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JKcnepmMeHTanbHoe n3yyvyeHme

n3Hoca paboyen NOBEepxXHOCTHU
wnudoBasbHOro Kpyra

A.b. lNepenagos, N.I1. KamknH, A.B. AHOXUH

Tlosbiuenue npoussodumenvHocmu u Kayecmea WAUGDOBAHUS 8 3HAUUMENb-
HOUL Mepe cOepicusaemcs: OMcymcmeuem YHUBEPCANbHbIX MEMOOUK YUCAEHHO20
pacuema ONMUMAAbHbIX PENCUMO8 00paboOmKU U CMamu4ecKux xapaKkmepu-
CMUK UHCMPpYMeHmAa. Dmo 00ycA064eHO, 8 MOM Yucae, HeCMayuoOHaApPHOCMbHO
nokazameaneil npoyecca WAupo8arus, KOmopvie 3HA4UMeAbHO MEeHAIOMCS
6 meuenue nepuoda cmoikocmu waugposasvHoeo kpyea (LIK). Oonum u3
BAICHBIX, HO MANOUZYHEHHbIM haKmopom aeasemcs gopma paboueil nogepx-
Hocmu IlIK. B npoyecce sxcnepumenmanvbHo2o uccaedo8anus no memoouke
3-MepH020 MOOeAUpOBaHUsl 8nepable DbiAU NOAYHeHbl MOOeAU, ONUCHIBAIOUUE
gopmy usnoca paboueii nosepxnocmu K, u 3asucumocmos niowadu Konmak-
ma lIK c 3aeomoekoii om uznoca IIIK. Hcnoavzoseanue pezyrbmamos uccaedo-
8AHUSL NO360AUM NOAYHUMD D01ee MOUHble OAHHbIE O CUAAX Pe3aHUsl, CKOPOCMU
UBHAWUBAHUSA UHCMPYMEHMA, a MaKice 0 0pyeux noKazamensix npouecca wai-
gosanus, oyeHuMv OUHAMUKY UX UBMEHEeHUs 8 meueHue nepuooa cmouKkocmu
1IIK. Pe3yavmamor uccaedosanuss Mocym Haumu npumMeHeHue 8 MauuHocmpoe-
HUU U dpyeux obaacmsx, 20e UCnoAb3YVIOMCS ONepayuy WAupo8anus Memanios.

Kimouessbie cioBa: nutndoBaibHbIN KpyT, (hopMa paboyeil ToBepXHOCTH,
MU3HOC Kpyra, 3aroToBKa, IJIOIIalb KOHTAKTa.

Experimental study of wear
of the working surface
of a grinding wheel

A.B. Pereladov, I.P. Kamkin, A.V. Anokhin

An increase in productivity and quality of grinding is largely restrained by the
lack of universal numerical methods of calculation of optimal process conditions
and static characteristics of the cutting tool. This is due to the fact that grinding
process parameters vary significantly over the lifespan of a grinding wheel (GW).
One of the important but poorly known factors is the shape of the GW working
surface. The 3D experimental modeling made it possible to develop a model de-
scribing the wear shape of the GW working surface and the dependence of the
GW-workpiece contact area on the GW wear. The results of the study will enable
more accurate data about cutting forces, tool wear rates, and other parameters
of the grinding process. They will also make it possible to assess the dynamics of
the parameters over the GW lifespan. The results can be used in engineering and
other industries applying grinding of metals.

Keywords: grinding wheel, working surface, form, wear, workpiece,
contact area.
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3BECTHO, YTO MHOI'ME TTOKa3aTeIu U Pe3yJib-

TaThl Mpolecca NUTM(GOBAHUS TTOABEPKEHBI
3HAYUTEJILHOMY M3MEHEHHUIO B TeUCHME TIepruoIa
croiikocTu num@osaabHoro kpyra (LIIK). Hampu-
Mep, CUJIbI LIJTU(MOBAHUS, CKOPOCTb U3HAILIMBAHUS
MHCTPYMEHTAa 1 MoKa3aTeJIu KadyecTBa 00paboTKU
MOTYT B HECKOJIbKO pa3 MEHSTb CBOM TMEPBOHA-
yajibHbIe 3HauyeHus [1]. AHalIu3 padoT Mo JaHHOM
TeMe MoKasaj, YTO OAHOM U3 IJIaBHBIX IPUYUH He-
CTallMOHApPHOCTH TTIpoliecca abpa3uBHOI 00padoT-
KU, HapsIAy C 3aTyIJIEHWEeM BepIIMH aKTUBHBIX a0-
pa3uWBHBIX 3€pEH U 3acajluBaHUEM paboyeil mo-
BepxHocTu (PIl) mHcTpymMeHTa, gBasieTCS
M3MEHEHHUE ee IepBOHaYaIbHOI (pOpMBbI, CHOPMU-
POBaHHOI MpH MpaBKe MpaBsIUM UHCTPYMEHTOM
[2]. OuyeBUAHO, YTO U3MEHEHUE MEePBOHAYAIBHOMI
¢opmnr PIT K, cBsizaHHOE C €€ U3HOCOM, TIpH-
BOJIUT K 3HAYUTEJIbHOMY M3MEHEHUIO MaKpO-
1 MUKpomnoka3sateseit Bzanmopaeictausa HIK ¢ mo-
BEPXHOCTBIO IUTM(YEeMOI1 3arOTOBKU U, KaK CIIeI-
CTBME, CHUXEHUIO 3P (PEKTUBHOCTH Ipoliecca
ugoBaHus B LieaoM [3, 4].

B HacTosiiiee BpeMsi 3aKOHOMEPHOCTH M3HOCA
PIT IIK B nocTtaTrouyHoi Mepe He U3yYeHBbI U, KakK
MPaBUJI0, HE YYUTHIBAIOTCS MPU MPOEKTUPOBAHUN
HIM(OBAbHBIX OIepaluii B OTIMYME OT U3BECT-
HBIX PaCYETHBIX METOAMK, CO3AaHHBIX, HAIIPUMED,
JIJIsl pacyeTa ollepalliii JIe3BUMHON 00paboOTKU,
B KOTOPBIX T€OMETPUYECKME MapaMeTphbl PeXyIlei
YacTU MHCTPYMEHTA U CTEIeHb ee 3aTyIJICHUS sIB-
JIsII0TCs HanboJiee 3HauYuMbIMU (hakTopamu. [Tomy-
YyeHre MaTeMaTUYeCKUX MoJe/eil, yYUThIBaloINX
Bnusinue reometpuun PIT Ha mpouecc mnudoBa-
HHS, CITOCOOCTBOBAJIO ObI CO3JaHUI0O METOAUKH
YUCJIEHHOTO pacyeTa, IMO3BOJISIIONIEH ¢ OOJIbIICH
CTENEHbIO JOCTOBEPHOCTU IIPOrHO3UPOBATh Tpe-
OyeMble TToKa3zaTead U pe3yabTaTbl 00pabOTKU.

O0630p HAyYHO-TEXHUYECKON JTUTEepaTyphl MO
JaHHOMY BONpPOCY MPUBEI K BBIBOJAY O HEOOXOmM-
MOCTU TIPOBEIECHMS TOMOJIHUTEIbHBIX UCCIIeI0Ba-
Hui. ITpakTuueckn BO BceX M3YYEeHHBIX paboTax
[5—10] momenu LK nmenu ¢popmy PII, chopmu-
POBaAHHYIO IIPU €€ MpaBKe, YTO HE COOTBETCTBOBA-
JIO, B OOJILIIMHCTBE CJIy4aeB, UMEIOLIMMCS YCIIO-
BUSIM TIpoliecca oopadboTkm [1—3].

N3menenue ¢popmbl PII B mpouecce paboThl
K mn3yganoch B xoae IpoBeASHUS 1a00PaTOPHO-
ro (pU3MYECKOro 3KCIepUMEHTa, MyTeM OCYILIEeCTB-
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JICHUSI UCTIBITAHUI MHCTPYMEHTA, B COOTBETCTBUU
¢ pa3pabOTaHHOU METOAMKON. DKCIEPUMEHT MPO-
Boauiicsa Ha ctanke mon. 3E711B®3 o cxeme
MJIOCKOIO MHOTOXOJIOBOrO LIIM(OBaHUS Mepude-
puei Kpyra ¢ IOoIlepevyHol momaveit. Xapakrepu-
cruku HIK: 1 250x20x76 25A F60 K 8 V. Ilnn-
dyemblii obpazen — craib XBI' (pa3mepsl oopada-
ThIBAa€MOU MOBEPXHOCTU 99%x42 MM, TBEpPAOCTh
HRC 62). Pexxumbl g oBaHuUs: CKOPOCTh Kpyra
V., = 36,6 M/c, mpononbHad nogaya S, = 0,15 m/c,
nonepeyHas nojgava S,,, = 2 MM/X0J, Ir1yOnHa
umidoBanus ¢ = 0,04 MM.

DKCIIepUMEHT BBITIOJHSIJICS CIIEAYIOIINM 00pa-
30M. Ha mmuHaens miockouuimgoBaaibHOIO CTaH-
ka Moa. 3E711B®3 ycranapnusancs K, PIT ko-
TOPOTO IpaBUJIaCh aJIMa3HBIM KapaHIalloM.
HInudyemblii oOpaselr 3aKperisijicsl B JMHaAMO-
metpe moa. YAM-100, ycraHoBieHHOM Ha pabo-
yeM CTOJie CTaHKa, M MmoJaBeprajcs oopaboTke
B yKa3zaHHbIX Bbille pexumax. [Ipoduns PIT LK
(¢UKCUPOBAJICA Ha CIIELIMAJIbLHO ITOATOTOBICHHOM
oOpaslie 13 3aKaJeHHOM CTaJIu ¢ 3a4epHEHHOM IT0-
BEPXHOCTbIO, MIEPBOHAYAIBHO, Cpa3y Iocje IMpaB-
KU 1, 3aTEM, IIEPUOANIECKHU T10CIIe OIpeAeIeHHO-
ro 4ymucJia mornepeyHbIXx X040B paboyero croja
CTaHKa B KaX1I0M HarpabiaeHuu. Pukcaiuys ¢pop-
MbI TPpOGUIIST OCYILIECTBISJIACh Bpe3aHUEM KpyTa
B ITOBEPXHOCTh 00paslia Ha BCIO €ro BHICOTY C ITy-
ounoit 0,05...0,06 MM, HECKOJIBLKO TIPEBBIIIAIOIICIA
ryouHy mandoBaHUs, MOCPEACTBOM ITPOJOJIb-
HO# nomauu (S;,,, = 0,017 m/c). Ilocne ouepen-
Hoi pukcauuu npoduns PII numdoBaHue Bo-
300HOBJIAIOCH 0e3 mpaBKu MHCTpyMeHTa. DoTto-
rpadupoBaHue 006pa31OB OCYIIECTBASAIOCH
1(POBBIM alapaToM ¢ pa3pelleHuEeM MaTPUIIbI
16 Mnukcesieit ¢ 4-KpaTHbIM ONTUYECKUM YBEJIM-
yeHueM. [Ipumepbl MoayyeHHbIX U300pakeHU It
cnepoB npoduieit PIT K ¢ paznuuHoOii cTene-
HbIO MU3HOCA TMpUBEAEHBI Ha puc. 1.

Pe3ynbraThl IPOBEIEHHOIO SKCIIEPUMEHTA MO-
3BOJIMJIA OLICHUTH PSII KOJIMYECTBEHHBIX M KAUeCT-
BEHHBIX MOKa3aTejell nmpolecca nuiMdoBaHus,
00YCJIOBJIEHHBIX U3MEHEHUEM (OPMBI TTPOP U
PII unCcTpyMeHTa.

OkoHuaTeabHas CTaOMIM3ALUI U3MEHEHU S
dopmbl podwist PIT Hactynuia mocie 160 momne-
peuHbIX X0m0B (puc. 1, e) paboyero croia craHka
B KaxxJoM HamnpaBieHUU. OUeBUIHO, UTO TaKas

n
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Puc. 1. 3apukcupoBaHHbIE N300pakKeHUsI CIIEIOB
npoduasa PIT IIK ¢ paznuuHoii cTeneHblo U3HocA:

a — Tociie TIPaBKK; 6 — TOCJe ABYX MOMEPEYHBIX
XONIOB; 6 — Tociie 20 MomepeyHbIX XOI0B;
2 — mocie 80 ToTepeuHBIX XOI0B;
0 — nocyie 120 momnepeyHbIX XOI0B;
e — nocie 160 rmornepeyHbIX X0A0B

(bopma npodus sABAsIETCS IHEPreTUYECKU OINTU-
MaJIBHOWM JU1s1 JAHHBIX YCIOBUM U TTOJIEPXKUBACTCS
paBHOBecHeM auccunatuBHoit cuctembl LIK —
3aroTOBKa, pacCeMBalOIIei SHEPTIUIO Tpoliecca,
MOABECHHYIO MPUBOIAMM CTAHKA, YTO COTJIACyeT-
cs ¢ Teopuelt ectectBeHHOro n3Hoca B.B. [lynbia
[11]. B manbHelimem, PIT n3HammBaaiucey B paau-
agbHOM HampapieHuu LK skBumucTtaHTHO moc-
TUTHYTOM (popme. Pesynbsrupyronias cuia numgo-
BaHUs (P), KoTopass KOHTPOJMPOBAJIACh B XOJI€
AKCNEPUMEHTA, TOCTUIJIA TIPEJAEIbHbIX 3HAUCHU N
nocie 80 momepevyHbIX X0I0B, YTO, KaK BUIHO Ha
puc. 1, e, COOTBETCTBYeT HaMOOJIbIIIEMY 3acaanBa-
Huto PII unctpymenTa. [Ipu aTOM BU3yaibHO Ha-
osironanach HaMOoJIbIask MUHTEHCUBHOCTD MPUXKO-
rOB, OCTaBJIEHHBIX KPyTOM Ha 00pabOTaHHOM Mo-
BEPXHOCTU 3arOoTOBKHU, NMPU WIAUGOBAHUU
C TIOTEpPevYHOoI Tofavyeli U Bpe3aHuu ero B odpa-
zeu. [locne, npumepHo, 100 monepeyHbIX XOI0B,
MPOU30IIJIO 3aMETHOE CHUXKEHHUE MPUKOTOB U,
B MeHbIIei creneHu (Ha 5...7%), cui mmndona-
HUS, KOTOpbIE YBEJIUYWIUCH B 2,34 pa3a 1o OTHO-
LIEHUIO K CBOMM HayaJIbHbIM 3HAYeHUSIM. 3HaUe-
HU rapameTpoB R, Fu P unvdoBaHus TpUBEIE-
Hbl HUXE:
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KosnmyuecTBo momnepevyHbIx X010B
[MapameTp
0 2 20 80 120 160
R, %
of R, 0 19 48 94 — —
F, mm? 6,33 | 10,17 | 11,94 | 13,86 — —
P, H 70,7 | 121,7 | 144,1 | 165,4 | 156,5 | 154,3

AHanu3 n300paxeHuit ciaenoB npoduiieit mo-
3BOJIWJI BBISIBUTh U TIPEICTaBUTD B BUJIE TEOMETPU-
yeckux Mopeneit xapakrepHoie ¢opmnel PII, coot-
BETCTBYIOIIME OMpPEAETeHHONH CTeNeHU U3HOCa
HIK (puc. 2), koTopbie, B IEPBOM MPUOIMKEHUH,
OIKCHIBAIMCH OTPE3KaAMU U AyraMu OKPY>KHOCTEI,
UMEIOIIMMY pa3IMuHbIe PAauyChl KPUBU3HDI:

« oTpe3ku AB, A'/F u BF npu OTCYTCTBUM «3a-
OOpPHOro KOHyca» B HayaJdbHbIN MEepUOA pabOThI
UHCTpyMeHTA nociie npasku (R, = 0, puc. 1, a);

« myru AC, EA' u orpe3kom mipsimoii CE (tipu
R, < R<R,,, puc. 1, 6, 6), Ipu HAIMYMU TIPsI-
MOJIMHEHHOTO y4acTKa HEU3HOILLIEHHOTO TTPOMWIIS;

« nyru AA' pu «3a00pHOM KOHYCE», COOTBET-
CTBYIOIIIEM MOJOBUHE BbICOTE MPODUIS Kpyra
(mpu R= R,,,, puc. 1, o).

[eomeTpurueckast Moaesb AJ1 IBYX MOCIEIHUX
BapuaHTOB M3HOca npoduieii (puc. 1, d, e) He
pazpabaTbiBasiach, ocKoJbKy K B aTHX ciiydasx
MMeJT IPOMEXYTOUHBIE MOKa3aTeIM padoThl MO CH-
JIaM M TIPUXKOTaM.

st pacyera peajibHbIX KOOPAWHAT TOYEK IMPO-
¢ueit PIT ucronp3oBanuch MaciTabHbie n300pa-
KeHus 00pasloB (cM. puc. 1). Pacuer R, IpoBoO-
JIWAJICS IJIsI OyTH, coaepxateii Touku A, Du A', Ko-
OpAMHATHl B3AMMHOTO PACIOJIOXEHHUSI KOTOPBIX
onpenaensauch Boicotrot HIK (7) u rmyouHoit

T

Puc. 2. Teomerpuueckast Mmoaenb npoduas PIT K
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nuiidoBanud (f). Texkymue 3HaueHUs R 3amaBa-
JIUCH B JOJAX OT R, ..

J1s OlLleHKM CTEeNeHU M3MEHEeHMUs TIoIIaaun
MOBEPXHOCTU KOHTAKTa MHCTPYMEHTA C 3arOTOB-
Koit B 3aBucuMocTH oT u3Hoca IIIK o paHee pas-
paboTaHHOI aBTOpaMM METOAMKE [2] ObLIO OCy-
LIECTBJIEHO MOJIEJIMPOBAaHNE MX B3aUMOJEHCTBUS
¢ ucrnojbzoBaHueM CAD-cucteMbl 1151 peKMMOB
U cXeMbl HUTM(OBaHMSI, COOTBETCTBYIOIIUX ITPOBE-
JEHHOMY 3KCIlepuMeHTy (puc. 3, 4).

Texymue 3Ha4eHUs MJIOLIAAU KOHTaKTa F
PacCUYUTBHIBAIUCH 110 (popmyJie

0,41

Fp=F|1+0127 —|

romn

rae F, — HavajibHas1 TJI0IIalb KOHTaKTa (MHCTPY-
MEHT MOocJjIe MMpaBKu),

FO = lKSrlon‘

3neck [, — mmHa myru KoHTakra LK v 3arotoBku,

6

Puc. 3. 3D monenupoBanue B3aumoneiicteue K
C 3arOTOBKO:

a — TpuHIMNaTbHas cxeMa (I — nutndyemast
MOBEPXHOCTb, 2 — MOBEPXHOCTb PE3aHMUS,
3 — nuMdoBaHHasl TTOBEPXHOCTb,
4 — MOBEPXHOCTb KOHTAKTa MHCTPYMEHTA
C 3aTOTOBKO#1); 6 — 3amaHKe B3aUMHOTO PACIIOJIOXKEHUS
LK u 3arotoBKU ¢ y4yeToM [TyOMHbBI NUTMGMOBAHUS
Y TIOTIEpEeYHO Togauu

J NN

Puc. 4. I306paxkeHUs] CMOACIMPOBAHHBIX ITOBEPXHOCTEM
koHTakTa (Bua ceepxy) PIT IIIK ¢ 3aroroBkoii:

a — R =0, momanb moBepxHocTu 6,32 MMZ;
6 — R=0,5R,, miomans mosepxHoctn 10,99 Mm’;
6 — R= R __, towaab nosepxHoctu 12,38 MM

'max’

2013.N: T

ITo pesyabraTaM MpOBEAEHHOIO SKCIIEPUMEHTA
MOJIYYEHO MPEACTABICHUE O HEKOTOPBIX 3aKOHO-
MepHocTsIx usMeHeHus opmbl PIT HHIK B mipo-
necce MWAUGPOBAHUSA U OLIEHEHO BJIMSHUE 3TOTO
(hakTopa Ha pazMepsl MIONIAAN KOHTAKTa UHCTPY-
MEHTa C 3ar0TOBKO. PazpaboTaHHas reomeTpuye-
cKasl MoJieJib M3HoleHHoro npodwast PIT apuser-
CSsl YHUBEPCAIBHOM U151 CXEM TUJIOCKOTO Y KPYIJIOTO
mrdoanusd nepudepueii K v MoxeTt ncnoss-
30BaTbCS, HATIPUMED, IS ONPENCICHUS TEKYIIUX
3HAUYEHUN U AMHAMUKUA U3MEHEHUS TeMIIepaTypbl
B 30HE pe3aHus, MoKa3areyeil cpe3aHus aKTUBHBI-
MU 3€pHAaMU MaTepuaja 3aroTOBKM, Ipolecca
(opMUpOBaHMS 111€POXOBATOCTU U MAKPOT€OMET-
PUYECKUX MapaMeTpoB HUIM(POBAHHON MOBEPXHO-
CTH, CUJIOBBIX XapaKTEPUCTUK Tpoliecca.
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