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AHHOTAIIUSA

Lems paboter: moBbimeHue 3¢dekTuBHOCTH
nMGOBaHUs MyTeM BBIOOpA PallMOHAIBHBIX XapakTe-
PHUCTHK abpa3UBHOTO MHCTPYMEHTa, MPEHMYLIECTBEH-
HO IO KPHUTEpHI0 obecreuyeHHss HeoOXOAUMON TemIle-
parypbl B MHCTPYMEHTAJILHOM Marepualie, 0e3 IpHKo-
roB ¢ oOecrieyeHneM TpeOyeMON TOYHOCTH U IIEPOXO-
BaTOCTH 0OpPaOOTaHHBIX OBEPXHOCTEH.

PesynbraThl nccnenoBaHUA: pa3paboTaHBI pe-
KOMEH/IAIINH 110 BBIOOPY PAIlOHATBHOIO a0pa3UBHOTO
WHCTPYMEHTa,  O0ECIEYMBAIOMETO  MHUHHMAalbHOC
pasynpoyHeHHe MaTepHana IUINQYeMOH aeTand, Tpe-
OyeMyIo MIEpOXOBAaTOCTh MOBEPXHOCTH, TOYHOCTH pa3-
MEpOB U MTPOU3BOANTEIHHOCTH 00PaOOTKH.

BriBobI:

1. Ilens AOCTUTHYTA MyTEM YTOYHEHUS KOHIIEII-
TyaJIbHBIX MPUHLIUIIOB U METOOJIOTHH PallMOHATIBHOTO
BbIOOpa aOpa3UBHBIX HHCTPYMEHTOB.

2. HccnenoBaHusi MO3BOJMIN OICHUTH TeMIIe-
patypsl pe3aHus NpH MIIH(OBAHUM B 3aBUCUMOCTH OT
cOYeTaHus Pas3IMIHBIX nap «MHCTPYMEHT-
oOpabaTsIiBaeMBbIil MaTepruai». Pe3ynbTaTsl ncenenona-
HHUH J]al0T BO3MOKHOCTh KOPPEKTHO BBITIOJIHSITH BBIOOD

n(OBaIBHOTO MHCTPYMEHTA JUISl Pa3lWYHBIX Mare-
pHanos.

3. IonTBepxkneH XxapakTep BIIUSHUS TeMIepa-
TYpHI B 30HE pe3aHMs Ha BEPOATHOCTh BO3HUKHOBEHUS
MIPUXKOTOB U, COOTBETCTBEHHO, Ha Pa3ylNpoyHEHHUe Io-
BEPXHOCTHOI'O CJ10s ACTaleH.

B cratbe mpuBeneHBI pe3yibTaThl TEOpeTHYe-
CKHX M 3KCIICpUMEHTAIBHBIX HCCIICIOBAHUN IIpoliecca
OecrieHTpoBOro HIMM(OBAHUS JCTANCH W3 PaslTUIHBIX
MaTepHaioB, & UMEHHO: M3 KOPPO3HOHHOCTOWKOM CTa-
mu mapku 12X18HI0T, HuKeneBOro cruiaBa MapKu
XH60BT, cnoxunonerupoanHoil ctanu 12X2HB®A u
XapaKTepHOH  KOHCTPYKIIMOHHOW  CTalmd  MapKH
30XTCA.

HoBu3zHa paboThsl: chopMHpOBaH HOBBIH MOAXO
K palMoHalIbHOMY BBHIOOpPY a0pa3MBHOTO MHCTPYMEHTA,
OCHOBAHHBIM HAa MOJEIUPOBAHMHU TIPOIIECCA PE3aHUS C
yueToM obecriedeHusi TpeOyeMoro kKadecTBa M IpPOU3-
BOJIUTEIEHOCTH 00pabOTKH.

KnioueBble c10Ba: MHCTPYMEHT, NUIM(OBAIb-
HBIA KpYT, OecleHTpoBOe NITH(OBaHNE, o0ecIeUcHHE,
Ka4ecTBO, IPOU3BONTEIHHOCTh, 00paboTKa.
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Abstract

The paper objective: to increase the efficiency
of grinding by choosing the rational characteristics of
the abrasive tool, mainly according to the criterion of
ensuring the necessary temperature of the tool material,
without burning, ensuring the required accuracy and
roughness of the treated surfaces.

Research results: recommendations are devel-
oped on the choice of a rational abrasive tool that pro-
vides minimal softening of the part material being
ground, the required surface roughness, dimensional
accuracy and treatment performance.

Conclusions:

1. The objective is achieved by clarifying the
conceptual principles and methods of rational choice of
abrasive tools.

2. The studies allowed to estimate the cutting
temperatures during grinding depending on the combi-
nation of different pairs of tool and treated material.

Funding: the study is supported by the grant
https://rscf.ru/project/23-29-00393.

Reference for citing:

The research results make it possible to choose the
grinding tool for various materials correctly.

3. The nature of temperature influence in the
cutting zone on the probability of appearing burnings
and, accordingly, on the softening of the surface layer
of parts is confirmed.

The paper presents the results of theoretical and
experimental studies of centerless grinding of parts
made of various materials, namely: corrosion-resistant
steel grade 12X18N10T, nickel alloy grade XH60BT,
composite steel 12X2HB®A and characteristic struc-
tural steel grade 30XT'CA.

Novelty of the work: a new approach to the ra-
tional choice of an abrasive tool is formed, based on
modeling the cutting process, taking into account the
required quality and productivity of the treatment.

Keywords: tool, grinding wheel, centerless
grinding, assurance, quality, productivity, treatment.
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BBenenne

B ycnoBusix pocra TpeboBaHUl K Mpo-
U3BOJUTEIIBHOCTH COBPEMEHHBIX CTAaHKOB C
YIIY, Kk KauecTBY U TOYHOCTH M3TOTOBJICHMS
JeTaneid aKkTyaJlu3upyeTcss HeoOX0IUMOCTh
COBEpIICHCTBOBAHUS KOHCTPYKIIMM M Kaye-
CTBa METAJUIOPEIKYILErO NHCTPYMEHTA.

B psane orpacieil 0Te4eCTBEHHOTO U 3a-
PYOEKHOTO  MAIIMHOCTPOEHHSI  CIOXKHIIOCH
TakK, 4TO 3aTpaThl HA UHCTPYMEHT B CTPYKTYype
ce0eCTOMMOCTH M3TOTABIMBAEMbIX H3JETUI
npeBbimaroT 10%, 9TO0 pe3ko CHIKaeT 3¢-
¢dexTuBHOCTh Mpou3BojcTBa. COOTBETCTBEH-
HO, TpeOYIOTCSI MEPHI 110 CHUKEHUIO 3aTpart.

Takas cuTyanusi BOZHHMKAET NpHU ILJIH-
(oBaHMM HEKOTOPBIX CTaJIell U CIIaBOB. Xa-
pPaKTEpPHBIMU NIPUMEPAMHU SIBJISIETCS AJIMa3HO-
abpazuBHas 00pab0OTKa KOPPO3HMOHHOCTOMKUX
CTaJlel, CIOKHOJIETUPOBAHHBIX CTaleH, »Ka-
pornpouHbix cruiaBoB. Ilpu stom Heobxomu-
MOCTh HUIM(OBaHHUS TaKUX MaTepHaJOB IO-
CTOSIHHO BO3pacTaeT ¢ POCTOM IPOU3BOJCTBA
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JUIL aBHALMW, CYIOCTPOCHUS, XMMHUYECKOTO
MAaIIUHOCTPOESHHS.

B paGote paccMoTpeHbl 0COOEHHOCTH U
pe3yabTaThl BBIOOpPAa aOpa3MBHOTO HHCTPY-
MEeHTa i1 OeCHeHTpOBOro IIupOBaHUS
TpyMIIbl AeTanei u3 craneil u CIiaBoB, o0pa-
00TKa KOTOpbIX 3aTpynaHeHa. MccrnenoBanus
BBIMOJIHSAJINCH C LENBI0 PAl[MOHAIBHOTO BBI-
O6opa abpa3MBHOTO WHCTPYMEHTa, (popmupo-
BaHUS TpeOOBaHUN K HEMY Ha CTaJlUU MPOEK-
THUPOBAHMS.

B kauecTBe KpuUTEpHUEB U OTpaHUUYEHUIN
WCTIOJIb30BaHbl TPEOOBAHHUS TMPOU3BOIAHUTENb-
Horo mutMdoBaHus 0e3 MPUXKOToB ¢ obecrie-
YEeHHEM TpeOyeMOol TOYHOCTH U IIEPOXOBATO-
ctu o0paboTku. Pa3paboTaHbl COOTBETCTBY-
IOIIHEe PEKOMEH/IAINU, WX TPUMEHEHUE I103-
BOJIMJIO CHU3HUTh TPYIOEMKOCTh BbIOOpa abpa-
3UBHOrO Kpyra ¢ 1,5 waca g0 2 MHUHYT "
yMeHbIINUTh Opak aeraneid 10 0,1 % mo npu-
YHHE TPIKOTOB MOBEPXHOCTH M TIOTPEITHO-
CTH MOJYYEHHBIX Pa3MEpOB JETaJH.



MeTtoaoJiorusi MccJie10OBaHUSA

B ocHOBY MeTO0510THH HCCIIEJOBAHUS
MOJIOXKEHO HMMTAIIMOHHOE MOJICIUPOBAHKE
mpolecca pe3aHusi B IPOrpaMMHON  cpere
Deform [1] ¢ mocnenyromiei SKCIEpUMEH-
TaJIbHOW MPOBEPKOM PE3YyJIbTATOB.

B xo/1e paboThI penranuce psijt 3a1a4:

— aHaJu3 BO3MOYKHOCTU HCIIOIb30BAHUS
nporpammHoil cpeabl Deform s uccneno-
BaHHUs Ipolecca OecleHTpoBOro mnumgoBa-
HU, a TaKxke e€ aJanTalyy Mo CTOSIINE 3a-
Jla4d UCCIICTOBAHMUS;

— BBIOOp KPUTEPUEB U TApPaAMETPOB, C
MOMOUIBI0 KOTOPBIX MOXKHO HCIIOIb30BATh

Oo0cy:xneHne MoJy4YeHHbIX Pe3yJibTaToOB

Ha puc. 1 nokazanel auarpammsbl, xa-
paKTepU3yOIMe MHUHUMAJIbHbIE BEJIMYUHBI
TEMIIEPATYpPhl B 30HE PE3aHUs B 3aBUCUMOCTHU
OT IPUMEHSAEMOro abpa3uBHOIO HHCTPYMEHTA
JUIs PasHbIX HUIM(YEMBIX JIeTanel, T.e. UL
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nporpammuyio cpeay Deform mns oGecreue-
HUS PAlMOHAILHOTO BBIOOpa a0pa3MBHOTO
WHCTPYMEHTa, obecreunBaromnero dpQexTus-
HOoe nuiMdoBaHME TPU  MHUHUMAIHLHOM
pa3ynpoYHeHUH Marepuaia nuimdyemon mae-
TanH, 00eCIeYeHUH TPeOyeMOi IepoXoBaTo-
CTH TIOBEPXHOCTH, TOYHOCTH pa3MepoOB JeTa-
JH ¥ TIPOU3BOJUTEIBHOCTH 00PaOOTKH.

— BBIOOp MapameTpbl U KPUTEPHUH, C T10-
MOIIBI0 KOTOPBIX MOYKHO OCYIIECTBIIATH BbI-
00p palMOHATBHBIX YCIOBUN HMITU(POBAHUSI.

pasHbIX 00pabaThiBaeMbIX MarepuajoB. Pe-
3yJbTaThl MOJYYEHBI [2] MpU UCTIOIB30BAHUU
aOpa3MBHOIO pEXYILIEro MHCTpyMeHTa 1
25A F60 O6V.

<
S
m
ag
<

= 4

Li p—

o

=

on

[Tanerx [Imneka

Puc. 1. MunanManbHbIe 3HaUEHUS TEMIIEPATYPHI B 30HE Pe3aHus IPH MITH(POBAHUH
pa3HBIMHU a0pa3UBHBIMU HHCTPYMEHTAMH 3arOTOBOK JETaleH,
BBIMIOJIHCHHBIX U3 Pa3HbIX MAaTCPUAJIOB
Fig.1. Minimum temperature values in the cutting zone when grinding work
pieces of parts made of various materials with different abrasive tools

W3 puc. 1 BUOHO, YTO U3MEHEHUE TEM-
nepatypbl NpuU NPUMEHEHUM pa3HbIX abpa-
3UBHBIX WHCTPYMEHTOB JUIsl 00pabOTKU 3aro-
TOBOK JI€TaJIeH, BBIIIOJHEHHBIX U3 Pa3HbIX Ma-
TE€pUaIOB, MUMEET MECTO, HO OHO HE3HAYU-
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TEJIBHO W  TPOUCXOAUT B  JMAra3oHe
550...570 °C. U3 storo ciemyer BBIBOX: a0-
pasuBHbIN HHCTpyMeHT 1 25A F60 O6V yHu-
BEpCaJeH, OH MPUMEHUM JIJIs JII000T0 U3 Ma-
TEpUAJIOB PACCMOTPEHHBIX JIeTaJICH.



BMmecte ¢ Tem, pe3ynbTaThl HMHTALU-
OHHOTO MOJICTUPOBAHMSI B MPOTPaAMMHON
cpene Deform moxaspiBaroT, YTO YHHBEp-
CaJIBHOCTh 3TOT0 MHCTPYMEHTa He obecrie-
9UBaeT ero 6ojee BHICOKYIO () PEKTHBHOCTh
10 CPaBHEHUIO C JAPYTUMH MapKaMu KPYTOB.
T.e. B psine ciydaeB albTepHAaTUBHBIC HH-
CTPYMEHTHI 00€CIICUNBAIOT MEHBIIUE TEM-
nepaTypsl B 30HE pe3aHus U SBISAIOTCS pa-
[IUOHAIBHBIMU PEIICHHUSIMH.
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XH60BT

Ha puc. 2 noka3ansl nuarpammsl, xa-
pakrepusytomue [3, 4] MakcuManabHbBIE Be-
JUYUHBI TEMIIEPATYPHl B 30HE pe3aHus B 3a-
BHCUMOCTH OT MPHUMEHSAEMOro adpa3uBHOIO
WHCTPYMEHTA JJI Pa3HBIX NUTUPYEMBIX Je-
Tajed, T.e. IJIs pa3HbIX 00padaThiBaeMbIX
MarepuasioB. Pe3ynbTaTel NONY4YEHBl IIPU
HCCIIEJOBAaHUM  MPUMEHEHUS! aOpa3uBHbBIX
uHctpymentoB 1 25A F60 O6V, 1 25A F60
Q6V, 1 25A F80 O6V u 1 25A F80 N7V.

12X2HB®A

30XI'CA

ITamen  IInwmiabpka

Puc. 2. MakcumasnbHbIe 3HaYCHUS TEMIIEPaTyPsl B 30HE pe3aHus IPpH MUTH(POBaHUH
pa3HBIMHU a0pa3UBHBIMU HHCTPYMEHTAMH 3arOTOBOK JETaleH,
BBIMIOJIHCHHBIX U3 PAa3HbIX MAaTCPUAJIOB
Fig. 2. Maximum temperature values in the cutting zone when grinding
work pieces of parts made of various materials with different abrasive tools

W3 nuarpamMm BUIHO, YTO MaKCHMallb-
Hble 3HAYEHUsI TeMIlepaTypbl B 30HE pe3a-
HUS CYIIECTBEHHO OTJIMYAIOTCS W W3MEHS-
torcs B auanasone 750...810 °C. Oro Oonee
BBICOKHE TEMITepaTyphl, 10 CPAaBHEHHIO C
pe3ynbTaTamMH, IOKa3aHHbIMM Ha puc. 1.
HanMenbpmee  3HaueHHE  TeMIlepaTyphI
HaOmoanocs npu obpaborke neranu «Ba-
JIUK», BBIMIOJHEHHOW M3 HUKEJIEBOTO CIUIaBa
mapku XH60BT npu npumenenuun abpaszus-
HOoTO MHCcTpyMeHTa Mapku 1 25A F80 N7V.
HauGonpmiee 3HaueHue TeMmmepaTrypsl BbI-
aBjeHO pu 00paboTke aetanu «lllnunpkan,
BBINIOJIHEHHON U3  BBICOKOJIETMPOBAaHHOM
ctainu mapku 12X2HBXA npu npuMeHeHUu
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abpa3uBHOTO MHCTPYMEHTA TOH ke Mapku 1
25A F80 N7V. U3 storo crnemyeT BBIBOI:
00paboTKka OJMHAKOBBHIM aOpa3UBHBIM WH-
CTPYMEHTOM 3aroTOBOK JeTajei, BBINOJI-
HEHHBIX U3 Pa3HBIX MAaTEPHUAJIOB, MPUBOIUT
K COBEpIIEHHO pa3HBIM TeMmIeparypam pe-
3aHus. MHade roBops, palMOHAJIbHBIA BbI-
60p abpa3MBHOTO MHCTPYMEHTa OIpeJes-
€TCSl CBOMCTBaMHM Marepuaia M B OO0IIeM
cllydae OTCYTCTBYET YHUBEpCaJbHOE pelle-
HUE.

B T1abn. 1 mpencraBieHbl pe3ynbTaThl
3aBUCUMOCTH TIapaMeTpa IEPOXOBATO-
cTd Ra oT rimyOuHBI pe3aHus.



Tabmuna 1

N3menenune mepoxoBaTocTu 3aroToBku aetanb «LLTeipsy» mocie onepanuu «lnudoBanuer
T oBaIbHBIM Kpyrom Mapku 1 25A F60 O6V B 3aBUCHMOCTH OT TITyOHHBI pe3aHUs

IIPU YaCTOTE BPAILECHUS BEAYIIEro Kpyra 42 MuH

1
Table 1

Roughness change of pin workpiece after grinding operation with a grinding wheel
of 1 25A F60 O6V grade, depending on the cutting depth
at the rotation speed of the driving wheel 42 mint

Cpennee apudmeTndeckoe oTKIOHeHHE Tpodmtst Ra, Mk,
Ty6HHa pe3anns, MM Ha IIpuMepe 00pabOTKH IeTaan
1 2 3

0,05 0,84 0,81 0,80
0,10 0,96 0,94 0,92
0,15 1,23 1,20 1,19
0,20 2,74 2,71 2,70
0,25 3,58 3,56 3,54
0,30 4,25 4,22 4,21
0,35 5,91 5,88 5,87

W3 tabn. 1 cnenyer, uto riybuHa pesa-
HUS OIYTUMO BJIMSIET HA IIEPOXOBATOCTh 00-
paboranHoii moBepxHOCTH. C POCTOM TITyOH-
Hbl pe3anus oT 0,05 mm g0 0,35 MM mepoxo-
BarocTh yxyamaercs (pactér) ¢ Ra 0,81 Mkm
no Ra 5,88 mxM. CTOnb 3HaYUTENBHBIN POCT
IIIEPOXOBATOCTH CBUJETEIBCTBYET O BBICOKOM
CTENEeHU BJIMSHUS 3TOTO NapaMerpa Ha Kade-

CTBO 00pabOTaHHOW MOBEPXHOCTH. TaKyro
3aKOHOMEPHOCTh CJIEAYEeT YYHUTHIBATh, IPH
Ha3HAYEHUH PEKUMOB 00pabOTKH.

BiusHue mapamMeTpoB pexuma pe3aHus
Ha CTaOMJIBHOCTD MOJIyUEHHS pa3Mepa JeTalln
npu 6eCEHTPOBOM HUTM(OBAHUY TTOKA3aHO B
Tabn. 2 u 3.

Tabmumna 2

Konebanus pasmepa getanu B 3aBUCUMOCTH OT ITyOMHBI pe3aHMsI IPH YaCTOTE
BpallleHus BeAyIero kpyra 42 mun™ nocie onepauuu «lllnudopanue»

Table 2
Variations in the part dimension depending on the cutting depth at
the speed of the drive wheel 42 min't after grinding operation
Tny6una Huametp, MM, Ha ipuMepe 06paboTku aetanu «LLTeipb» CpenHexpanpaTniHoe
C3AMMSL. MM OTKJIOHEHHE pa3Mmepa,
p ’ 1 2 3 MM

0,05 10,938 10,933 10,929 0,004
0,10 10,931 10,927 10,923 0,003
0,15 10,929 10,923 10,920 0,004
0,20 10,923 10,918 10,916 0,003
0,25 10,916 10,912 10,909 0,004
0,30 10,897 10,891 10,887 0,005
0,35 10,876 10,871 10,868 0,003
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W3 T1abn. 2 BugHO, 4TO paszdpoc pa3me-
POB AeTaln Mocjiae o0padOTKH HE3HAYWTEIICH.
3adukcupoBannbie oTkiaoHeHus (0,003 mo
0,005 MM) corOCTaBUMBI C BEIMYNHOM IIEPO-
XxoBarocTH. lIpu 3TOM W3MEHEHUs pa3MepOB

HOCSAT CiIy4alHbIl xapaktep. OTCyTCTBYeET
KOPPEJISIHS 3TUX KOJIeOaHUH C TIIyOMHOM pe-
3aHUs, B OTIMYUE OT BEJIUYHHBI (OopMHpYe-
MOI1 IIEPOXOBATOCTH.

Tabnuma 3

H3meHeHue pa3mepa AeTaau B 3aBUCUMOCTH OT YaCTOThI BPAICHUS
BeyIIero kpyra npu riuyoune pesanus 0,1 MM nocne onepanuu «lllmndosanuer»

Table 3
Changing the part dimension depending on the rotation speed
of the drive wheel at a cutting depth of 0.1 mm after grinding operation
Hacrora BpauieHus Juametp, MM, Ha npuMmepe 00paboTku aetanu «LTbppy CpenuexBagpariniHoe
BEIyLIEro Kpyra, OTKJIOHEHHE pa3Mepa,
Myt 1 2 3 MM

20 10,937 10,936 10,935 0,001

42 10,936 10,934 10,932 0,001

64 10,928 10,927 10,926 0,001

86 10,921 10,920 10,919 0,001

108 10,918 10,916 10,914 0,002

130 10,914 10,913 10,912 0,001

150 10,911 10,910 10,909 0,001
HaHHHe, npeacCTaBJICHHLIC B Tabm. 3 OI_IGHKy BIIMAHUA TEMIICPATYPHO-

[IOKa3bIBAIOT, YTO BJIMSHHUE YAcCTOThI Bpallle-
HUS BEAYILEro Kpyra Ha TOYHOCTb 00pabOTKU
HEOAHO3HaYHOe. DaKTHYECKH NOJIy4aeMbIi
pa3Mep KOppenupyeT C 4acTOTOW BpPALCHUS
MOJIAIOIIEr0 Kpyra: ¢ ero yBeJIMUYE€HHUEM ChEM
MeTaJljla  pacTeT, JAWaMeTp  MOHOTOHHO
YMEHbINIAeTCs, XOTd aOCONIOTHOE 3HAuyeHUe
3TOr0 YMEHBIIEHUS HEBEIUKO — He Oosee
0,02 mm. IIpu 3TOM CTaOMIBHOCTH pa3MeEpOB
O4YeHb BbICOKa — pa3dpoc He 6onee 0,001 mm.
TakuM oOpa3oM, 4acTOTy BpallleHUs BeIyllle-
ro Kpyra Heo0X0/JMMO YYUTBIBAaTh MPHU BBICO-
KHX TpeOOBaHUAX (6-7 KBAJIUTET) K UCIOJIHU-
TEJIbHBIM Pa3MEPAM.

JlanHble, NpuUBENEHHbIE B TaOiHIaX,
MOKa3bIBAIOT, UTO INIyOMHA pe3aHHsl U 4acToTa
BpallleHHsl BEAYIIEro Kpyra OKa3bIBalOT BIIU-
SHUE Ha pa3Mep oOpabOTaHHOH JeTanu, HO
IpU ATOM MPAKTUYECKH HE BIMSIOT Ha CTa-
OUIIBHOCTB IMOJTy4aeMbIX Pa3MEpOB.

[TonydyeHHble pe3ynbTaThl HE MPOTUBO-
peyat umeroumcs [5-9] npecrTaBaeHusM.
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CHJIOBBIX (JaKTOPOB ITporiecca nuiMpoBaHMs Ha
(hbM3HKO-MEXaHMYECKUE CBOMCTBA 00pabaThI-
BaeMbIX MOBEPXHOCTEH MOIBITATUCH 10 TIapa-
MerpaMm TBepaoctu (mkana HRB) u muxpo-
tBepaoctu (HV). Pesynbrarel n3mepenuii Obl-
JIM CTaTUCTUYECKU 00paboTaHbl, 10 pe3yibTa-
TaM TIPOW3BECHA aNIpPOKCUMAaIUs TabyIupo-
BaHHBIX JAHHBIX TUHEWHBIMU 3aBUCUMOCTSMHU.
B T1abn. 4 npuBedcHBl ITH 3aBUCUMOCTH U
nepBoe MPUOIMKEHUE OLIEHKU UX TOYHOCTH.

AHanmu3 pe3ysibTaToB, NMPHUBEIACHHBIX B
TalI. 4, TO3BOJISET caenaTh psij BbIBOJOB. [la-
paMeTphl TBEPAOCTH U MUKPOTBEPIOCTH MOXK-
HO MCIIOJIb30BaTh B KAYECTBE KPHUTEPUs, yUH-
TBHIBAIOIINX BJIMSHUE PEKAMOB HUTH(POBAHUS
Ha (U3HMKO-MeXaHMYecKue cBoiicTBa 0o0Opada-
ThIBa€MbIX MOBepxHOCTEH. [Iporno3zupoBanue
U3MEHEHUs] MapaMeTpoOB TBEPIOCTH (MHKPO-
TBEPAOCTH) MOKHO BBITIOJHSTH TIO JIMHEHHBIM
3aBUCHMOCTSIM, TTOJIYYEHHBIM B X0Jie 00paboT-
KM DKCTIEPUMEHTAITbHBIX JTaHHBIX.



Tabnuma 4

Tabnuia 06001eHust HopMyJ, ONMUCHIBAIOIIMX BIUSHHE PsJla TapaMeTPOB
Ha Ka4yecTBO 00OpabOTKHU JAeTau

Table 4

Table of formulas describing the influence of a number of parameters
on the quality of part treatment

[MapameTrpsl DopMyJIbl, OMTUCHIBAIONIUE 3aBUCHMOCTH, JUCIICPCHSI
Hertanpb «IITbipby», | [eranb «Bamuky, Jeranp «Ila- Hetans «Imuis-
crainp 12X18H10T cias XH60BT JIEL», CTallb Ka», CTajb
30XI'CA 12X2HBDA
3aBucumocts TBépaocTy | HRB =-67,87t+ | HRB =-62,857t + | HRB =— 37,14t | HRB =-54,286t +
00pabOTaHHOM MOBEPX- 36,957 37,857 +47,0 35,0
HocTH Aetanu oT rry- | Jucnepcus 0,9496 | Hucnepcus 0,9299 Hucnepcus Hucnepcus 0,9093
OuHBI t pezanust 0,9494
3aBucumocts TBépaocTu | HRB =-0,0982n | HRB =-0,0983n + | HRB =-0,09n HRB =-0,1377n
00pabOTaHHOM MOBEPX- + 32,571 33,422 + 47,0 +35,66
HOCTH JeTanu oT yacto- | Hucnepcus 0,936 | Hucnepcus 0,9662 Hucnepcust Hucnepcus 0,9662
ThI BPAIICHUS BEAYIIIETO 0,9511
Kpyra N, MuH*
3aBHUCHMOCTH MHKPO- Hus kpyra mapkn | HV =-3328,6t+ | HV =-17857t | HV =-3428,6t +
TBEPAOCTH 00paboTaH- 1 25A F80 O6V 4594,3 +4998,6 4828,6
HOW moBepxHOCTH neTa- | HV =—3560,7t+ | Hucnepcus 0,9051 Hucniepcus Hucnepcus 0,963
JIU OT TIIyOWHBI pe3aHus 4667,1 0,9812
t Hucnepcus 0,9496
st kpyra mapku
1 25A F60 O6V
HV =-216,67t +
795,0
Hucnepcus 0,9308

3akiroyeHue

B crathe W3M0KEHBI HOBBIE HAYYHO
00OCHOBAaHHbIE TEXHUYECKUE PEKOMEHJAINH,
HampaBlieHHble Ha 0oJiee KOPPEKTHOE pellle-
HUE 3aJjauu BbIOOpa aOpa3MBHOTO MeETaJIop-
eXYIIEr0 MHCTPYMEHTA, a TaKXKe YTOYHEHHE
pPEeXKUMOB 00pabOTKH, oOecreynBaroIue mMo-
BbllIeHHE 3(P(PEKTUBHOCTH OECIEHTPOBOTO
nuuoBaHusa. OTH PEKOMEHAIMM OTHOCATCS
K MHCTPYMEHTaJIbHOMY OOECIIEYEeHHIO orepa-
Ui mIMQoBaHus JeTanei, BEIMOIHEHHBIX U3
MarepuaioB, 00pabOTKa KOTOPHIX BBI3BIBACT
CJIOKHOCTH: KOPPO3MOHHOCTOMKas CTajb
12X18H10T, nukeneswii cmiaB XH60BT,
KOHCTpyKUMOHHbIE cTann Mapok 30XI'CA u
12X2HB®A.

PazpaboTanHble peKOMEHJAIMU Tpe-
JIOKEHBI HA OCHOBE OTPaHHUYCHHN M KPUTEPH-
eB. OCHOBHBIM OTpaHUYECHUEM SIBISIETCS HC-
KITIOYCHHUE TIPHKOTOB HITH(PYEMON 3aroTOBKU
neraneid. BropeM orpaHuyeHueMm sBISETCS
o0ecrieueHrne HACTPOEUHBIX pa3MepoB 0Opa-
OO0TKHM U MX cTaOWIBHOCTD. [IpU BHIMOIHEHUH
9TUX JBYX OTPAaHWYEHUH JalbHEHIINE MpOIie-
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Iypbl TEXHUYECKON MOJATOTOBKU OIEpaluu
0a3upyrOTCs Ha SKOHOMUYECKHUX KPHUTEPHSIX.
Pemenue 3agaun moBbleHUS 3P (EKTUBHO-
CTH OECLIEHTPOBOro NUIM(OBAHMS BBIIIOIHEHO
MPUMEHUTEIPHO K KOHKPETHON IpPOU3BOJI-
CTBEHHOM 3a/1a4€ B YCJIOBUSAX IIPOMBIIIIEHHO-
ro NpeAnpusATusi. Pe3ynbraTel HCTIOIb30BaHUS
pE3yJIbTaTOB MCCIEAOBAHUSA IMO3BOJIMIN TI0-
JYYUTh CYIIECTBEHHBIM SKOHOMUYECKHUMN (-
(exT.

[TonydyeHHble pe3ynbTaThl MO3BOJISIIOT
ClIeNaTh CleAYIOIINe O0IINe BBIBO/IBI.

1. DKcriepMMEHTAIbHO HalJIeHbl MapKH
aOpasuBHBIX  KpYyroB,  00eCHEYMBAIOIINX
HaWIydlllne MoKa3aTenu JUisi 00paboTKH Kax-
JIOW 13 IpyNI KOHCTPYKIIMOHHBIX MaTEPHUAJIOB
(cramb 12X18HI10T, HukeneBslid  CIuiaB
XH60BT, xoncrpykumonHas ctaib 30XI'CA,
CJI0KHOJIETUPOBAHHAs KOHCTPYKIIMOHHAS
cranb 12X2HB®A).

2. MMUTaMOHHOE MOJEIUPOBAHUE B
nporpammHoii cpene Deform mossossier mpo-
THO3UPOBaTh TEMIIEPATypHO-CUJIOBBIE Mapa-




METpHI Tpoliecca nuM(oBaHus MpU y4eTe Xa-
PaKTepUCTHK a0pa3WBHOTO WHCTPYMEHTA W
KOHKPETHBIX YCIOBHIA 00paOOTKH.

3. CnporsosupoBaHa HWMHTAIHOHHBIM
MOJICIIMPOBAaHUEM M TOATBEPKICHA JKCIIEPU-
MEHTaJbHO BO3MOXKHOCTh  HCIIOJIB30BAaHUS
TEeMIepaTypHOro mnapamerpa (MHHMMAaIbHAs
TeMIeparypa B 30HE pe3aHHs) B KayecTBE
KpUTEpHUsl Al oOecneueHHs] PaluOHaIbHBIX
yCIIOBHI 00pabOTKH C MO3UIUI HCKITIOYCHUS
INPWKOTOB HUIM(YEeMOW 3aroTOBKU JETaleH,
obecrieueHus TpeOyromencs MPOU3BOIUTEIIb-
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