10 M3BECTWA BBICIIVIX YYEBHBIX 3ABEJIEHUI. MAIIMHOCTPOEHME #9 [702] 2018

YK 621.923.02 DOI: 10.18698/0536-1044-2018-9-10-17

lllepOXOBaTOCTb IMOBEPXHOCTU TBEPAOCIVIABHBIX ITYyaHCOHOB
npn ]lUI]/[(i)OBaHI/H/[ A/IMAa3HbIMI prraMI/[,
N3TOTOBIE€HHBIMHU 110 TEXHOIOTI MHOTOCTIOMHOTO
KOMIIO3MIITUOHHOTIO ITEKTPOMUTNYECCKOTI'O MIOKPBITUA

M.A. IllasBa', C.B. I'py6srit*

1OAO «BHUMMHCTPYMEHT», 107023, Mocksa, Poccuitckas Qepepauns, bonbias CemeHoBcKas yiL., I. 49
2MITY um. H.9. baymana, 105005, Mocksa, Poccuiickasa ®enepauus, 2-1 baymanckas yi., 1. 5, ctp. 1

The Surface Roughness of Carbide Punches

when Grinding by Diamond Wheels Manufactured
Using the Multi-Layer Composite Electrolytic
Coating Technology

M.A. Shavval, S.V. Grubiy*

! Russian Research and Development Tooling Institute VNIIINSTRUMENT, 107023, Moscow, Russian Federation,
Bolshaya Semenovskaya St., Bldg. 49
2 BMSTU, 105005, Moscow, Russian Federation, 2" Baumanskaya St., Bldg. 5, Block 1

e-mail: katapu@mail.ru; grusv@yandex.ru

IIpuBeneHna MeToAuKa pacyeTa IIEPOXOBATOCTM IOBEPXHOCTM B HAIPABIEHUM CKOPOCTHU
BpallleHysl 3arOTOBKY U IIOIIEPEYHOI MoJa4Yy Kpyra Ipy alMa3HOM IUIMGOBaHNM TBEPHO-
CIUIaBHBIX ITyaHCOHOB KPyTaMy C MHOTOC/IOVHBIM KOMIIO3MIIIOHHBIM 3/1€KTPOIUTUYECKUM
MOKpHITVEM. PaccMOTpeHBI 3aBUCHMOCTY IMPOJO/IbHOMN U IONEPEeYHOl COCTAaB/IAIONX IlIe-
POXOBAaTOCTM IOBEPXHOCTM OT PEXMMOB pe3aHNsl: 4aCTOThl BpallleHus LUIM(OBaTbHOTO
KpyTa, 4acTOTbl BpallleHVsI 3aTOTOBKM, IIYOMHBI Pe3aHus M IOIepeyHOoll MOofaduyl Kpyra.
ITpennoskeHa MeTOAMKA OIPeNe/eHNsI PEXMMOB Pe3aHus, obecrednBaloIias yMeHbllIeHe
COCTAB/IAKIUX IIEPOXOBATOCTY B NPOROJbLHOM ¥ IOIEPEYHOM HAIpPaBIE€HUAX. Y CTAaHOB-
JIeHBl ¥ 3KCIEePUMEHTA/IbHO IPOBEPEHBl PEXNMMBI Pe3aHMs IpY aJIMasHOM HUTM(OBAHUM
TBEPHOCIVIAaBHOrO IyaHCOHa. IloATBepK#eHbl MapaMeTpbl LIEPOXOBATOCTY IIOBEPXHOCTU
Rmax = 0,12 mxm 1 Ra = 0,03 MKM.

Kmrouesbie cnoBa: anmasHoe mmndoBaHue, IIePOXOBATOCTD MOBEPXHOCTH, aIMas3HbIe KPy-
', KOMIIO3MILIMOHHOE 3/IeKTPOINTIYECKOe IIOKPhITHE

This paper presents a method for calculating the surface roughness in the direction of the
workpiece rotation and the grinding wheel cross-feed when grinding carbide punches by
diamond wheels with a multi-layer composite electrolytic coating. Relationships between the
longitudinal and transverse components of the surface roughness and the cutting conditions
are considered: grinding wheel rotational speed, workpiece rotational speed, cutting depth,
and cross-feed of the wheel. A method is proposed for determining the cutting modes that
provide a reduction in roughness in the longitudinal and transverse directions. Cutting
conditions for diamond grinding of a carbide punch are defined and experimentally tested.
The surface roughness parameters Rmax = 0.12 mkm and Ra = 0.03 mkm are confirmed.

Keywords: diamond grinding, surface roughness, diamond wheel, composite electrolytic
coating
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B coBpeMeHHOM IIPOM3BOACTBE M3/e/INIT MAIINHO-
Y IpHOOPOCTPOEHMA AaKTYaIbHOI 3a/jadeil AB/IAeT-
Cs U3TOTOBJIEHME Ipecc-(GOpM U3 TBEPAbIX CIUIA-
BOB C IIPUMEHEHUEeM OIlepaliyi IPelU3UOHHOTO
uumdoBanna. TBeppociiaBHble Ipecc-GpOpMBbI
VICIIO/IB3YIOT, HAIlpUMep, [/IA BBIIOJTHEHMs OITH-
YeCKMX 371eMeHTOB: mnH3 [1], muu3 Openens [2, 3],
0(TaTbMOTOTMYECKIX U3JIeNIL U AP.

IToBepxHOCTU Tpecc-PopM, KOTOpble HEOOXO-
IMMO o6pabaThiBaTh C IIEPOXOBATOCTBIO 12-TO
knacca u Bbie (FTOCT 2789-73, mapameTpsl Iie-
poxoBartoctu: Rz < 0,2 MKkM, Rmax < 0,2 MKM 1
Ra< 0,04 MKM) M NpPeUUSMOHHON TOYHOCTHIO,
UMEIOT C/IOKHYI0 ¢opMy [3], 4TO 3HaYMTETBHO
CHIDKAeT MPOU3BOJUTENBHOCTh 00paboTKM mpu
IpUMeHEeHNN TPAAULIMOHHON TEeXHOJIOTUY, TIpeny-
CMaTpMBalOllell IpeJBapUTeIbHOE, OKOHYATENb-
Hoe 1mndoBanme 1 GUHNIIHOE TONTMpoBaHme [1].

Il HOBBIIIEHNsT [IPOM3BOAUTENBHOCTY M Ka-
gyecTBa 00pabOTKM TNPEIIOKEHO MCIIOIb30BaTh
ummosanbubie Kpyru (1K), Ha pabouyro mo-
BEePXHOCTb KOTOPBIX HaHEeCeH a/IMa3OHOCHBIN
CJIOJ1, BBIIIOIHEHHBIN 110 TEXHOIOIMM MHOTOCIIOMN-
HOTO  KOMIIO3UIIMIOHHOTO  3JIEKTPOIUTUYECKOTO
nokpeitus [4-7]. Ilpu msrorosnenvn IIK nHa oc-
HOBY U3 Hep>KaBellllell CTamy IOC/Iefj0BaTeIbHO
HAHOCAT: aJTre3VMOHHDbI AaKTUBMPOBAHHBIN CIIOV;
CIUIaB, o0ecrevyBaOINII TalleHle CUTOBOTO BO3-
HeVICTBMA; VHEPTHBII CIUIaB JyId 3apalluBaHUA
MOHOKPMCTA/IZIOB; aKTUMBMPOBAaHHBIN C/IOM; 3a-
LI THBIA BBICOKOTBEP/BIN CIUIAB U C/I0/1 MOHOKPU-
CTa/JIOB a/IMa3oB [4].

Texnonorus nsrorosnenus K nossonser no-
Jy4aTh C/IeAyIolIJe XapaKTepPUCTUKN: paBHOMEp-
HOe pacIpefie/ieHNe 3epeH ¢ KOHIeHTpauueil 1o
400 %; BBIZIET 3€peH U3 CBA3KM Ha IIOJIOBUHY Cpef-
HEro pasMepa; IOTPENTHOCTb (OPMBI pexyleit
nosepxHoctu 1K, cooTBeTcTBylOLIyI0 TaKOBOI
IUIs OCHOBBbL. brarojaps TMM XapaKTepUCTHKaM
HOTPENIHOCTb POPMBI 00PabGOTaHHON ITOBEPXHO-
cti OyheT 3aBUCETb TONBKO OT KMHEMAaTHYeCKO
IOTPEIIHOCTY CTaHKa. [103ToMy [/ IOIydeHus
IIEpPOXOBAaTOCTY IIOBEPXHOCTY Ipecc-popM He
HIDKe 13-ro Kmacca u morpemHocTu Gopmbl 06pa-
OaTbIBaeMOJl MMOBEPXHOCTM He 6ojiee 5 MKM pac-
cMaTpuBaemble anmasHble IIIK Heobxomumo mpu-
MEHATb Ha CBEPXTOYHBIX CTAHKaX [8].

ITpu o6paboTKe TBepHOCIIABHBIX ITyaHCOHOB
Ha CBEPXTOYHBIX CTAHKaX A/JIMasHbBIMM KpPyraMi,
BBIITOJTHEHHBIMM I10 TEXHOJIOTMY MHOTOC/IOVMHOTO
KOMITO3UIIIOHHOTO 3JIEKTPOIUTUYIECKOTO MOKPBI-
TUA, OCHOBHOJII 3ajiadeil SIBISIeTCSA BBIOOP PeXM-
MOB U YCJIOBMII pe3aHus, obecreuynBamIUX 3a-

[IAHHYIO II€POXOBATOCTb 0OpPabOTAHHOI IOBepX-
Hoctu [9, 10].

Ilenp paboTbl — BBISIB/IEHNE TEOPETUIECKUX
3aBUCUMOCTEN I pacyeTa ILIePOXOBATOCTM IO-
BEPXHOCTY NPy 06paboTKe TBEpAOCIUIABHBIX IIy-
AHCOHOB A/IMa3HBIMU KpyraMu u pa3paboTka Me-
TOAMKN TIO00pa PEXMMOB pe3aHusi st obecre-
yeHMsI Tpe6yeMOro KauecTBa IIOBEPXHOCTIA.

O6paboTKa MOBEPXHOCTY TBEPAOCIVIABHOTO IIy-
aHCOHA. TBep/OCIUIaBHBII ITyaHCOH NpPeACTaB/IsAeT
co60i1 ieTanb IVIMHAPUIECKOi GOpPMBI, Ha TOpIle
KOTOPOI1 HaXxoAuTcs oceBoyl mapabomons. Topie-
Bas IIOBEPXHOCTb ¥ IIOBEPXHOCTh Iapabosonpa
OTBeYaloT 3a (opMMpOBaHME MOBEPXHOCTHU JeTa-
M, IOTy4aeMoll IIpY IITaMIOBKe. B cBA3M ¢ aTuMm
TOpLeBas ¥ napaboamyeckas IOBEPXHOCTH JJOTDK-
HBl COOTBETCTBOBATb BBICOKMM TpeOOBaHUAM,
IpebsIB/IseMBbIM K X LIEPOXOBATOCTI M ITOTPel-
HocTi popMmel. ITorpemnocts GopMBI feTanmu co-
CTOMUT M3 HOTPenrHocTy (GOpMBI IMapabOIMIECKO
MOBEPXHOCTY C OTKJIOHeHUeM OT mpoduns He 6o-
jee 5 MKM, HOTPEUIHOCTY (OPMBI TOPIIEBOI IO-
BEPXHOCTY C OTKJIOHEHNEM OT IUIOCKOCTHOCTM U
OCeBBIM OVeHMeM OTHOCUTETBHO OCY BpallleH!s He
6oree 2 MKM.

214 |

-
I S—

Puc. 1. Cxema 06pabOTKU HOBEPXHOCTH ITyaHCOHA
KpyroM, BbIIIO/THEHHBIM 110 TEXHOIOTUN
MHOTOC/IOTHOTO KOMIIO3MLIIOHHOTO
37IeKTPOTUTUYECKOTO HOKPHITHA
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TexHomornveckast cxema GUHUIIHON 00paboT-
K/ IIyaHCOHOB 13 TBepHoro civiaBa Mapku BK8
KpyraMy, BBIIIOJTHEHHBIMM II0 T€XHOJIOTMM MHOTO-
C/IOTHOTO KOMITO3UIIMOHHOTO 3/TEKTPOMTUTUIECKO-
O IOKPBITYS, TIOKa3aHa Ha puc. 1.

TopueBass m mapabonmyeckasi IOBEPXHOCTU
IyaHCOHa 00pabaThIBAIOTCA PAAMYCHON YacTbIo
IIK. Ha puc. 1 obo3HayeHbI Cenymoliye mapa-
MeTPBI: 11 U N, — 4YacToThl Bpamenus 1K u 3aro-
TOBKU, MUH'; Sy, — momepevnas mogava K,
MM/MuH. [Ina obecrnedeHus 3afjlaHHO POPMBI
obpabarpiBaemoit mosepxHocty LIK HakmoHeH Ha
yron o = 50°.

Pacuyer mepoxoBarocTu 06pabOTaHHOI IOBEpPX-
HOCTH. PacdeT mepoxoBaToCcTy MOBEPXHOCTY BBI-
IIOJTHEH B HAIlpaB/IEHMY CKOPOCTH BpallleHMs 3aro-
TOBKM 1 monepeuHoit nopauu K, 1. e. B mpo-
TO/IbHOM M IIOIIePeYHOM HAIpaBJIeHMIX.

CxeMma pacyera II€pOXOBATOCTY IIOBEPXHOCTH B
IPOMO/IbHOM HAIIpaBJIeHMM IpMBeleHa Ha puc. 2.
Ha cxeme 0603Ha4YeHBI c/lefyolye TOUYKN 1 Iapa-
MeTpbl: O — nentp HIK; O3 — 1eHTp 3ar0TOBKY;
O, — nentp IK ipyu noBopoTe 3aroTOBKM Ha yroj
B=2mny/m; B — TOYKa IepeceveHus] OKPYXKHO-
ctu IIK 1 OKpy>XKHOCTM 3arOTOBKM B Haya/IbHBIi
MOMEHT B3aumogeiicTeus; C — TodKa Ilepeceve-
Hust okpyxsocru IIK npu noBopore Ha yron 3 n
npopokeHnsa orpeska OB, orpesok BC cocras-
JIeT TOJIIMHY CPe3aeMOro C/I0s 3a OfMH 060poT
K a; D — To4YKa mIepecedyeHMsA OKPY>KHOCTeN
HIIK B HayanbHBII MOMEHT B3aMMOJIEIICTBUA C 3a-
TOTOBKOJI U IIOC/Ie TI0OBOPOTa Ha yron f; t — ry-
OuHa pesanns;  — papguyc lIK; n — papnyc 3a-
TOTOBKI.

a

g onpepeneHus 1MepOXOBAaTOCTU B NMPOAOTIb-
HOM HaIlpaB/IeHM) HeOOXO[YIMO HAlTU KOOpJuHa-
Tl TOYKM D. Jlna sroro 3amaguM ypaBHEHUE
okpyxHoctu IIIK

x2+y?=rf. (1)

YpaBuenne okpyxxnoctu IlIK ¢ nentpom B TOY-
ke O,

(x_xoz)z'i'(y_yoz)z:rlz’ (2)

me  xo, =(n+n—t)—(n+n—t)cosf;
=(r,+r, —t)sinp.

YpaBHeHME OKPY)KHOCTI 3aTOTOBKY C LIEHTPOM
B Touke O3

Yor =

(x—rl—r2+t)2+y2=r22. (3)

Torzma KoopAMHATH! TOUKM D BBIYMCIISAIOTCS KaK
KOOpPAMHATBl TOYKM IepecedeHns OKPYKHOCTel,
omnpepenseMbIx ypapHeHusamu (1) u (2):

Xp =0,5on +

Y
+0,5 [x2 —4[0,25(y2 +x2 |-——2—1|; (4)
02 (yOz Oz) yéz +xéz
yp =17 = xp. (5)
[[lepoxoBaTOCTh  MOBEPXHOCTM  RmaX;poy,

oIlpefie/IIeMyI0 BBICOTOJ OCTaTOYHOro Ipo¢uis B
HPOJIO/IBHOM HAIpPaBIeHUN Hpmax IO PUC. 2 U BBI-
paxeHusM (3)-(5), MOXKHO IPeACTaBUTh KaK

P
Rmaxpoy =\/y%) +(n+n—t—xp) —n+t

CxeMa pacdeTa LIEPOXOBATOCTY B IIOIIEPEYHOM
HaIpaBJieHUM IpuBefeHa Ha puc. 3. IIpu gBmkeHun
B HanpasieHun nogaun HIK sepHa ocTaBmAmor Ka-

A (yBenn4eHo)

ny

o

Puc. 2. Cxema pacdeTa IMIepOXOBATOCTY IIOBEPXHOCTH B IIPOJIO/IbHOM HaIlpaB/ICHUN:
1 — IIIK; 2 — 3aroTroBKa
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[ STIOI'I

A (yBenm4eHo)

Rmaxq,

Puc. 3. Cxema pacdeTa Le€pOXOBATOCTY ITIOBEPXHOCTN B IIOIIEPETHOM HaIIpaBJIEHUN

HaBKM Ha o6paboTaHHOI moBepxHOCTH. [locne mep-
BOro 000pOTa 3arOTOBKM PAacCTOSHNE MEXAy Ka-
HaBKaMI COCTaBnseT [f. 3a omuH 060pOT 3aroTOB-
ku K cMeriaercs Ha paccTosiHue, PaBHOE Syon /1;.
ITocne toro kxak IIK mepemectimics Ha BeMYNHY
B=2Rsin{arccos [(R—t)/R]}, rme R — paguyc
okpyrnenus 1K (cm. puc. 1), paccrosHue Mexmy
KaHaBKaMM cocTaBmio lg,. Bpems, 3a koropoe IIIK
nepeMeIaeTcsa Ha IIMPUHY B, MOXKHO OIIpeNennThb
KaK B/Spon. Uncmo 060pOTOB, BBIMOTHEHHOE 3aro-
TOBKOI1 3a 3TO BpeMsl, cocTaBisieT Bny/Syop.

Torpa paccrosHMe Mexay KaHaBKamu, GopMu-
pylolliee IIEpOXOBATOCTb B HAIIPaBJeHMU IIOIIe-
pe4HoI1 mogaym,

Ira = lfSnon/(Bn2)~

CormacHO puc. 3, mapameTp LIEPOXOBATOCTH
MOBEPXHOCTY B HAaIpaBJIEHUY ITOIIEPEYHOI ITofadu
2
112{11 [lfsnon/(an)]
Rmax o =—4=————"-",
8r, 8r,
Te 1, — PpajgMyC OKpYyITIeHUs aIMa3HOTO 3epHa,
IPVHMMAEMBII B JOAX OT CPeJHEroO pasMepa 3ep-
Ha X, T.€. 1, =0,1xq [11,12].

Rmax,,; ; Rmax; o, , MKM

0,10

0,01 ) | !
100 200 300 400 ny, Mun!

Ha puc. 4 npusefeHsl pacueTHbIE 3aBUCYMOCTH
IIPOJONIbHONM ¥ ITOIEPEYHON COCTABIIAIOLMX IlIe-
PpOXOBaTOCTY MTOBEPXHOCTYU OT YaCTOTHI BPALEHNA
3aTOTOBKY U ITTyOMHBI pe3aHuA.

Ha puc. 5 noxasaHbl pacyeTHbIE 3aBUCUMOCTY
IIPOJOJIbHOM COCTAaBJIAIIIEN LIEPOXOBATOCTH II0-
BepXHOCTHU OT 4acToThl Bpamenus HIK u nonepey-
HOJ1 COCTaBJIAIOIEN HIEpOXOBATOCTY IIOBEPXHOCTYU
oT nonepeynoit nogaun IIK.

PacueTs! BbINONTHEHBI IPY CIEAYIOLWVX YCIOBU-
AX pe3aHus:

CpemHuit pasMep 3ePHA Xcpy M. . vvvvvvveeennnn.. 1-107
Yron npu pexxyien BeplunHe 3epHa, Tpag . ......... 85
KoadduumeHT 3afenku 3epHa B CBA3KY . .. ......... 0,5
PaccrosHue MeXy 3epHAMU, M . . ..o ovvvvvnnn .. 2107
Pammyc K ri, Mu e 5-107°
Papuyc o6pabaTbiBaeMOlt 3arOTOBKI 12, M . . . . . . 1,4-10°
Pagnyc okpyrnennsa MK r, M. ..ot L 1-10*

Hna puc.4 n 5, a nonepeuynas mnopava IIK
Ston = 0,5 MM/MUH, a I pUC.5, @ U 6 4YacToTa
Bpall[eHNs 3aTOTOBKM 1y = 200 MuH', rry6uHa pe-
3anuA t = 10 MKM.

npon s Rmax

Rmax MKM

1011 »

0,10

0’()1 I I I I I I
1 3 5 7 9 11

Puc. 4. PacueTHbIe 3aBUCHMMOCTY IIPOJOIBHON RMaXypoy (1) ¥ monepeyHoit Rmaxyon (2)
COCTABJISIOIINX NIEPOXOBATOCTU MOBEPXHOCTY OT PEXKMMOB Pe3aHUS:

@ — JaCTOTHI BPAIEHMsI 3aTOTOBKY 12 Iput 11 = 60 000 Myue ' n ¢ = 10 MKM; 6 — TIy6uHbI pe3anust ¢ opu #1 = 60 000 MuH"

1

u 12 = 200 MyH'; 3 — 3ajaHHOe OrpaHMYeHIe II0 MAKCUMAa/IbHOII IIEPOXOBATOCTIL TOBEPXHOCTU
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Rmax,q;, MKM Rmax,, , MKM
............... 2
0,10 F——————-— /— ——— LT T T T T T T 0,10 ————————— l——"'—— —————————————
) / .................. <
; \]
0’01 I I I I 0’01 < I I I I
10 20 30 40 1073, vuE! 0,25 050 0,75 1,00 S, MM/MuH
a o

Puc. 5. Pacuernsle 3aBucumoctu (1):
a— HpOI[OTIbHOf/I COCTaBTI}HOH.IeIZ ].HepOXOBaTOCTI/I HOBCPXI—IOCTI/I Rmaxnpo,l OT 4aCTOThI BpaH.leHI/I}I K n,
6 — TIOIEPEYHOIT COCTABISIIOIEN [IEPOXOBATOCTH [IOBEPXHOCTH Rmaxy,n 0T monepeuHon nogaun K Syon;
2— 3aJaHHOE OI‘paHI/I‘{eHI/Ie 10 MaKCUMAa/JIbHOM HICPOXOBaTOCTI/I HOBerHOCTI/I

Anamus rpadukoB, IpUBefeHHbIX Ha puc. 4, 5,
IIOKAa3bIBAET, YTO /I MONy4eHMA LIEpOXOBAaTOCTU
06pabaTbiBaeMoit MOBEPXHOCTU B MPOJOIBHOM U
MOIlepeYHOM HallpaB/IeHMAX B Ipefieie Rmax <
< 0,1 MKM IIpM yKa3aHHBIX paHee IlapaMeTpax pe-
3aHUA HEeOOXOAMMO O0eCIednThb CIefylolye pe-
JKVIMBI HTM(OBAHMSA: YaCTOTA BpalljeHMsl 3aTOTOB-
Ku — He 6omee 200 MuH'; YacToTa BpAlleHUS
IIIK — He Mmenee 60000 muH'; rnybunHa pesa-
Husg — 10 MKM; TonepeyHas nopadva MK — He 60-
nee 0,5 MM/MMH IIpU pafiuyce OKPYITIEHUA PEXy-
mtett vactu 1K, pasrom 0,1 MMm.

IKcnepuMeHTaNbHbIe MCCIeRoBanus. B mabopa-
topun OOO «Pecypc TouHOCTM» IIpOBEfEHa TeX-
HOJIOTMYeCKasd OTPabOTKa PEXMMOB aIMa3HOTO
mIMQOBaHNA TBEPAOCIVIAaBHBIX ITyaHCOHOB. Do-
torpa¢pun 30HB LUIMGOBAHNA IIpUBEfleHB Ha
puc. 6.

O6paboTka ITyaHCOHOB IIPOBEleHa Ha YIbTpa-
MPeLU3MOHHOM cTaHke Mopjemu «Acdepuxa-D3».
OCHOBHBIE Y3/IBI CTaHKa (IINVHZENb, HAIpaB-
nAmoIye 1o ocsAM X U Z) OCHAILleHbI a3pocTaTuye-
CKUMM OIOpaMM, MPUBOJBI — BCTPOEHHBIMU CHUH-
XPOHHBIMY MATOBMOPOAKTVBHBIMY JIBUTATEIISIMU.
Ha cranke peannsoBaHO OflHOBpeMEHHOE YyIIpaBJIe-
HII€ 10 JBYM JIMHEeIHbIM KoopaMHaTaM [13].

OKCIEpUMEHTHl BBINOMTHEHBI IPU  CIERYIOLINX
pexnMax IUmMQOBaHUA: YacTOTa BpalleHUsA 3aro-
ToBKM — 200 MmH'; dacrora Bpamenys IIK —
60 000 MyH'; rIybuHa pesaHys — 10 MKM; IOIIe-
peuHas nopavya HIK — 0,5 MM/MuH mpu papuyce
okpyrneHna pexyielt 9acty 1K 100 mxm. Ycnosusa
pe3aHMsA COOTBETCTBOBAIV IPUHATHIM [/ pacyeTa.

Metponornyeckuit KOHTPO/Ib 0OpabOTaHHOI
MOBEPXHOCTY IIPOBeleH Ha UHTepdepomerpe
Zygomaxim GP 200. Ha puc. 7 mokasanbl xapak-
TepHbIe IPOPIUIOTPAMMBI.

a

Puc. 6. Dotorpadun 30HsI NUIN(OBAHNSI TBEPAOCIVIABHOTO IIyaHCcoHa B MaciuTabe 1:1 (a) n 20:1 (6)
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Q00

-1000.0

-1500.0

Puc. 7. TIpodunorpammsr 06paboTaHHOI TOBEPXHOCTU TBEPAOCIUIABHOTO ITyaHCOHA

IIpn usMepeHNM moTydeHbl CIeAyIOLue Iapa-
MeTpBI LIEPOXOBATOCTU 0OPaOOTaHHOI IIOBEPXHO-
cti: Ra = 0,03 mxm, Rmax = 0,120 MKM.

HesHaunrenbHOE  yBenM4YeHMNe  9KCIIEPUMEH-
TaJIbHOTO 3HA4YEHMs LIEPOXOBATOCTY II0 IIapaMeTpy
Rmax 1o cpaBHEHUIO C 33JJaHHBIM OTPaHMYEHNEM
Rmax = 0,1 MKM, IpUHATBIM Ha puc. 4, 5, 00bsCHA-
€TCA JOIOJHUTENbHbIM HEYYTEHHBIM BIVAHUEM
TEeXHOJOTMYECKOM CUCTEeMBI.

BoiBoab1

1.Ha ocHOBaHMM pacueToB ¥ SKCIIEpPUMEH-
TaZbHBIX VICCNIEZIOBAaHMI JAHBI C/IefyIoliye pPeKo-
MEHJJALMY 110 peXVMaM aJIMa3HOTrO HUIM(OBaHUA
TBEPJOCIVIAaBHBIX IIYaHCOHOB Iapabo/InuecKoit

JInutepatypa

¢dbopMBI ¢ IMaMeTpoM OCHOBaHMA 1,4 MM Kpyramn
C MHOTOC/IOMHBIM KOMIIO3UIIIOHHBIM 3/I€KTPOJIN-
TUYECKUM ITOKPBITHEM:

* JaCcTOTa BpalleHNs 3arOTOBKM — He Ooree
200 MuH"Y;

* yactoTa Bpamenusa K guamerpom 10 MM —
He MmeHee 60 000 MuH '3

* IIyOuHa pe3aHnsa — He MeHee 10 MKM;

* nonepeyHass mnopava IIK — He O6onee
0,5 MM/MMH TIpy pajinyce OKpPYITICHMS PeXyLiein
yactu IIK, paBHoit 0,1 MM.

2. JanpHenmue MCCIefOBaHUA HEOOXOOVIMO
HaIlpaBUTb Ha U3y4YeHMe BIMAHMA M3HOCA alMas-
HbIX 3epeH 1IIK Ha mepoxoBaTocTb 06paboTaHHOI
noBepxHocTH [14, 15].
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