ny6uHbl pe3aHusi Ha napamemp Ra
wepoxoeamocmu npu waugosaHuu 3a2omoeku demasnu
«wmbipby abpa3ueHbiM uHcmpymeHmom 1 25A F60 06V
(1acmoma epaujeHusi eedywe2o kpyaa 42 MuH™)

Fig. 5. Influence of the cutting depth on Ra roughness
parameter when grinding the workpiece of the “pin” part
with 1 25A F60 O6V abrasive tool (drive wheel rotation
speed is 42 min‘")

N3 puc. 6 cnegyert, 4To C POCTOM rNyBuHBbI
pesaHusa ot 0,05 go 0,35 MM LwepoxoBaToCTb
yxyawaetcs ¢ Ra 0,81 go Ra 5,88 mkm. CpeaHee
apugmMeTnyeckoe oTKIoHeHue npoduns Ra ceu-
[EeTenNbCTBYET O HANUYMK 3aBUCUMOCTU Napame-
Tpa Ra ot my6uHbl pesannsa. CnegoBaTtensHo,
paLnoHanbHO NPUMEHEHWe ManbIx rybuH pesa-
HUSA. 3TV pesynbTaThl CyLLECTBEHHO OTNYAOTCS
OT pesynbTaToB, YKasdaHHbIX B pabotax [4—6]. Ho
MoMyYeHHble Hamu pesynbrathl NOATBEPXAEHD
aKcnepuMeHTasbHO.

Ha puc. 6 npeacraBneHbl aHanornyHble aKc-
nepuMeHTanbHble [aHHble BRAUSHUA YacToTbl
BpaLLeHus BedyLLero kpyra Ha napametp Ra.

N3 puc. 6 cneayert, 4TO C POCTOM YacTOTbl
BpaLLEeHNs BeOyLLero Kpyra OTKNOHeHue npodou-
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Puc. 6. BnusiHue yacmomabl epaujeHusi eedyuw,e2o kpyaa Ha
cpedHee apupmemuyeckoe omkIoHeHUe napamempa Ra
wepoxoeamocmu npu wiugosaHuu 3a2omoeku demasnu
«wmblpby abpa3ueHbiM uHcmpymeHmom 1 25A F60 O6V

(eny6uHa pe3aHus 0,1 Mmm)

Fig. 6. Influence of the drive wheel rotation speed on the
arithmetic mean deviation of Ra roughness parameter
when grinding the workpiece of the “pin” part with 1 25A
F60 O6V abrasive tool (cutting depth is 0.1 mm)

ns Ra 3aBUCUT CyLLECTBEHHO, a8 UMEHHO C U3Me-
HeHneM 4yacToTbl BpaweHus ¢ 20 muH' go 150
MuH" (omametp kpyra 250 mm) napameTp Ra Bo3-
pactaeT ot 0,83 oo 5,84 mMkM. AHanu3 cpeaHe-
ro apumeTn4eckoro oTKNoHeHns npounsa Ra
MOKa3bIBAET, YTO paLMOHaNbHO NPUMEHEHWe Ya-
cTot BpaweHust o 108 muH'. OrpaHnyeHune va-
CTOTbI BpalleHus BeayLiero kpyra oo 108 mMuH™"
corracyetcs ¢ pesynsrataMmu, NPUBEAEHHBIMA B
pabortax [7, 8].

BnnsaHne napameTpoB pexuma pesaHust Ha
ka4yecTBO 06paboTKM MyTem KOHTPOMNs pasmepa
AEeTanu 1 Ha cTabunbHOCTb 3TOrO pasmepa noka-
3aHO Ha puc. 7 n 8.

1 lerans Ne 1 = Jlerans Ne 2 * Jletans Ne 3
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Puc. 7. 3agucumocmb duamempa demasnu om 27y6uUHbl
pe3aHus npu wughosaHuu 3a20moeku demasu «wWmbipb»
abpasueHbIM uHcmpymenmowm 1 25A F60 O6V
(vacmoma epaujeHus eedywe20 kpyaa 42 MuH™')

Fig. 7. Dependence of the part diameter on the cutting
depth when grinding the workpiece of the “pin” part with
1 25A F60 O6V abrasive tool
(drive wheel rotation speed is 42 min-')

N3 puc. 7 cnenyert, 4To cpefHeKkBaapaTuyHoe
OTKINOHEHME pasMepa (akTUYecKn MOCTOSIHHOE
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(ot 0,003 mo 0,005 mMM), M3MEHeHWe 3HaYMMOi
UmMdpbl NPOUCXOOUT B TPETLEM 3HaKe Mocre 3a-
MATOW, @ YepTEXOM AeTanu npegycmaTpuBaeTcs
BO3MOXHOCTb OTKMOHeHus pasmepa 10,9403 BO
BTOPOM 3HaKe .03 NOCNE 3anATon. BeiBog: 310 AB-
NSIETCS OCHOBaHMEM A1 TOro, YToObl CYnTaTh, YTO
TpeboBaHWs YepTexa YAOBNETBOPEHbI U pasMep
[EeTann He 3aBUCUT OT MyOWHbI pe3aHnst B 9TOM
AvanasoHe.
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Puc. 8. 3asucumocmsb pa3mepa demasiu om yacmomal
epaujeHusi sedywe20 Kpyaa npu wnugosaHuu 3a20moeKu
demanu «wmbipb» abpa3ueHbIM UHCMPYMEHMOM
1 25A F60 O6V (2ny6uHa pe3aHus 0,1 mm)

Fig. 8. Dependence of the part size on the drive wheel
rotation speed when grinding the workpiece of the “pin”
part with 1 25A F60 O6V abrasive tool
(cutting depth is 0.1 mm)

/3 puc. 8 cnegyer, YTO OTKIIOHEHWe pasme-
pa 10,94, 3adKCMpPOBaHO B TpeTben undpe
nocne 3ansTon, a TpeboBaHWeM YepTexa aeTa-
NN JOMyCcKaeTcsa OTKIMOHEHWe OO0 BTOPOU Lndpbl
(003) Mocne 3ansATon, T.e. TpeboBaHus YepTexa
YOOBNETBOPEHDI.

BaxHo Obino BbISBATL BO3MOXHOCTU AOCTMW-
XEHMSI MUHMMAIIbHOW TemnepaTypbl B 30HE LUMNK-
hoBaHusa pasHbix getanen. [na atoro Ha puc. 9
rnoKasaHbl MWHUMarbHble 3HaYeHUs Temneparty-
pbl B 30He pe3aHus Npu 1crnonb3oBaHuy abpasue-
Horo uHctpymeHTa 1 25A F60 O6V Ha npumepe
LEeTanen, BbINOMHEHHbIX U3 pa3HbIX MaTepuanos.

N3 puc. 9 cnegyert, 4TO U3MeHeHMe Temne-
paTypbl Npu WAnGOBaHUM 3aroTOBOK AeTasnen,
BbIMOMHEHHbIX U3 Pa3HbIX MaTepnanos, He3Hau-
TeNbHO U NpoucxoauTt B AnanasoHe 550-570°C.
BbiBoa: abpasumBHbin MHCTpyMeHT 1 25A F60
O6V B onpeneneHHOW Mepe yHUBEpCaseH, OH
npuMeHuM ans noboro 13 matepuanos paccMo-
TPEHHbIX AeTanen.

BmecTe ¢ TeM aHanornyHble uccnegoBaHus
Mo MakcuManbHbIM TeMMepaTypam B 30He LUNW-
thoBaHUsa nokasanu, 4To UX MakcUMarnbHble 3Ha-
YeHUs U3MeHsTCa B AuanasoHe 750-810°C.
HaumeHbluee 3HayeHMe MaKCumanbHOW Tewm-
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Puc. 9. MuHumanbHble 3Ha4eHuUs1 memMnepamypbl 8
30He pe3aHusi Npu ucnoJsib30eaHuu abpasueHozo
uHcmpymeHnma 1 25A F60 O6V Ha npumepe demarned,
8bIMOIHEHHbIX U3 pa3Hbix cmanel (2nybuHa pesaHus 0,1
MM, Yyacmoma epaujeHus eedywje2o kpyaa 42 MuH"')
Fig. 9. Minimum temperature values in the cutting zone
when using 1 25A F60 O6V abrasive tool for the case of the
parts made from different steels (cutting depth is 0.1 mm,
drive wheel rotation speed is 42 min™)

nepatypbl BbISBMEHO Ans abpa3nMBHOMO UHCTPY-
meHTa 1 25A F80 N7V npwu wnudosaHum getanm
«BamnuK», BbINOMHEHHOW M3 HWKENEBOro cnasa
mapkn XH60BT. HaubGonblee 3HaveHune Tem-
nepatypbl BbISBNIEHO npu wnudgosaHun abpa-
31BHbIM MHCTpyMeHTOM 1 25A F80 N7V petanu
«LUNUMbKay, BbINOSIHEHHON U3 BbICOKOMErnpo-
BaHHOW cTanu mapku 12X2HBXA. BbiBog: ogunHa-
KOBbI abpasnBHbLIN MHCTPYMEHT Npu 0bpaboTke
3aroTOBOK AeTanew, BbIMOSMHEHHbIX U3 Pa3HbIX
mMaTepuanos, NPUBOAUT K COBEPLUEHHO pPa3HbIM
MaKcyManbHbIM TemnepaTypam pesaHusi.

WHave roBops, HeT abCoOMTHO MNMoXoro
abpa3nBHOrO MHCTPYMEHTA, HO HET 1 abConTHO
XOPOLLEro MHCTPYMEHTA.

BaxHo 6bIn0 OLeHNTb He0BX0AMMOCTb 1 BO3-
MOXHOCTb NPOEKTUPOBaHNS HOBbIX abpa3nBHbIX
WHCTPYMEHTOB Ansi GecueHTpoBOro Lwnndgosa-
HUA paccMaTpuBaeMbIX JeTanen, UMEKLLMX pas-
Hble AnameTpbl (0cobeHHO Ansa geTanen ¢ gua-
METPOM 3 MM) U Mapku matepuanos. [1ns atoro
ObIN0 BbINOMHEHO MPOrHO3HOE MOZENMPOBaHWE
B nporpammHoi cpege DEFORM.

Ha puc. 10 nokasaHa cxema peanusaumm npuH-
uuna paspaboTkn yHMBepcansHOro abpasnBHOMO
WHCTPYMEHTA ANS BCEX PACCMOTPEHHDBIX CIyYaes.

Mog peanu3auven npuHUMna paspaboTku
YHMBEPCASbHOro abpasnBHOIO MHCTPYMEHTA NS
PaCcCMOTPEHHbIX JeTaneil 34ecb MNOHWMAatoTCS
pekomMeHgauum, copMMpoBaHHble Nporpamm-
Ho cpegon DEFORM no npumeHenuto abpa-
3MBHbIX MHCTPYMeHTOB. M3 puc. 10 cneayer, 4to
YHMBEPCANIbHOTO WHCTPYMEHTa HeT, HO 6onee
BCEro Ansi 9TUX YCOBUN MOXET OblTb NPUMEHEH
abpasuBHbI MHCTPYMeHT 1 25A F60 O6V ¢ orpa-
HUYeHnaMun 1-4 (oHu ykasaHbl BHyTpu puc. 10).
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1. He pexoMeHIyeTcs NPeBIIaTh ITyOHHY pesais 0,25 MM H UHCTO 060pOTOB BeIyIIero kpyra 20 MHH .
2. He pexoMeHayeTcss UHCTIO OOOPOTOB aOpa3HMBHOTO HHCIpyMeHTa Ooree 1000 Mue". Te. Tpedyercs
MOJePHH3aIHA CTaHKa.
3. He pekoMeHIyeTcsi UHCIO OGOPOTOB abpa3MBHOrO HHCTpyMeHTa Gomee 1900 mum’, T.e. Tpedyerca
MOJePHH3ALHs CTaHKa.
4. He pexomenayercs riyOHHa pesaHua 6o1ee 0.25 MM H 4HCI0 000pPOTOB adpa3sHBHOrO HHCTPYMeHTa Ooiee
1900 mus™’, T.€. TpedyeTcsa MOJAEPHH3ALIA CTaHKa.

Puc. 10. PekomenOdayuu npozpammHol cpedsi DEFORM no peanusayuu npuHyuna paspabomku yHueepcaiabH020

abpa3ueHo20 uHcmpymeHma 0J1s1 paccCMOmMpeHHbIX demarnel

Fig. 10. Recommendations of the DEFORM software environment for implementing the principle of universal abrasive
tool development for the considered parts

DEFORM

v v v '

IIITeIpB Bamuk ITamen IImueka
12X18H10T XHG60BT 30XT'CA 12X2HBOA
1 2 3 4
1 25A F60 06V 1 25A F54 Q6V 1 25A F60 R6V 1 25A F60 Q6V

1. PexomeHayeTcsa riryOHHa pe3aHusa 10 0,25 MM H 4HcI10 000pOoTOB Beaymero kpyra 20 MuH .
2. PekoMeH10BaHO YyBeIHUHTH uHcIO 3epeH (20 3epeH Ha 1 MM?) Ha €MHHITY IUTOIAaIH adpa3HBHOIO
HHCTPYMeHTA.
3. PexoMenmoBaHEI Oo1ee TBEPABIE (10 P, Ha oxHy mos3miHio TBEp:Ke O) abpa3HBHBIE HHCTPYMEHTHI.
4. PeKkoMeHIOBaHO YBeIHYHTH 4HCIO 3epeH (12 3epeH Ha 1 MMZ) Ha eJHHHIy IUIOIIaIH adpa3HBHOIO
HHCTPYMeHTA.
Puc. 11. PekomeHdayuu npo2pammHol cpedbl DEFORM no peanusayuu npuHyuna pa3pabomku nepcoHaabHO20
abpa3ueHo20 uHcmpymeHma 011 paccMompeHHbIX demanel U Mamepuarsos,
U3 KOMOPbIX OHU U320MO8JIeHbI
Fig. 11. Recommendations of the DEFORM software environment for implementing the principle
of personal abrasive tool development for the considered parts and materials they are made from
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Ha puc. 11 nokasaHa cxema peanusauuu
npuHUmMna pa3paboTku nepcoHanbHOro abpasue-
HOrO MHCTPYMEHTa A5 KaXJ0ro U3 paccMOTPEeH-
HbIX CryYaes.

Nop peanusaumen 3gecb NOHUMAKTCH PEKO-
mMeHaaumu, paspaboTaHHble MPOrpamMHoON cpe-
pon DEFORM, no npumeHeHuio abpasnBHOro
MHCTPYMEHTa AN KaXOgonW W3 PacCMOTPEHHbIX
[eTaneit 1 matepuanoB, U3 KOTOPbIX OHU W3ro-
TOBEHEI, C y4eToM ocobeHHocTen 1-4. U3 puc.
11 cnepyer, 4To co3gaHne nepcoHanbHoro abpa-
3IBHOTO WMHCTpPyMEeHTa BO3MOXHO. MeToaunye-
CKMe MOCbIfbl Y TEXHUYECKNE BO3MOXHOCTW Ans
3TOro0 MMEKTCA.

HeobxoguMo OTMETUTb CneayloLylo BbisiB-
NEHHY0 0cobeHHOCTb. Bbiwe B Tabn. 1 ykaszaHo
HECKOSIbKO PasHbIX XapakTepuUCTUK abpasnBHbIX
MHCTPYMEHTOB. JTO Te, KOTOpble yAanoch 3aky-
MUTb W UCMbITaTb.

TeM He MeHee M3BECTHO, YTO AN CHUXe-
HUS Temnepatypbl B 30He pe3aHusi NPUMEHSIOT
6onblyo 3epHUCTOCTb. [pOBEAEHHbIN aHanu3
MOKa3bIBaeT, YTO M3MEHEHUE 3ePHUCTOCTYU Kpyra
W, CregoBaTenbHO, USMEHEHWE KOHLEHTpaLUmu v
KONMMYeCcTBa UCTOYHWUKOB Tenna HeCyLeCTBEHHO
BIIMSIOT HA MaKCMMasibHble 3HaYeHuUs Temnepa-
Typ. HO yBenuyeHue 3epHUCTOCTM MPMBOOUT K
YMEHbLLEHWIO YICIa UCTOYHMKOB, YTO B CPeaHEM
BblpaBHMBAET A(PAEKT KOHLEHTPALMN UCTOYHU-
koB Tenna. [pn yMeHbLUEHUN 3ePHUCTOCTU Ha-
Gntogaetcs obpaTHas KapTuHa.

[ns paccmatprBaeMblx Hamu geTanen CHu-
XEHWe TeMnepaTypbl B 30HE pe3aHnst MOXHO [0-
CTUYb NPUMEHEeHWEM abpasnBHOTO MHCTPYMEHTA
¢ 3epHucTOoCTbi0 F40. [Mpu Takon 3epHUCTOCTM Ha
OOHOM KBafpaTHOM MWMMUMETPE MOBEPXHOCTU
MHCTPYMEHTa CpedHee YUCIO 3epeH COoCTaBns-
eT 5,6. [Ins cpaBHeHus — npu 3epHuctocTn F80
cpegHee 4ncno 3epeH coctasnsieT 28. 310 B 5
pa3 bonblue, Yem y F40. COOTBETCTBEHHO, 3TO
Xy>e C NO3NLMI CHUKEHNS TemnepaTypbl.

EcTb OCHOBaHMS cunutatb, YTO ANs Wmo-
BaHWSA paccMaTpuBaeMblx AeTanemn 3epHUCTOCTb
F40 6onee paunoHanbHa Kak CpeacTBo OOCTU-
XeHust «BecnpwKoroBoro WnNngoBaHusy. 3ITO
no3BosSeT co3aath 3anac no napameTpy Lepo-
xoBatoctu Ra (cm. puc. 5).

B cBogHOM Buae pesynbraThl UCCnefoBaHum
[ANS yKa3aHHOW Bbllle JeTanu «LWTblpb» npuBe-
AeHbl B Tabn. 2. B aton xe Tabn. ana cpasHe-
HUA NpuBeaeHbl pesynbrathl No 6ecLeHTpoBOMY
WNMdoBaHWIO apyrnx aetanen, NponssBoauMbIX
Ha AO «MoOCKOBCKMA MaLUMHOCTPOUTENbHbIV
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3aBog «ABaHrapa», BbINOMTHEHHbIX U3 MHBIX Ma-
TepuanoB M UMEKLMX 3HAYMTENbHO MEHbLLMN
anamverp.

OTW pesynbTaTbl HOBbI W He MpPOTUBOpE-
yaT npeacTaBeHnsaM, U3NOXEHHbIM B paboTax
[9-18, 20].

CeegeHus, npuBedeHHble B Tabn. 2, no3eo-
NSAT 3aKMIOYUTL CreaytoLlee:

1. Mpwu oueHke 3aBucumocTy TBepaoctn HRB
0b6paboTaHHON NOBEPXHOCTU AETANM OT MyOuHbI
pe3aHus t BbiNagalT U3 3aKOHOMEPHOCTU ABa
cnyyas:

a) obpaboTtka getanu «naneyy» (Tunosas
KOHCTPYKUMOHHas ctanb Mapkn 30XICA) xapak-
Tepuayetcs 3asucumocTteto HRB = - 37,143 t +
47,0;

6) obpabotka geTanu «wnunbka» (cneuma-
NN3NPOBaHHas BbICOKONErMPOBaHHAs KOHCTPYK-
LUMOHHas cTanb mapkn 12X2HB®A) xapaktepu-
3yetcs 3aBucumocTbto  HRB = -54,286 t + 35,0.

IMeHHO 3TV geTanu MMelT OY4eHb ManeHb-
KU amameTp (3 MM) 13 BCEX PaCCMOTPEHHbIX B
pabote getanen. Noka HET BO3MOXHOCTU CBS-
3aTb 3TO BbINAAEHNE U3 3aKOHOMEPHOCTU NMEH-
HO C MarnblM AVAMETPOM AeTanei unu ¢ ocobeH-
HOCTSIMW MaTepuanos, U3 KOTOPbIX OHW BbINO-
HEHbI, HO TaKoW (PaKT BbISBIEH.

2. [lpn oueHKe 3aBUMCUMOCTM TBEPLOCTU
HRB o6paboTaHHOM NOBEPXHOCTM AeTanu OT
yucna obopoTOB n BepyLlero Kpyra BbinagaeT
13 3aKOHOMEPHOCTU cryyan obpaboTkm aetanu
«Wnunbka» (matepuan 12X2HB®A). 3T1a 3a-
BMCMMOCTb OnucbiBaeTcs ypaBHeHnem HRB =
-0,1377 n +35,66.

3. lNpy oueHKe 3aBMCUMOCTM MUKPOTBEPLO-
ctn HV obpaboTtaHHON MOBEPXHOCTW AeTanu oOT
rnybuHbl pe3aHus t BbinagatoT 13 3aKkOHOMEPHO-
CTW TPpK Cnyyas:

a) obpaboTka getanu «Banuky» (HUKENeBbii
cnnae XHG60BT) xapaktepusyetcss 3aBMCUMO-
cTbto HV =-3328,6 t + 4594,3;

6) obpabotka getanu «naneuy» (Tunosas
KOHCTPYKUMOHHas ctanb Mapkn 30XICA) xapak-
Tepuayetcs 3aBucumocTtbto HV = - 17857 t +
4998,6;

B) obpaboTka AgeTanu «lWTbipb» (TPYAHOO-
GpabaTbiBaemasi HepxaBewwlass CTanb Mapku
12X18H10T) xapakTepudyeTca 3aBUCMMOCTbIO
HV =-216,67 t + 795,0.

4. C poctom rnybuHbl pesaHus t ycunmsaetcs
pa3ynpoYHeHue WnngyemMon NoBEPXHOCTM 3aro-
TOBKM deTanu. 310 criedyeT U3 perpeccuoHHbIX
3aBMCKUMOCTEN, YKa3aHHbIX B Tabm. 2, NOCKOMbKY
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Tabnuua 2. Tabnmua copmyn, ONUCEIBAOLLMX BIUSIHWE psifa NapameTpoB Ha kavyecTBO 0bpaboTkn fetanei,
BbINOMHEHHbIX U3 pa3HbIX MaTepManos
Table 2. Table of formulas describing the influence of a number of parameters on the processing quality of parts made
from different materials

dopmynbi, oNUCbIBalOLWME 3aBUCUMOCTU, AUCTepCcUst
HOetanb «WTbipby, Detanb «Banuky, Detanb «Maneuyy, Retant «lnunekay,
MapameTpbi matepuan 12X18H10T, cnnae XH60BT, maTtepuan 30XICA, 1“;;;?_?;;2
abpasnBHbIN abpasnBHbIN abpas3nBHbLIN %
abpasnBHbIN
MHCTPYMEHT MHCTPYMeHT 1 MHCTpyMeHT 1 25A HCTPyMeHT 1 25A
1 25A F60 O6V 25A F60 O6V F60 O6V F60 OBV
3aB1CUMOCTb
;%ig%%i;:mﬁ HRB = -67,87 t + HRB = -62,857 t + HRB =-37,143t+ | HRB=-54,286t+
MOBEpXHOCTH 36,957 37,857 47,0 35,0
DETany oT ryGuHb Oucnepcuns 0,9496 Oucnepcus 0,9299 Oucnepcuns 0,9494 Oucnepcus 0,9093
t pesaHus
3aBnCUMOCTb
TBEPAOCTU =
06paBOoTaHHOI HRB = -0,0982 n + HRB = -0,0983 n + HRB '4'70'(;)9 n+ HRB = -0,1377 n
NMOBEPXHOCTU 32,571 33,422 ,D,MCI'IepCVI:H 09511 +35,66
neranu ot Yucna Oucnepcusa 0,936 Ouncnepcusa 0,9662 ’ Ouncnepcusa 0,9662
obopoToB n
BeayLLEro kpyra
3aB1CUMOCTb Ona 1 25A F80 O6V
MUKPOTBEPAOCTH HV = -3560,7 t+ HV = -3328 6 t + 4594 3 HV =-17857t + HV =-3428,6 t +
obpaboTaHHoM 4667,1 ,D,I/ICI’lepCl/Iﬂ 0.9051 ' 4998,6 4828,6
MOBEPXHOCTH Oucnepcusi 0,9496 ’ Owncnepcunsa 0,9812 Owncnepcuns 0,963
f‘g;i’;:m"; MYOUHLL | 1o 1 25A FB0 OBV
HV =-216,67 t + 795,0 _ _
Oucnepcuns 0,9308

B 3aBUCUMOCTSIX MPU 3HAYEHUSX IMYyBUH pesaHns
t 1 yacToTbl 060POTOB N BEAYLLENO Kpyra CTOUT
3HaK «MUHyC», Hanpumep, HRB = - 67,87 t +
36,957 nnn HV = - 3560,7 t+ 4667,1.

3AKNKOYEHUE

M3noxeH KOMNeKC HOBbIX Hay4yHO 0BOCHO-
BAHHbIX TEXHUYECKUX PELUEHW, HanpaBneHHbIX
Ha COBEpPLUEHCTBOBAHWE MPOEKTUPOBaHUS U
Bblbopa abpa3mMBHOrO MHCTPYMEHTa, NO3BOMSAHO-
WMX NoBbICUTb 3((EKTUBHOCTL BECLIEHTPOBO-
ro wnuoBaHus. PaspaboTaHHble TEXHUYECKMe
PELUEeHNs co3aaHbl C NO3ULUIA UCKMKOYEHNS NpU-
XOrOB  LUNMcpyeMon 3aroToBKM Aetanen, obe-
cneyeHus Tpebyemoro kayectsa obpaboTaHHON
MOBEPXHOCTYU (MO TOYHOCTM pPa3MepPOB AeTanM U
LepoxoBaTocTu 0bpaboTaHHOM AeTanm). AKOHO-
MUYECKMN 3O EKT paccinTaH NPUMEHNUTENBHO K
ycnosHon nporpamme 1000 wr. getanen. Coot-
BETCTBEHHO K IETANSIM «LITbIPb», «BanuK», «na-
neu» N «Wnunbka» YCNOBHbIN 9KOHOMUYECKUN
adppekt coctasun 18095 py6., 6956 py6., 9863
pyb. 1 5442 py6. ShheKT JOCTUrHYT 3a CYET UC-
KntoveHnst 6paka getanen no nNpuynHe npwkora
LNMdyemon NoBepPXHOCTM AeTanen.

60

MMonyyeHHble pesynbTaThl NO3BOMSAT Cae-
naTb cnegyrLime BbiBOAbI:

1. B kayecTtBe KpuTepus COBEpLUEHCTBOBa-
HUSi 6ECLIEHTPOBOrO LLNMAOBAHNSA NPEANOXEHO
MCMONb30BaTb MWHMMArbHY0 Temnepatypy B
30He pe3aHus. [log aToT KpuTepuin paspabotaHa
HOBasi METOAONOIMMSA NPOEKTUPOBAHNSA 1 Bblbopa
abpasnBHbIX PEXYLUMX MHCTPYMEHTOB. Pa3pabo-
TaHbl anropuTMbl TAKOrO NPOEKTUPOBaHUSA abpa-
3MBHbIX WMHCTPYMEHTOB [ONS Pa3sHbIX YCMOBUM
WnmoBaHus, paspaboTaHbl NPOrpaMMbl NPOEK-
TUPOBAHWS XapaKTepuCTUK abpasmBHbIX UHCTPY-
MEHTOB. Takoe NpPOeKTUPOBaHWE BbINOMHEHO C
MCMOMb30BaHMEM MMWUTALMOHHOTO MOAENUPOBa-
HUS, pe3yneTaTbl MOAENMPOBAHNA NOATBEPXAE-
Hbl 3KCMEepUMeHTanbHo. [pyMeHeHne aaHHOro
KpuTepusi 0becrneymBaeT UCKIOYEHNE NPUKOroB
LWMPyemMon 3aroToBKu feTanen, obecneyvsaert
Tpebyemble TOYHOCTb pa3mMepoB AeTanu 1 Lepo-
XoBaToCTb 06paboTaHHOW AeTanu.

2. BoamoxHOCTb co3gaHmna HoBOro abpasme-
HOrO MHCTPYMEHTA Mo KaXable U3 pacCMOTPEH-
HbIX ycnoBun 06paboTkn CnporHo3mpoBaHa UMu-
TaUMOHHLIM MOAENUPOBAHMEM B NPOrpaMMmHON
cpene DEFORM.
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Nepogozhev A.A., Mokritskii B.Ya., Skripilev A.A., et al. Forecasting and examples of abrasive tool improvement...

3. YcTaHOBMEHbI 3aBUCUMOCTY BbIXOAHBIX Ma-
paMeTpoB npouecca WnugoBaHMs OT TEXHOMO-
TMYECKUX HACTPOEYHbIX 3HAYEHWN npouecca, a
VMEHHO:

a) C No3uULMIA NOBLILLEHMS KayecTBa 0bpabo-
TaHHOW NOBEPXHOCTY AeTanu no WepoxoBaToCTy
Ha OCHOBe aHanu3a napametpa Ra paumoHans-
HO NpuMeHeHne ManbIx rnyouH pesaxus (ot 0,05
MM go 0,25 Mm) B codeTaHun C NpUMEHEHUEM
4acToT BpalleHus BeayLero kpyra o 108 muH™;

6) ¢ noamumn obecneyeHns Tpebyemoit Tou-
HOCTW W3rOTOBMEHWS AETanu YCTaHOBMEHO, YTO
uenecoobpasHo npuMeHeHne rnybuH pesaHust

A0 0,25 MM B coyveTaHnm ¢ NPUMEHEHNEM YacTo-
Tbl BpaLLEHWs BegyLLero Kkpyra 86 muH™".

4. C pocToM rnybuHbl pesanus t yeunueaercs
pa3ynpoYHeHne Wnmgyemon noBepxHOCTMN 3aro-
TOBKM feTanu. 310 criedyeT U3 perpeccroHHbIX
3aBMCMMOCTEN, YKa3aHHbIX B Tabn. 2, NOCKOnbKy
B 3aBMCMMOCTSIX NPU 3HAYEHUSAX MYOUH pesaHus
t n yacTotbl 060POTOB N BeayLlero kpyra CTo-
UT 3HaK «MUHYC», Hanpumep, HRB = -67,87 t +
36,957 unn HV = -3560,7 t+ 4667,1.

5. PassuTtne pabotbl LenecoobpasHo BECTH
C npueneveHnem bonee KpynHosepHUcTbIx (F40,
F36) abpasnBHbIX MHCTPYMEHTOB.
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