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NCCIEJOBAHUE PABOYNX TAPAMETPOB PE3LIOB
JJIs1 YUCTOBOU OBPABOTKHA

Poros B.A., I'op6anu C.
Poccuiickuti ynusepcumem opyoicovl Hapooos, Mockea, e-mail: vladimirrogov@yandex.ru

UroOBl mony4nTs TpebyeMoe KauecTBO MOBEPXHOCTH IyTeM MEXaHHYECKOH 00paboTKH, BEIOOP IapaMeTpoB
PEKHUMOB pe3aHUs HMeeT OOJNBILIOE 3HAYCHUE. DTO MOXKET OBITh JOCTHIHYTO 3a CUET YIIy4YIICHHUs KadyecTBa H IPo-
U3BOJMTEILHOCTH PEXKYILIEro MHCTpyMeHTa. B naHHOIl craThe mpejcTaBieHO BIMSHME KOHCTPYKLHUH JIEPiKAaBKH
cOOPHOTO TOKAapHOTO pe3lia Ha IIEepoXOBaTOCTh 00pabOTaHHOIT MOBEPXHOCTHU 3arOTOBKHU B Iporiecce ToueHust. Tak-
JK€ PaCcCMOTPEHO M3MEHEHHE MIEPOXOBATOCTU IIPU BapbUPOBAHUM 3HAYCHHEM BBUICTAa PE3Ia, YaCTOTHI BPaLICHUS
[INMHICTS, T01a9d U DTyOHHbI pe3anus. B kadectBe oOpabaTsiBaeMoil 1eTaly HCIOIb30BaHbl TPHU 3arOTOBKH H3
4YyIyHa, CTaJH U aJlIOMHHUS. DKCIIEPUMEHTBI BBIIOJIHSINCH HA TOKAPHO-BUHTOPE3HOM cTaHke mojenn 16K20BD1.
Hcnons3ys onHO(GAKTOPHBIH aHAIN3, Pe3yIbTaThl YKCIEPUMEHTOB TTOKA3alIH, YTO YBEIHUCHHE YAaCTOTHI BPaLICHUS
U BBUIETA pe3la, yMEHbIICHUE MOJaul U IIIyOHHBI pe3aHusl yiydIlaeT MepoXoBaToCTh nopepxHoctu. llepoxosa-
TOCTH HOBEPXHOCTH aJIOMHHHS IMEeT HalMEHbIIIee 3HadeHHe, a YyryHa — HanoOosbluee. [locie mpoBeneHust dKc-
TIEPUMEHTOB TAaK)Ke IOTyYCHBI ONTHMAIIbHBIE PEXKUMBI PE3aHU JJIsI KKI0T0 MaTepraa, Ipy KOTOPBIX MONy4nIach
HauIy4Ias mepoxoBaTocTs. [Ipy ToueHun feraeit ¢ HCIONIb30BaHUEM LEIbHOMETAINYECKOTO Pe3Iia oTyYaeTcst
JydIasi IepoX0BaTOCTh IIOBEPXHOCTH, Oiaromapst 6oee BEICOKOU HKECTKOCTH.

0IHO()AKTOPHBII IKCIIEPUMEHT

INVESTIGATION OF THE MACHINING PARAMETERS
FOR THE FINISH TURNING
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To obtain the required surface quality by machining, cutting parameter selection is important. This can be
achieved by improving the quality and performance of cutting tools. This paper presents the effect of the construction
of the tool holder on the surface roughness in turning. Also the changes of the surface roughness by varying the value
of the tool overhang, cutting speed, feed rate and depth of cut are considered. It was used three different workpieces
made of aluminum, steel and cast iron. The experiments were carried out on the lathe model 16K20VF1. Using
single-factor experiment, results of the experiments showed that the increase in speed and tool overhang, reduction
in feed rate and depth of cut improves the surface roughness. At the end of the experiments it was obtained the
optimum cutting conditions for each material, where the surface roughness was the best. The surface roughness
of aluminum has the smallest value and cast iron — the greatest. Turning of the workpieces using metallic tool gets

KuroueBbie c/10Ba: cOOPHBIIi TOKAPHBI pe3ell, IIEPOX0BATOCTH MOBEPXHOCTH, PEXKUM Pe3aHusl, U3HOC HHCTPYMEHTA,

better surface roughness, due to its high rigidity.

Keywords: turning tool assembly, surface roughness, cutting conditions, tool wear, single-factorial design

[Ipu oOpaboTke MeTayIOB pe3aHueM pe-
JKYIITUM HHCTPYMEHTOM CPE3aeTCs OIpeIeIIeH-
HBIW CIION MaTepuaja ¢ TOBEPXHOCTH 3aroTOB-
KA U TaKUM 00pa3oM moiydaercs Tpelyemast
(dopma, pasmMep U KauecTBO TIOBEPXHOCTH Jie-
Tau [3], KOTOpbIE SBISIOTCS OCHOBHOM IIEJIbIO
HayKd pe3aHus MeTaioB. [Ipu aTom ToueHune
SIBIISIETCSL OJTHAM M3 CaMbIX PaCIpPOCTPaHEH-
HBIX U OCBOCHHBIX METO/IOB M3TOTOBJICHHS JIe-
Tajied TUIIA TeJl BPalCHHUS.

CucTeMHBII aHaITN3 MpolLecca TOYeHHst cOop-
HBIMHU TOKapHBIMHU PE3LaMH TI0Ka3aJ1, 4T MPH 00-
paboTKe pexyNnwii MHCTPYMEHT W3HAIIMBACTCS,
TapaMeTphl CEYeHHS Cpe3a, a TAKKE HaIlPaBIICHNS
Y TOUKH TTPUJIOKEHUST BEKTOPA CHITBI PE3aHHUS H3-
MEHSIOTCS, KECTKOCTh TEXHOJIOTMYECKON CHCTe-
Mbl (TC) Ha pasHBIX ydacTkax 0OpadaThIBaeMOit
MOBEPXHOCTH Pa3JIniHa, MOSBIISIOTCS BUOpaLUs
Y TETUIOBBIE  Jle)OPMAITK  TEXHOJIOTUIECKON
CHCTEMBl  «CTaHOK-TIPHCIIOCOOIEHUEe-HHCTPY-
menT-gerans» (CIINJ). Benencrue Boimiey-
Ka3aHHBIX YCIIOBHH YXYJIIaeTCsl KadyecTBO 00-
pabotanHbIX IOBepxHOCTEH [3, 11].

[llepoxoBaToCTh TMOBEPXHOCTH CTalla ca-
MBIM 3HAYUTEIHHBIM TEXHHUYECKHM Tpebo-
BaHUEM, ITOCKOJIBbKY OHA SIBIISETCS OJHUM W3
CaMbIX BaKHBIX IIOKa3aTejei KayecTBa IO-
BEPXHOCTHOTO CJIOS wu3lenus. TpeOoBaHUs
K Ka4eCTBY BBIIYCKA€MOW MPOIYKIUH TOCTO-
STHHO TTOBBIIIIAFOTCS, YTO 3aCTaBIISET MPOU3BO-
TUTeNel yaydliaTh TOYHOCTh U (PU3UKO-MeXa-
HUYECKHE XapaKTEPUCTUKH 00padaThIBAEMBIX
noBepxHocteit [5]. Kpome Toro, kauecTBo 00-
pabOTaHHO MOBEPXHOCTH UCIIOJIB3YETCSI B Ka-
YECTBE BAXKHOTO TapaMeTpa MpH JUarHOCTH-
Ke CTaOWJIBHOCTH TIporecca 00paboOTKH, Tie
YXy/AIICHHE TOBEPXHOCTH MOXET YKa3bIBaTh
HCOJHOPOJHOCTh MaTepuaja 3aroTOBKH, H3-
HOC, BUOPAIIMU PEXKYIIIETO0 HHCTPYMEHTA U T.I1.
[6]. [To aTuM mpUYMHAM Ba)KHO MOAICPKUBATH
BBICOKOE Ka4eCTBO 00pabaThIBaEMbIX MOBEPX-
HOCTEH, 4TO 0COOEHHO BaYKHO IMPHU COBPEMEH-
HBIX TpeOOBaHMIA MPU 00padOTKe M3METUi Ha
HAHOYPOBHE, KOTOpas JO/DKHA OCYIIECTBIIATh-
ca Bupenenax 100 am. OnmHako JOCTHKE-
HHUE XOPOIIETr0 KayeCTBa MOBEPXHOCTH BEIET

B OVYHJIAMEHTAJIBHBIE UCCIIEJOBAHUS Nell, 2013 M



436

B TECHNICAL SCIENCES H

K 3HaUUTEIbHBIM SKOHOMUYECKUM 3aTparaM IpH
peanv3aIiy MPOU3BOJICTBEHHBIX TIPOIIECCOB.

CHOXXHOCTh M HEOIHO3HAYHOCTh TIpoLiecca
pe3aHusl METAUIOB TO3BOJISICT MPEIOIOKHUTD,
YTO BO3HHMKHOBEHHE LIEPOXOBATOCTH OIIPEALIIsI-
ercs psiioM (pakTopoB, KOTOPbIE NEHCTBYIOT OZl-
HOBPEMEHHO. B 3aBUCHMOCTH OT KOHKPETHBIX
YCIIOBHI HEKOTOPBIC M3 HUX MOTYT JJOMHHHPO-
Bark. Cpean 3TUX YCIIOBHM CIIEIyeT BBIACIHUTD
PEKUMBI pe3aHust (CKOPOCTb, oAada U nTyOnHa
pe3anus), BUJ 00pabOTKH, JKECTKOCTh U JIEMII-
(bupyromIyro CrtocoOHOCTh AIIEMEHTOB TEXHOJIO-
THYECKOW CHCTEMBI, a TAKXKE CBOMCTBA 0Opabda-
TBIBAEMOT'0 MaTepHasa, KOTOpble TEOPETHUECKU
1 9KCTIEPUMEHTAIIbHO MCCIIEJOBAHbI BO MHOT'HX
Hay4YHO-MCCIIENAOBATENbCKUX paborax [1, 2,
7—15]. Pe3ynbTarhl 3TUX UCCIEIOBAHUN TOKA3a-
JIM, Y4TO IPHU PE3aHUM Pa3INUHbIX MATEPHUAIIOB
HU3Kasi CKOPOCTh pe3anus (v), 6orbInas mogaga
(s) m nmyOuHa pesanus (f), 6onboit BeuieT (L),
HEPOBHOCTH PEXYIIEH KPOMKH pe3lia, MEeHb-
WA pa3Mep MONEPEYHOTO CEUEHHsI PEXKYIIEr0o
HHCTPYMEHTa W HHM3Kasl >KECTKOCTb TEXHOJIO-
IMYECKON CHCTEMbl YBEIMUYMBAIOT BHOpALMIO,
BCJIEZICTBUE YETO YXYIIIAETCS COCTOSIHHE II0-
BEPXHOCTHOTO CJIOS.

[Ipu moBbIIeHNH TPeOOBaHMH K Ka4eCTBY
1 TOYHOCTH 0OpabOTKU CTapatoTCsl HCIOIb30-
BaTh 00JIe€ )KECTKUI HHCTPYMEHT, KOTOPBIH ObI
MUHHMMAJIbHO OTKJIOHSJICA 1107 IefICTBUEM CHII
pesanus [2]. Ho Takoli MHCTpPYMEHT XOPOIIO
MOJIIEP’)KUBAET U caM SIBISIETCS TeHepaTopoM
BBICOKOYACTOTHBIX KOJNE€OaHUH, KOTOpbIE Cy-
LIECTBEHHO BIMSIOT Ha LIEPOXOBATOCTH 00pa-
00TKH, OCOOCHHO IIpH HaHOpe3aHuu. B atom
Cllyyae MPENNOYTUTEIbHEE HHCTPYMEHT, KO-
TOpBIA O0NaJaeT MEHBIIeH XECTKOCTHIO, HO
JYYIIUMA JIeMIIUPYIOIUMH  XapaKTepUCTH-
kamu. B mpouecce pesanus ero nedopmarus
(m3rub mepkaBKHM y pesna) OymaeT He3Hauu-
TeabHa (0COOSHHO TIPH YHUCTOBOH 00paboTKe),
HO IIPU 3TOM OH OyZeT XOpPOILO racHUTh KoJie-
OaHud, W pexymias Kpomka OyaeT 3aHHMaTh
CTaOMIIbHOE TOJIOKEHHE OTHOCUTEIbHO 00-
pabarbiBaeMoli moBepxHoCcTH. HeoOxomumo
YUUTBIBATh, YTO M3-32 CTPYKTYPHBIX NpeBpa-
IIEHUM B Marepualie 3ar0TOBKH, MPU BBICOKOM
temrreparype (1000—-1100°C) pe3anusi, BO3HU-
Kalolllell B 30HE KOHTaKTa pe3lia M 3aroTOBKH,
MU3MEHSIIOTCS MEXaHUYEeCKHE CBOWCTBa 00pa-
OarsiBaeMoro marepuaia [3]. CnenoBarensbHo,
KOHCTPYKLHUS PEXKYIIEro MHCTPYMEHTa TOJIK-
Ha OBITh TaKO, 9TOOBI HE PearupoBaTh Ha YPO-
BEHb TEMIIEPATyPhl B 30HE PE3aHUSI.

Lenbio JaHHOTO HCCJIEAOBAHUS SBIISETCS
n3ydyeHue: | — BIMSHUS MapaMeTpoB pexkuMma
pe3aHus Ha KadecTBO oOpalarbiBaeMO IMO-
BEPXHOCTH, U 2 — pa3paboTKa KOHCTPYKLUH
CcOOPHOTO TOKAapHOTO pe3lia, M OLIEHKA paspa-
0OTaHHOW MOJIENIM Ha KayecTBO 0OpadarbiBa-
€MOH MOBEPXHOCTH MO CPaBHEHMIO C LIEIHHO-

MeTauTHIecKuM pe3noM. C 3TOW TENbI0 TSt
MIPOBENICHUST PKCIIEPUMEHTOB B KaUECTBE 3aro-
TOBKH MCIIOJIb30BAHbI TPU 3aTOTOBKU U3 CTAJH,
AJTFOMHHHUS U 9yTyHAa.

MeToumca MnmpoBeacHUSA I/lCC.]IeZIOBaHHﬁ

B nanHOM uccnenoBaHMM HCHOIB30BAIUCH CTaH-
JTApTHBIA COOPHBIM TOKAPHBIM pe3er] U pe3ell co CKBO3-
HBIMH TOPH3OHTAIBHBIMH OTBEPCTHSAMH B JEPXKaBKE,
PacCIOJIOKCHHBIMH B IIIAXMaTHOM mopsiake (D10 mm)
CO CMEHHBIMH MHOTOrpaHHbIMHU IuiactuHamu (CMII) u
¢ rabapuTHbBIMH pa3Mepamu 150x27x27 mm. Marepuan
JIepKaBOK pe3loB — 3akajieHHas crtanb 40, a Marepual
CMII — tBepaplii crinas mapku CT35M ¢ yrioM npu Bep-
mmue 80°, mpomsBoaurtens Sandvik Coromant. ®opma
CMII: ueTsIpéxrpannas ¢ orepctueM. O6pabdaTbiBaInch
TpU NWUINHAPHUYECKUX 3arOTOBKH, H3TOTOBICHHBIC M3
cramy 45, amomunus /{16 u ceporo uyryna CU20 ¢ qua-
MeTrpamu 68, 62 u 63 mm u ¢ JumHamu 190, 160 u 175 mm
COOTBETCTBeHHO. Ha 3arotoBkax ObLIM NPOTOYCHBI ISATh
KaHABOK LIMPUHON 5 MM, Pa3JeNsomue UX Ha JOPOKKHU
JUISL yI0OCTBA IPOBEICHHS YKCIEPUMEHTOB M H3MEPCHUS
IEPOXOBATOCTH. DKCIIEPUMEHTH! BBITONHSUINCH Ha TO-
KapHO-BUHTOPE3HOM cTaHke Monenu 16K20BD1.

IIpn mpoBemeHHn SKCIEPUMEHTOB HCIIONB30BANICS
MEeTOZ OAHO(AKTOPHOTO SKCIIEPHUMEHTA, YTOOBI YCTAaHO-
BUTB Pa3INYHBIE 3aBUCHMOCTH MEXK/y LIEPOXOBATOCTHIO
U pexXMMaMH pe3aHus (CKOPOCTh pe3aHusl, mojaya, riy-
OmHa pe3aHUs), BBUIETOM pe3la W BUIOM oOpabaTbiBae-
Moro Marepuana. CieayeT OTMETUTb, UTO TPH OXHO(AK-
TOPHOM DSKCIIEpPHMEHTE KXKIbIH (hakTop Bapbupyercs,
T.€. B Ka&XKJIOM OIIbITE BAPbUPYIOT TOT (haKTOp, BIUSHHE
KOTOpOro HeoOXOIMMO M3yyaTh, a BCE OCTalbHBIE (hak-
TOPBHI OCTABIISIIOTCS TIOCTOSTHHBIMHM, CUMTAsl, YTO OHH HE
3aBUCAT JPYT OT Jpyra W OT aOCONIOTHOM BEJIMYHHBI X
camux [2].

VcxonHble MaHHBIE MapaMeTPOB PEXHMMa PE3aHUs
TIpU  TIPOBEICHUN AKCIEPUMEHTOB C OJHO(DAKTOPHBIMHU
3aBUCHMOCTSIMH NIPHUBeJIeHB B Ta0m. 1. B Tabm. 1: N —va-
cToTa BpatieHus (MuH '), ¢ — m1yOuHa pesanus (MM), s —
nomada (MmM/00) u L — BBUIET pe3na (MMm).

OCHOBHBIM ITOKa3aTeJIeM KaueCTBa TTOBEPXHOCTH SIB-
JSIETCSI CpejHee apU(pMETHIECKOe OTKJIIOHEHHUE IIepOXO-
BAaTOCTH MOBepXxHOCTH npoduirst (Ra), Tak kak OHO MMeeT
GoIbIIIOE BIMSIHUE HA SKCIUTyaTallHOHHBIE CBOICTBA TO-
BEepXHOCTH [2]. B maHHOM WHCCIICIOBaHUH ILIEPOXOBA-
TOCTH TIOBEPXHOCTH 00pabaThiBaeMbIX JieTaneil u3meps-
nace npoduiomerpom Mozenu 130 (puc. 1, 6), npuHIKT
paboThI KOTOPOTO OCHOBAaH HA CKAHHMPOBAHUM alIMa3HOI
HIJIOI0 HEPOBHOCTEH M3MepsieMOil MOBEPXHOCTH B IIPO-
Hecce e¢ mepeMelleHHs BOb U3MEPSIeMON IOBEPXHO-
CTH M MOCIEYIOEM IIPeoOpa3oBaHUEeM BO3HHKAIOIINX
IpH 3TOM MEXaHHYECKHX KOJIEeOAaHWH HITIbI MHIYKTHUB-
HBIM JIaTYMKOM B M3MepseMblii curHai. IIpu c6ope man-
HBIX IIEPOXOBATOCTEH IOBEPXHOCTH 3arOTOBOK YETHIPE
W3MEpEHHs OBLIM BBIIOIHEHBI BIOJb OCH 3aTOTOBKH ITOJT
yrioM 90° 1St KaXI0TO OIbITa SKCIIEPUMEHTOB | 3aITrica-
HBI MX CPEIHUE 3HAYEHHUS IIIEPOXOBATOCTH.

Ha puc. 1, a pabGouast 30Ha CTaHKa TPH HCIOJIB30-
BaHUU METAJUIMYECKOIO pe3lid CO CKBO3HBIMU IOPU30H-
TalbHBIMU OTBepCTHAMH rpH: L = 50 Mmm; N = 400 mMun ';
t=0,05mMm u s = 0,05 mm/00.

Pe3yJ'll>TaTLI HCCJIeA0OBAHUSA
U UX 00Cy:KIeHne

Ilocne  mpoBeneHUs  DKCIEPUMEHTOB
MpU  TMOMOIIH TMPOQIIOMETPa H3MEPSIIHCH
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IIIEPOXOBATOCTH TMOBEPXHOCTEH 00pabarhiBa-
E€MBIX IIeTaHeﬁ, 3HAYCHUA KOTOPBIX MPECACTaB-
sieHbl B Ta0On. 2. Ha ocHoBe naHHBIX Tabi1. 2
MOJIYYCHBl  3aBUCUMOCTH  IIEPOXOBATOCTH
OT BHUJA KOHCTPYKIIMU JEPKAaBKU PeXyIIe-
ro WHCTPYMEHTa, BHAa Marepuana oOpaba-
THIBAEMOU 3arOTOBKH, 4YacTOTHI BpalleHUs

LIIUHICIS, I0Aa4YH, IITyOMHbI pe3aHus U Bbl-
jeta pesua. B xauecTBe mpumepa Ha pucC. 2
MOCTPOCHBI TpaduKH 3aBHUCHUMOCTH ILEPO-
XOBaTOCTH MOBEPXHOCTH CTAJIU OT YaCTOTHI
BpallleHUs MIMUHAENS, 0Jayu, IyOuHBI pe-
3aHMS, BBIJIETA pe3lia U OT BUa KOHCTPYKLUHI
JEpXKABKU PEXKYIIETO HHCTPYMEHTA.

Tadoauna 1
Hcxomubie 1aHHbIC TPU OHO()AKTOPHOM DKCIIEPUMEHTE
Howmep skcnepumenTa
DakTopsl 1 > 3 1
[MocTosiHHBIE haKTOPEI t=10,05 MM N=1000 mua! | N=1000 vua! | N=1000 mun!
s = 0,05 mm/00 s = 0,05 Mmm/00 t=0,05 Mmm s = 0,05 mm/00
L =50 Mm L=50mMm L=50mm t=0,05 Mmm
Ilepemennbie paxTopsl N, =400 mun! t, = 0,05 mm s, = 0,05 Mm/06 L =41 vm
N, =500 MHH ' t,= 0,10 Mmm s5,=0,06 MM/00 L, =50 MM
N, =630 mun"' t,=0,15 Mmm 5,=0,075 Mmm/06 L,=65mm
N, =800 mun" t,= 0,20 Mmm 5, = 0,09 Mmm/06 —
N, = 1000 mun' t;=0,25 Mm s, =0,10 Mmm/06 —

a

Puc. 1. a — pabouas 30na cmanka ¢ pe3yom co CKEO3HLIMU 2OPUIOHMATbHBIMU OMEEPCUIMU
6 Oeporcaske npu moueHuu cmanu 45:
1 — wnunoens, 2 — obpadbameisaemas oemanwv, 3 — pezey, 4 — pesyedepoicamens, O — 6HeUIHULL 8UO
npoghunomempa mooenu 130 ¢ ynpasisiiouum KOMRbIOMEPOM NPU USMEPEHUU ULEPOXO0BATNOCU
nosepxHocmu 0opabamvleaeMou 3a20mosKu

ITo pmanHbIM TaOI. 2 BUAHO, YTO B KaX-
JIOM JKCTIEPUMEHTE HE3aBUCHUMO OT BHIA PE3-
[1a MIEPOXOBATOCTH TOBEPXHOCTU AFOMUHUS
U 4yryHa UMEIOT HauMEHbIIee U Haubombliee
3HAUEHHS COOTBETCTBEHHO. JTO OOBSACHSET-
csl Xoportei 00padaThIBAeMOCTHIO aTFOMUHIS
Y BBICOKOH 3€pHHUCTOCTBIO CTPYKTYPBI UyTryHa
MIpH TOYCHHH.

Ha puc. 2, a, B yacTHOCTH, TIpU TOYEHUHU
CTIM HAMISAHO BMJHO, YTO NPU TOCTOSH-
HOW miyOmHe peszanus ¢= 0,05 MM, monmaye

s =0,05 mm/06 u BbTeTe L =50 MM C yBenu-
YEeHHEM YacTOTHl BpAICHUS IITUHICTS 3Ha-
YeHHe MIepPOXOBAaTOCTH yMeHbmaercs. Ilpm
YBEJMUEHUN T[I0Ja49M, NpPU MOCTOSHHOH da-
crore BpameHus N = 1000 mun', riyOHHE
s =0,05 MmmM/06 u BbuteTe L =50 MM 1mepoxo-
BaToCcTh yBenuuuBaercs (puc.2,06). Creny-
€T OTMETHTh, YTO TaKHe K& XapaKTePUCTUKH
HAOMIONAIOTCS JUTS allFOMUHUSI ¥ 9yTyHa TpH
M3MEHEHUH YaCTOTHl BpAIIECHHUS W TIyOHHBI
pe3aHus. YBeIWYeHUE ITyOMHBI Pe3aHusl, Ipu
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MTOCTOSHHOM "acToTe Bpamienus N = 1000 Mux ',
nogade s = 0,05 Mm/00 u BouteTe L = 50 MM
MPUBOJAUT K YMCHBIICHHIO IIEPOXOBATOCTH
noBepxHoctu (puc. 2, B). I[lpu yBenumueHuun
BBUIETA, MIPHU TIOCTOSHHOW YaCTOTE BPAICHHS
N=1000 munu!, mogaue s = 0,05 MmM/06 u r1y-
oune ¢ = 0,05 MM IIEpPOXOBATOCTH YMEHBIIIACT-
cs (puc. 2, T). OgHAKO TIPU TOUYCHUU ATIOMU-

HUSl 1 9yTyHa yBEIIMYEHHE BBUIETA YXYZIIIAeT
IIEpOXOBATOCTh TIOBEPXHOCTH. A TIPU UCIIONb-
30BaHUU pe3la C OTBEPCTUSMHU B JIEP’KaBKe
3HAQUEHUE IIEPOXOBATOCTU YBEIMUYMUBACTCS IO
CPaBHECHHUIO C IETbHOMETAININYECKIM  Pe3-
oM. OTO sBIEHHWE OOBSCHAETCS HENOCTa-
TOYHOW KECTKOCThIO pe3lla M3-3a OTBEPCTUH
B JICPKaBKe.

Ta6auna 2
3HaueHHsI NIEPOXOBATOCTH TIOBEPXHOCTH 00pabOTaHHBIX JieTaieh
IlepoxoBarocts (Ra), MKkM
Howmep skcneprumenTa LenpHOMETAIINYECKUI pe3er Pesert ¢ oTBepCTUsIMU B I€pIKABKE
Cranb Uyryn AnroMUHII Cranp Uyryn ATIOMUHHN
1 |N, =400 mun! 2,81 2,48 0,942 3,1 2,65 1,088
N, =500 mun' 2,432 2,13 0,623 2,57 2,22 1,046
N, =630 mux'! 1,77 2,06 0,597 2,186 2,1 0,977
N, =800 mun" 1,07 1,918 0,588 1,181 2,04 0,929
Ny =1000 mun™ 0,756 1,84 0,57 0,991 2,024 0,867
211, _0,05mm 0,793 1,717 0,911 0,899 1,884 0,924
t,_0,1 MM 0,814 1,739 0,802 0,92 2,001 0,81
t,_ 0,15 mm 0,683 1,725 0,732 0,777 1,949 0,734
t,_0,2mm 0,615 1,558 0,729 0,757 1,84 0,73
t,_ 0,25 mm 0,764 1,574 0,696 0,942 1,782 0,699
3|8, =0,05 mm/06 0,88 1,75 0,85 1,021 1,8 0,88
S, = 0,06 Mm/06 0,9 1,78 0,88 1,058 1,88 0,985
§,=0,075 mm/06 0,95 1,87 0,895 1,21 1,93 1,044
S§,= 0,09 Mmm/06 0,972 1,9 0,9 1,295 1,96 1,064
S, =0,1 mm/06 1,08 1,926 0,93 1,343 1,98 1,1
4L =4l mm 1,139 1,81 0,791 0,936 1,744 0,792
L,=50mm 0,937 1,84 0,79 0,942 1,82 0,744
L,=65Mmm 0,881 1,867 0,835 0,888 1,989 0,789
BriBon e [[pu ToueHUM AIFOMUHUS U YyTYHA yBe-

B naHHO# cTaThe SKCIMEPUMEHTANTBHO HC-
CIIC/IOBAHO BIIMSHHUE pa3HbIX (PAKTOPOB, T.C.
4acToTa BpallleHHs, TNyOHHa pe3aHusl, 1ojava,
BBUIET ¥ BHJI Pe3Iia, B poIlecce TOYCHUS JeTa-
Jiel M3 pa3HBIX MaTepUAaiOB HA MIEPOXOBATOCTb
00pabaTpiBaeMOil TOBEPXHOCTH HPH TOMOIIH
MeTo/1a OTHO(AKTOPHOTO SKCIICPUMEHTA.

[Tocne npoBeaCHUS SKCIIEPUMEHTOB TOJTY-
YEHBI CIICAYIOIINE BHIBOJIBI:

e [Ipu ToueHWHM BCEX MaTepHaioB (airo-
MHHHH, CTajdb M YyTyH) 4YacTOTa BpalleHUS
INMUHACIS U TI0Jjada UMEIOT OOJIBIIOE BIIHUSI-
HHUE Ha IIEPOXOBATOCTH MOBEPXHOCTH. bomb-
mast vacrora BpameHus (N = 1000 mun')
u Mmanas momada (s = 0,05 MM/00) yirydmmarot
IEPOXOBATOCTh MIOBEPXHOCTH.

JMYEHUE TTyOUHBI Pe3aHus MPHU MOCTOSHHON
1ojiaue, 4acToTe BpAIICHUS W BBIICTE YIIyd-
IIaeT IIEPOXOBATOCTH MOBEPXHOCTH.

® VBenMUYEeHHE BBUIETA pe3la yXyAIlaeT
IIEPOXOBATOCTh 0OPAOOTKH HOBEPXHOCTH AJIIO-
MUHHS Y 9yTyHa W yIy4llaeT IIepOXOBaTOCTh
noBepxHOCTH cTanu. CieayeT OTMETHTb, YTO
BIIMSIHME BBIIETA pe3lia Ha MIEPOXOBATOCTh HE
OYEHb BEIIHKO.

e OOpabarsiBaeMble MMOBEPXHOCTH TIPHU
UCIIOIb30BAHUM CTAHJAPTHOTO pe3lla UMEIOT
JYYIIYIO IIEPOXOBATOCTH [0 CPAaBHEHUIO C IlIe-
POXOBATOCTBIO TOBEPXHOCTEH, ITOTYYECHHBIX
pEe3LOM C OTBEPCTHSAMH B AEpKaBKe, IPHUH-
HOI1 4eMy sIBIsIeTCst OoJiee BBICOKAst )KECTKOCTh
CTaH/IapPTHOTO pe3Iia.
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e I3 Tpex UCCIeIOBaHHBIX MaTepHalioB
JIydille BCEro oOpabarhiBaeTCs alFOMUHUUN
U Xy’K€ BCEro UyTyH.

Pesen; ¢ oTBepcTUSIMU B AEp)KaBKE HMEET
OoJIbIINE TEXHOJIIOTHYECKUE BO3SMOXHOCTH I10
CPaBHEHHUIO CO CTaHJAPTHBIM. DKCIIEPUMEHTBI
MOKAa3ali, 4TO MpH OOJBIINX BBUIECTAX MKECT-
KOCTb JIeP’KaBKU HEJIOCTATOYHA, HO OTBEPCTHSI
MOTYT OBITH 3allOJJHEHBI MaTepUanIoM, ooaaa-
IOLIMM BBICOKUMH AeMI(HUPYIOLIMMHU XapaKTe-
pUCTUKAaMU. DTO MO3BOJIUT, C OHON CTOPOHBI,
IIOBBICUTD KECTKOCTh JI€PHKABKH, a C APYIOH —
00ecCTIeunTh ralleHne BEICOKOUACTOTHBIX KOJIe-
0aHuii, BOSHUKAIOIIUX ITPH CKOPOCTHOH YHCTO-
BOI 00paboTKe.

[locne mpoBeneHUs1 SKCIEPUMEHTa TaKKe
MOJY4YEHBbl PEXKUMBI PE3aHMs, MPHU KOTOPBIX
obpabarbIBaeMbIC ACTAIH UMEIOT HAWITYUITYIO
[IePOXOBATOCTh:

1. Angd  adlOMHHMA: YacToTa BpPAILICHUS
N=1000 mun"', rmyouna pe3anus ¢t = 0,05 mm,

momada S = 0,05 mm/00, BeuteT L = 50 MM mipu
WCIOJIh30BAaHMHU CTAHIAPTHOIO pe3lia.

2. lns  cramu:  4acToTa  BpalleHUs
N =1000 mun ', mryouna pezanus ¢ = 0,20 mm,
nofaya s = 0,05 Mm/00, BeuieT L = 50 MM mipu
WCITOJIb30BaHUH CTAHIAPTHOTO pe3Iia.

3. lng  dyryHa: 4acTtoTa  BpalleHHUs
N=1000 mun !, rmybuna pesanus ¢ = 0,20 MM,
nonaya s = 0,05 MM/00, BeuIeT L = 50 MM 1ipu
WCTIOJIh30BaHUU CTAHJAPTHOTO Pe3Iia.
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