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Annomanus. Ilonuposarue s675€mcs 3a86ePUAOUUM IMANOM OMOEIOYHOU 0OPABOMKU TONAMOK MYPOUH 2a30MYPOUHHO20
osuzamerisi. Jlonamxu xapakmepusylomest CIOAICHOU NPOCMPAHCMEEHHOT (hOPMOTL nepa, K KOMOPOMY GblOGULAIOMCSL JCECHKIUE Tpe-
006aHUS K WUEPOXOBAMOCHIU NOBEPXHOCMHO2O0 05l OMKIOHEHUe 2eOMEeMPUYECKUX QopM, pazmepos U napamempos Kawecmsa no-
6EPXHOCMU NPOPUIISL Nepa JIONAMKU OM PACUEMHBIX YXyouiaem padodue XapaKmepucmuxu 08u2ameris, RPpugooum K nomepe MOuHo-
cmu, ymenvwienuro KII/[ u CHUMNCEHUI0 IKOHOMUYHOCIU 08USAMENSI U €20 HAOEHCHOCMU, 0COOEHHO NoO Oeticmeuem NepemMeHHbIX
Ha2py30K, Gbl36AHHBIX USMEHEHUSIMU 8 pedicume pabomsl, MAKUMU KaK 63iem, nocaoka u m.o. Beaedcmesue smoeo cmanosumcest 6asic-
HbLM Onpedesiumb MOoYHble MEXHOA0SUHeCKUe NapamMempyl, MAaKue KaKk YCUIUe NPUNCUMA, UCNOAb3YeMOoe Npu NOJUPOSAHUU, YmoDbl
0006UMbCs MUHUMATIHLIX OMKIIOHEeHUL 8 npoyecce obpabomku. [Ipedcmasnenvl pe3yibmanivl IKCHEPUMEHMATLHO20 UCCIe0068aAHUS
UBMEHEHUs NSIMHA KOHMAKMA npu nOuposanuuy oopasya ynpowgernol mooenu nonamku I'T/ 6 3asucumocmu om eeauyunbl yCuis
RPUIICUMA U MAMEPUATIA NOUPOBATLHUKA. []emallbHO ONUCAHA MeMOOUKA NPOBEOeHUs: IKCHEPUMEHMA, UCHOTb3yeMoe 000pydosaHie
U OCHACMIKA, A MAKJICe MEXHOI02UYecKUe pedcumpl 0opabomrku. [Ipueedenvl meopemuueckue céedenust 0 cxeme 0opabomKu u meo-
PemuyecKoll euduHe NMmHA KOHMAKMaA 05l PACCMAMPUBAEMbIX YCUTIULL BpU 06pabomie Kpy2amu u3 paziuinslx mamepuanos. Ipu-
6e0eHbL Pe3yibmampl IKCNEPUMEHMATbHO20 UCCLe008AHUSL, YCIMAHOBEHA 83AUMOCES3b MENCOY UBMEHEHUEM YCUTUSL NPUICUMA U WU~
PUHOTUL NIMHA KOHMAKMA, U NOCMPOEHA HOMOSPAMMA 83AUMOCESI3U MeOPEemUiecko20 U IKCNePUMEHMAIbHO20 3HAYEHUS NOTYUUPUHDL
NAMHA KOHMAKMA NPy NOJUPOSAHUL, NOOMEEPHCOAIOUUE BO3MONCHOCTIL NPUMEHeHUs1 KoHmakmHuou 3aday I epya npu onpedenenuu
NAMHA KOHMAKMa ROJIUPOBATILHO20 Kpyed. [lanbl peKkoMeHOayuu no NPUMEHEHUIO NOJIYYEHHbIX OAHHBIX NPU NPOEKMUPOSAHUL MEXHO-
JI02UYECKO20 NPOYecca OMOENIOYHOU 00PAOOMKU CLONCHBIX NPOCMPAHCMEEHHbIX nogepxHocmelt ionamok I T[] 3a cuem npumenenus
MmeopemusecKux U KCNePUMEHMAIbHbIX Memodo8 paciema nsamua koumaxma. IIpeonodicennbie nooxoobl Mocym Oblmb UCHONb30-
6aHbL 8 NPOU3BOOCHBE 0151 NOBLIUEHUSL KAYeCMEa U 00I208€4HOCU Oemaeli JI0Namo4H020 annapama 2a30mypouHHbIX osueamerell.
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TexHo/I0rMM MeXaHUYecKoii 00padOTKH 3ar0TOBOK
Technology and equipment of metal processing by pressure

Abstract. Smooth finish is the final stage of finish-machining of a gas turbine engine blades. The blades are characterized
by a complex spatial outline of a feather, which has strict requirements for surface roughness. Deviation of geometric shapes,
sizes and quality parameters of the blade feather airfoil from the calculated ones worsens the engine's performance character-
istics, leads to the loss of power, reduces efficiency and engine reliability, especially under the influence of variable loads caused
by changes in operating mode, such as takeoff; landing and etc. As a result, it assumes importance of determining exact techno-
logical parameters, such as the clamping force when finishing, in order to achieve minimal deviations in the finish-machining.
The results of an experimental study of the change in the contact spot under smooth finish of a simplified model of a GTE blade,
depending on the magnitude of the clamping force and the material of the polishing instrument, are presented. The routine of
the experiment, the equipment and instrumentation used within the study, as well as the technological modes are described in
detail. Theoretical information is provided on the machining pattern and the theoretical value of the contact spot for the forces
under consideration using circular discs made of various materials. The results of an experimental study are presented, the
relationship between the change in the clamping force and the width of the contact spot is found, and a nomogram of the rela-
tionship between the theoretical and experimental values of the half~-width of the contact spot under smooth finish is constructed,
confirming the possibility of using the Hertz contact problem in determining the contact spot of the polishing wheel. The refer-
ence is provided for the application of the obtained data in the design of the technological process of finishing complex sculptured
surfaces of the blades of the GTE due to the application of theoretical and experimental methods for calculating the contact spot.
The proposed approaches can be used in production to improve the quality and durability of the parts of gas turbine engine

blades.
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BBenenue

B nHacTos1ee BpeMst IpoLecchl OTeI04-
HOM 00pabOTKH JIONATOK ra30TypOMHHOTO JBHU-
raresst (I'T/]) kak y Hac B cTpaHe, Tak u 3a pyoe-
KOM, HOCSAT MPEUMYIIECTBEHHO PYYHOH Xapak-
Tep, 4TO B OOJbIIedl cTeneHu OO0yCIOBICHO
CJIOKHOM MPOCTpaHCTBEHHOU (popmoii mepa jo-
natku [1]. AKTUBHO NPUMEHSIIOTCS Pa3jIuyHbIe
BUJIBI TIOJIMPOBAHMUS, B TOM YHCJIE TTOJTHUPOBAHUE
Ha TOJUPOBAIBHBIX 0abKkax, ¢ IPUMEHEHHEM B
KauecTBe MHCTPYMEHTA CIELUaJbHBIX BOWUIIOY-
HBIX KPYTOB C HAaKaTaHHBIMHU Ha Tpodusb abpa-
3UBHBIMU 3€pHAaMHU, WJIM MHUKPOIOPOILIKOB [2].
OTH TPOILECCHl pa3IeNAloT Ha TaKHe Mepexoabl
KaK MpeABAPUTEIILHOE U OKOHYATEIbHOE MOJIU-
poBaHue, a TaK)Ke IIsHIeBaHue [3].

ObecnieueHne MOCTOSTHCTBA 00pabOTKH
IPU 3TOM, OYEHb YaCTO 3aBUCHUT OT YPOBHS KBa-
muukanuu padboyero, T. K. TaKUe MapaMeTphl,
KaK yCuJue MpUXKMMa M JJIUTEIbHOCTh oOpa-
OOTKHM B KaXIOW XapakTEpHOU TOUKe Mpouis,
MOTYT M3MEHSTCA B IIMPOKOM JAHANa3oOHE, YTO
00yCJIOBJIGHO CJOXXHBIM IPOCTPAHCTBEHHBIM
npodmiem somnatok [4]. PesympraToM Takoro
nporecca 00pabOTKH SIBISETCS HETOCTOSTHCTBO
TEXHOJIOTUYSCKUX BO3JCHCTBUM, BCIICICTBUE
Yero Ha TOTOBOM M3/EJIHH MOTYT HaOII0JaThCs
JIOKaJlbHbIE 30HBI, XapakTepusyloluecs Oojee

HU3KUM KadecTBOM OOpabOTaHHON IMOBEpPXHO-
cTH, 1100 K€ mpoiecc 00padoTKH CYIIECTBEHHO
YBEJIMYUBACTCS HM3-3a MPUMEHEHHUS Hepaluo-
HaJBHBIX pexuMoB pesanus. C yuerom u 6e3
TOTO OYE€Hb CJIOKHBIX YCIIOBUH 3KCILIyaTaluH,
KOTOPBIM TOABEPraloTcsl JOMAaTKH TypOWHBI B
npoiiecce pabOThl, HAJIMYHE TOTMOJHUTEIbHBIX
BBILLICYTIOMSIHYTHIX YY4aCTKOB MOKET MPUBOJAUTH
K YCKOPEHHOMY BBIXOJY M3 CTpOSl JONATOK B
yacTHOCTHU, U I'T/l B 11€710M.

[enpro manHO# pabOTHI ABISETCS DKCIIE-
pUMEHTaJIbHAsI TPOBEPKA TEOPUHU O HAXOKICHUHN
MATHA KOHTAKTa IIPH MOJUPOBAHUH ITYTEM pellie-
HUsI KOHTAKTHOW 3ajauu I'epua, npeaioxeHHon
KOJUJICKTUBOM aBTOPOB B CBOel pabore [5], mus
pacdeTa CUJI IPU HA3HAYEHUH TEXHOIOTHYECKUX
napamMeTpoB 00paboTKH.

J1s gOCTHXKEHHS IIOCTaBJICHHOM IIeiId
HEOOXOIMMO PEIIUTh PAJ 3a/1ay, TAKUX KakK: pa3-
paboTKa METONMKHU BBIMTOTHEHUS SKCIEPUMEH-
TAJIbHBIX MCCIJIETOBAHUM, IPOBEACHUE UCCIIEN0-
BaHUW M 00pabOTKa MOJYYEHHBIX IKCIIEPUMEH-
TAJIbHBIX JJaHHBIX, UX aHAJIU3 U CPaBHEHHE C TE€O-
PETUYECKUMH, MOJYYEHHBIMHU MO MPEICTaBIICH-
HBIM 3aBHCHUMOCTSIM, a TAK)KE€ YCTAHOBJIEHUE HX
B3aUMOCBs3U. Bece 3Tu 3a1aun pemaroTcs B JaH-
HOU pabore.
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Technology and equipment of metal processing by pressure

MeToanKa BbINOJHEHHUS IKCIIEPUMEHTAJb-
HBIX HCCJeJ0BaHUI

[IpoBeneHHBIE AKCIIEPUMEHTAIbHBIC HC-
CJe0BaHUs HaAIMpaBJI€Hbl HAa AKCIEPUMEHTAIb-
HYIO TIPOBEPKY U TOATBEPXKICHHE TEOPHUU O
HaXO0>K/ICHUH MSITHA KOHTAKTa MPU MOJTUPOBAHUU
MyTeM pelIeHus KOH
TaKTHOW 3amauu ['epra, ommcaHHo B pabore
[5]. CnenyeTr OTMETUTH, UTO MOMBITKA MOJATBEP-
K EHUS NMPUMEHEHUs JaHHOW TEOpHUH YXKe Ipo-
BOJUIAcCh [6], U IpHU NPOBEAEHUU IKCIEPUMEH-
TaJIbHBIX UCCJIEIOBaHUM OBLIIN YUTEHBI BCE 3aMe-
YaHUS ¥ PEKOMEHJIAIlUN, & UMEHHO: YBEIUYCHUE
JKECTKOCTH BCEM HKCIEPUMEHTAJIbHOU yCTa-
HOBKH, YMCHBIIEHUE OWEHUS MOJIHPOBAIHHOTO
Kpyra mepej; IpoBeJeHUEM 3aMepOB, MOBBIIIE-
HUE€ MOIIHOCTHU MPUBOJA.

DKCIepUMEHTaIbHAs TMPOBEpPKAa IMPOBO-
JAIaCh JISI CXEMBI 00paOOTKH MOJUPOBATBLHBIM
KPYroM TMpsiMOTO TIpOoQuis HaApyKHOW MOBEPX-
HOCTH Iepa JIONATKH, IPU YCIOBUU, YTO PagUycC
MOJIMPOBANILHUKA 0O0JbINE, YeM paguyc obpada-
ThIBa€MOW JionaTtku R, > R, mpeacTtaBlIeHHON
Ha puc. 1.

HOJHPOBAIBHHK

Jionatka .

Puc. 1. Cxema noJinpoBaHusi CIUHKH MePa JIOMATKH
TypOounbl I'T/{

Fig. 1. Finishing-out scheme of the back of the feather

IIporiecc 3KCIIEpUMEHTAIEHOTO UCCIEI0Ba-
HUS 3aKJTFOYAeTCsl B IMOCIIEA0BaTEIbHOW 00padoTKe
00pasIoB €O CTyNeHYaThIM H3MEHEHNUEM BEJIMUUHBI
HPIDKAMA JIETaIH K TTOJIMPOBATEHOMY KpYTY, U TO-
CIIEITYIOIIEM 3aMepe Pa3MepOB MOIYYEHHOT'O MATHA
KOHTaKTa. Pa3mepbl mATHA KOHTAKTa, TOIy4YCHHOTO
B pe3yJIbTaTe 3KCIEPHMEHTA, CPABHUBAEM C PacUeT-
HBIMHU TTapaMeTpaMu, TTOJIYYCHHBIMHU T10 3aBUCHMO-
CTsIM, TIpEJICTABIICHHBIM B pabotax [5 — 7).

[Tpu mpoBeieHny SKCIIEpUMEHTA KaXK b U3
HOATOTOBJICHHBIX 00Pa3IoB ObUT pa3/eNieH Ha ITh
30H, JUISl OTIPEACNICHUS] PAa3MEPOB IIATHA KOHTAKTA
Opyd  pa3NUuUHBIX ~ yCWIMSAX — TOpwkuma. s

o0JierdyeHus: MPOBEACHUS 3aMEPOB TISITHA KOHTAKTa
Ha KOHTPOJIHBIX 00pasliax, mepes MpoBEeICHHEM
9KCIEPUMEHTAIBHBIX HCCIEOBaHUNA 00pa3lbl Io-
KPBIBAJIMCb ~ TOHKUM  CIIOEM  MEPMaHEHTHOIrO
KpacHTEIs.

O0opynoBaHHe U OCHACTKA

B kauecTBe OCHOBBI JUI SKCIIEPUMEHTAIIb-
HOW YCTaHOBKH HCIOJIBb30BAJICS TOKAPHO-BUHTOPE3-
HBINA cTaHOK. BB10Op ObLT 00yCoBIIeH psiioM (hak-
TOPOB, B TOM 4YHCJIE YYTCHHBIX B pabore [6], a
HUMEHHO:

— BBICOKasl JKECTKOCTh CHUCTEMBI CTaHOK,
MPUCTIOCOOJICHUE, HHCTPYMEHT, J1eTajlb;

— BO3MOXHOCTh 3aKPEIUICHUSI HHCTPYMEHTA
B IIGHTpaX, TEM CaMbIM YCTPaHHUB MOTEHIIUAIBLHYIO
BO3MO)KHOCTh OTTHOA MOJUPOBATIbHUKA,;

— MexaHW4ecKasi ojada oopadaThIBaeMOi
3arOTOBKH Ha MOJIMPOBATIBbHBIN KPYT;

— BBICOKas MOIIHOCTh TPUBOJA TJIABHOTO
JBIDKEHUS, TapaHTUPYIOIIAs TOCTOSHCTBO MapaMeT-
POB 00pabOTKM TpH YBEIMYEHHH CHJIBI MPHKAMA
JieTaly.

CraHok ObLT IepeoCHAIeH TS IPOBEICHUS
JKCIEPUMEHTA CIIETYIOILIUM o0pazom.
B martpoHe 3akperieHO CHenuaIbHOE 3aKUMHOE
npucrocoOsIeHre, Ha KOTOPOU pa3MellleH MOoJIUpo-
BaJIbHBIMN Kpyr. M3 KOHCTPYKTHUBHBIX COOOpaxe-
HUW CBOOOJHBIN KOHEIl ONPaBKH TOJKAT Bpala-
IOIUMCSI [IEHTPOM, YTO TIO3BOJIIET TOBBICHTH
JKECTKOCTh CHUCTeMBI B 1iesioM. OOpabaTeiBaeMast
3aroToBKa 3aKperuieHa B CIICIUATBHON OIpaBKe, U
YCTaHOBJICHA B IUTATHBIN pe3lie/iep:KaTelb CTaHKa

(puc. 2).

Puc. 2. 3akpeniieHHasi B IPUCIOCO0IeHUH 3aTO0TOBKA

Fig. 2. The workpiece fixed in the device

Ha nportuBonosnoxHOW CTOpOHE B pe3ue-
JiepKaTedb yYCTAaHOBJICH KPOHIUTEWH [UIS TATH
mudpoBoro auHamomerpa moxaenn AMF-500,
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3aKpEIUIEHHOr0 Ha cynnopre craHka. Paccmarpu-
BaeMbIil IM(POBOI TUHAMOMETP MO3BOJISIET MPO-
BOJAUTh W3MEpPEHUE YCHIMU NpPHXKHMA B JBYX
HANPaBIEHUAX (KaK I CIy4aeB CHKUMAIOIIETO,
TaK M TSAHYIIEr0 BO3JACHCTBHS Ha TATY JUHAMO-
METpa), O YeM CBUJCTEILCTBYET COOTBETCTBYIO-
nias MUKTOrpaMMa Ha JMCILUIee, B JUAINa30HE 0
500 H, mpu 3TOM yCTPOICTBO MO3BOJSIET OTOOpa-
JKaTh KaK TEKYIyIO BEJIUYMHY yCWIHS, TaK U MH-
KOBYIO B KOHKPETHOM 3aMepe.

OO6mwmit BUA DKCIIEPUMEHTAIBLHON YyCTa-
HOBKH TPEACTaBIEH Ha PHC. 3, a PEKUMBI 00pa-
60TKH B TaoOI. 1.

Puc. 3. O0mmii BHJ 3KCHEePHMEHTAJIBLHON YCTAHOBKH

Fig. 3. General view of the experimental installation

1. TexHoJIOrH4ecKre pe;KUMbI MOJMPOBAHUS YIIPOIIEHHBIX MO/IeJIell JIONATKHA TYPOUHBI
1. Technological modes of finishing-out simplified turbine blade models

HanMeHoBaHue napaMeTpoB 3HaueHUe MapaMmeTpoB
YacToTa BpallleHHs IOJUPOBAIbHUKA, 00/MUH 400

Ycunue npwknma, H 5...260
JITMTeNhbHOCTh ONepaIiiy MOJIMPOBaHUs, C 30
KonnuecTBo 3aMepOB KaXKIOTO YCUITHS 3

[ToaroTroBka K MPOBEIECHUIO IKCIIEPUMEH-
TaJbLHOTO HMCCJICIOBAHUS MPOBOAMIACH C YUETOM
CJIEYFOIIMX TIOJTOTOBUTENBHBIX OIEpaIlyii: ycTa-
HOBKA M TIPOBEpPKa MapauIeIbHOCTH YCTaHOBKH
CHEIHUAIBHOTO  3QKHMHOTO  MPUCIOCOOJICHUS
(cM. puc. 2) OTHOCUTEIILHO OCH BpaIlEHUs TTOJIH-
POBAIILHOTO Kpyra; TapupoBaHUE MUPPOBOTO TH-
HaMOMETpa; KOMILUIEKCHAs MPOBEpKa 000UX TOJ-
TOTOBUTENIBHBIX 3TAMOB ITyTEM MOCIIEIOBATEIHLHOM
00pabOTKM IBYX KOHTAKTHBIX TUIOMIAIOK Ha KPasixX
3aroTOBOK C OJIMHAKOBHIM YCUJIMEM MPIKHUMA, U
WX CpaBHCHHE.

[Tocne MOATOTOBUTENBHBIX OMNEpanuii 00-
pabaTeiBaeMbIe 00pa3Ibl OYUIATUCH OT MBUTH U
CJIEJIOB TIPOBEPOK M MTOBTOPHO MOKPHIBAIUCH TOH-
KM CJIOEM TI€PMAaHEHTHOTO KpacuTels, IOoCIe
4Yero MpOBOWINCH KOHTPOJIbHBIE 3aMEPHI ¢ (HUK-
carell yCHJIHS B COOTBETCTBYIOIIEM MPOTOKOJIE.
Jlnama3oH u3MepeHus yCWIHS MpUKuMa ObLT 3a-
BeIOMO paciupen 110 260 H, 4to mo3BoiauT oxBa-
TUTH JIIOOBIE BUJIBI U CXEMbI 00pPaOOTKU MOIUPO-
BaJIbHBIMU KpyTaMH.

ITosryyeHHbIe pe3yJIbTaThI

Pe?:y.]'II)TaTOM JaHHOT'O HUCCICIOBAaHUA SIB-
JACTCA SKCIICPUMCHTAJIbHAA IMMPOBCPKA NU3MCHCHUA

NSTHA KOHTAaKTa Mpu obpadoTke npoduisi, SKBU-
BaJICHTHOTO NMPOQUIIIO JIOTIATKU TYpOUHHI [ 8], B 3a-
BUCHUMOCTH OT TIpUJIaraeMbIX YCHJIHMA, U CpaBHE-
HUE TOJYYCHHBIX PE3yJIbTATOB C TEOPETUICCKUMHU
JAHHBIMU, PACCYUTAHHBIMU 110 3aBUCUMOCTSIM [5].
B pesynbraTe mpoBeneHus SKCIIEpUMEHTA OB IMO-
Jy4eH ps 3HAYEHUH, BBIIEPKKA M3 KOTOPBIX
npejcTaBieHa B TabJ. 2, a o0t Bua o0paboTaH-
HBIX 00pa310B MPEJCTAaBIEH Ha puUC. 4.

Puc. 4. O6mmii BuJ1 00padoTaHHBIX 00pa310B

Fig. 4. General view of the finish-machined samples
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TexH0J0ruu MeXaHu4eCcKoi 06pa60TKn 3aroToBOK

Technology and equipment of

metal processing by pressure

2. OcHOBHbIE XapPaKTEPUCTUKHU NMATHA KOHTAKTA NMPHU U3MEHEHUH CHJIbI MPHKUMA NPH

NOJMPOBAHMH 00pa3L0B U3

craau 45 T'OCT 1050-2013

2. The main characteristics of the contact spot when changing the clamping force when
polishing steel samples 45 GOST 1050-2013

Ne Crna npuoxuma, H XapaKTepUCTUKH ISITHA KOHTAKTa

/1 ’ 1,0 MM upwuna 2b, MM Inomaae, MM>
1 5 17,0 6,5 110,5
2 10 17,0 7,2 122.4
3 15 17,1 7,3 124,8
4 20 17,5 7,7 134,8
5 40 17,9 7,8 139,6
6 50 18,0 8,0 144,0
7 75 18,2 9,0 163,8
8 100 18,6 9,4 174,8
9 125 19,0 9,6 182.,4
10 150 19,1 10,0 191,0
11 260 19,8 10,5 207,9

JInst mpuBEIEHHON CXEeMbl MOJUPOBAHHUS,
NOJYUIMPUHA MSATHA KOHTAKTa HAXOAUTCS 110 (hop-

' (2 oH)

b=1,128 x \/
rae P — ycunue npwkuma, H; [ — mupuna nommpo-
BaJbHOIO Kpyra, MM; R, — paauyc 3aroTOBKHU

1—pf
Ep

1—pf
Ey

P R,Ry,
l Ry+Ry

+

(1)

3. TeopeTnueckoe 3HaYeHUE MATHA KOHTAKTA [I

3. The theoretical value of the contact spo

(;momatkm), MM; R, — paauyc TMOJIHPOBAIBLHOTO
Kpyra, MM; I, b, — Koapduuuent [lyaccona ma-
Tepuaia 3aroTOBKH (JIOMAaTKU) U Kpyra COOTBET-
cTBeHHO; E, E;, — MOJyJIb yIPYTOCTH MaTepuayia
NOJMPOBATIBHUKA U JIONATKH COOTBETCTBEHHO.
Teoperuueckue naHHble, AN AHAJIOTHY-
HBIX YCIIOBHI 00paOOTKM MPUBEICHHI B Ta0. 3.

JISL Pa3/IMIHbIX MAaTEPHAJIOB MMOJTUPOBAIbLHUKA

t for various polishing instrument materials

XapaKTepPUCTUKH MATHA KOHTAKTa
No Cuna Pesuma Kayuyk BynkanuTtoBas cBsi3ka ITommamu
wit | mproiva, H TEXHAYECKast
b, mm HIMPHHA b, HIMPHHA b, mm HIMPHHA b, mm HIMPHHA
2b, MM MM 2b, MM 2b, MM 2b, MM
1 5 1,03 2,06 0,83 1,66 0,08 0,16 0,07 0,14
2 10 1,46 2,92 1,18 2,36 0,12 0,24 0,10 0,20
3 15 1,79 3,58 1,44 2,88 0,14 0,28 0,12 0,24
4 20 2,07 4,14 1,67 3,34 0,16 0,32 0,14 0,28
5 40 2,92 5,84 2,36 4,72 0,23 0,46 0,20 0,40
6 50 3,27 6,54 2,63 5,26 0,26 0,52 0,22 0,44
7 75 4,00 8,00 3,22 6,44 0,32 0,64 0,27 0,54
8 100 4,62 9,24 3,72 7,44 0,37 0,74 0,31 0,62
9 125 5,17 10,34 4,16 8,32 0,41 0,82 0,35 0,70
10 150 5,66 11,32 4,56 9,12 0,45 0,9 0,38 0,76
11 260 7,45 14,90 6,00 12,0 0,59 1,18 0,50 1,00

Ha ocHOBaHMM NOJIy4EHHBIX XapaKTEPHU-
CTHUK IIUPHUHBI [IATHA KOHTAKTa, B 3aBUCUMOCTH OT
BEJIMYUHBI YCUIIUS MPUKUMA, NIOIYYEHHBIX B pe-
3yJbTaTe  INPOBEACHUS  DKCIIEPUMEHTAIBHBIX

UCCIICIOBaHUN W TPUBEACHHBIX B Ta0i. 2., ObUI
HOCTPOEH rpauK, MPUBEACHHBINA Ha pHC. 5.
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Puc. 5. I'pa¢dux 3aBUCMMOCTH IUPHHBI NATHA KOHTAKTA
OT YCUJIHMS MPHKUMA

Fig. 5. Graph of the dependence of the width of the
contact spot on the clamping force

Ha ocHOBe sKcCliepUMEHTANbHBIX JaHHBIX
MATHA KOHTAaKTa, B 3aBUCUMOCTH OT BEJIUYUHBI
YCHIINA MPHKUMA, HaX0AUM (DYHKIIMIO 3aBUCUMO-
CTH IIMPUHBI IISITHA KOHTAKTa OT YCUJIUS ITPHKUMA
C MPUMEHEHUEM METOa HAMMEHBIINX KBaJIpaToB.
Hckomas 3aKOHOMEPHOCTh ONUCHIBAETCSl CTETEH-
Hoit (Qynkumeit y = 5,2838x%!%2. AmanoruynsM
00pa3oM Mo U3BECTHON METOJUKE HaXOJUM HCKO-
Mble (DYHKLIHUU 3aBUCUMOCTH T€OPETUUYECKOW IIH-
pUHBI [IATHA KOHTaKTa OoT ycuius nprkuma. Oc-
HOBBIBASICh HA MOJYYEHHBIX TpaduKax U SMIUPHU-
YECKUX 3aBHUCHUMOCTSIX, CTPOUM HOMOTpamMmy JJist
orpezieNieHus IIUPUHBI MATHA KOHTAKTa B 3aBUCH-
MOCTH OT IOJIyY€HHBIX TEOPETHUECKUX 3HAYCHHUIA,
B 3aBUCHUMOCTHU OT IPUMEHSEMOI0 MaTepuasa Imo-
aupoBanbHUKA. [IprBeieHHbIe pe3yIbTaThl dKCIIe-
PUMEHTAIIbHBIX HCCIEA0OBAHUN JTOKa3bIBAIOT, UTO
MPUMEHEHNE KOHTAaKTHOM 3agaun [‘epua npu
OTIpe/IeNIeHUU TSTHA KOHTaKTa MOJUPOBAIHHOIO
Kpyra sBiiseTcs: 10cToBepHbIM. OJIHAKO C y4eTOM
CIOXHBIX (DYHKIMIA HW3MEHEHHUS MOTyIIUPUHBI
MSATHA KOHTaKTa B 3aBUCUMOCTU OT YCHUJIUS MpH-
KUMa JUIS pa3InyHbIX MaTEepHUaJioB, JAJIs YIpoLle-
HUS €0 HaXOKJIEHUS MOXKHO HCITOJIb30BaTh HOMO-
rpammy (puc. 6), TOCTPOSHHYIO IO MOJYYEHHBIM
3aBHCHUMOCTSIM.

P
“u e,
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CBAIKE

TeopeTHieckast MHPHHA IHTHA KORTAKTA, MM

BYTIKAHATOBAR

M

o

6 7 ] 9 10 1
TlpuBenennan BETHYHAA INHPHHET IATHA KOHTAKTa, MM

Puc. 6. Homorpamma [Jisi onpeejieHusl IIUPUHBI MSITHA
KOHTaKTa B 3aBHCHMOCTH oT NMOJTYy4YeHHBIX
TeopeTU4eCcKUX 3HAYEHU I

Fig. 6. Nomogram for determining the width of the
contact spot depending on the theoretical values obtained

O0cy:xnenne pe3yJibTaTOB

[TonydyeHHble pe3ysbTaThl MO3BOJSIOT HE
TOJIKO OTIPEAENTUTh T€OMETPHUUECKHE MapaMeTphl
MATHA KOHTaKTa Mpu 00paboTKe, a M Je4Yb B OC-
HOBY TEXHOJIOTHUYECKOTO Mpolecca, o0ecreunBa-
IOLIETO MOCTOSIHCTBO MpOIlecca pe3aHusl B KaKI0n
TOYKE CJIOXHOTO MPOCTPAHCTBEHHOTO MNPOQUIIs
nonatok ['T]] xak nmpu pyuHoit oopadotke [9, 10],
TaK W npu aBTomMatusupoBaHHo [11]. IIpu sTom
peanuzalys Takoro TeXHOJIOTHYECKOro mpolecca
MOJKET ObITH OCHOBaHa Ha 00ecTeyeHNH MOCTOSH-
CTBa PEXKUMOB O0OpaOOTKM B KaXKIOW 30HE IPO-
buis mepa JONMATKU MPH peaiu3alud THIIOBOTO
TII, Tak ¥ KOHTPOJUPYEMBIX MEPEMEHHBIX BO3-
JEHCTBUM TIpH peanu3anuy GyHKIIMOHATEHO-OPH-
E€HTHUPOBAHHOT'O TEXHOJOTMYECKOro Impolecca.

BriBoabI

Kak crnencrBue Bcero BbIIIECKa3aHHOTO,
MOKHO YTBEpXkJaTh, YTO MPUMEHEHHE KOHTAKT-
HOM 3aiauM ['epiia mpuMEeHUMO K mpoleccam Io-
JUPOBAHUS B LIEJIOM, U B OIIPE/IETICHUH T€OMETPH-
YECKUX IapaMeTpoB IMSTHA KOHTAaKTa, B YaCTHO-
CTH. DTO AAeT psiJi MPEUMYIIECTB, TAKUX KaK:

1. Ontumuzanus mnpouecca MNOJIHPOBKU
Omaromapst 6osiee 3pPeKTUBHOMY MPOIIECCY KOH-
TPOJISl U PETYJIUPOBKH ONepaluii MOIUPOBAHUS, 3a
CYET yIpaBJeHUs peKUMaMu 00pabOTKH;

2. IloBbllieHNE MPOU3BOIUTEIBHOCTH 3a
cuer OoJyiee TOYHOTO NMPOTHO3UPOBAHUS BPEMEHU
00paboTKN B KaXJI0W XapaKTepHOU 30HE oOpabda-
THIBAEMOT'O U3JIENIHS;

3. CHM>KEHUE BEPOATHOCTH MOBPEKICHUM
00pabaThIBa€MBIX U3/ICIUH 33 CUET MUHUMH3AIIUN
Ype3MepHBIX Harpy3ok;

4. [IpumMeHeHne pu NPOESKTUPOBAHUM TEX-
HOJIOTUYECKUX MPOIECCOB aBTOMATU3MPOBAHHON
WM pOOOTHU3UPOBAHHON TIOJUPOBKH H3JIETUN CO
CJIOKHBIM IIPOCTPAHCTBEHHBIM MPOPHIIEM;
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Bknao aemopog: Bce aBTOPHI caenany SKBUBAIECHTHBIN BKJIAJ] B OJTOTOBKY ITyOIHKAIUH.
ABTOpBI 3a5BISIIOT 00 OTCYTCTBUYM KOH(JIMKTA HHTEPECOB.
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