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Annomayus. PaccmompeHnsl 0CHO8HbIE 80RPOCHL, CA3AHHbIE C PE3VIbIMAMAMU NPOGEOEHHO20 IKCHEPUMEHMATLHOZ0 UC-
C1e008aHUs, HANPABIEHHO20 HA MOOEUPOBAHIUe KOMOUHUPOBAHHO20 (PedxCyuje-0ehopMupyroueco) yucmosozo npoyecca 3y00-
06pabOmMKYU — WEeBUH208AHUSL — NPUKAMBIGAHUSL YUTUHOPULECKUX 3Y0UamblX KONeC, 8 NPoyecce MoueHUsi CReYUuaibHbiM KOMOU-
HUPOBAHHBIM Pedicyuje-0ehopmMupyroumum UHCIPYMEHMOM — Pe3yOM YUTUHOPUUECKOU 3a20MOGKU, PA30eLeHHOU HA PasHble Pa-
bouue yuacmku. brnazodaps opucunanbroll Mmemoouxe uccied08anus, 6 X00e MOOeIUPyemMo20 npoyeccd, 3a OOUH YCMano8 KOM-
NAKMHOU YUTUHOPUHECKOU 3a20MO8KY, Ha mokapHom cmanke ¢ YITY umumupyemcs 3y6000pabomka 00cmamoyHo KpynHou
napmuy YuruHOpUYeCKUx Koaec-npedcmasumenei, o0IA0aOWUX CpeOHeCmamucCmuiecKumMyu napamempamu, U3 HeCcKoabKux
moicsay wimyk. IIpogeden ananus pe3yibmamos IKCnepumMenma, no3601s10ule20, 6 1a00pamopHbIX YCI08UsX, NOTYYUMb CEeOeHUs
0 xo0e 3y6006pabomxu bonbwiol napmuu 3youamuix Konec. Onpedenen napamemp wepoxosamocmu 06pabomKu yuacmros
3a20MOGKIL, 8bIABIIEHbL 2DAHUYBL HACTYNIEHUS. MEXHOL02ULECKO20 USHOCA UHCTNPYMEHMA no 0aHHOMY napamempy. Buvisierennas
KapmuHa U3HOCA UHCTPYMEHmMA NPe0Cmagisencsl, npu Mom CLedyiowell: Npesarupyiowull UsHoOC UHCMPYMEHMA NPOUCXooum
10 3a0Hell NOBEPXHOCIU 68UJY €20 KOHCTNPYKMUBHOU 0CODEHHOCHU — HYJIe8020 3A0He20 Yed, YCy2yOnsowmulicss mexHoIo2ude-
CKOU 0COBEHHOCMbIO npoyecca (UesuH208aANUSL — NPUKAMBIBAHUSL), NPU KOMOPOU 3A0Hs5. NOBEPXHOCb YYACMEyenm 8 NOGepX-
HOCMHOM HAACMUYECKOM 0ehOopMUPOBAHUU, CMUHASL CLOT MEMALILA NPU 8030€UCMEUU CYUECMBEHHOU HOPMALLHOL CUbL, U KAK
cedcmeue, GO3HUKAIOuel CUllbl MPEHUst MedNCcOy e20 3a0Hell NOBEPXHOCMbIO U NOBEPXHOCHbIO 00PAdAMbIBAEMOU 3A20MOGKUL.
Hsnoc uncmpymenma no nepeoueti nOGEPXHOCHIU, CONPOBONCOAEMBLIL 3AMYNICHUEM €20 pedcyujell KPOMKU OONOTHUMENbHO
yxyouaem yciosusi NpOMmMeKanusi npoyecca pe3anus (npu cveme mMavlx npunyckos nopsoxa 0,02 mm), u yseruuusas 0onio no-
6EPXHOCIMHOU NAACMUYECKOU Oeopmayuu (6 npoyecce uiedUH208AHUSA — NPUKAMBIEAHUS). DMO, 8 umoze, noguvluiaem 0010 Ma-
mepuana 06pabamvi8aemMol 3a20Mo6Ku, YOaIsemMyIo He pe3anuem, a NOBEPXHOCIMHBIM NIACMUYECKUM 0eDOPMUPOBAHUEM, MEM
camvim euje cuibHee yCy2yonsist UsHOC UHCMPYMEHMA No 3a0Hell NOBEPXHOCHIU.
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Abstract. The main issues related to the results of an experimental study aimed at modeling of the combined (cutting-de-
forming) finishing process of a gear processing, i.e. cylindrical gear shaving and rolling, under turning with a special combined
cutting-deforming tool, which is a single-tip tool of a cylindrical work, divided into equal working areas. Due to the proprietary
exploratory procedure used for prototype process, in one operation of a compact cylindrical work, a gear processing of a sufficiently
large batch of horisontal wheels-representatives with average parameters, consisting of several thousand pieces, is simulated on a
CNC lathe. The analysis of the results of the experiment was treated, allowing us to obtain information about gear processing of a
large batch of gears in laboratory conditions. The roughness parameter of the work on workpiece areas is determined, the bound-
aries of tool degradation for this parameter are revealed. The revealed pattern of tool degradation appears to be the following: the
prevailing wear of the tool occurs along the back surface due to its design feature, i.e. zero angle of its back, aggravated by the
technological characteristics of the process (shaving - rolling), in which the back is involved in the surface plastic deformation, in
particular, crushing a metal layer under the influence of a significant normal load. This results in frictional load taking place
between its back surface and the surface of the proccesed workpiece. Tool degradation along the front surface, accompanied by its
tool cutter blunting of its cutting edge, contributes to further deterioration of cutting process conditions (when stock removal of
about 0.02 mm), and at the same time increases the proportion of surface plastic deformation (when shaving— rolling). This, as a
result, increases the workpiece material share, which should be removed not by cutting, but by surface plastic deformation, thereby

further redoubling a wear bit in its back surface.
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Beenenue

B TynbckoMm rocy1apcTBEHHOM YHHUBEPCH-
TETE Ha MPOTSHKEHUH TIOCISTHUX JECATUIICTUI Cephb-
€3HOe BHMMAaHHUE YJIENISIETCsl aclieKTaM IMOCTPOSHHUs
BBICOKOTPOM3BOJIUTENBHBIX — pecypcocOeperaronmx
MPOIIECCOB KOMOMHUPOBAHHOM (pexyiie-nedopmu-
pyIoIeit) 9UCcTOBOM 3y0000paOOTKH IMIMHAPUYE-
ckux 3y6uateix kosec (I[3K). B mHorouncneHHbIx
uccrnenoBanuiax —npogeccopoB  Bammkosa E.H,
SmuukoBa A.C., bopuckuna O.W. u UX y4EHHUKOB,
MPENICTAaBICHHBIX B pabotax [l — 6], oTMedaercs BbI-
cokast 3((EeKTHBHOCTH TpoIecca IIEBUHTOBAHUS-
NPHUKATBIBAaHUS JUI YHCTOBOM CTamuu 3y0000pa-
0OTKM TpH oOecrieueHNH CTAOMIILHO BBICOKUX TOY-
HOCTHBIX M KQUECTBEHHBIX IMapaMeTPOB BEHIIOB, 00-
pabatpBacmbIx [3K.

Jlns peanuzaiiii pacCMaTpUBaeMOro Ipo-
1iecca, B yCIOBHSIX MTPOM3BOJICTBA C OOJIBIINM 00be-
MOM BBIITyCKa, TPEeOyeTCs] MPUMEHEHHUE CIerallb-
HBbIX HMHCTPYMEHTOB — ILIEBEPOB-NPUKATHUKOB,

KOHCTPYKIIMU KOTOPBIX PACCUUTHIBAIOTCS U ITPOEKTH-
pyercst HHAWBHUIYAILHO JUTS KQKIOT0 3y0UaTroro Ko-
neca [3, 5, 7]. llleBepa-mpyKaTHUKUA BBUY CIOXKHOM
KOH(UTYpaIy PeKyIIUX JEMEHTOB U JOCTaTOUYHO
OOJIBIIIMX MacCOrabapUTHBIX MapaMeTpoB (rabapur-
HBII auameTp d, 1o 250 MM, mMacca m 10 3 Kr), KaKk
NpaBUIoO, W3TOTOBISIIOTCA U3  OBICTPOPEXYILEH
cranu, B yactHocTH, Mapku P6MS I'OCT 19265-73.
[TockonbKy m1eBep-NpUKAaTHUK SBIISIETCS] TOPOTOCTO-
SIIM U CIIOKHBIM B M3TOTOBJICHHU WHCTPYMEHTOM,
TO, OYEBHUJIHO, YTO aCIMEKTaM €ro MPOEKTHPOBAHUS,
W3TOTOBJICHUS U IKCIUTyaTalliy JOJDKHO OBITH yjie-
JIEHO CepbhEe3HOE BHUMaHKE. B yacTHOCTH, O/THOM U3
BOKHEUIINX TEXHUKO-DKOHOMUYECKHX XapaKTepH-
CTHK, onpeaessitonux 3h(HEKTHBHOCTb MCIIOJIh30Ba-
HMs Takoro MHCTpyMeHTa npu npousBozacTse 13K
SIBJSIETCS PECYPC €ro pabdoTHI.

OnHuM U3 BaXHEUIIIMX TTOKA3aTeNe, onpe-
JETSIOLIMX BEJTMUYMHY JIOIMTyCTUMOTO TEXHOJOrnYe-
CKOT'0 M3HOCA MHCTPYMEHTA, TIOCIie KOTOPOro Tpedy-
ercsi €ero 3aMeHa, SBISeTCs IIEepOXOBATOCTb
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TIOBEPXHOCTEH JIeTajield, TOABEPraroImxcs o0pa-
60tke. /17151 G0KOBBIX (IBOJILBEHTHBIX ) TIOBEPXHOCTEH
3yoreB 1[3K, aToT mokaszarenb, yCpemHEHHO, HAaXO-
nurtest B ipeaenax Ra= 1,6 mxMm [8 — 10].
[IpoBeneHre KOMILJIEKCHOTO 3KCHEPUMEH-
TaJIbHOTO MCCIIEA0BAHUS, HAIIPABICHHOTO HA YIiyO-
JIEHHOE M3y4eHHEe PaccMaTpUBAEMOro BOMpoca Mo/l
pazymeBaer 00pabotky 6osbioro oorema L3K ¢ uc-
MOJIb30BaHUEM CHEUATU3UPOBAHHOTO TEXHOJIOTH-
YeCKOro 00OpyI0BaHMs, YTO B YCIOBUSIX COBPEMEH-
HBIX pEalluii, SBIISETCS BEChbMa 3aTPYAHUTEIHHBIM.
[osTromy, KoIeKTMBOM yueHbIX Kadenpsl «TexHo-
norust MarmHocTpoeHus» TynlY Oblia mpemiokeHa
KOHIIEMIMS (PH3UYECKOr0 MOJIETTMPOBAHUS TIpoLiecca
meBrHroBanusi-npukareiBanus 1[3K mo ananoruum c
nporieccoM Touenus [11] u paspaborana meroauka
MPOEKTUPOBAHUS U U3TOTOBJIEHUSI CIICLIUAILHOTO pe-
Kytie-1eopMHUPYIOIIEro HHCTpyMeHTa [ 12], mo3Bo-
JSTIOLIME, C BBICOKOW CTENEHBIO TOYHOCTH, U3YUUTh
XOJl TIPOTEKaHHs Tpoliecca KOMOMHUPOBAHHOW 4H-
CTOBOH 3y0000pabOTKM M MEXaHM3M H3HOCa 3yObeB
MHCTPYMEHTA, 3aJIeHCTBOBAHHOTO B HEM.

OcHOBHBIe MPHHIHUIIBI IIOCTPOEHUS
1 0COOCHHOCTH peaTn3anun
IKCIEPHMEHTAIBHOI0 HCC/IeI0BAHUS

[Iporecc MoEMMPOBaHHST OCYIIECTBISCTCSI
B J1Ja0OpaTOpHBIX ycnoBusX Kadenpsl «TexHomorus
ManmHoctpoeHus» Tynl'Y. DOkcnepumeHTanbHbIE
UCCIICIOBaHMUs BBINOJHAIOTCS Ha 0a3e TOKapHOro
cranka ¢ UYIIY TOP TURN CNC-S16C
(puc. 1 u puc. 2), o0mamaromero BHICOKOW TOYHO-
CTBIO, JIOCTATOYHOM YKECTKOCTHIO M HEOOXOAMMBIM
Ha0OPOM TEXHOJIOTHMYECKUX BO3MOYKHOCTEH.

Puc. 1. O01muii BUI 3KCIepUMEHTAIbHOI YCTAHOBKHU HA
0a3e TokapHoro cranka ¢ YITY TOP TURN CNC-S16C

Fig. 1. General view of the experimental installation
based on a CNC lathe TOP TURN CNC-S16C

0)
Puc. 2. ®otorpadusi 30Hbl 00padOTKH 3aroOTOBKH HA
TokapHoM ctanke ¢ YITY TOP TURN CNC-S16C:
a — oOmuit Bux; 6 — KpyIHBIM ITAaHOM

Fig. 2. Photo of the workpiece processing area on a CNC
lathe TOP TURN CNC-S16C:
a — general view; b — detail shot

B xome skcnepumeHTa KOMOMHUPOBAH-
HOM (pexyie-nedopMupyroIieii) o00padoTke moa-
Bepraercs MIIMHIPUYECKas 3ar0TOBKA, BBITIOJIHS-
emas u3 cranu 20X I'OCT 4543-2016. 3aroroBka
uMeeT AuaMerp Daar 40 MM ® LIHHY
Lsar = 390 MM, uTO 00€CIEYMBAET COOTHOIICHHUE
Lsar / Dsar < 10. Takoe COOTHOIIICHHUE, MPH yCTa-
HOBKE 3arOTOBKH B TPEXKYJIAYKOBOM CaMOIICH-
TPUPYIOIIEM TATPOHE C MOHKUMOM 3aJIHUM Bpa-
HIAFOIIUMCS [IEHTPOM TI03BOJISIET JOOUTHCS BBICO-
KOH TOYHOCTH U KauecTBa 00pabOTKH MpHU TOCTa-
TOYHOM KECTKOCTH 3JIEMEHTOB TE€XHOJIOTHYECKON
CHUCTEMBI.

Ecim  paccmoTperp UMIMHIAPUYECKOE
3y04aroe  KOJIECO-TIPEACTaBUTEIh,  HMCIOIIHIA
CPEIHECTATUCTHYECKUE TMapaMeTPhl: m = 2 MM;
z1=20; x =0, To paboTa CreNnUaILHOTO PEXKYIIIe-
neOpMUPYIONIEr0 HMHCTPYMEHTa Ha  OJHOM
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paboueM yJacTKe 3aroTOBKH Oy1eT SKBUBaJICHTHA
o0OpaboTke nik py~ 108 komec, a COBOKymHOE
YHCIIO SKBUBAICHTHBIX oOpaboTtanubix L[3K mms
BCEH 3arOTOBKH — MI3K zar. = 3240 [13].
Koncrpykuus 3arotoBku [13] mokazana
Ha 3CKHU3€, MPEACTAaBICHHOM Ha puC. 3. 3aroToBKa

MMeEET B CBOEM COCTaBE TPUJILIATh PaOOUYNX ydacT-
koB I... XXX, 1IHHOIO IT0 5 MM Ka)KIbIH. Y9acTKH
paszeneHbl KaHaBKaMH, IIUPUHOU
bk« =5 MM, IpeTHA3HAYCHHBIMU JIJISI BBIXOJIA CIIe-
[IUAJTLHOTO PEXYIe-1e(OopMUPYIOIIETO HWHCTPY-
MEHTA.

k2631
Omf yewmn A TOCT Tl3e-74 /
A N/ T /N 7
A ERrRENCRE ERERES
o ;Eig‘ii—l‘;—_‘; T-};I—:-_I
& e immzas AT
: LI
50y I s sl 8|
—ao wlom |w oW n| w| w o
| g5 LA AL 4 A C A4 N
7 parkt 390 =
Al
w3
| : 17 = pasmep 0ecnevubaemes uHCMPpYMEHTIONM,
o | 2 Ocmpsie KpoMKy — ApUMYRLMS.
CN I J Oowwe donycky no FOCT 30893 1-2002 - m

Puc. 3. KoHcTpykuusi 3kCiepuMeHTAJLHOM 3ar0TOBKH

Fig. 3. Experimental workpiece design

OcHoOBHOM 3a7aueil uccneqoBaHus SBIISI-
eTCsl BbISIBJICHHE JMHAMUKH W3MEHEHHUs IOKa3a-
TEJsl IIEPOXOBATOCTH 00pabdaThIBAEMBIX MOBEPX-
HOCTEH LMJIMHIPUYECKOM 3arOTOBKH B IIpOLECCE
MOJICTTMPOBAHUSl [ICBUHTOBAHUS-TIPUKATHIBAHUS
[I3K u cTaObunbHOCTh MOJACPIKAHUS paccMaTpH-
BaeMOro Iokaszatens (B 3aJaHHBIX Tpenenax) B
IIPOLIECCE PA3MEPHOTO U3HOCA MHCTpyMeHTa. Jlis
ATOr0 UCIOIB30BaNach 3aroTOBKA, BCE TPHUALATH
YYaCTKOB KOTOpPOH ObutM 00paboTaHbI, MOCTE €€
yCTaHOBKH Ha cTaHoK ¢ UIIY, TokapHbIM pe3loM,
UMEIONTUM HEeOOIBIION mepuox HapaboTKu (Tpo-
HIeuM cTaanio npupadotku). [locne yero, He

CHUMasi 3arOoTOBKM CO CTaHKa, €€ XapaKTepHbIC
YY9aCTKH OBLIN TPOMEPEHBI TOPTATUBHBIM MTPOQH-
nometpoM Hommel-Etamatic W5 (ocHoBHBIE Xa-
PaKTEPUCTUKU KOTOPOTO TPUBEIEHBI HA HHTEP-
HeT-caiite [14]). lllepoxoBarocTh 00pabOTaHHBIX
MOBEpXHOCTEH (IOciie ToueHHus) Koyiebanach B
npenenax Ra = 1,48...1,67 mxMm. [Ipomepsl npous-
BOJIMJTUCH TTOCJI€ OCTHIBAHUS 3aTOTOBKH JI0 TEMIIC-
patypsl 25 £ 5 °C u ynaneHus ¢ Hee OCTaTKOB cMa-
304HO-oxJIaxnarome xxunkoct COX.

[Tocne yero mpon3BoAMIACH TOCTIEA0BA-
TeJIbHAsE 00paboOTKa BCeX TPUALIATH YYACTKOB 3a-

TOTOBKM Ha OJHOM  HAJIAaAOYHOM  pa3Mcepe
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(mo ocu X). O6paboTKa OCYIIECTBIAIACH CIICIIH-
albHBIM pe3loM [12], ycTaHOBJICHHBIM B OJIOKE
pe3uenepxarens (puc. 4).

[To 3aBepieHUU 00pPaOOTKU MPOU3BOIU-
JIOCh TIOCTPOEHUE NMPOPUIOTpaMM U H3MEpEHUE
mapamMeTpa  IIEPOXOBATOCTH  0OpabOTaHHBIX
y4aCTKOB 3arOTOBKH npoduIoMeTpom
Mitutoyo Surftest SJ-301 (ocHOBHBIE XapaKTEPUCTUKU
KOTOPOT'O TIPUBE/ICHBI HA UHTEpHET-caiiTe [15]).

Puc. 4. ®ororpadgusa MHCTPYMEHTA, YCTAHOBJICHHOTO B
pesuenepxarese

Fig. 4. Photo of the tool installed in the tool holder

Kak panee ormeuanocs B pabore [16],
JUMHATHPYIOIAM  (HAKTOPOM, OIPEACIISTFOITUM
3(dHeKTUBHOCTh MPOTEKAHUS MPOIECCa YHUCTO-
Boii 3y0000paborku I[3K meBunroBanmem —
IMPpUKATBIBAHUCM, B YCJIOBHAX HPOU3BOACTBA C
0O0NBIIIUM OO0BEMOM BBINTYCKA, SBISCTCS H3HOC
3yObEeB MHCTPYMEHTA — IIeBEpa-IPUKATHUKA IO
3aJIHUM MOBepXHOCTAM. [l obecrieueHus HOp-
MaJbHBIX YCIOBHI pabOTHl HHCTPYMEHTA H MPO-
TEeKaHUs Mpollecca B IEJIOM, BeCbMa BaKHBIM

CTAHOBUTCS OMNpENIeNIEHUEe KPUTEpUs U KOoJnuue-
CTBEHHOTO TIOKa3aTens (B KOHEUYHOM CHYETe,
yucna obpaborannbix L[3K) mpexensHo momy-
CTUMOTO H3HOCA, TPHU JOCTHKCHUU KpUTHYE-
CKOr0 3Ha4Y€HUs KOTOPOro, JajbHeilmas paboTa
MHCTPpYMEHTA JAOJKHA ObITh mpekpamieHa. On-
HAKO, KPUTEPUI 3aTYIUICHHS HE SBISETCS 3/I€Ch
OTPEACNSIONUM. JTO OOBSACHIETCS TEM, YTO
BpeMs pabOThI HHCTPYMEHTA 10 JOCTHIKEHUS 00-
HIEIPUHATOro (711 KJIACCHUYECKOTro MeTajiope-
KYIIETO HHCTPYMEHTA) KPHUTEPHUS ONTHUMAIlb-
HOTO U3HOCA HE MO3BOJISET, B PACCMAaTPUBAEMOM
HaMHU ciiydae, YCIEIIHO OCYUIECTBIISTh €r0 dKC-
IJIyaTanuio, T. K. TJIaBEHCTBYIOIIUM 3/I€Ch CTa-
HOBUTCS KPUTEPUN TEXHOJIOTHIECKOTO U3HOCA.

[Ton TEXHOIOTUYECKUM YCIOBUMCS TIO-
HUMATh TaKOW WU3HOC, MPU KOTOPOM paboTa WH-
CTpYMEHTa MPEeKpaIaeTcs Mo TEXHOJIOTHYECKUM
OTPAaHUYEHUSM: JTOCTHXKEHUH TMPENEeNbHOr0 J10-
MyCTUMOIO TOKa3aTessl MepoXoBaTOCTH obpa-
0OTaHHOU MOBEPXHOCTH, HEYJOBIETBOPSIOIIETO
YCTAHOBJICHHBIM TEXHHUYECKUM TpeOOBaHUSM,
BCJIEJICTBUE N3HOCA UHCTPYMEHTA.

YHOpouieHHo npouecc 3KCIepUMEHTAIb-
HOTO HCCIeA0BaHUs (PU3NUECKOTO MOJIETUPOBa-
HUS 1IeBUHTOBaHMWsI — mpukareiBanus L[3K 3a-
KJIFouaeTcsi B 00paboTKe TPUIAIATH YIACTKOB ITH-
JUHIPUYECKONW 3aroTOBKU IMOCIEA0BATEIbLHBIM
MHOTOIPOXOJHBIM TOYEHHWEM M TMPUKATHIBA-
HHEM. 3aroToBKa BpallaeTrcs C YacTOTOM
120 06/MuH, 9TO COOTBETCTBYET CKOPOCTH pe3a-
Hus 15 w/mun. Ilomawa Ha  oOopor
3arotoBku — 0,194 mm/00. [Ipunyck, yaansemsii
Ha Kaxzaom pabouem xoxy — 0,02 mm. Ilocne
yAajeHus TMPUITyCKa pe3aHeM, OCYIIecTBIse-
MOTO Ha MPSMOM BpaIIeHUU 3aTOTOBKH, IPOH3-
BOJIUTCS PEBEPCUPOBAHUE €€ BPAIICHUS U y1ale-
HUS aHAJOTMYHOIO CJOSl 3a CYET MOBEPXHOCT-
HOTO IJIACTUYECKOTO AehOpMUPOBAaHUS — MpPHU-
KaTeIBaHUSA. Pexxumbl 00pabOTKH, MpHU ITOM,
OCTAlOTCS T€ Ke, 4TO U IpH pe3anun. Ob6paboTka
OCYHIECTBISICTCS 3a TpU paboumx Iukia (mps-
MO€ BpallleHHe — PEeBEPCUPOBAHUE) C MEPUOIU-
YECKOM paauajbHOW MOJavyeil U JBa LIMKJA BbI-
xaxxuBauusa 0e3 momaun. B xauectBe COX, co-
rJacHO PEKOMEHAALMAM, M3JI0KEHHBIM B [17],
UCIIOJB30BANIOCh ~ MHIAYCTPUAIbHOE  MAacio
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N-20A. B pesynbTaTe 00paboTKH yAaIsiacs Mpu-
nyck nopsiaka 0,12 MM Ha cropony. Bpewms, 3a-
TpauynuBaeMoe Ha OJIMH, pabounit
xox — 12,89 c. MamunHOe Bpems s 00pa-
OOTKHM OJHOTO y4yacTKa 3aroToBku — 2,11 MuH.

AHAJIH3 KOJIHYECTBEHHBIX NMOKAa3aTeJIeHd IKC-
NMEePUMEHTAJIbHOTO UCCJIeI0OBAHMS

PesynbraThl M3MEpEHHN YCpPEIHEHHBIX
3HaUEHUH MapaMeTpa LIEpPOXOBATOCTH (IO
ydacTKaM), MOJIyYEHHBIX B XOJl€ MOJEIMpPOBa-
HUs Mpoliecca IIEBUHIOBAaHUS — IMPUKATHIBAaHUS
3K npuBenens! B Tabm. 1.

1. lllepoxoBaToOCTh Y4aCTKOB 3ar0TOBKH

1. Roughness of the workpiece areas

Ne yuacTtka Ra, mxm Ne yuactka Ra, mxm Ne yuacTtka Ra, Mxm
1 1,28 11 1,37 21 1,94
2 1,24 12 1,47 22 1,92
3 1,28 13 1,44 23 1,97
4 1,13 14 1,49 24 2,15
5 1,15 15 1,53 25 2,47
6 1,24 16 1,51 26 2,49
7 1,21 17 1,56 27 2,73
8 1,36 18 1,64 28 2,79
9 1,41 19 1,78 29 3,1
10 1,43 20 1,75 30 3,28

DKcnepuMeHTanbHas aAuarpamma, Xxa-
pakTepusymoomas IMHAMHUKY U3MEHEHHUs Iapa-
METpa IIEepOXOBATOCTH OOPa0OTKH y4YaCTKOB
3ar0TOBKYU MPU MOJCITUPOBAHUH TPOIIECCa IIe-
BUHT'OBaHHEM — IIPUKAThIBAHUEM IPE/ICTaBICHA
Ha puc. 5.

Ra, s
35
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Puc. S5. T'pajpux 3aBHCMMOCTHM 1IEPOXOBATOCTH
00paboTaHHOIi MOBEPXHOCTH Ra oT KoJmyecTBa 00pado-
TAHHBIX YYACTKOB 3ar0TOBKH NV

Fig. 5. Graph of the dependence of the roughness of the
treated surface Ra on the number of treated areas of the
workpiece NV

AnnpoxkcumMupys, IpeicTaBIECHHYIO Ha
puc. 5 SMOUPUYECKYIO KPUBYIO IIOJTUHOMUHAIIb-
HOHM (yHKIIMEH BTOPON CTENEHU MOXKHO IOJIY-
YUTh ypaBHEHUE 3aBUCUMOCTHU IIEPOXOBATOCTH
00paboTaHHOW MOBEPXHOCTH Ra, MKM, B TIpPO-
1ecce TEXHOJIOTMYECKOTro M3HOCa HHCTPY-
MEHTa, OT KOJIHWYecTBa OOpabOTaHHBIX WM
Y4aCTKOB 3arOTOBKU N:

Ra=34-10°N? -4,34-10°N+1,3718.

U, xak ciencTBue, KOIUYECTBA AETANEU-TIPEA-
CcTaBUTeNEH n:

Ra=3-10"n" -4-10*n+1,3718.

[Ipu sToM KO3dPUUIHEHT IOCTOBEPHO-
CTH anmnmpoKCUMAIUU R?, MPOBOJAMMOMN MO Me-
TOJy HAUMEHBIIUX KBAAPATOB, JIsI 000UX ypaB-
HCHHH, OMNHUCHIBAIOIINX AaNMPOKCUMHPYIOIINE
KpuBble, Oyner paBen 0,974, uro sBusgercs
OYEeHBb XOpOITUM ToKa3areneM. Takum oopaszom,
NpeICTaBICHHBIE YpaBHEHUs, C JOCTATOYHOM
CTENEHbI0 TOYHOCTHU, OTPaXalT JIHUHAMHUKY
BIUSHUSI XapakTepa MpOTEeKaHUs mpolecca
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M3HOCA MHCTPYMEHTa, pabOTaloIIero B CIOXK-
HOM (pexyme-1eopMUpYIOIEM peXHUMEe) Ha
nmapaMeTp MEepOoXOBaTOCTH 00pabOTaHHOW IIO-
BEPXHOCTH Ra.

AnmpoKkcuMUpysi, TPEACTaBICHHYIO Ha
puc. 5 SMOUPUYECKYIO KPUBYIO IIOJUMHOMUHAIIb-
HOW (DYHKIIMEH BTOPOW CTENEHH MOXKHO IOJY-
YUTh YpaBHEHHE 3aBUCUMOCTH IIEPOXOBATOCTHU
00paboTaHHOW MOBEPXHOCTH Ra, MKM, B TIpPO-
[ecce TEXHOJIOTHYECKOr0 HW3HOCa HHCTPY-
MEHTa, OT KOJHYecTBa 00pabOTaHHBIX UM
Y4aCTKOB 3arOTOBKU N:

Ra=3,4-10°N’ -4,34-10°N+1,3718.

N, kak cineacTtBue, KOJIMUYECTBA JeTalICH-MIpe-
CTaBUTENEH n:

Ra=3-10"n" -4-10%n+1,3718.

IIpu sTOoM KO3 (PHUIMEHT HOCTOBEPHO-
CTH aNNpOKCHMaluHu R, MPOBOAMMOIL 1O Me-
TOJy HAUMEHBIITUX KBAIPATOB, ISt 000UX ypaB-
HEHHH, OMNHUCHIBAIOIIMX AaNMpPOKCUMUPYIOIINE
KpuBble, Oyaer paBeH 0,974, dro sBiseTcs
OYEHb XOPOIINM IOKa3aTeJIeM.

Takum 0O6pa3zom, mpeacTaBICHHBIE ypaB-
HEHHS, C I0CTaTOYHOM CTENEHbI0O TOYHOCTH, OT-
paXaroT AUHAMUKY BIHSHHUS XapakTepa MpoTe-
KaHUs Ipoliecca U3HOCAa UHCTPYMEHTa, paboTa-
IOIIETO B CJI0XKHOM (pexytie-nedopMupyoimemM
peXuMe) Ha TapaMeTp MIepoOXoBaTOCTH 00pabdo-
TAaHHOW IIOBEPXHOCTH Ra.

[Mpodunorpammer Hambosnee MoKasa-
TEJIbHBIX YYaCTKOB, XapaKTEepU3YIOIIUX HCCIIe-
IyeMbIil (MOJETUPYEMBIii) TIPOIECC MPEaCTaB-
JeHsl Ha puc. 6. Takum o0pa3om, mpecTaBICH-
HbIE YPaBHEHUS, C TOCTATOYHOU CTEMEHBIO TOU-
HOCTH, OTPa)XalT TUHAMUKY BIIHMSHHS Xapak-
Tepa MPOTEKaHMs Ipolecca M3HOCA HHCTPY-
MEHTa, pabOTAaIOMIET0 B CI0KHOM (pexKyIIe-ye-
dbopMHupyIOIIEM pEXUME) Ha MapamMeTp IIepo-
X0BaTOCTH 00paboTaHHOW MOBEPXHOCTH Ra.

Takum 00pa3om, MpencTaBICHHBIE ypaBHE-
HUS, C JOCTaTOYHOW CTENEHBIO TOYHOCTH, OTPAKAIOT
JMHAMUKY BJIMSHUS XapaKTepa MpoTeKaHus mporiecca
W3HOCA MHCTPYMEHTA, PaOOTarOIIEro B CIIOKHOM (pe-
Ky1ie-1e(OpMUPYIOIIEM PEKUME) Ha MapameTp Iie-
poxoBaTocT 00pabOTaHHOW MOBEPXHOCTH Ra.

Anammupyst (B COBOKYITHOCTH), CBEIICHUS,
MOYEPIHYTHIE U3 PUC. S U pUC. 6 MOYKHO MPUUATH K

BBIBO/IY, YTO U3MEHEHHUE BEIMUMHBI [TapaMeTpa I1epo-
XOBaToCTH Ra:

—Hay4acTkax 1 —4 — cieacTBue npoTeKkaHus Nepruozaa
npupabOTKU MHCTpPYMEHTa (C HayalbHBIM 3aTyILIe-
HHEM €ro pexxyIieil KpOMKHM) TIPH KOTOPOM MapameTp
IIEPOXOBATOCTH  00pabaThIBAEMBIX  TOBEPXHOCTEH
YMEHBIIIACTCS;

— Ha y4acTKax 5 — 8 — CJIe/ICTBHE CTaOMIIBHOTO U3HOCA
MHCTpyMEHTa 0e3 CyLIECTBEHHOIO Iepepacnpesere-
HUs (B paMKax KOMOMHHUPOBAHHOM 00pabOTKHM) TIpo-
IIECCOB PE3aHUsI U MOBEPXHOCTHOTO ILIACTUYECKOTO
nehopMUpPOBaHKS B TOJIB3Y MOCIEIHEr0, MPH 3TOM
IIEPOXOBATOCTh PACTET HE3HAUUTEITHHO;

— Ha y4Jactkax 9 — 14 — ciencrBue cTaOMIIBHOTO H3-
HOCA MHCTPYMEHTA C HAUMHAIOIIMMCSI POCTOM CKOpO-
CTH TiepepacrpesiesieHus (B paMKax KOMOMHMPOBaH-
HOI 00paOOTKM) MPOIIECCOB PE3aHUs U TTOBEPXHOCT-
HOT'O IACTHYECKOTo Je(hOPMHUPOBAHUS B MOJB3Y MO-
ClieTHEro (AMIUpHYEcKas KprBas U3MEHEHUs I1epo-
XOBaTOCTU UMEET TOJIOTHI Y4aCTOK);

— Ha yyacTkax 15 — 17 — ciencrBue cTabuiIbHOrO 13-
HOCa MHCTPYMEHTa CO cTabwiM3aiueil mporecca rme-
pepacnipenenenns (B paMKax KOMOMHUPOBAHHOU 00-
PabOTKH) ITPOLIECCOB PE3aHMS X IOBEPXHOCTHOT'O TlIa-
CTUYECKOTrO J1e(pOpMUpOBaHUS (IMITUPHIECKasT KpHU-
Basi I3MEHEHUS IIEPOX0BATOCTH TAKKE T0JIOTa);

—Ha yJactke 18 —napamerp mepoxoBaTOCTH BHIXOIUT
3a MpezieN JOIyCTUMOTO 3HAYEHHS M TIPOLIECC TEXHO-
JIOTMYECKOr0 M3HOCA MHCTPYMEHTa MOXKHO CUHTATh
3aBEpLICHHBIM;

—Ha y4yactkax 19 — 30 — cineacrBue TMHAMUYHOTO U3-
MEHEHHMS TapaMeTpa IMIEPOXOBATOCTH 3a CUET CyIIe-
CTBEHHOI'O YCKOPEHHUs M3HOCA MHCTPYMEHTA 1O 33/1-
HEl TOBEPXHOCTH W 3aTyIUICHUSI €ro pexymien
KPOMKH, MIPOSBIISIIOILETOCS B MAaryOHOM pOCTe I1Iepo-
XOBaTOCTH 00pabaThIBAEMbIX IOBEPXHOCTEH, a Ha KO-
HEYHBIX Y4acTKax 00pabaThIBaeMOii 3ar0TOBKH, TIOSIB-
JICHUFO 3aJTMPOB U BHIIABJIMBAHUIO (B 00JIACTH MEXKY-
YACTKOBBIX KaHABOK) KPYIHBIX 3ayceHIeB (puc. 7).
Kapruna nzHoca nHCTpyMeHTa, Habmo1aemMast Ha Io-
CIEIHUX YYacTKax oOpabaThiBaeMOW MM 3arO0TOBKHU,
COOTBETCTBYET MEPUO/TY MOBBIIEHHOTO H3HOCA, KOTO-
PBIi JUTS KITACCUYECKOro MHCTPYMEHTA (TIPH YCIIOBUU
BO3MOYKHOCTU Pa3MEpHON TOJHANAJKK), CO BpeMe-
HEM, Teperties Obl B KaTaCTPOPUIECKHUH.
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Puc. 6. [IpopunorpaMmsl 4 yBeJIu4eHHbIe H300pa:keHusl 00pPadOTAHHBIX NOBEPXHOCTEl 3ar0TOBKU:
a —ydactka Ne 1; 6 — yuactka Ne 4; ¢ — yuactka Ne 9; 2 — yuactka Ne 15; 0 — yuactka Ne 18; e — yuactka Ne 30

Fig. 6. Profilograms and enlarged images of the treated surfaces of the workpiece:
a—area Ne 1; b —area Ne 4; ¢ —area No 9; d — area Ne 15; e — area Ne 18; f— area Ne 30
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Puc. 7. YBeanuennslie pororpadguu 3agupa (a) v Bbiaas-
JIECHHOT0 B 3ayceHell MeTajia (0), moJydyeHHble TNPH
o0padoTke yuyacTka Ne 30

Fig. 7. Macrophotos of the tear (a) and upset metal burr
(b) obtained during the processing of area Ne 30

VYBenuyeHnsle ¢ororpadguu JeBoil re-
pelHEeN TOBEpXHOCTU HWHCTPYMEHTA W 3aJHEH
(2BOJIbBEHTHOM)  TOBEPXHOCTH  HHCTPYMEHTA
npezcTasieHbl Ha puc. 8. dororpadguu caenaHbl
nociae OOpabOTKM HMHCTPYMEHTOM TpPUILATH
YYaCTKOB 3KCIIEPHUMEHTAILHOW 3aroTOBKH (IKBH-
BajieHT o0paboTku 3240 kojec-mpeacTaBUTenei
IIEBUHTOBaHNEM — IMpHKaTbiBaHueM). Ha myHke,
00pa30BaHHON U3HOCOM 3aJJHEH MOBEPXHOCTH HH-
CTPYMEHTa, YETKO MpOCMaTpuBaeTcs aedeKTHas
30Ha, UMEIOIIAs CYIECTBEHHO OOJIBIIYIO MEPOXO-
BaTOCTh (BILIOTH JI0 3aTUPOB), YEM HE yUaCTBOBAB-
mas B paboTe 4acTh MOBEPXHOCTH. ITO, B CBOIO
ouepesib, CHIIBHO TIOBBIMIACT MIEPOXOBATOCTH 00-
pabOTaHHBIX TOBEPXHOCTEH.

a)

Puc. 8. YBeauuennsie gotorpadgun, XxapakTepusyouue
COCTOSIHHE: JICBOH NepeIHell MOBEePXHOCTH HHCTPYMEHTA
(a) n 3aHeli NOBEPXHOCTH (0) MO 3aBepIICHAN MOJE/IH-
poBaHus npoiuecca 3y06000padoTKH

Fig. 8. Macrophotos characterizing the condition of the
left front surface of the tool () and the back surface (b)
in completion scenario of gear processing modeling

OOpa3oBaHHas Ha TMepeaHEd MOBEPXHO-
CTM MHCTPYMEHTa 30HA 3aTYIUICHHUS pexyIlen
KpPOMKH, UpUHON nopsaaka 0,2 MM, TPUBOIUT K
YBEJIUYECHUIO JIOJIU TOBEPXHOCTHOIO ILIACTHUYE-
CKOro 1e(hOpMUPOBAHUS U YMEHBIICHUIO JOJIH pe-
3aHUs B Ipollecce IIEBUHIOBaHUSI — MPUKATHIBA-
Hus [5].

OcHoBHBbIE BBIBO/IbI 1 pe3yJabTaThbl

Takum oOpa3oM, KapTHHAa HW3HOCA WH-
CTpyMEHTa TpecTaBisercs cineayromeit. [Ipesa-
JUPYIOUINH U3HOC MHCTPYMEHTA MPOUCXOAUT IO
3a/IHell TOBEPXHOCTH BBUJy €70 KOHCTPYKTHBHOU
O0COOEHHOCTH — HYJIEBOTO 3aJHEr0 yIJa, yCyryo-
JSIOUIUICS ~ TEXHOJOTUYECKOH  OCOOCHHOCTBIO
npoiiecca (IIEBUHTOBAHUS — MMPUKATBIBAHUS ), TIPU
KOTOpOU 3aJHsis TOBEPXHOCTh YYacTBYET B TIO-
BEPXHOCTHOM ILJIACTHYECKOM J1e(hOpMUPOBAHUH,
CMUHAas CJIOH MeTayia MpH BO3IACHCTBHH CYIIe-
CTBEHHOM HOPMAJIbHOM CHWJIBbI, U KaK CJIEICTBHE,
BO3HUKAIOIIEH CHIJIBI TPEHUS MEXIy ero 3aaHei
MOBEPXHOCTHIO M TIOBEPXHOCTHIO 0OpabaThiBae-
MOM 3arOTOBKH.

MN3HOC HMHCTpyMeHTa MO MEpeaHed Mo-
BEPXHOCTH, COTPOBOXKIAEMBIN 3aTYIUICHHEM €0
pexXylel KpPOMKH JOMOJHUTENBHO YXYALIAET
YCIIOBUSL TIPOTEKAHUsI mpoiecca pe3anust (mpu
CheMe MaJlbIX mpuiyckoB mopsnaka 0,02 mMm), u
YBEJIMYUBAs OO TTOBEPXHOCTHON TTACTUYECKOM
nedopmaruu (B mporiecce IMEBUHTOBAHUS — TIPH-
KaTbIBaHUs). DTO, B HUTOre, TOBBINIAET JOIIO
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MaTepuaia oopadaTbiBaeMOi 3aroTOBKH, yAaJIsie-
MYIO HE PE3aHHMEM, a MOBEPXHOCTHBIM IJIaCTHUYE-
CKUM Je(QOpMUPOBAHUEM, TEM CAMbIM €Ill€ CHJIb-
Hee yCyryOuIsisi iBHOC MHCTPYMEHTA IO 3aHEH To-
BEPXHOCTH.

OcHOBBIBasICh Ha TAHHBIX, TPUBEACHHBIX
B [8 — 10, 17], MOXHO YyCTaHOBUTD, YTO JIJIsT OOKO-
BBIX (PBOJIbBEHTHBIX) MTOBEPXHOCTEH 3yObhEeB pac-
CMaTpPUBAEMOT'0 KoJieca-NPeACTaBUTENS TapaMeTp
IepoXoBaTocTd Ra HE [OOMMKEH NPEeBBIIAThH
1,6 mxm. Torga, onupasch Ha aHaJIOTHIO, B TIPO-
1ecce MOZAETUpPOBaHHUS O00paOOTKM MapTHUH pac-
cMmarpuBaembix [[3K, BenuumHa nomyctumoro
TEXHOJOTHYECKOT0 HM3HOCAa HHCTPYMEHTa Oyjaer
JIOCTUTHYTa MPU 00pabOTKE CEMHAJIAaTH ydJacT-
KOB 3KCIIEpUMEHTAJIbHOW 3aroTOBKU. HBIMHU CJ10-
BaMH, JOMYCTUMBIN pecypc paboThl HHCTPYMEHTA
0 mapameTpy MepoXoBaTOCTH cocTaBUT 1836 ko-
JIeC-TIPEICTaBUTEIICH.
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Bknao aemopog: Bce aBTOPHI CJIeNNaay SKBUBAJIICHTHBIN BKJIa]l B TIOATOTOBKY ITyOJIMKAIINY.
ABTOPBI 3asBIISTIOT 00 OTCYTCTBHH KOH(IMKTAa UHTEPECOB.
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