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U3MEHEHUE XAPAKTEPUCTUK PABOYEN NMOBEPXHOCTW
LLJTMPOBAJIbBHOIO KPYT'A 3A NMEPUOA EFO CTOUKOCTHU

B.b. boayukud, J1.b. LLipoH
Ceesacmononbckul eocydapcmeeHHbll yHUsepcumem, 2. Cesacmoniorss, Poccusi

Ha ocHoBe BcecTOpoHHEro aHaim3a NUIH(OBaIbHBIX ONEpalii BBISBIEHO, 4TO HanboJee He-
CTaOMJIBHBIM 3JIEMEHTOM CHCTEMBI SIBJISICTCS IUIMGOBAIBHBIA Kpyr. B mpouecce mumdoBanus
MIOBEPXHOCTH pE3aHusi, 00Pa30BHIBAIOIINECS NP IBIKCHUH PEKYIINX KPOMOK aOpa3MBHBIX 3€-
PEH B MPOCTPAHCTBE 3arOTOBKH, OTOOpaKaroTCsl Ha €e MMOBEPXHOCTH B Buae Mukpopenseda. ITo-
Ka3aHO, YTO OCHOBHBIM ITapaMETPOM ITIpoliecca NUTH(OBaHNS, OKa3bIBAIOIINM HanoboJee CymecT-
BEHHOE BIIMSHHUE HA KauecTBO 00palboTKH, siBiseTca GopMa pexymux KpoMok. Dopma exnHUY-
HBIX PHCOK Ha IMOBEPXHOCTH 3aBUCHT OT OCOOCHHOCTEH KOHTaKTa HUIH(OBAIBHOIO Kpyra C
MaTepHaJiOM 3arOTOBKH, a Takke (GopMoi abpa3uBHBIX 3€pPEH Ha ero padoueil moBepxHocTH. M3-
MEHEHHE COCTOsIHHs paboyell MOBEPXHOCTH HIIM(OBAIBHOTO Kpyra OIpeNessieTcss YUCIOM pe-
KYIIMX KPOMOK, X (OPMOH, pachpesieleHHeM peXylIIMX KPOMOK Ha paboueil MOBEpPXHOCTH.
Pa3paboTana MeToqMKa U ITPOBEICHBI HCCIICIOBAHUS IS ONPENEIICHHS SMITMPUYECKIX K03(hhu-
LMEHTOB, ONMCHIBAIOIIME BIMSHUE BPEMEHH padOoThl IMUIM(OBAIBHOIO Kpyra II0CJe €ro IpaBKH
Ha MapaMeTpbl COCTOSHUs paboueil moBepxHOCTH. [Ipe/uiosKeHbl aHAINTHYECKUE 3aBUCHMOCTH
IUISL pacdeTa 0’KUAaeMOi MepOX0BaTOCTH OBEPXHOCTH, CHIIBI PE3AHUS U Ip. Y CTAHOBJIEHO, YTO
C YBEIMYCHHUEM BPEMEHH pabOThl MHCTPYMEHTa HaONIOAaeTCs YBEIMUYCHHE IIUPUHBI PEXYIIEH
KPOMKH W pajuyca 3aKpyTJICHHS IPH BEPIIMHE HHCTPYMEHTA U IPH paboTe B PeXHUME 3aTyIlIe-
HUSI TIOSIBIISIIOTCSL [TOYTH TUIOCKHE BEPIINHBI. BBITONHEHHBIE SKCTIEPUMEHTAIIBHBIE HCCIEIOBAHUS
MOATBEPKAAIOT BBIBOJ, YTO 3a MIEPHOJL CTOMKOCTH MHCTPYMEHTa IPU paboTe B peKUME 3aTyILIe-
HUsI HanOoJiee 3HaUUTENIbHO U3MEHseTcsl (hopMa pexymux KpoMok. IIpoBeneHHBIE HCcIeqOBa-
HUSI 110 U3HOCY €JIMHMYHBIX aOpa3MBHBIX 3€pEH Kpyra MOJITBEPIKAAIOT KAUeCTBEHHYIO KapTHHY
n3Hoca. CoIoCTaBIEeHUE PACUETHBIX 3HAYCHUH paauyca 3aKpyIJIEHHs C SKCIEPHMEHTAIbHBIMU
yKa3bIBaeT HAa UX JOCTATOYHO XOPOIlIee COBNAIECHHE.

Kniouesvie cnosa: wnugosanvuwiii kpye, npogunb noeepxHocmu Kpyed, abpasusHoe 3epHo,
WUPUHA 3epHa, hopma percyux KpoMOK, Wepoxo8amocmy HOGEPXHOCIU.

Brenenue. IIporecc nundoBanus UMeEeT BEPOATHOCTHBIA XapakKTep, YTO BhI3bIBaET pa3Opoc xa-
pakTepuCcTHK KadecTBa oOpabarbiBaeMbIx Aetaneil [1-6]. B mpouecce numgoBanus OBEpXHOCTH pe3a-
HUSl 00pa30BHIBAIOIINECS TPHU JABIKEHUN PEXYIINX KPOMOK aOpa3vBHBIX 3€PEH B MPOCTPAHCTBE 3aro-
TOBKH OTOOpa)kaloTCs Ha ee TIOBEPXHOCTH B BHJE MUKpOpeheda H, CIeI0BaTeIbHO, (hopMa eTHHUIHBIX
PHUCOK Ha TMOBEPXHOCTH 3aBHCHUT OT OCOOCHHOCTEH KOHTaKTa C MaTepHajioM MOBEPXHOCTH U (QOPMOM
a0pa3vBHBIX 3epPeH Ha pa0doYel MOBEPXHOCTH NUTH(OBATBHOTO KpyTa.

st o oBaNBHBIX OTepaIuii HanboJiee HECTAOMIIEHBIM DJIEMEHTOM CHUCTEMBI SIBIISICTCS LT O-
BaNbHBIA KpyT. Clemayer oTMETUTh, 94To B 65...75 % ciydaeB UCHONB3YIOTCS NUIHN(OBAIBHBIE KPYTH HA
KEepaMHUYECKOW cBA3Ke, paboTaromme B pexxume 3aTyiuieHus [7—11], cBoiicTBa KOTOPBIX B pe3ylbTare
M3HOCA a0pa3MBHBIX 3€pEH MEHSIOTCS B Ipollecce dKCIuTyaTanuu. Kak creacTBrue, MEHSIOTCS CHJia pe3a-
HUSI, TeMIeparypa B 30He 00pabOTKH, IEPOXOBATOCTh 00pabaThIBAEMON MOBEPXHOCTH M MPOHM3BOIM-
TENBHOCTh 00PabOTKH.

W3menenune coctossHUS pabouell MOBEpXHOCTH NUTH(OBAILHOTO Kpyra OMpeAeNseTcss YHCIOM pe-
KYIITUX KPOMOK, UX (OPMOH, pacIipeielIeHreM pexXyIuX KPOMOK Ha pabodeil TOBEpXHOCTH, 3acajiBa-
HUeM U T. 4. [lo ganHbM [3, 12—15], OCHOBHBIM MapaMeTpoM Mpolecca IUTM(POBaHUS, OKa3bIBAIOIINM
HauboJiee CyIIeCTBEHHOE BIUSHIE, SBIseTCsS (popma pexxymux kpomok. HccrnenoBanus aBTopos [1, 3, 8,
13—15] mokazanu, 9yTo HamboIee aaeKBaTHON MOJIENBI0 BEPIIUHEI 3epHA SIBISICTCS] MOJICTh B BUIE Tapa-
6omonma BparmieHus (puc. 1).
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a) 6)
Puc. 1. Mogenu a6pa3svMBHOro 3epHa: a — KOHTYp 3epHa; 6 — napa6onoua BpaLeHusl

CornacHo [3, 4, 15-19] pacuer XapaKTepUCTHK IIEPOXOBATOCTH MOBEPXHOCTH, CheMa MaTepHala
3arOTOBKH, CHJIBI PE3aHMs, TEMIIEPATYpPhl B 30HE KOHTAKTa a0pa3uBHOIO 3€PHA C MAaTepHaIOM 3arOTOBKU
MOKHO BBIIIOJIHUTB, OCHOBBIBAsICh HA HIMPUHE a0pa3sHUBHOIO 3epHa b, U paanyce 3aKpyIJeHHs €ro Bep-
IHIUHBI P,

B paborax [3, 8, 14, 16, 18] moka3zaHo, 4To IIMPUHY aOpPa3MBHOIO 3epHA b, Ha PACCTOSHHUHU /1 OT €T0
BEPIIMHBI MOKHO OMPEIEINATh 10 3aBUCUMOCTH

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

I pg — PayC OKPYIJICHUS IPU BEPLIMHE 3€PHA.

st Bcex pasHOBUAHOCTEH (OpM aOpa3MBHBIX 3€pEH YpaBHEHHE, ONMMCHIBAIONICE NIMPUHY a0pa3uB-
HOTO 3epHa by, nMeeT BuA (CM. ypaBHeHHE (2)), B KoTOpoM Koddduient Cp, U 1oKa3aTellb CTENeHU M
HEOOXOMMO OIPENeNsITh dKcepuMeHTansHo [3, 18-201]:

bg =C,h"™. 2)
Cornacuo [3, 14, 16—-19] tekymiee 3HaueHue koadduiienra Cp, MOKET OBITh BHIYHCICHO 110 3aBH-

cuMOCTH (3), by, U3 3aBHCUMOCTH (4), a IIOCIIE MPABKK MOBEPXHOCTH IUIM(POBAIBHOIO KPyra INIOTHOCTb

pacmpeneneHust abpa3uBHBIX 3€pEH MOXKHO MOZAEITUPOBATH 3aBUCHMOCTHIO
m

lr—u
Coo=Co| 5 | > 3)
ly—u=ny
l‘f —u m B
R Py @
! g
Sew)=C ™, (5)

rae t;— (pakTuueckas riIyOuHa pe3aHus; ¥ — PacCTOSHUE OT yCIOBHOM HapyKHOM MOBEPXHOCTH LUTU(O-
BaJIbHOTO Kpyra A0 BEPILUHBI 3€pHA; /1, — PACCTOSIHUE 10 PACCMATPUBAEMOI0 YPOBHS OT BEPIUUHBI U3-
HOIIEHHOTO 3epHa; Cy U y — KOXQOHULHUEHT U NOKa3aTeNb CTENEHH.

Heablo cTaThM SBISETCS W3yYCHHE BIMSHHUS BpeMEHH paboThl HUIM(OBAIBHOIO Kpyra Iocie
[IPaBKM Ha IapaMeTphbl COCTOSHUS €ro padoyell MOBEPXHOCTU U IOIYy4YE€HHE OTAEIbHBIX SMIMPUUECKUX
K023 pUIIMeHTOB, HEOOXOAMMBIX ISl YUCICHHBIX PACUETOB OKHIAEMOH IIEPOXOBATOCTH MOBEPXHOCTH,
CHWJIBI p€3aHus U Jp.

st sKCTIeprMEHTAaIbHBIX UCCIIEIOBaHUH MapaMeTpoB paboueil MOBEpXHOCTH HHCTPYMEHTA IIPHMe-
HSIIOT TaKKe METOJIbI TMOJyuYeHHs TMEepBUYHON MH(POPMALMK, KaK LapanaHue MOJMPOBAHHOTO 00pasia,
HETOCPEICTBEHHOE HAOIIOCHUE 32 PEXKYIIUMHI KPOMKaMH C TIOMOLIBbIO poduiorpapupoBaHusl, ONTH-
YECKOTO WJIM JIEKTPOHHOTO MHUKpOcKoma. VX mompoOHbIit aHamm3 BEITOMHEH B paboTax [15, 18-23].

MarepuaJ u MeToAbl. B MpoBoIMMBIX HCCIENOBAHUSX Ul aHAIM3a U3MEHEHHs 4MCiIa U pacipe-
JeNICHHs. PEXYIINX KPOMOK NPUMEHMIH MeTol npoduinorpadupoBanus MOBEPXHOCTU KpyTa, a JUIs UC-
CIICZIOBAaHMS M3MEHEHHS T'€OMETPUH PEXYIIMX KPOMOK — METOJ LapanaHusl MMOJUPOBAHHOIO oOpasia.
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[Ipodunorpammsl Kpyra CHUMail B HalpaBJICHUH, NEPICHIUKYIISIPHOM BEKTOPY CKOPOCTU PE3aHusl He-
NOCPEICTBEHHO Ha KpyriouutndosaisHoM ctanke BUA16 (puc. 2, a), 000pyaoBaHHOM T€H30METpUYe-
CKUMH LieHTpamH (puc. 2, 6) u BUOpogaTdikoM (puc. 2, ¢). [lapameTpsl oLy bIBAIOMINX Ul COOTBETCT-
BEHHO PaBHBI: yroi npH BepiurHe npoduns — 90° u 110°, paauyc okpyriaeHus — 2 1 3 MKM; AJIMHA Bep-
mHel kauHa wrnel — 0,43 u 0,25 MM, CKOpOCTh TepeMeNIeHUs WTIBl OTHOCHUTENFHO padodeid
MMOBEPXHOCTH HHCTpyMeHTa coctasisuia 1,0 u 0,4 mm/c.

st u3amepeHns pa3HOBBICOTHOCTH 3€PEH 3alMCHIBAIIM 110 IATh YYaCTKOB penibeda Kpyra JAITHHOM
15 MM xkaxasiii. Ha mpogunorpamme BeiOMpanu 2...3 Hanbonee BBHICTYNAIONIME BEPIIMHBI, POBOIMIN
[0 HUM JIMHUIO HYJIEBOTO YPOBHS M M3MEpPSUIM PACCTOSHUS 10 JPYTMX BEpLIMH 3epeH. Bech auanason
BBICOTHI IPOQUJIsl pa30MIIN HAa UHTEPBAIIBL, 110 PE3yJIbTaTaM 3aMEPOB CTPOMIIU KPUBBIC W3MEHEHUS Yac-
TOTHI PEeXYLIMX KPOMOK MO TIyOMHE WHCTpYMEHTA. J[JIsl aHaJTMTHYecKOro ONMMCAaHUs 3aKOHA pacipe-
JEJICHUS] PEeXYLIMX KPOMOK IO ITyOMHE MHCTpyMEHTa NMpHUMEHsIH Oeta-pacupenenenue [1-3]. Pe-
3yJbTaThl CTATUCTHUYECKON NMPOBEPKU I'MIIOTE3bl O 3aKOHE PACIPENEICHUS PEXYIUX KPOMOK KPYIroB
24AF60L6V nocne 10 MuH numdoBaHus MpuBeIcHEI B Ta0mI. 1.

[Ipu onenke n3MeHeHus MpoduiIs BEPLIMHBI a0pa3UBHBIX 3€peH HMUTM(OBAIBHBINA KPYT IPIKUMAN
K TIOJTMPOBAHHOMY 00pasily W MpOBOpauuBain Ha 2...3 MM. J{71s1 CHIKEHUS NCKaKESHUS TPOodUIs BCIe-
CTBHE TUIACTUYECKUX JAedopMarnuii o0paser H3roToBuin u3 3akanenHoi cramm [1IX15, HRC 55...60.

a)
Puc. 2. O6wmin BUA ycTaHOBKU ANSl UCCrefoBaHUA npouecca wivdgoBaHUA:
a - ctraHok BUA16, 6 — TeH30oMeTpuUeckne LieHTpbI, 8 — BUOGpoaaTIUUK

UccnenoBanre M3MEHEHUsS] COCTOSHUs pabodell TOBEPXHOCTH HUTH(OBAIBHOIO Kpyra MPOBOIUIOCH
nipy D oBaHUM CTATBEHBIX 00pa3ioB (craib 40X, HRC pasmepsr dx/ = 35x60 mm) kpyrom 1 250x32x76,
mapku 24AF60L6V Ha pexumax V= 31,7 m/c, V, = 27 m/muH, S, = 1,3 M/MuH, S;on = 0,01 MM/1B.X01.
XapakTepuCTHKH paboyeil MOBEPXHOCTH NUTH(OBAIBLHOTO KPyTra KOHTPOIUPOBAIUCH Cpa3y Mocye Mmpas-
ku ¥ ciryetst 10, 20 u 30 MuH paboTHI.

[ToBTOpsieMoCTh ONBITOB ObLIa NMPHHATA PABHOW MATH. Pamuychl 3aKpyrieHHsl BEepIIMH 3€pEH B
IUIOCKOCTH, MEPIEHANKYJIAPHON BEKTOPY CKOPOCTH PE3aHMsl, 3aMepsuld I1abjJoHaMu 1o npoduiorpam-
MaM, CHSTBIM C IIaparvH IpH OJMHAKOBOM T'OPU30HTAIIEHOM M BEPTHUKAJILHOM yBennueHusx. [Ipu ypos-
e 3uaunMoctu 0,95 TaGnuuHOe 3HaueHHE x° PaBHO 26,3. PacuyeTHbIe pajnyChl BEPIIHHBI a0Pa3HBHBIX
3€pEH PaCCUUTHIBAINCH 11O 3aBucHUMOCTH (1).

BenuiHa OTHOCHTEILHOTO H3HOCA g = 2,8 X107’ MM OIpeessiIach 0 BeTHIHHE Pa3MEPHOTO H3-
Hoca AR = 14,5 MKM U IIyTH pe3aHusl eIMHUYHBIM 3epHOM 3a 30 MUH paOOThl HHCTPYMEHTA.

Jis onucanus Tekyiuero npoduis n3MepsaIach MUPUHA [ApaluH Ha Pa3IddHbIX YPOBHAX OT BIIa-
auH. Pe3ynbTaThl U3MEpEHHI aNPOKCUMUPOBAIN yPaBHEHUAMH Bua b, = Cyxh".
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Tabnuua 1
CraTucTMyeckasi NpoBepKa runoTe3bl O 3aKOHe pacnpeaerneHnst BeplunH 3epeH
no rnybuHe nHctpymeHTta 1 250x32x76 mapku 24AF60L6V
Pacuernas Pacuernas
Yacrora Yacrora
Ne unrep- | Wurepsan, BeposATHOCTb | Nemntep- | MHTtepsan, BEPOSTHOCTh
; BEPILUH ; BEPIIUH
Baja i MKM HonajgaHus Baja i MKM HonajgaHus
3€peH my; 3epeH m;
B MHTEpBaJ P; B MHTEpBaJ P;
1 0-2,1 9 0,0888 11 21,0-23,1 4 0,0528
2 2,1-4,2 16 0,0972 12 23,1-25,2 8 0,0456
3 4,2-6,3 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 uccnenoBaHnn 3aKOHOB pacIpeeNeHNs] PEKYLIUX KPOMOK 110 TITyOMHE HHCTPYMEHTa HUTH(O-
Banu oOpasusl u3 3akaieHHor cramu X155 (HRC 55...60) na cranke BUA16 kpyramu 1 250%32x76
Mapok 24AF60L6V u 24AF60N7V (V= 31,7 m/c, V; = 39 m/muH, Sy, = 0,9 M/MuH, Spon = 0,01 MM/1B.X01T).
Pe3ymbTaTh! SKCIIepruMEHTOB 00pabaThIBaINCh B IporpamMme Stata 8.0.

B tabn. 2. npuBeaeHb! AaHHBIE IO KOAGOUIHEHTY KOPPEIALUN MEXKIy IIUPHHON PEXKYILIeH KPOMKU
Y PacCTOSIHHEM JI0 YPOBHS OT BEpIIMHBI 3€pHA, PACUETHBIMU U TaOIWYHBIMU 3HAYEHUSIMUA KPUTEPHS IS
oueHKH Kod(dduumenra koppemsiunu, K03)OUIUEHTY NPONOPLUUOHAIBHOCTH M IOKA3aTeNI0 CTEHECHU
YPaBHEHHUS PErpeccuul, paguycy 3aKpyIJeHuUs IPH BEPLIMHE 3€PHA.

Tabnuua 2
FeomeTpuA pexyLwmnx KPOMOK abpa3mBHbIX 3epeH kpyra 1 250x32x76 mapku 24AF40K7V

Panuyc 3akpyrienus

Bpewmst pabotsr Koaddpunment PacuerHbie 3HaueHUs
NP BEpIIHHE 3ePHA Py, MKM
WHCTPYMEHTA, T, MUH | KOPPEJSILNH, I'y; ~
Cy m pacueTHbII SKCHEPUMEHT
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 — —

Pe3yabTaThl U o0cy:xaenue. g Bcex v koddduiment koppensuu 3HauuM u pases 0,7...0,8, uro
CBUJIETENIBCTBYET O JJOCTATOYHO TECHOM CBA3M MEXNY b, u h,. C yBenmudeHHeM BPEMEHU PabOThl MHCT-
pyMeHTa HaOI01aeTcsl 3aKOHOMEPHOE YBEIMYCHUE IINPHUHBI PEXYLIeH KPOMKU U paanyca 3aKpyIrJICHUS
IIpY BEPILUIMHE MHCTPYMEHTA, a IpH paboTe B peKUME 3aTYIUICHUS HOSBIISIOTCS [MOYTH IJIOCKUE BEPLIM-
Hbl. ConocTaBiIeHUe pacueTHBIX 3HAYEHUH pajnyca 3aKpyIJICHUs ¢ 3KCIEPUMEHTAIbHBIMU IT0KA3bIBAIOT
Ha UX JOCTaTOYHO XOPOILIEE COOTBETCTBHUE.

Takum 00pa3oM, MPOBEICHHBIE UCCIEIOBAHUS MO M3HOCY CIUHMYHBIX aOpa3uBHBIX 3€pEH Kpyra
MOJITBEPKIAAIOT KAaYeCTBEHHYIO KapTHHY M3HOCA, MOJMy4YeHHYI0 B padotax [3, 8, 15-19], u mo3BoustoT
CZeNaTh 3aKioueHne 00 aJeKBaTHOCTH 3aBUCHMOcCTeH (2) u (4) peanbHOMY mpoueccy. Pesynbrarsl 3xc-
IIEPUMEHTOB 10 UCCJICIOBAHUIO 3aKOHOB PAaCIPENeNICHHUs PEXYILUX KPOMOK a0pa3suBHbIX 3€pPEH 110 IIIy-
OuHe nuM(OBaILHOTO KpyTa MPUBEACHBI B Ta0I. 3, 4 1 Ha puc. 3.

OTMeuaeTcsi 3aMETHOE M3MEHEHUE 3aKOHA PACIpEeAeICHUs] PEXYIIUX KPOMOK IO IIyOuHe Hutudgo-
BAJILHOTO Kpyra. MakCUMyM KpHUBBIX CMELIAeTCsl Mo IiyOnHe nuin(oBaIbHOTO KpPyra, 4acTOTa CHHXKa-
eTcs C YBEIMYCHHUEM BPEMEHH ero padoThl. [y MCTIBITAaHHBIX MapOK Kpyros HauOOJbIINE M3MEHEHHUS
3aKOHA paclpezeseHnss HaOlMoJaloTcsa B EpBble MUHYTHI paOOThl MHCTPYMEHTA, KOTAA U3 CBA3KU BbI-
PBIBAIOTCS W pa3pylIaloTcsl abpa3uBHBIC 3epHA, MOBPEKJCHHBIC NpaBKoi kpyra. [Ipu manbHeimei pa-
0oTe nuM(oBaIBHOrO Kpyra M3MEHEHHS B 3aKOHE pacipenesieHus CHIKatoTcss. O0 3TOM ke CBHIETENb-
CTBYET aHaJIN3 MapaMeTPOB PACIpENeICHHs MPH MOJACIMPOBAHUM YYAaCTKOB KPHBBIX PAaclpeneicHHs,
TeXKaX B IpefieniaX NIyOnHbI pe3aHsl, 3aBUCUMOCThIO [3, 12—14, 24]:
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x
Hu
rae H, — cioii Kpyra, B KOTOPOM paclpeiesieHbl peXyIue KPOMKH (IPUHUMAETCS PaBHBIM (aKTHye-
CKOH ITyOHHE pe3aHus ).

Se(u)= , (6)

Ta6bnuua 3
MapameTpbl rMCTOrpamMm U pacnpeaerneHuin pexyLmx KPoOMoK abpas3MBHbIX 3epeH
no rny6uHe wnudcoBanbLHOro Kpyra
[TapameTpsl ITapameTpsl [Toka3zarenu A npoBepKU
Mapka kpyra Bpewmst paboTsi THCTOrPaMM GeTa-pacpe/eleHus 3aKOHA pacrpe/ieseHus
WHCTPYMEHTA T, MUH =
B X s’ n ¥ P B2
0 0,24 0,029 2,1 1,3 0,67 3,5
4 0,28 0,040 2,3 1,2 0,51 2,7
24AF60KTV 8 032 | 0048 | 23 1.2 0,33 22
10 0,33 0,049 2,4 1,2 0,33 2,2
0 0,37 0,62 1,7 1,0 0,19 2,2
4 0,35 0,55 2,0 1,1 0,28 1,6
24AF6ONTV 8 037 | 0053 | 2.1 1.3 0,17 2,0
12 0,36 0,054 2,1 1,2 0,18 2,0
Tabnuua 4
3HaueHue koachcduumeHToB ¥ u H, B ypaBHeHuu (6)
Bpewmst pabotsr 3HaueHne KodpPHUIMESHTOB Bpewmst pabotsl 3HaueHune KoIpPHULIUESHTOB
MHCTPYMEHTA T, C X H, MHCTPYMEHTA T, C X H,
0 1,49 0,012 8 1,79 0,016
1 1,79 0,016 10 1,71 0,020
4 1,7 0,016
Fa— T — T — [ I Lo (1)
— / / : | 20 de._ L\ =30c.
/] | A
/ | 160 \
B AL /‘f | r=0c / \\\
i 120 4
103 e /A
iid | Vi \
A / HA— i 40 \
4 | u UMM
h 0,002 0,004 0,006 0,008 0,01
g
——— 4
h,+4U,
'—-—’—-—-:—
a) 6)

Puc. 3. PacnpegeneHune pexylmx KpOMOK abpa3mBHbIX 3epeH WnndoBanbHOro Kpyra:
a — pacnpegerneHue no rnyéuHe; 6 — NNOTHOCTL pacnpeaeneHus no rny6éuHe

3a nepBy10 MUHYTY pabOThl HHCTPYMEHTa MOKa3aTenb y u3Mensercs B 1,3 pasa, 3a mocieayomui
NEepUOJ] OH KoJIeOJIeTCs B IpeliesiaX NOrPEIIHOCTH SKCIIEPUMEHTAIbHbIX JaHHbIX.

3akuroyeHue. BrIOIHEHHBIE SKCIIEPUMEHTAIbHbBIE HCCIIEA0BAaHUS MOATBEPKAAIOT BBIBOJ, YTO 3a
NEepUOJ] CTOMKOCTH MHCTPYMEHTA IIpH padoTe B PeKUME 3aTyIJICHUs] HanOoJiee 3HAYUTEIbHO U3MEHSIET-
cs popma pexxyumx KpoMmok. IloarBepkaeHo, 4TO MOIydeHHbIE pa3lNuYHbBIMUA ABTOPAMHU 3aBUCHMOCTH
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o0ecneunBaloT J0CTATOYHO IIOJIHOE OMHMCaHHWe paboueil MOBEPXHOCTH HHCTPYMEHTA, COOTBETCTBYIOT
pearbHOMY MPOLEcCy U MOTYT MCIOJIB30BaThCs AJIsl MPOTHO3UPOBAHMS TOKa3zaTelnel npouecca mumdo-
BaHUS U pa3pabOTKe ONTHUMH3AIMOHHBIX Mojened. /s kpyroB mapok 24AF60L6V u 24AF60N7V mo-
JIy4eHbl IMIUpPUYECKUEe KOA(PGUINEHTb], HEOOXOAUMBIE ISl BBIIIOJIHEHUS YUCICHHBIX PacyeTOB LIMPH-
HBI ¥ paJidyca OKpyTJIeHHUs aOpa3suBHOTO 3epHa.
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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 workpiece 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.

72 Bulletin of the South Ural State University. Ser. Mechanical Engineering Industry.
2019, vol. 19, no. 2, pp. 66-74



Boeyukuti B.B., LlLpoH J1.b. UsmeHeHue xapakmepucmuk paboyel noeepxHocmu
wnughoeasibHO20 Kpyaa 3a nepuod e2o cmolikocmu

References

1. Choi T.J., Subrahmanya N., Li H., Shin Y.C. Generalized Practical Models of Cylindrical Plunge
Grinding Processes. International Journal of Machine Tools and Manufacture, 2008, vol. 48, no. 1,
pp. 61-72.

2. Stepien P. A Probabilistic Model of the Grinding Process. Applied Mathematical Modelling,
2009, vol. 33, no. 10, pp. 3863-3884.

3. Novoselov Yu.K. Dinamika formoobrazovaniya poverhnostej pri abrazivnoj obrabotke [ Dynamics
of Forming Surfaces During Abrasive Machining]. Sevastopol, SevNTU Publ., 2012. 304 p.

4. Kadivar M., Zahedi A., Azarhoushang B., Krajnik P. Modeling of the Micro-Grinding Process
Considering the Grinding Tool Topography. International Journal of Abrasive Technology, 2017. vol. 8,
no. 2, pp. 157-170. DOI: 10.1504/1JAT.2017.089292

5. Saxena K.K., Agarwal S., Das R. Surface Roughness Prediction in Grinding: a Probabilistic Ap-
proach. 2016 International Conference on Design. Mechanical and Material Engineering (D2ME 2016),
MATEC Web of Conferences, 2016, vol. 82. DOI: 10.1051/matecconf/20168201019

6. Belkin E.A. [Stochastic Model of the Abrasive Machining]. HANDBOOK. An Engineering jour-
nal, 2004, no. 3, pp. 20-25. (in Russ.)

7. Wegener K., Hoffmeister H.-W., Karpuschewski B. et al. Conditioning and Monitoring of Grinding
Wheels. CIRP Annals. Manufacturing Technology, 2011, vol. 60, pp. 757-777.

8. Korolev A.V. Issledovanie processov obrazovaniya poverhnostej instrumenta i detali pri abra-
zivnoj obrabotke [Research of Processes of Formation of Surfaces of the Tool and the Workpiece Dur-
ing Abrasive Machining]. Saratov: Saratovsk. univ. Publ., 1975. 192 p.

9. Marinescu 1.D., Hitchiner M.P. Handbook of Machining with Grinding Wheels, Second Edition.
CRC Press Publ., 2016. 750 p.

10. Oliveira J.F.G., Silva E.J., Guo C., Hashimoto F. Industrial Challenges in Grinding. CIRP An-
nals — Manufacturing Technology, 2009, vol. 58, no. 2, pp. 663—680.

11. Klocke F. Manufacturing Processes 2. Grinding, Honing, Lapping. Springer-Verlag Publ.,
2009. 451 p.

12. Kryukov S.A., Kryukova S.A. Determining the Parameters of Grinding Wheels Working Sur-
face Profile. International Conference on Industrial Engineering, ICIE 2017. Procedia Engineering,
2017, vol. 206, pp. 204-209. DOI: 10.1016/j.proeng.2017.10.461

13. Ichida Y. Formation Mechanism of Grain Cutting Edges in Micro Dressing of Polycrystalline
CBN Grinding Wheels. Key Engineering Materials, 2012, vol. 523-524, pp. 137-142.

14. Korolev A.V., Vasin A.N., Nazar’eva V.A., Reshetnikova O.P. Cutting Geometry of Abrasive
Grains. Russian Engineering Research, 2014, vol. 34, no. 10, pp. 655-659.

15. Malkin S., Guo C. Grinding technology. Theory and Applications of Machining with Abrasives.
Industrial press Publ., 2008. 372 p.

16. Novoselov Yu., Bratan S., Bogutsky V. Analysis of Relation Between Grinding Wheel Wear
and Abrasive Grains Wear. 2nd International Conference on Industrial Engineering (ICIE-2016). Pro-
cedia Engineering, 2016, vol. 150, pp. 809-814.

17. Leonov S.L., Markov A.M., Belov A.B., Sczygol N. Generalized Mathematical Model Predicting
the Mechanical Processing Topography. IOP Conference Series: Materials Science and Engineering 7.
VII International Scientific and Practical Conference on Innovations in Mechanical Engineering,
(ISPCIME 2015), 2016. DOI: 10.1088/1757-899X/126/1/012009

18. Marinescu 1.D., Rowe W.B., Dimitrov B., Inasaki I. Tribology of abrasive machining processes.
Brent Beckley Inc. Publ., Cover Art, 2004. 764 p.

19. Korchak S.N. Proizvoditel'nost’ processa shlifovaniya stal'nyh detalej [The Productivity of the
Grinding Process of Steel Details]. Moscow, Mashinostroyeniye Publ., 1974. 280 p.

20. Demir H., Gullu A., Ciftci 1., Seker U. An Investigation into the Influences of Grain Size and
Grinding Parameters on Surface Roughness and Grinding Forces when Grinding. Strojniski vestnik —
Journal of Mechanical Engineering, 2010, vol. 56, no. 7-8, pp. 447—454.

21. Nguyen A.T., Butler D.L. Correlation of Grinding Wheel Topography and Grinding Perfor-
mance: a Study from a Viewpoint of Three-Dimensional Surface Characterization. Journal of Materials
Processing Technology, 2008, vol. 208, no. 1-3, pp. 14-23.

BecTtHuk OYplY. Cepus «MawmnHocTpoeHue». 73
2019.T. 19, Ne 2, C. 66-74



TexHonorusa

22. Narayanaperumal A., Lakshmanan V. Evaluation of the Working Surface of the Grinding
Wheel Using Speckle Image Analysis. Proceedings of the ASME 2015 International Conference on
Manufacturing Science and Engineering (MSEC2015), 2015, vol. 1, paper Ne MSEC2015-9416. DOI:
10.1115/MSEC2015-9416

23. Shejko M.N. [Theoretical-Probabilistic Interpretation of the Error of the Method of Profilo-
graphy in the Study of the Relief of Abrasive-Diamond Tools]. Journal of Superhard Materials, 1998,
no. 5, pp. 46-50. (in Russ.)

24. Novoselov Yu., Bogutsky V., Shron L. Patterns of Removing Material in Workpiece — Grinding
Wheel Contact. 4nd International Conference on Industrial Engineering (ICIE-2017). Procedia Engi-
neering, 2017, vol. 206, pp. 991-996.

Received 15 March 2019
OBPA3EIl HUTUPOBAHUSA FOR CITATION
Bborynxuii, B.b. M3MeHeHne xapakTepuCTHK pabouei Bogutsky V.B., Shron L.B. Change in the Characteris-
MOBEPXHOCTH HUTH(OBAIBLHOIO KPyra 3a HepHOJ| ero CTOi- tics of the Grinding Wheel Face During Its Redress Life.
koctu / B.B. boryuxuii, JL.b. Illpon // Bectauk IOYpI'Y. Bulletin of the South Ural State University. Ser. Mechan-
Cepus «MammnaocTtpoeruey. — 2019. — T.19, Ne2. — ical Engineering Industry, 2019, vol. 19, no. 2, pp. 66—74.
C. 66-74. DOLI: 10.14529/engin190206 (in Russ.) DOI: 10.14529/engin190206

74 Bulletin of the South Ural State University. Ser. Mechanical Engineering Industry.
2019, vol. 19, no. 2, pp. 66-74




<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Dot Gain 20%)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (U.S. Web Coated \050SWOP\051 v2)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.4
  /CompressObjects /Tags
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /DetectCurves 0.0000
  /ColorConversionStrategy /CMYK
  /DoThumbnails false
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams false
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments true
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts true
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 300
  /ColorImageMinResolutionPolicy /OK
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 600
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages true
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 300
  /GrayImageMinResolutionPolicy /OK
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 600
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 1200
  /MonoImageMinResolutionPolicy /OK
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 1200
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile ()
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /CreateJDFFile false
  /Description <<

    /BGR <>
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e9ad88d2891cf76845370524d53705237300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc9ad854c18cea76845370524d5370523786557406300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /CZE <>
    /DAN <>
    /DEU <>
    /ESP <>
    /ETI <>
    /FRA <>
    /GRE <>

    /HRV (Za stvaranje Adobe PDF dokumenata najpogodnijih za visokokvalitetni ispis prije tiskanja koristite ove postavke.  Stvoreni PDF dokumenti mogu se otvoriti Acrobat i Adobe Reader 5.0 i kasnijim verzijama.)
    /HUN <>
    /ITA <>
    /JPN <FEFF9ad854c18cea306a30d730ea30d730ec30b951fa529b7528002000410064006f0062006500200050004400460020658766f8306e4f5c6210306b4f7f75283057307e305930023053306e8a2d5b9a30674f5c62103055308c305f0020005000440046002030d530a130a430eb306f3001004100630072006f0062006100740020304a30883073002000410064006f00620065002000520065006100640065007200200035002e003000204ee5964d3067958b304f30533068304c3067304d307e305930023053306e8a2d5b9a306b306f30d530a930f330c8306e57cb30818fbc307f304c5fc59808306730593002>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020ace0d488c9c80020c2dcd5d80020c778c1c4c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /LTH <>
    /LVI <>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor prepress-afdrukken van hoge kwaliteit. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /POL <>
    /PTB <>
    /RUM <>
    /RUS <>
    /SKY <>
    /SLV <>
    /SUO <>
    /SVE <>
    /TUR <>
    /UKR <>
    /ENU (Use these settings to create Adobe PDF documents best suited for high-quality prepress printing.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
  >>
  /Namespace [
    (Adobe)
    (Common)
    (1.0)
  ]
  /OtherNamespaces [
    <<
      /AsReaderSpreads false
      /CropImagesToFrames true
      /ErrorControl /WarnAndContinue
      /FlattenerIgnoreSpreadOverrides false
      /IncludeGuidesGrids false
      /IncludeNonPrinting false
      /IncludeSlug false
      /Namespace [
        (Adobe)
        (InDesign)
        (4.0)
      ]
      /OmitPlacedBitmaps false
      /OmitPlacedEPS false
      /OmitPlacedPDF false
      /SimulateOverprint /Legacy
    >>
    <<
      /AddBleedMarks false
      /AddColorBars false
      /AddCropMarks false
      /AddPageInfo false
      /AddRegMarks false
      /ConvertColors /ConvertToCMYK
      /DestinationProfileName ()
      /DestinationProfileSelector /DocumentCMYK
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure false
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles false
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /DocumentCMYK
      /PreserveEditing true
      /UntaggedCMYKHandling /LeaveUntagged
      /UntaggedRGBHandling /UseDocumentProfile
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [612.000 792.000]
>> setpagedevice


