TexHonorus

YOK 621.923 DOI: 10.14529/engin190206

U3MEHEHWE XAPAKTEPUCTUK PABOYEN MOBEPXHOCTU
LIJTMPOBAJIBHOIO KPYT'A 3A NEPUOA EFO CTOUKOCTHU

B.b. bozyykui, J1.b. LLpoH
Cesacmonornbsckuli eocydapcmeeHHbili yHusepcumem, 2. Cesacmonors, Poccusi

Ha ocHOBe BCeCTOPOHHETO aHANMN3A MUTM(OBAIBHBIX ONIEPALHIT BEIIBICHO, YTO HAHOOJICE He-
CTAaOWUIBHBIM 3ICMCHTOM CHCTCMBI ABIICTCA NITH(OBANBHEIA KpyT. B mpomecce mummdosanusa
TOBEPXHOCTH PE3aHUS, 0OPA30BHIBAIONINECS NMPH JBIKCHHH PESKYIIMX KPOMOK a0pa3HBHBIX 3¢-
PEH B MPOCTPAHCTBE 3arOTOBKH, OTOOPAKAIOTCS HA €€ MOBEPXHOCTH B BHAC MHKpopembeda. I1o-
KAa3aHO, YTO OCHOBHBIM ITAPAMETPOM IIPOIIECCa NUIM(OBAHMS, OKA3BIBAIOIINM HANOOIIEE CYIIECT-
BEHHOC BJIFSTHHC HA KaUeCTBO 00pabOTKH, SBISIETCA (PopMa pexymmx KpoMok. Dopma exuHmI-
HBIX PHCOK HA IIOBEPXHOCTH 3aBHCHUT OT OCOOCHHOCTEH KOHTAKTA MUIM(OBAIBHOTO Kpyra C
MATCPHAJIOM 3arOTOBKH, a TaKkke (DOPMOH aOpasHBHBIX 3CPEH HA €ro pabouci mosepxHOCTH. U3-
MEHEHHE COCTOSHHS padoucH MOBEPXHOCTH HITH(POBATBHOTO KPYra ONPEACILICTCS YHCIOM pe-
JKYIIUX KPOMOK, MX (DOPMOM, pacTpeaciICHHEM PEXyIIMX KPOMOK Ha Pabovel MOBEPXHOCTH.
Pa3paborana MeTouKa M MPOBEACHBI UCCICAOBAHMS A ONPEACTICHIUS SMIMPHUICCKUX KO3pdu-
IOUCHTOB, OMHCHIBAIOIINC BIMAHAC BPSMCHH PaOOTHI NLTH(OBATBHOTO KPyTa MOCIC €T0 MPABKH
HA TApaMETPBI COCTOSIHUS Paboueii MOBEpXHOCTH. [IpeiosKeHbI aHATMTHUCCKAEC 3aBUCHMOCTH
JUI pacyeTa OXKHJAEMON MIEPOXOBATOCTH MOBEPXHOCTH, CHIIBI PE3AHHUS U Ap. YCTAHOBICHO, UTO
C VBEIHMYCHHEM BPEMCHHU PabOTHI MHCTPYMEHTA HAOMIOAACTCS YBEIMUCHUC IIHPHHBI PEXKyIUEH
KPOMKH H PaJHyca 3aKpyTJICHHS IIPH BEPIIMHE MHCTPYMCHTA M IPU PabOTE B PEIKMME 3aTyILIC-
HHUS MOABJIAKOTCA IMOYTH INTOCKHUC BCPIIHMHBI. Brmmomennsie OKCHCPUMCHTATIBHBIC HCCICA0BAHMA
TIOATBEPKAAIOT BBIBO, YTO 3a IIEPHO/ CTOMKOCTH HHCTPYMEHTA IPH PaboTe B pe:KUME 3aTyILIC-
HUSI HanOoJiee 3HAUMTEIBHO W3MEHsACTCS (popma pekymmx KpoMok. [IpoBeneHHBIE HMCCIEI0Ba-
HUS TI0 U3HOCY €IWHHYHBIX a0pa3HBHBIX 3¢PCH KPYTa MOATBEP)KIAIOT KAYCCTBCHHYI0 KAPTHHY
n3HOCa. COTOCTABICHUE PACUCTHBIX 3HAUCHHH PAJMyca 3aKPYTJICHHS C 3KCICPHMEHTAIbHBIMHU
VKa3bIBaCT HA WX JOCTATOYHO XOPOIIEE COBNAICHIE.

Kniouesvie cnosa: uinugosansiulii kpye, npouie nosepxnocmu Kpyea, abpasugHoe 3epHo,
WUPUHQA 3ePHA, POPMA PeXCYUUX KPOMOK, ULEePOX08AMOCHTb N0GEPXHOCHIL.

Beenenne. [Ipouece mmmdoBanus MMEET BEPOSTHOCTHBIH XapakTep, YTO BBI3BIBACT Pazdopoc Xa-
PakTepUCTHK KauecTBa oOpadareiBacmeix netaneii [1-6]. B nporecce mimndoBaHus moBepxXHOCTH pe3a-
HHUS 00Pa30BBIBAIOINHUCCS MPH JBWKCHUN PEXKYIIMX KPOMOK abpasHBHBIX 3€PCH B MPOCTPAHCTBE 3aro-
TOBKH OTOOPaKAIOTCA HA €€ MOBEPXHOCTH B BUAC MUKpopebeda U, CIeA0BaTeIbHO, GopMa ¢ IUHUIHBIX
PHCOK Ha MOBEPXHOCTH 3aBHCHT OT OCOOCHHOCTEH KOHTAKTa ¢ MATCPHAIOM MOBEPXHOCTH U (HOpPMOH
abpasuBHBIX 3¢PCH HA paboucH MOBEPXHOCTH HUTU(OBATBHOTO KPYTa.

Hna mandoanbHBIX Onepalpidi HanOoaee HeCTaOHIBHBIM BIIEMCHTOM CHCTEMBI SBJISCTCS NITH(O-
BaJbHBINA KpyT. Cneayer OTMETHTD, UTO B 65...75 % ciydacs UCTIONB3YIOTCA MTHGOBATBHBIC KPYTH HA
KepaMU4eckol cBs3ke, paboTamonmpe B pexume 3arymicHus |7-11], cBolcTBa KOTOPBHIX B Pe3yibTare
n3HOCca abpa3HBHBIX 3€PEH MCHSIOTCS B IpoLecce IKcIyaTannu. Kak cnexcTeue, MEHSIOTCS CHIA pe3a-
HUS, TEMIIEpaTypa B 30HE 0OpabOTKH, MEPOXOBATOCTh 00pabaThiBacMON MOBEPXHOCTH U MPOH3BOIU-
TEIBHOCTE 00PabOTKHL.

HNameHenne coctosHus padoveii MOBEPXHOCTH NITH(OBAIBHOIO KpPyra ONPEICTsAcTCS YHCIOM pe-
JKYIIUX KPOMOK, HX (OPMOH, pacnpeaencHHEeM PeKYIIX KPOMOK Ha paboucii MOBEPXHOCTH, 3acCannBa-
HueM U T. A. [lo gannemv [3, 12-15], ocHOBHBEIM mapaMeTpoM mpornecca MInpOBaHUs, OKA3bIBAIOLIIM
Hau0O0JIeC CYLMICCTBCHHOS BIMSHUC, SIBIBICTCS opMa pekymmx kpomok. Mccnenosanus asropos [1, 3, 8,
13-15] mokazanu, uTo HaUbOJICE aJCKBATHON MOACIBIO BEPIIUHBI 3¢PHA SIBISICTCS MOJACS/Ib B BUAC Mapa-
Oonouaa BpamueHus (puc. 1).
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z

a) 6)
Puc. 1. Mogenu abpa3svMBHOro 3epHa: a - KOHTYP 3epHa; 6 - napabosions BpalleHns

CornacHo [3, 4, 15-19] pacuyeT xapakTepMCTUK LUEPOXOBATOCTU MOBEPXHOCTU, CbemMa MaTtepuana
3aroTOBKMW, CU/Ibl pe3aHns, TeMMepaTypbl B 30He KOHTaKTa abpasuBHOro 3epHa C MaTepuasioMm 3aroToBKU
MO>XHO BbIMOJIHATL, OCHOBbLIBAACL Ha LWIMPUHe abpasnBHOIo 3epHa bg v paguyce 3aKpyrneHus ero sep-
WKWHBI P Q.

B pab6oTax [3, 8, 14, 16, 18] noka3aHo, 4YTO WKNPUHY abpasnBHOro 3epHa bgHa paccTosiHum h oT ero
BEPLUMHbLI MOXHO OMNpefensTb No 3aBUCUMOCTHU

by =2,(2p,h, (1)

raepg- paguyc OKpyrfieHus npu BepLUnHe 3epHa.

[nsa Bcex pasHOBUAHOCTEN JopM abpasmBHbIX 3epeH YpaBHEHMWE, OMWCbIBalOLLee WNPUHY abpa3ns-
HOro 3epHa bg, umeet Bug (cM. ypaBHeHue (2)), B KOTOpOM KoagduuneHT Cb n nokasaTenb CTENEHU m
HeobXo04MMO onpeaensaTb aKcnepumeHTansHo [3, 18-20]:

bg =Cyh". 2
CornacHo [3, 14, 16-19] Tekyuiee 3HauYeHue KoapuumeHTa CBTMOXeT ObITb BbIYMUC/IEHO MO 3aBU-

cumocTu (3), bgrns 3asBucumocTu (4), a nocne NpPaBKM NOBEPXHOCTU LWIUGPOBANILHOINO Kpyra naoTHOCTb
pacnpefiefieHnsa abpasnMBHbIX 3ePEH MOXHO MOJEIMPOBaTbL 3aBUCUMOCTLIO

tf—u "
lp—u=ng
t—u "
b, =C,| —L—— | . @)
g1 b T °
f (U=Cfur, ®)

rge tf- dakTuueckas rny6uHa pesaHus; n - paccTosiHUe OT YC/IOBHON Hapy>KHON NOBEPXHOCTY WNdO-
Ba/IbHOI0 Kpyra [0 BepLUMHbl 3epHa; hT- paccTosHWe [0 paccMaTpMBAEMOro YPOBHSA OT BepLUUHbI U3-
HOLWEHHOTOo 3epHa; Cfux - KoOahhuLMeHT 1 NoKasaTeNb CTEMEHMW.

Lenbio ctatby fBNAETCA W3Y4YEHWE BAUAHUA BPemMeHW paboTbl LWAU(OBANILHOrO Kpyra nocne
NpaBKU Ha napameTpbl COCTOAHUA ero paboyeil MOBEPXHOCTM W MOMyYeHUe OTAe/bHbIX 3MOMPUYECKUX
KO3(h(hMLMEHTOB, HEOOXOANMbIX ANS YUC/IEHHbIX PACUETOB 0XWUAAeMON LIepOX0BaTOCTU MOBEPXHOCTH,
CUNbI pe3aHuns n ap.

[na skcnepMMeHTanbHbIX UCCNEA0BaHU NapaMeTpoB paboyeil NOBEPXHOCTU UHCTPYMeEHTa npume-
HAIOT Takue MeTOoAbl NOMYYEHWUA MEPBMUHON MH(pOpMaLMK, Kak LapanaHue noAMpPOBaHHOro obpasua,
HernocpeCTBEHHOE HabMOAEHME 33 PEXYLLMMMN KPOMKaMMK C MOMOLLbIO npoduaorpagmMpoBaHns, onTu-
YeCKOro WM 3/IEKTPOHHOI0 MUKpOCKoNna. VX nogpo6HbIii aHanu3 BbinonHeH B paboTax [15, 18-23].

MaTepuan 1 MeTofbl. B NpoBOANMbBIX UCCNEf0BAHUAX 415 aHanM3a U3MEHEHUA Yyucna u pacnpe-
LeneHns pexyLmnx KpoMoK NpuMeHUIM Metog npodunorpapmposaHna NOBEPXHOCTU Kpyra, a ANnd uc-
CNefoBaHNA M3MEHEHUS TEOMETPUM PeXYLLMX KPOMOK - MeTOj LapanaHus NoaMpoBaHHOro obpasua.
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Mpodunorpammbl Kpyra CHAMaIW B HanpasieHumn, NeprneHJnKynapHoM BEKTOPY CKOPOCTU pe3aHus He-
nocpeAcTBEHHO Ha KpyrnownngosanbHOM cTaHke BUA16 (puc. 2, a), 060pyJ0BAHHOM TEH30MeTpuuUe-
CKUMU UeHTpamu (puc. 2, 6) n Bubpogatuymkom (puc. 2, B). NMapameTpbl OWYNbIBAOLWUX NI COOTBETCT-
BEHHO paBHbI: Yros npu sepwunHe npouna - 90° n 110°, pagmyc oKpyrneHusa - 2 u 3 MKM; A/nHa Bep-
WWHbI KaMHa urabl - 0,43 n 0,25 mm. CKOpOCTb MepeMeleHns WUrfibl OTHOCMTENbHO pabouei
NMOBEPXHOCTUN MHCTPYMeHTa cocTaBnana 1,0 n 0,4 mm/c.

[na n3mepeHns pasHOBLICOTHOCTM 3epeH 3anucbiBann Mo NATb YY4aCTKOB pefbeda Kpyra AAVHON
15 mm Kaxgblii. Ha npogmnorpamme Bbibupanm 2...3 Hanbonee BbICTyNarOLiMe BEPLUMHbI, MPOBOLU/IN
Mo HUM JIMHWIO HYJNIEBOTO YPOBHA U U3MEPSAIN PAcCTOAHMA L0 APYTUX BepluH 3epeH. Becb gmanas3oH
BbICOTBI Npouaa pasdéunn Ha MHTepBasbl, N0 pe3ynbTaram 3aMepoB CTPOUIU KPUBbIE U3MEHEHUS Yac-
TOTbl PEXYLMUX KPOMOK NO rnybuHe MHCTpyMeHTa. [nd aHanMTU4ecKOro OMmMcaHWa 3aKoHa pacrnpe-
LeNneHns pexywmnx KpoMoK no rnybuHe MHCTpPYMeHTa npumeHann 6eta-pacnpegenieHue [1-3]. Pe-
3ynbTaTbl CTATUCTMYECKOW NPOBEPKM FMNOTe3bl O 3aKOHE pacnpefefieHns pexyLnx KpOMOK Kpyros
24AF60L6V nocne 10 MUH WwWndgoBaHUsA npuseseHsbl B Tabn. 1

Mpwn oueHKe M3MeHeHUa NPoUNSA BEPLMHbI abpa3nMBHbIX 3epeH LWANMOBabHbIA KPYT NpvXuManu
K Mo/fiMpoBaHHOMY o06pasuy v nposopaymBanyt Ha 2...3 MM. [N CHUXEHUSA UCKaXXeHUs Npouns Bcren-
CTBME MacTUYeCcKnx geopmaunin obpasel, M3roToBmMamn 13 3akaneHHom ctanm LLIX15, HRC 55...60.

Puc. 2. O6wumii BUA yCTaHOBKM A1 UCCrefoBaHns npoLecca WwnndoBaHus:
a- cTaHok BYAL6, 6 - TEH30OMETPUUYECKME LEHTPbLI, B - BUGPOAATUMK

VccnefoBaHMe M3MEHEHUA COCTOAHWUA paboyeil MOBepXHOCTU LWNUGOBaNbHOrO Kpyra npoBoAuaoch
npv WwnnpoBaHun cTanbHbIX 06pasyos (cTanb 40X, HRC pasmepbl dx1 = 35760 MM) kpyrom 1250x32x76,
mMapku 24AF60L6V Ha pexxumax Yk= 31,7 m/c, ¥Yg= 27 m/MuH, 5 = 1,3 m/muH, £mn= 0,01 mm/gB.xoa.
XapakTepucTuky paboyeil MOBEPXHOCTU LWANDOBaNLHOIO Kpyra KOHTPOANpPOBanuCh cpasy nocsie npa.-
kn n cnyctda 10, 20 n 30 MUH paboThl.

MoBTOpsAeMOCTb OMbITOB 6Oblla NPUHATA pPaBHON MATU. Paguycbl 3aKpyrneHWs BepLUMH 3epeH B
NA0CKOCTW, NePneHANKYNAPHON BEKTOPY CKOPOCTU pe3aHus, 3amepsany wabnoHamu no npoduaorpam-
MaM, CHATbIM C LapanuH npu ogMHaKOBOM FOPU30OHTaNIbHOM W BEPTUKa/IbHOM yBennyeHuax. MNpu ypos-
He 3HaummocTmn 0,95 TabnnuHoe 3HauveHWe X paBHO 26,3. PacueTHble pajuycbl BepLUUHbI abpa3uBHbIX
3epeH paccunTbiBanUCh No 3asucumoctu (1).

BennunHa oTHocuTenbHOro nsHoca h0= 2,8 x 10-7 MM onpefensnacs N0 BeMYMHE Pa3MepPHOro u3-
Hoca AR = 14,5 MKM 1 NyTW pe3aHns eAUHNYHbIM 3epHOM 3a 30 MUH paboTbl MHCTPYMEHTA.

[na onucaHns TekyLiero npouns usmepanach WUpKUHa LapannH Ha pasfnyHbliX YPOBHAX OT Bna-
OWH. Pe3ynbTaTbl M3MEPEHUI annpoKCMMUPOBaIn ypaBHeHnamm suga bg= Cbhxhm
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Tabnuua 1
CTaTucTU4ieckasl NpoBepKa rrnoTe3bl O 3aKoHe pacrnpegeneHns BepLuMH 3epeH
no rnyéuHe nHcTpyMeHTa 1 250x32x76 Mapku 24AF60L6V
PacuerHas PacuerHas
Yacrora YacroTa
Ne mnTep- | Mutepsaur, BepOoATHOCTh | NemuTep- | MHTepsaur, BEPOATHOCTD
; BEPLIMH ; BEPILIIH
BaA i MKM TOTAJAHUS BaA i MKM TOTAJAHUS
3EpPEH M1; 3EPEH M;
B MHTEpBan P; B MHTEpBan P;
1 0-2.1 9 0,0888 11 21,0231 4 0,0528
2 2,1-4.2 16 0,0972 12 23,1-252 8 0,0456
3 42-63 18 0,0962 13 25,2-273 5 0,0405
4 6,3-8.4 27 0,0923 14 27.3-29.4 4 0,0345
5 8.4-10.5 22 0,0883 15 29.4-31.5 4 0,0286
6 10,5-12.6 17 0,0830 16 31,5-33.6 3 0,0230
7 12,6-14,7 11 0,0774 17 33,6-35.7 3 0,0177
8 14,7-16,8 13 0,0714 18 35,7-37.8 2 0,0126
9 16,8-18.9 6 0,0653 19 37.8-39.9 2 0,0088
10 18,9-21,0 9 0,0591

[Ipu mccnenoBaHNM 3aKOHOB PACIPEACICHUS PEXKYIIUX KPOMOK MO ITyOWHE HHCTPYMEHTA IUTH(O-
Baju oOpasubl u3 3akaneHHou craau UIX15 (HRC 55...60) va cranke BUA16 kpyramu 1 250x32x76
mapok 24AF60L6V u 24AF60N7V (V. = 31,7 m/c, V; = 39 m/vmn, Sy, = 0,9 m/MuH, Spor = 0,01 Mv/mB.x01).
Pesynprater sxcniepumMeHTOB 06padaTeiBanych B mporpamme Stata 8.0.

B tabn. 2. npuBeacHs! AaHHBIE 0 KOSGPUILHEHTY KOPPETSALUH MEXKY IIHUPHHOH PEKYIICH KPOMKH
U PACCTOSHHUEM A0 VPOBHS OT BEPIIMHBI 36PHA, PACUCTHBIMU U TAONTUYHBIMU 3HAYCHHSMH KPUTCPHS IS
omcHKH KO3(durpeHTa Koppensuun, Ko3(QQPUIUCHTY MPOMOPIHOHATPHOCTH U MOKA3ATC/II0 CTCICHU
VPaBHCHIS PETPECCHH, PAIUYCY 3aKPYITICHUS MPH BEPIIMHE 3ePHA.

Tabnuua 2
FeoMeTpUA pexyLmX KPOMOK aGpa3mBHbIX 3epeH Kpyra 1 250x32x76 mapku 24AF40K7V

Paguyc 3axpyricHus

Bpems pabotst Koaddumment PacueTHbIe 3HAYCHUA
HHCTPYMCHTA, T, MHH | KOPPCILILHMH, Fp; TIDH BCPUIHHC SCPHA P, VRV
” > Cy m PacUCTHBIN IKCHCPUMEHT
0 0,78 1,13 0,65 26 26
15 0,78 1,36 0,94 78 66
30 0,73 1,48 0,64 - -

PesynbraTel u o6cy:xkaenue. Jnsg Beex 7 koadduumeHT koppesunu 3Ha4uM u paseH 0,7...0,8, uro
CBHIETEIBCTBYET O JOCTATOYHO TECHOH CBSA3U MEXAY by 1 h,. C yBenHUeHHEM BPEMEHH PabOTHI MHCT-
PYMEHTa HAOMIOJACTCS 3aKOHOMEPHOE YBEIMYICHUE IIUPHHEI PEXKYIICH KPOMKU U paanyca 3aKpyIIICHHS
MPY BEPIIUHE HHCTPYMEHTA, a MpH paboTe B PEKUME 3aTYIUICHUS MOSBISAIOTCS MOYTH IFIOCKUE BEPIIH-
Hbl. COMOCTaBICHUE PACUCTHBIX 3HAYCHUH paanyca 3aKpYIIICHHS ¢ SKCIICPUMCHTATBHBIMH TOKA3BIBAIOT
Ha UX JOCTATOYHO XOPOIIEE COOTBETCTBHE.

Taxum 00pa3oM, MPOBEACHHBIC UCCICAOBAHUA MO H3HOCY CIUHWYHBIX aOpa3HBHBIX 3¢PEH Kpyra
MOATBEPKAAOT KAYCCTBCHHYIO KapTUHY H3HOCA, MONYUCHHYIO B padotax [3, 8, 15-19], u mo3eomstor
cAeaTh 3aKIIOUCHHE 00 aJCKBATHOCTH 3aBUCHMOCTEH (2) u (4) peanpHOMY mpoueccy. Pe3yabrarsl 3kc-
MEPUMCHTOB IO UCCICIOBAHUIO 3aKOHOB PACIPEICIICHHUS PEXKYIMUX KPOMOK a0pasUBHBIX 3CPEH MO TIIy-
OuHe mn(OBaTIBHOTO KPYyra MPHBEACHE B Ta0NI. 3, 4 u Ha puc. 3.

OtmeuaeTcs 3aMETHOE M3MEHEHHE 3aKOHA PACIPENCIICHUS PEXKYIIUX KPOMOK 1o riyOune muudo-
BaJBHOIO Kpyra. MakcHMyM KPUBBIX CMEIIACTCS MO TyOHHE MITH(OBATBHOTO KPYTa, YaCTOTa CHHKA-
€TCs € YBEIHYCHUEM BPEMEHH ero paboThl. [ MCHBITAHHBIX MapOK KPYroB HAHOOIBINUEC M3MCHCHUS
3aKOHA PacIpeacncHNs HAOMIOJAIOTCA B MEPBBIC MUHYTH paboOThl HHCTPYMEHTA, KOTAA U3 CBSA3KH BhI-
PHIBAIOTCA U pa3pyIIaloTCcs aOpa3sHWBHEIC 3CPHA, MOBPEKICHHEIC NpaBkoi kpyra. Ilpn nanpHeimel pa-
6ote mOBATPHOTO KPYra H3MEHEHHUS B 3aKOHE pacnpeencHus cHKaroTcs. 00 3ToM XKe CBHIACTENb-
CTBYCT aHAIM3 MApaMETPOB PacpeIesICHHUS MPU MOACTHPOBAHHH YYACTKOB KPHBBIX PACHIPEICICHUS,
JeKAIMUX B MPEACIaxX ITYOUHBI PE3aHus, 3aBUCHMOCTRIO 3, 12-14, 24]:
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o
f\ (u) (6)

roe Hu - cnoit kpyra, B KOTOPOM pacnpefeneHbl pexyline KpoMKu (MpUHUMaeTcs paBHbIM (hakTuue-
CKOI rny6uHe pesaHusa tf).

Tabnunuya 3
MapameTpbl rTMCTOrpamMm 1 pacnpegeneHnii pexyLimnx KpoMok abpasnBHbIX 3epeH
no rny6uHe WngoBasibHOro Kpyra
MapameTpol MapameTpbl MNokasarenu 4ns NpoBepku
Mapka Kpyra Bpems paboTbl rMcTOrpamMm BeTa-paclupefieneHns  3aKOHa pacrpe/eneHus
WHCTPYMEHTA T, MUH
X NV mn Y B1 B2
0 0,24 0,029 21 13 0,67 35
4 0,28 0,040 2,3 12 0,51 2,7
24AFBOKTV 8 0,32 0,048 2,3 12 0,33 2,2
10 0,33 0,049 2,4 12 0,33 2,2
0 0,37 0,62 17 1,0 0,19 2,2
4 0,35 0,55 2,0 11 0,28 16
24AFBONTV 8 0,37 0,053 21 13 0,17 2,0
12 0,36 0,054 2,1 12 0,18 2,0
Tabnuuya 4
3HaueHuve KoadhhnumeHToB X 1 HU B ypaBHeHUN (6)
Bpems paboThl 3HaueHne Ko3adurLmMeHToB Bpems paboTsbl 3HaueHne Ko3apdurLmMeHTOB
WHCTPYMEHTA T, C X Hu WHCTPYMEHTAT, C X Hwu
0 1,49 0,012 8 1,79 0,016
1 1,79 0,016 10 1,71 0,020
4 17 0,016
a) 6)

Puc. 3. PacnpefieneHmne pexyLiyx KpOMOK abpasvBHbIX 3epeH LANGOBa/IbHOIO Kpyra:
a- pacnpegeneHue no rnyéuHe; 6 - NIOTHOCTL pacnpeneneHns no ray6uxHe

3a nepByl MUHYTY paboTbl MHCTPYMEHTA NMokasaTeNb X M3MeHseTcs B 1,3 pasa, 3a NocnefyroLmnii
nepuog OH Konebnetca B npegenax NOrpewHoCT 3KCNePMMEHTaNbHbIX AaHHbIX.

3ak/itoueHme. BbiNnosHEHHbIE 3KCNepUMEHTa/IbHble UCC/ef0BaHUA NOATBEPXAAlT BbIBOA, YTO 3a
nepuog CTOMKOCTM MHCTPYMeEHTa Npu paboTe B peXxumMe 3aTynjeHUs Hanbonee 3Ha4YMTENbHO N3MEHSET-
cs (hopMa pexyLinx Kpomok. IoaTBep>KAeHO, UTO NOMyYeHHble pa3IMYHbIMX aBTOPaMu 3aBUCMMOCTHU
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00eCneUnBaOT JOCTATOYHO IIONHOE OMHCAaHHE paboueil MOBEPXHOCTH HHCTPYMEHTA, COOTBETCTBYIOT
peanpHOMY IPOLIECCY U MOTYT HCHOJIB30BAThCA A1 MPOTHO3UPOBAHUS TOKA3aTeNeH nporecca miando-
BaHHA U pa3paboTke onTHMHU3AUMOHHBIX Monenci. s kpyros mMapok 24AF60L6V u 24AF60N7V mo-
JYYCHBl SMITUPUUCCKUC KO3DPHUIMCHTE, HEOOXOAUMBIE TS BHIIIOJHCHUS YHCICHHBIX PAcUCTOB LIMPH-
HBI M paJuyca OKpPyIIeHUS abpa3suBHOTO 3€pHA.
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CHANGE IN THE CHARACTERISTICS OF THE GRINDING WHEEL FACE
DURING ITS REDRESS LIFE

V.B. Bogutsky, bogutskivb@yandex.ru,
L.B. Shron, shronlb@mail.ru

Sevastopol State University, Sevastopol, Russian Federation

Based on a comprehensive analysis of grinding operations, it was found that grinding wheels
are the most unstable elements of the system. During grinding, the cutting surfaces are formed by
the movement of the cutting edges of abrasive grains in the workpiece space. They form a micro-
relief on the workpiece surface. It was shown that the main parameter of the grinding process that
has the most significant impact on the quality of cutting is the shape of the cutting edges.
The shape of single surface scratches depends on the characteristics of the contact between the
grinding wheel and the workpicce material, as well as the shape of abrasive grains on the grinding
wheel face. Change of state of the grinding wheel face is determined by the number of cutting
edges, their shape, and the distribution of cutting edges on the wheel face. We developed a me-
thodology and conducted research to determine the empirical coefficients that define the influ-
ence of the working time of a dressed grinding wheel on the state variables of the working sur-
face. We proposed analytical expressions for calculating the expected surface roughness, cutting
force, etc. It was found that an increase in tool operation time leads to an increase in the width of
the cutting edge and the radius of curvature at the top of the tool; and when it operates in the
blunt mode, there are near-planar vertices. The experimental studies confirm the conclusion that
the shape of the cutting edges changes most significantly when the tool operates in the blunt
mode during its tool life. The research on the wear of single abrasive grains of the circle confirms
the qualitative characteristics of wear. The calculated values of the curvature radius when com-
pared to the experimental ones show quite a good coincidence.

Keywords: grinding wheels, wheel surface profiles, abrasive grain, grain width, shape of
cutting edges, surface roughness.
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