ersp MH)KEHEPHBIE TEXHOJIOT'MW U CUCTEMBI Tom 29, Ne 4. 2019

http://vestnik.mrsu.ru ISSN Print 2658-4123

ISSN Online 2658-6525

YK 45.01:621.924.1/.6 DOI: 10.15507/2658-4123.029.201904.546-559

Oco0eHHOCTH pacyeTa KUHHEMATHYECKHUX NIAPaMeTPOB
U BeJINYMHBI IEPOXOBATOCTH NMPHU a0Pa3uBHOM
J0BOJIKE 3aMIOPHBIX MOBEPXHOCTEH KOPIYCOB
3a/IBHKEK, COeTUHSIOIIMNX TPYObI

B. A. Ckpsi0un

@I'BOY BO «llensenckuii 20cy0apcmeeHHblil YHUBEPCUMEN »
(2. Ilensa, Poccus)

vs_ Sl@list.ru

Beseoenue. B crarbe chopMyanpoBaHbl 1 000CHOBaHBI OCHOBHBIE MOJIOKEHHUS] 0COOSHHO-
CTell KUHEMAaTHKH IIePeMEIeHNUS IPUTHPA B IIPOIIECCE JOBOJKH 3alIOPHBIX JIEMEHTOB 3a-
JIBIDKEK, a TaKXKe Pa3pab0TaHbl METOIUKH OIPE/IENICHUs] PEXKUMHBIX TAPAMETPOB U BEIIH-
YHHBI IIEPOXOBATOCTH B IIpoliecce abpa3UBHON JJOBOJIKH YIUIOTHUTEIBHBIX TOBEPXHOCTEH
JieTanei TpyoonpoBOIHOM apMaTyphl.

Mamepuanet u memoost. PazpaboTana KMHEMaTH4ECKast CXeMa IUIH(OBATEHO-TIPUTHPOY-
HOT'O MEPEHOCHOTO CTaHKa JUIS ONPEAEIeHNs YTIIOBBIX CKOPOCTEl BpaIlleHNsI HHCTPYMEH-
TaJIBHOTO JMCKa U MpUTHpoB. Ha ocHOBaHMN pa3paboTaHHOH KHHEMAaTHIECKOH CXEMBI I10-
JIy4eHbl aHAIUTUYECKHE 3aBUCUMOCTH JIJIsl ONPeeTIeH s MOLITHOCTEH IBUIraTes IPUBOJA
CTaHKa M Pe3aHHs, a TAKKe YIVIOBBIX U JIMHEHHBIX CKOPOCTEH BpaleHUs HHCTPYMEHTAIIb-
HOTO JHCKa M NMPUTHPOB. B cTaTbe omucaHbl TPAEKTOPHU CIIEJOB CETKU TOYKH MPUTHU-
pa IpH ero IepeMeIleHNH 0 00padaTbiBaeMOl IMOBEPXHOCTH JACTATIH TPyOOIPOBOAHOMN
apMaTyphl.

Peszynemamut uccredosanus. IlpuBeieHbl IpUMEpPHI pacueTa KHHEMaTHIeCKUX Mapame-
TPOB M LIEPOXOBATOCTH 0OPaOOTAHHOM YIJIOTHUTENILHON MOBEPXHOCTH 3aJBHXKKH C JHU-
ameTpoM yciioBHoro npoxojna DN 100 mo co3gaHHBIM aHAJIUTUYECKUM 3aBUCHUMOCTSIM
JUIsl YEPHOBOM U YMCTOBOM MPUTHPKU. PaccunTaHbl KOOpANHATHI TOYEK NEPEMEILEHUS HH-
CTPYMEHTOB C BH3yalIM3aliel TPAaCKTOPUH JIBIDKCHHS TOUEK ¢ MOMOIIBIO CHENATILHOTO
porpaMMHOro npoaykra Lazarus. Paccuntanbl KOOpAUHATEI M OCTPOCH TpadudecKuit
cJIell TOYKH MHCTPYMEHTa IIPU €ro IepeMenieHny B nporecce obpadorku. OmnpeneneHo
pacueTHBIM MyTeM YJAEIbHOE MEXKYIUIOTHUTEIbHOE IMPOCTPAHCTBO, XapaKTEpH3Yollee
IIPOITYCKHYIO CIIOCOOHOCTD YINIOTHUTEIBHBIX TOBEPXHOCTEH.

Obcyoicoenue u 3axniouenue. BBITOTHEHHbIE pacuyeThl MO3BOIMIN YCTaHOBHUTh, KaKHM
00pa3oM pa3Memnars MPUTHP OTHOCHTEIBHO 00padaTsiBaeMoil yILIOTHUTEILHON MOBEPX-
HOCTH B IUIaHE ONTUMHU3ALMHU Iporecca 00padoTku. [IpeaBapuTenbHbIe pacyeTsl IoKa3a-
JIH, 9TO IUIOIIA/b KOHTaKTa IPUTHpa ¢ 00padaTeiBaeMOI 1ETaNbI0 U ONTUMAIIBHEIH yroi
KOHTAKTa U3MEHSTCS] HE3HAYNTENNbHO B IPeJieax OTHOCUTENbHOMU norpemmHocTu 5...10 %.

Knrouesvie cnosa: 0cOOCHHOCTH KMHEMATHUKM aOpa3sHMBHOI JTOBOAKH, KMHEMATHYECKas
cXeMa, aHAINTUYCCKHE 3aBUCHMOCTH PEKMMHBIX [TapaMETPOB M IIEPOXOBATOCTH MOBEPX-
HOCTH, KOOPJIHMHATHI TOYEK IEPEMCLICHNUSI HWHCTPYMEHTA, IUIOIIA/(b KOHTAKTa HPUTHpPA
¢ 0OpabaTeIBaeMOi TOBEPXHOCTHIO
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Introduction. The author defines main provisions for peculiarities of the kinematics of
plant lapping in the process of finishing shut-off elements of the valves, as well as meth-
ods for determination of operating parameters and values of roughness in the process of
abrasive finishing of sealing surfaces of valves.

Materials and Methods. The kinematic scheme of grinding machines was developed to
determine the angular velocity of rotation of an instrumental disc and lapping machine.
Based on the developed kinematic scheme, we obtained analytical expressions to deter-
mine the capacity of the machine’s drive motor and cutting elements, as well as the angular
and linear speeds of rotation of tool drive and laps. There were also developed trajectory
traces of grid points of the lapping tool at its movement along with the treated surface
details of pipe fittings.

Results. There are given examples of calculation of kinematic parameters and roughness
of the treated sealing surface of gate valves with the diameter DN = 100 according to
established analytical dependencies for rough and finish lapping. The coordinates of the
moving tools were calculated with visualization of trajectory points using special software
Lazarus. The coordinates were calculated and the trace of the moving point tool was built.
The specific space which characterizes the capacity of the sealing surfaces was calculated.
Discussion and Conclusion. Calculations allowed us to determine how to place the lapping
tool relative to the machine’s sealing surface for optimization of the treatment process.
Preliminary calculations showed that the area of lapping tool’s contact with the workpiece
and the optimum angle of contact would change slightly within the relative probability of
error of 5% and 10%.

Keywords: features of abrasive finishing kinematics, kinematic scheme, analytical de-
pendences of operating parameters and surface roughness, coordinates of tool movement
points, contact area of lapping tool with the treated surface
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BBenenne

Jnst obecriedeHUsT KaueCTBCHHBIX T1a-
paMETpPOB 3aMIOPHBIX AIIEMEHTOB TPUTHP-
KOW HEOOXOIMMO 00pallaTh BHUMAHUE Ha:

— HCXOAHOE COCTOSIHHE MOBEPXHOCTHU
JIETAJIN;

— CKOpPOCTH BpaIlleHHs HHCTPYMEH-
TaTLHOTO OJIOKAa W WHCTPYMEHTOB JUIS
a0pa3uBHOU TOBOJKH (MX BEITMYMNHBI 3aBH-
CAT OT XapaKTepa TOBOJOYHON ONIEPALINN);

— JaByieHue (yCHIUE TPUKKUMA) TPU-
THpa Ha 00pabaTbIBaeMbIe MOBEPXHOCTH;

Mechanical engineering

— cocTaB abpa3uBHOM pabodeii CpeIbI.

IIpn mnpousBOACTBE WM PEMOHTE
3aMopHbIX  (YIUIOTHUTENBHBIX) JeTajei
TpyOOIIPOBOHON apMarypbl (B YacTHO-
CTU TP MEJIKOM PEMOHTE, TO €CThb BOC-
CTAHOBJICHUM YIUIOTHUTEJBHBIX I1OBEpX-
HOCTEH KOPIIyCOB KIMHOBBIX 3a/IBUKEK)
HEOOXOIMMBIM ~ TIapaMETPOM  SIBIISICTCS
TepMETHYHOCTH 3aTBOpa. 1J1st 3T0r0 HEOo-
XOJIUMO IOJIyYHUTh 3aJlaHHbIE KayeCTBEH-
HBIC XapaKTEPUCTHKH YIIOTHUTEIBHBIX
MIOBEPXHOCTEH Ha CIIELMAIbHOM CTAaHKE
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TAKC-®-4' [1-3] ¢ onpesieneHHbIM cove-
TaHUEM JBW)KCHMH NPUTHpa U padoyero
nucka (puc. 1):

— IJIaBHOT'O JBYJKEHUS (BpalleHus au-
CKa, Ha KOTOPOM 3aKpEIUIeH WHCTPYMEHT,
HEMOCPEJCTBEHHO OT JABUTATEIIA);

— JBWOKEHHMSI, 00ECTIeUNBAIOILETO PaB-
HOMEpHYIO 00paboTKy (BpalleHUS HH-
CTPYMEHTa BOKPYT CBOEH OCH).

[1noTHOCTH (HENPOHULIAEMOCTB YILIOT-
HUTEJIbHBIX TOBEPXHOCTEN JeTallel apMa-
TYpBI-33IBIKKH U KOpIlyca) B Ipolecce
peMoHTa JocTUraeTcst abpasuBHOM JOBOA-
koi. K ymjaoTHUTEIBHBIM MOBEPXHOCTSIM
nerajei TpyOOIIpoBOAHON apMaTypsl, 00-
pabOTaHHBIM TOBOIKOH, IPENbSIBISIOTCS
clle/Iyrole TpeOOBaHHS: MEPOXOBATOCTh
noBepxHocTu He Hwke R = 0,08 mMkmM, OT-
KJIOHEHUS! OT INIOCKOCTHOCTH 710 1 MKM.

0030p uTEpPaTYpHI

[Tpu aOpa3uBHOI AOBOAKE 3allOPHBIX
MOBEPXHOCTEH JeTaneil TPyOOpOBOIHOM
apMarypbl OCHOBHBIM HEIOCTATKOM SIBIISI-
€TCSl OTCYTCTBHE OCHOBHBIX MOJIOKEHHI
0COOCHHOCTEH KHHEMATHKH JIBIKCHUS
WHCTPYMEHTa OTHOCHTEIILHO 00paldaThl-
BaeMbIX YIJIOTHUTEIbHBIX MOBEPXHOCTEH
nerajeid  TpyOONPOBOTHOH — apMaTyphl.
OTCYTCTBYIOT TaK)XK€ METOAMKH OIpe/Ierie-
HUSI PSKUMHBIX TTAPaMETPOB M BEIIMIHHBI
IIEPOXOBATOCTH B TIpoliecce abpasuBHON
JOBOJIKK  YIUIOTHUTEIBHBIX TIOBEPXHO-
creit? [2-5]. HemoiHOCThIO pacKpbITHI
BOIPOCHl HACTPOMKH TEXHOJIOTHMYECKOTO
00opynoBaHus Nepe] MPUTHPKOH TTOBEPX-
HOCTeH. Bce 3T0 HeraTMBHBIM 0Opa3oM
BIMSICT HA TPOU3BOJUTEIHLHOCTh M Ka-
YeCTBO Mpoliecca 00paboTku U Tpedyer

7 =
P
f - T
M Jr' ~\l
£h
S e

Puc. 1. Cxema repeHOCHOTO CTaHKa JijIsl aOpa3uBHON JOBOJIKH
1 — oOpabaTsIBaeMBblii KOPITYC; 2 — CTAaHOK; 3 — pEeryJIUpOBOYHbIC BUHTHI JUIS IPHIIOKEHHS yCUIINS;
A — obpabarsiBaeMast yINIOTHUTEIBHAS TIOBEPXHOCTH KOPITYCa 3a/IBIKKI

Fig. 1. Scheme of portable machine for abrasive finishing
1 — treated housing; 2 — machine; 3 — adjustment screws for force application;
A —machined sealing surface of the gate valve body

! CeiinoB C. B., Ceiino FO. C., MapteinoB A. H. Texuonoruu u 060py0BaHue sl IPUTHPKH
YIUIOTHEHUH apMaTtypbl: TexHHY. cripaBouHuk. M.: [Iponmo, 2013. 250 c. URL: http://tpkom.com/book/
book.php?ID=1414.5 (nara oopamienus: 30.08.2019).

2 Tam xe.
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MIPUMEHEHHU COOTBETCTBYIOIIUX TEXHU-
YECKMX W TEXHOJOIMYECKUX PELICHHH.
Bonbmioii Bkmax B co31aHME YCTaHOBOK
Uil aOpa3uBHOW IOBOAKH YIJIOTHUTEIb-
HBIX ITOBEPXHOCTEH aeranell TpyOorpo-
BOJHON apMaTypbl BHECIH Y4€HbIE U WH-
JKEHEphl HEMEUKHX (UPM, B TOM YHCIIE
JI. B. MonuaHoBa, reHepaibHbId TUPEK-
top koHmepHa Unigrind-SLIM, n fxo6
BocrT, renepanbHblii TUPEKTOp KOHIIEpHA
EFCO-HSL, a Taxxe poccuiickue y4eHble
u cnenpanuctel: C. B. Ceiinos, A. K. Aja-
MmenkoB, B. A. ITonsgkos, B. K. Ilorogun
u jap. OnHAaKo KOHCTPYKLHMH YCTaHOBOK
HEMELKUX (UPM IPH BCeil UX OPUTHHAIIb-
HOCTH 00JIalaloT ONpPEAEICHHBIMU HEI0-
CTaTKaMU: MaJjas MOIIHOCTb 3JIEKTPO- UIIH
MTHEBMOJIBUTATENISA, TIO CPABHEHUIO C POC-
cuiickoit pupmoit  «I'AKC-PEM-APM»,
U Manas [IyOuHa NOTPY)KEHMsS IIUHICIS
C MHCTPYMEHTAJbHBIM JHCKOM, 000pyI0-
BaHHBIM IPUTUPAMH, HE II03BOJISIOT 00ec-
MEYUTh BBICOKYIO MPOU3BOAUTEIBHOCTD
W 3aJ]aHHble KadeCTBEHHBIE MapaMeTpsI
npyu aOpa3WBHOM OBOJKE KpymHOraoda-
PHUTHBIX KOPILyCOB KJIMHOBBIX 3aJIBHIKCK
C IHaMEeTpPOM YCJIOBHOro mnpoxona DN =
= 1000...1400 MM © TIyOWHOW TOTPY-
sxeaua L = 1200...1400 mm. Ogaumu u3
HEepBBIX NpeanpusaTuid B Poccun no mpo-
W3BOJICTBY BBIIIEYKAa3aHHBIX yCTaHOBOK
¥ 110 TEXHOJIOTUH IUTH(OBAHUS U TOBOJIKU
3aMOPHBIX HOBEPXHOCTEH aeTaneit Tpyoo-
MIPOBOIHOM apmarypsl sBisitores «I AKC-
APM-CepBuc» u «I'AKC-PEM-APM»
B coctaBe «[AKC-APM-CepBuc», rexe-
paJIbHBIM IUPEKTOPOM KOTOPBIX SIBIISETCS
10. C. Ceiinos, a npe3uaeHToM — rnpodec-
cop C. B. CeiiHOB. 3HaUUTEIbHBIA BKIA]
B BOIIPOCHI HACTPONKHU NEPEHOCHBIX CTaH-
KOB TSI a0pa3uBHOM TOBOJIKU W CO3JaHHS
METOJIMKH OTpENeNIeHUs] PEeXUMHBIX Ta-
paMeTpoB M BEJIUYMHBI IIEPOXOBATOCTH
npouecca adpa3uBHON TOBOJKH YIIOTHH-
TEJIbHBIX ITIOBEPXHOCTEH, a TAKIKE B BOIIPO-
Chl BBIOOpa paIMOHATBHBIX a0pa3UBHBIX
MaTepHuajoB M CMa30YHO-OXJIAKIAIOIINX
texaonoruueckux cpeacts (COTC), Buec
BEAYIIMH 3KCIIEPT BBILLIEYKa3aHHBIX MPe-
npustuii mpogeccop B. A. CkpsiOun.

Mechanical engineering

Marepuajnbl 1 MeTOAbI

[lpu pemiennu naHHOW 3aga4uM HEOO-
XOJIUMO OIPENETUTh TPAEKTOPHIO JIBUKE-
HUSI HHCTpyMEHTa. {751 3TOTO BBIIIOIHUM
pacuer 1o OIpPENEICHUI0 KHHEMaTH4e-
CKHX IapaMeTpoB M IIEPOXOBATOCTH 00-
paboTaHHOW YIJIOTHUTEIHHON MOBEPXHO-
CTH 33JIBIDKKM C JUAMETPOM YCIIOBHOTO
npoxona DN 100 no cxeme, MpUBEIEHHON
Ha pucyHke 2. OmnpenensemM pazmepsl OA4
u AC [4-T7].

Ha pucynke 3 moka3aH WHCTpyMeH-
TaNbHBIA OJOK / C PacrolioKeHHBIMH Ha
HEM IUIaCTMHaMHU 2, Ha KOTOPBIX 3aKpe-
TUISFIOTCS. MHCTPYMEHTHI 3.

HapyxHble aunamerpbl HHCTpYMEH-
TanbHBIX O0KOB D = 3116,5...241 MMm;
DHHCprMeHTa: 40 MM; DHI/ICKa: 40 MM.

W3 pucynkos 2 u 3: OA — pacctosiHue
OT IEHTpPa HWHCTPYMEHTAJIBLHOIO OJoKa
10 ueHTpa uHcrpymenta; O4 = 116,5/2 —
—40/2=58,25-20=38,25 mm; AC — pac-
CTOSIHHE OT LIEHTpPa MHCTPYMEHTAJIBHOIO
Omoka 10 cepeauHBl 00pabaThIBaeMOi
YIUIOTHUTENBHON TIOBEPXHOCTH; [ — 1mIu-
pUHA  YIUIOTHUTEJIBHOM IOBEPXHOCTH.

Tins DN 100 — H = %, H =
= (125 - 110)/2 = 7,5 mm. U3 pucyHka 2:
AC — MHCTPYMEHTA “A——

2 2
MHCTPYMEHTA 3a Kpall YIUIOTHUTEIbHON

MOBEPXHOCTH Ul UCKJIFOUEHUSI €ro Top-
MOXKEHHUS 3a CYET PA3HOCTHU JIMHEHHBIX
CKOpPOCTEH BpallleHHs HHCTPYMEHTAJIb-
Horo Onoka V, m uHCcTpyMmMeHTa V. A =
=5 MM.

, Tme A — BbLIET

AC= ?—5—3,75:11,25 MM.

MoIHOCTb pe3aHus ONpeAesIeTcs o
hopmyze:

N,.=nR. V,

pes p

IJe 7 — YUCIIO OJHOBPEMEHHO PadoTaro-
IUX UHCTPYMEHTOB; R — CHJIa pe3aHus;
V. — uHelHas CKOPOCTb TOUKU IIPUIIOKE-
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P uc. 2. Cxema 1114 ONpesiesieHHs! YITIOBBIX CKOPOCTEil HHCTPYMEHTaIbHOTO OyI0Ka
W MHCTpyMeHTa (TIPUTHPA)

Fig. 2. Scheme for determining the angular velocities of the tool block and the tool (lapper)

P u c. 3. O6uwmii Bux Onoka uHCTpyMeHTampHOro DN 100...200
Fig. 3. General view of the tool unit DN 100...200
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HUA CUJIBI COTTPOTUBJICHUS. Cuna pe3aHus
IOACYUTHIBACTCA I10 (l)OpMYHC:

R=fF,,

rae f— ko3 puuueHT (TpeHust) CONpOTHB-
JICHWSI MEX]Ty HTHCTPYMEHTOM 1 00pabaThI-
BAEMOI ITOBEPXHOCTBIO; [y, — YCHIIUA IIPH-
JKMMa WHCTPYMEHTa K o0pabarbiBaeMOi
noBepxHocTH. [lo  MPOHM3BOACTBEHHBIM
JAHHBIM I YUCTOBOM mputupke V. or-
panuuuBaioT 3Hadenusivu 0,25...0,5 m/c,
a TpHU YEPHOBOM MPUTHPKE V OrpaHN4u-
BaroT 3HaueHusMU 0,4...2 NS

Koapdunuent tpenus [ Mexay
a0Opa3uBHBIM MHCTPYMEHTOM H 00pa-
0arbIBaeMOIl MOBEPXHOCTHIO W3 JIETHU-
POBaHHON CTaJld HM3MEHSETCA B Aua-
mazone 0, 1 .0,4. B stom cayuae N,
=nfF

Hna onpez[eﬂeHI/m YCHUIIHS TIPHKUMA
MHCTPYMEHTa K oOpabarbiBaeMoil moO-
BepxHoCcTH £ mpuBesem Tabmuuy 1. Bee
PEKOMEHIyeMble YCUJIMSI NPIKUMA B Ta-
Oomune 1 ABNSAIOTCS MaHHBIMH, MOTy4YeH-
HBIMU B pe3yjibTaTe MpPON3BOJICTBEHHBIX
ucnbitTanuii Ha 6aze OO0 «TAKC-PEM-
APM (r. [1en3a).

Tabnumal
Tablel

PexomenayemMble 3HAYEHHST YCHIIHSI PIZKHMA
Recommended values of the clamping force

DN — nuamerp yCJIOBHOTO ITPOXoAa,
MM // DN — diameter of the condi-
tional pass, mm

50 | 80

100 | 150 | 200 | 400 | 600 | 800 | 1000 | 1200

S — cymMmapHas miomaas KOHTaKTa
WHCTPYMEHTOB ¢ 00pabaTbiBaeMoit
MoBepXHOCThIO, cM® // § — total| 11
contact area of the tools with the
work, cm?

20

28 | 47 | 85,4 |193,2 290 | 617 | 805 | 1160

F,(F) (P=0,1 MIla) — ycunue npu-
KHMa WHCTPYMEHTa K O6pa6aTLIBa-
€MO# TMOBEpXHOCTH JieTanu F, ,
U COOTBETCTBYIOLIEE EMY I[aBJIeHI/Ie 1
P, MIla // Fo(F) (P = 0,1 MPa) —
tool clamping force on the work
piece surface Fp,, kg, and pressure
P, MPa

20

10 20 24 | 30 | 30 | 36

F,, (F) (P = 0,04 MIla) — ycuiue
MPWKAMa HHCTPYMEHTa K 00padarthI-
BacMOM MOBEPXHOCTH JETaiu F, , KT,
U COOTBETCTBYIOLICE €My aBICHHE
P, MIa // Fpy (F) (P = 0,04 MPa) —
tool clamping force on the work

piece surface Fy, kg and P, MPa

44 | 8

26| 3 4 77 196 | 12 | 12 15

F (F) (P = 0,15 MIla) — ycunue
HpI/I)KI/IMa HHCTpyMEHTa K 00padarsI-
BaeMOH MOBEPXHOCTHU JIETANU [/, , KT,
U COOTBETCTBYIOIIEE €My JaBICHHUE
P,Mlla // F,, (F) (P= 0,15 MPa) —
tool clamplng force on the work

piece surface Fi, kg) P, MPa

16,5 30

85 | 12 15 30 36 | 45 | 45 54

Mechanical engineering
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Nye;=3:0,2-70-0,3 = 12,6 H'm/c =
=12,6 Br = 0,0126 kBt — uncroBas npu-
THpKa.

Nye; = 3:0,2:85-0,4 = 20 Hm/c =
=26 Bt = 0,02 kBT — uepHOBasi npuTUpKA.

Y1i10Basi CKOPOCTh BpAILEHHUs HHCTPY-
MEHTa OIpelessieTcsl o Cleqyrole 3a-
BrucumocTH (puc. 2) [4; 8; 9]:

nf-F,-o-OA-N,,
n-f-F,-AC "’

w, =

IJe 7 — YHCIO OJHOBPEMEHHO paboTa-
IOUIMX  HMHCTPYMEHTAJIBHBIX  TOJIOBOK;
Rp= I an — CUJIa PE3aHust; @, @, — yIIo-
BbIe CKOPOCTH J[BUTATElsl MPHUBOJIA U WH-
crpymenTa; OA, AC — TuIeds IPIITOKESHUS
JIBIDKYILIEH cuiibl Py, OT mpuUBO/aA, TpHJIO-
JKEHHOM B TOYKE A U PE3yJbTUPYIOLLEH
cunoit pesanus R,; f— koadduunent (Tpe-
HUSI) CONPOTHUBIICHUSI MEXIY MHCTPYMEH-
TOM M 00padaThIBAEMO IMOBEPXHOCTHIO;
F,, — ycuius IpWKUMa HHCTPyMEHTa
K oOpabarbiBaeMoii ToBepXHOCTH. Morl-
HOCTb PE3aHHs U MOIIHOCTH JBHUIaTeNsd
MIPUBOJIA CBA3AHBI COOTHOILIEHUEM:

Npes< n- N
rae 1 — KILJ] mpuBoma (n = 0,9).
Pe3yabTaThl HCC/IeI0BAHUSA
MOIIHOCTh JABHTATENS CBS3aHA C MO-
MEHTOM BpAIlIEHUS JBHUTaTeNsl IMPUBOJAA
3aBHCHMOCTBIO:

n'NﬂB:Mma'wl‘

YriioBasi CKOpOCTh JABUTATENS ONpeJie-
JIIETCS CIICAYIOIINM 00pa3oM:

o _2zn

'60
Ilo IIPOU3BOJICTBCHHBIM JAHHBIM
TeXHOJOrHueckux  mporeccoB OO0

«’AKC-PEM-APM» n =120 mun''
yepHoBOil nputupke. Toraa:

npu

2rn 6 28-120 pan
22027 12,6 B2

“T60 T 60 c
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IIpu nomy4yncToBOM U YUCTOBOM IpU-
TUPKE:

6,28-100 pan
=2-_"—"=10,4—,
@i 60 c

IIpu urcroBoO# npUTHpKE:

_ TI'N;[B 20,9'2
o, 12,6

M

B =0,16 xH M.

IIpu yepHOBOI MpUTHpKE:

= —0,18kH.
S TOVER L

VYiioBasi CKOPOCTb MHCTPYMEHTa (),
UL YUCTOBOW TPUTUPKU ONPENessieTcs
Kak:

" 3.0,2-70-10,4-38,25-10°
2 3.0,2-70-11,25-10°
:izg,n ban
0,47

~12,6

OnpenenyM JTUHEHHYIO CKOPOCTh UH-
CTPYMEHTA 110 3aBUCUMOCTH:

V,=o,R,

rae R — paanyc MHCTPYMEHTA.
V,=8,7220-103= 0,174 ~ (10,44 ).
C MUWH

B COOTBECTCTBUMU C HpOI/I3BOI[CTBCHHI)I-
MU JIaHHBIMHU 110 TIpeAnpuatusiMm Poccuu
U JIUTEPATYpPHBIM HCTOYHHKAM OKPYK-
Hasi CKOPOCTh IIPH YUCTOBOW INPHTHUPKE
OTpPaHWYMBACTCS 3HAYCHUSIMHU He OoJjiee
0,5..0,8 M/c 1 pekoMeHIyeTCs 3a/1aBaTh e
B quamasone 0,2...0,5 m/c.

JlaBnenune nputupa Ha oOpadarbiBae-
MYIO TIOBEPXHOCTh ONPENENACTCS KaK:

KTC
_ T o, 25 558 0,025 M1
28 a

P=Frl
S
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Cpennee namienue o taomuie 1: P =
=0,04...0,1 MIla (0,4...1%).

Ilo mpoOM3BOACTBEHHBIM H JIUTEpa-
TYpHBIM JaHHBIM JABICHHE IPU YHCTO-
BOM TPUTHpPKE HAXOAUTCA B IUANa30HEe
0,05...0,12 MIla.

OnpenenuM CKOpOCTh BpallleHUs Inc-
Ka C UHCTPYMEHTaMH:

M

7Dy _3,14-116,5-100
MUH

, 37
1000 1000

[lepoxoBarocTs 00pabOTaHHOHN MM0-
BEPXHOCTH TPH IUIOCKOH NPUTHPKE, CO-
miacHo wuccnemoBanusaMm I1. H. Oprosa
(MI'TY um. H. D. baymana), onpenensier-
Cs 110 CJIEMYFOIeH 3aBUCUMOCTH:

R, =C; -P"-HB™-d,

e C, — Ko3h(UIMEHT, 3aBUCAIIMA OT
CBOWCTB 00pabaTbiBaeMOro Marepuaa,
abpas3uBa U JApPYyrux ycjoBUil 00paboTKH;
P — naBnenuwe nputupa Ha oOpaOarbiBae-
MBbIii Marepuain; HB — TBepmocTh oOpa-
OarpIBaeMOTO Marepuana; d — JHaMeTp
abpasuBHBIX 3epeH. Jlng HaraBieH-
HOW MOBEPXHOCTH M3 BHICOKOJIETUPOBAH-
Hoi ctamm Mapku CB-15X18H12C4THO

HB =120 =< p=04 <= (0,04 MITa),
MM CM

y =1, m = -1, abpa3uBHBII Marepuana —
mukpouumpnopomkn M10(F£800) smek-
TPOKOPYHJIa XPOMOTHTAHHUCTOIO MapoK
91A...95A; C, =1235...280.

R, =235.0,4"-(120-10*)"-10 ~ 0,07 MKM.
VYroBasi CKOpOCTh HMHCTPYMEHTA @,

JJIA I‘IepHOBOI;I MPUTHUPKU OIPEACIIACTCA
Kak:

~3.0,25-85-12,6-38,25-10° -20

@ 3.0.25-85-11,25-10°
_10.7_ 5, pan
0,7 C

V,=152:20-10°=031 (18,6 ——).
C MUH

Mechanical engineering

IIpu MexaHMYECKOU TOBOJAKE MIIOCKUX
HapYy>KHbIX IOBEPXHOCTEH PpaLMOHAIb-
HbIC 3HAYECHMsI TaBJICHUI B COOTBETCTBUU
C TPOU3BOJICTBEHHBIMH W JIUTEPATYPHBI-
MU JaHHBIMHU CKOPOCTH BpalllCHUA IIpH-
THpa COCTAaBIIAIOT I MPEABAPUTENBHON
MPUTUPKA U H3MEHSIOTCS B JUaNa3oHe
0,5...2 m/c.

KTC

F
w _10.5_ 4XI€ 0 04 MITa
CM

TS 28
(0,15 MTTa).

7=

OnpenenuM CKOPOCTh BPALLCHUS IUC-
Ka C MHCTPYMEHTaMH:

n-D n
Vo= JMCKa _
! 1000
_ 3,14-116,5-120 ~43,92 M
1000 MUH

[To TpOW3BOACTBEHHBIM W JHTEpA-
TYPHBIM JaHHBIM, JaBJICHUE MPU YEPHO-
BOM IPUTUPKE HAXOAUTCS B JHUAla30HE
0,12...0,2 MIla. B xauectBe aOpa3uB-
HOTO Marepualjia HCIOJNB3YIOTCS MHKpPO-
numdmopomku M14(F600) a1ekTpoko-
pPYHAa XpOMOTHTAHHCTOrO Mapok 91A...
95A; C,,=235...280 [10-14].

R =280-1,5"-(120-10*)" -14 ~ 0,56 MKM.

BenenctBue TOro, 4tro mocTpoeHHUe
TPAeKTOPHIA JIBUKEHUSI MHCTPYMEHTA CBSI-
3aHO C JIOCTATOYHO TPYAOCMKHUMH W JITH-
TEJIBHBIMH 110 BPEMEHU BBIUYHCIICHHUSIMH,
CIIEAyeT  KCIIOb30BaTh  IPOrPAMMHBIH
MPOYKT, KOTOPBIA TIO3BOJUT OBICTPO
Y TOYHO PACCUMTATh ITOJIOKECHUE 3a/IaHHBIX
TOYEK B OIPECICHHBII MOMEHT BPEMEHHU.

Busyanuzaiust TpacKTOpHH JIBUKEHHS
TOYEK MHCTPYMECHTA BBIIOJHEHA C ITOMO-
b0 MPOrpaMMHOI0 mpoaykra Lazarus
(cumbuo3 mporpamm DELFI n C++) .

OmHMM U3 BaXKHBIX BOINPOCOB CTa-
OmnpHOTO OOEcreueHusl KadecTBa oOpa-
OOTKHM TOBEPXHOCTEH JeTanell sBIsIeTCs
YOpPaBICHUE TPACKTOPHEH  JIBHIKCHHS
MIPUTHPA.
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Ha pucynke 4 mokasaH cien TOYKH
npuTupa 1o odOpadarTbiBaeMON MOBEPX-
HOCTH.

Ha pucynke 5 mpuBenmeno rpadu-
yeckoe HU300pakeHHe CJIEJ0B CETKH
TOYKH TpUTHpa Ha 0OpabaThiBaeMOi
MOBEPXHOCTH.

AHanHM3 TEOPETUYECKHUX PE3yNIBTaTOB
HCCTICIOBAHUN CIIOKHOTO JIBIDKCHUS IJ1a-
CTHH TIOKa3bIBAaCT BIUSIHUE CIIEIa TOUKH
WHCTpyMEHTa 1o 00pabaTsIiBaeMOi yIUIOT-
HUTEIHLHON IMOBEPXHOCTHU Ha Ka4ye€CTBO
00paboTKK TMOBepXHOCTeH meraneil. U3

Puc. 4. Cnen Toukn nputupa rno oopadarsIBaeMoii TOBEPXHOCTH
Fig. 4. Trace of the point of lapping on the processed surface

17,5

45

Rmin

45

3.75MM

Rmax

1,2

P uc. 5. I'paduueckoe mocTpoeHne cieJOB CETKH TOYKH IIPUTHPA Ha 00pabaThIBaeMON ITOBEPXHOCTH
¢ TIOMOIIBIO TIporpamMmbl Lazarus

Fig. 5. Graphic construction of traces of the point of lapping on the processed surface with the help
of the program Lazarus
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PUCYHKOB 4 U 5 cIeIyeT, YTo paBHOMEp-
Hasl CeTKa MU IepeceueHNH PUCOK OT Ha-
JIOKEHMS IBYX ABWKCHUH MONy4YHsIach 3a
CYET IJIABHOW M PaBHOMEPHOM CKOPOCTH
JBIOKEHUS] MHCTPYMEHTa MO TPAeKTOpPHH,
CTaOMILHOM BENWYMHBI IABJICHHUS NPUTH-
pa Ha 00pabaThIBaEMyI0 MOBEPXHOCTh 110
BCEH ee MIoUau. OTO YMEHBILIAET 3aBall
TOPLEBOH YIIOTHUTEIBHONW IUIOCKOCTH
U CIIOCOOCTBYET NOCTHIKEHUIO 3alaHHBIX
MapaMeTPOB Ka4eCTBa MIOBEPXHOCTH.

VrenbHOE MEXYIUIOTHUTENBHOE MpO-
CTPAHCTBO ONPEAEIeTCS B COOTBETCTBUU
¢ JUTeparypHbiM ucTouHHKOM® [10] mo
CJIeYIOLIEH 3aBUCHMOCTH:

S =R -L-K,
max

MIT

rae L — 6a3oBast e, MM; K — k03 du-
[IUCHT, YYHUTHIBAIOIIUN HE3alOJTHEHHOE
MIPOCTPAHCTBO MPOQHIIS.

IIpu urcTOBOM JIOBOJIKE YTUIOTHUTEb-
HBIX TMOBEPXHOCTEH COIIACHO MPEIIIeCT-
BylomuM pacueram Ra = 0,07 Mxm, R =
=0,4 mxMm, L =0,25 mm, K =0,5.

S =0,4-250-0,5=50 Mmxm>.

MIT

Orta BeJIM4YUHA XOPOILO COOTBETCTBYET
BEJIMYMHE YAEIBbHOIO MEXKYIJIOTHUTEIb-
HOTO IPOCTPAHCTBA, OIPEAEIICHHOIO KC-
NEPUMEHTAIIBHBIM IIyTEM HA NPEANpHUsi-
i OO0 «TAKC-APM-CEPBUC.

P u c. 6. [lonoxxenne nputupa 3 ciea oT 06padaThBacMO YIIOTHATEIBHOM MOBEPXHOCTH:
Rutyin 1 Rty — MUHUMAIBHBIH U MAKCHMAJIBHBIN PaInyChl paboucii TOBEPXHOCTH MPUTUPA;

R,in 1 R,o— MUHHMAITBHBIN W MAKCUMAJIBHBIA paJnychl 00padaThIBAEMON YIUIOTHUTEIBHON
IIOBEPXHOCTH; ¢ — YToJl IOBOPOTA BOJMIIA C MHCTpyMeHTOM; M, M|, A u A,— TOUKH Ha4aja U KOHLA
paboueli MOBEPXHOCTH IPUTHPA; 7', M R, — Pa/INyChl OKPYKHOCTEH, ONUCHIBAEMBIX TIPH BPAIICHAN Baia
KpEIUICHHs! IPUTHUPA NP BPAIICHUH €ro BOKPYT CBOCH OCH 2 M BOKPYT' OCH MHCTPYMEHTAJILHOTO OoKa /;
V — BEKTOP JINHEHHON CKOPOCTH BPALICHUS HHCTPYMEHTA

Fig. 6. Position of lapper 3 to the left of the machined sealing surfaces:
Ru,;, and Ru,,. minimum and maximum radii of the working surface of the lapper;
R, and R,,,,— minimum and maximum radii of the processed sealing the surface;
¢ — angle of rotation of the carrier with the tool; M, M,, A and A4, — start and end points of the working
surface of the lapper; 7,and R are the radii of the circles described by the rotation of the shaft mounting
lapper by rotating it around its axis 2 and axis tools instrumental block /;
V is the vector of linear speed of rotation of the tool

3 TaMm xe.
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O0cy:xneHne u 3aKJII0YeHHe

AHann3 NpeACTaBICHHBIX PE3YJbTaToB
MO3BOJIMJT PELIMThH BOIIPOC O MECTE PACIIo-
JIOKEHUS PUTHPOB HA HHCTPYMEHTAITLHOM
OJIOKe OTHOCHUTENTFHO 00padaThIBaCMBIX
YIJIOTHUTENBHBIX TIOBEPXHOCTEH (pHC. 6).

Juamerp mocajouHON ITOBEPXHOCTH
npurupa D ,= 13 mm i DN 100. Takum
o0pazoM, mupHHa padbodyeil TOBEPXHOCTH
MIPUTHUPA!

D MHCTPYMEHTa _Dd _ 40-13

=13,5 MMm.
2 2

B:

R =20 MM, R . =6,5mm. C yueTom
BBIXOJa BEPXHEH TOUKH NPUTHPA OTHOCH-
TENBHO BEpXHEW TOYKH 0OpabaThiBaeMoit
YIUIOTHUTEJIbHOM IOBEPXHOCTH HA BEJIH-
yuHy A = 5 MM KOHTakT TpHUTHpa C 00-
pabaTbiBaeMOil MOBEPXHOCTHIO  JIETaJIH
MIPOUCXOUT IO pazMepy 8,5 MM 1 Ha 1 MM
MEPEKPhIBACT MIMPHUHY YIUIOTHUTEIBHON
noBepxHocTH H = 7,5 Mm.

OnrtumanbHbIM CEKTOpP KOHTAKTa IpH-
THpPa W YIUIOTHUTENIFHOW TOBEPXHOCTH,
pPEKOMEHIyeMbIil Uit OIarompusTHBIX
YCIIOBHUI BpalleHus] abpa3uBHOTO UHCTPY-
MEHTa OMPEACIACTCS CICAYIOIUM 00pa-
30M U3 pUCYHKa 7:

W3  paccMoTpeHHss — TpeyrojbHHUKa
AOK — OK ompenensieTcst Kak:

OK=d2-A-75-1=20-5-7,5-1=
= 6,5 MM.

Sin ymma AKO = OA/AK.; Sin yrma
AKO = 6,5/20 = 0,325; Yron AKO = 19°.
VYron OAK = 90°— 19°= 71°. Onrumasb-
HbII yroi koHTakTa KAM pasen 142°.

Ha pucynke 8 mnonoxeHue mpuTupa
H300paKEHO CrpaBa OT YIUIOTHUTEILHON
MOBEPXHOCTH.

[IpenBapuTenbHbIe pacyeThl MOKA3AIH,
YTO TUIONIAh KOHTAKTa M ONTHUMAJbHbIH
YrOJl KOHTaKTa M3MEHSTCS HE3HAYUTEIILHO
B [IpeJiesiax OTHOCUTEIILHOM IMOTPELIHOCTH
5...10 %.

DKCIepUMEHTaIbHO  YCTAHOBJICHO,
YTO MPH HACTPOHKE MEPEHOCHOTO CTaHKa
OoJiee MPEANMOYTUTENHLHBIM OYy/IET pacrio-
noxxeHne mputHpa 3 cineBa oT oOpaba-
THIBAEMOIl TIOBEPXHOCTH, TaK KaK CXeMa,
Npe/JIOKCHHAsT Ha PUCYHKe 8, oOmagaeT
PSIIOM CYIIECTBEHHBIX HETOCTATKOB:

1. YBemmuenwue mieda OC HHCTPYMEH-
TaIBLHOTO TUCKA IpuMepHO Ha 15...20 MM
C Y4eTOM TOrO, YTO OH HW3TOTOBJIEH W3
QTIOMUHHUEBOTO YMEHBILIACT

CIIIABa,

P u c. 7. Onpernenenue ONTHMAIBHOTO yIila KOHTaKTa abpa3uBHOTO HHCTPYMEHTA
C YIUIOTHUTEIIBHOM TTOBEPXHOCTHIO
Fig. 7. Determination of the optimum contact angle of the abrasive tool with the sealing surface
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P u c. 8. [lonoxxenne nputupa 3 cripaBa OT 00pabaTsIBAEMO YIUIOTHUTEIBHOM TOBEPXHOCTH
F i g. 8. Position of the lapper 3 to the right of the machined sealing surface

KECTKOCTh MHCTPYMEHTAJbHON CHUCTEMBI 2. Kpome TOro, 3to MOXET MPUBECTH
1 TIOBBIILIACT €€ BUOPAIMH, YTO HETATUBHO K MpoOJieMe pa3MelIeHUs HHCTPYMEHTOB Ha
BJIMSICT Ha Ka4eCTBEHHBIC MapaMeTpsl 00-  00pabarbiBaeMoil YIIOTHUTEBHOH MOBEPX-
pabarpIBaeMOil TOBEPXHOCTH. HOCTH JieTajieil TpyOOIPOBOJHOM apMaTyphbl.
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