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JOCJIHKEHHSA ITAPAMETPIB ITPOLECY TA IHIOPCTKOCTI ITIOBEPXHI
PU CBEPAJIIHHI TAPTOBAHOI JIEITOBAHOI CTAJII TAPMATHUM CBEPAJIOM

IIlpoananizosano npayi 3 c6epONiHHA 2MUOOKUX OMEOPIE MA OOCHIONHCEHHS IX AKICHUX NOKA3HUKIE. Bcmanoeneno 3ua-
YHY KITbKICMb Npayb, SKi CMoCylombcsl 21ub0K020 C8eponinHs ma po3oineHo ix na kamezopii. Busieieno, wo napamempu
5K camoeo npoyecy mak i SAKiCHI napamempu 0meopié 8 3a20MOGKAX 3 PIZHUX MAMEPIANi8 MOdlce 3HAYHO GIOPIZHAMUCH
npu OOHUX [ MUX JHce percumax pizanns ma incmpymenmi. [Ipogedeno npoyec c8eponinHs 2iuboKo20 0meopy Oiamempom
40 mm 6 3acomosyi 3 eapmosanoi cmani (28-32 HRC) 38XH3M®A-III 3 0xon002cenHam CneyianboHOw oIUugor 015 -
60K020 ceeponinus (3acmocosysanu céepono gipmu Botec mun 110) na pisnux nooauax. JocnioxcentHs nposoouiu npu
cxemi 06pobKu, npu KU 3a20moeka obepmaemupcsi 3 uacmomoto 100 06/x8, a ceepono mae uacmomy obepmantsi (6 npo-
MUNENHCHY CIOPOHY 8IOHOCHO 3a20mo6Ku) 3 yacmomoto 260 0b/xs, 3abe3neuyrouu WeUOKiCmy pi3anhs, peKOMEeHO08AHY
supoorurom. Ceepony Hadasanu no300824CHI0 nooayy. Becmarnoeieno eenuyuny nooau, Ha AKUX MOINCIUBO 3ACMOCOBYBAMU
Oawe c6epoio Ha suue3asHayerit mapyi cmaii (uxopucmogysanu 6io 0,02 oo 0,05 mm/06). Ha kooscHiil i3 nooay nepe-
BIpANU 3HAUEHHA napamempis npoyecy oOpoOKU, a MAKONHC OYIHIOBAU CIPYIHCKY, AKA YMEOPIO8AACh. 368adicarodu, ujo
wopcmKicms NOGEPXHi Ymeopioanacs He 00HAKOBA, HA OOHI I Mill camiti 3a20MoBYi BCMAHOBII0BANU CePeOHE 3HAUEHHS
napamempy Ra, oucnepcii ii poscitosanusi ma cepeone keadpamuune gioxuients. Ilooyoosano epaghiku 3anexcrnocmei
cepednboeo 3HavenHs napamempa Ra 6id nooaui, a maxodic oucnepcii posciosanns D(Ra) 6i0 éenuyunu nodaui. Bussne-
HO, wo 30Lnbuenns nodaui 00 0,04 Mm/06 no3UMUBHO BNIUBAE K HA CMPYIICKY, WO CXOOUMb, MAK | HA CePeOHI 3HAUEHHs
i oucnepcii poscitosanus napamempa Ra. Ipu 36invuenni nooaui 0o 0,05 mm/06 npoyec pizanms 8i00yeascsa Hecmaobinb-
Ho. 3a kpumepiamu Cmorodenma i Diwepa i0N0GIOHO OYIHIOBAU CYMMEBGICb BIOMIHHOCMEU 3HAYEHb UWOPCMKOCMI 3a
CepeOHiMU 3HAYEHHAMU A OUCNEPCIIMU, A MAKOJIC CMAHOBIIBAIU CIMADIIbHICMb npoyecy 00pobku. 3a pe3yrbmamamu
6CMAHOBUIU, WO 3A OAHUX YMO8 HaAUOoyiibHiuwe ecmarnosiiosamu nooayvy s=0,04 mm/06., npu sikiti cnocmepieaemocs
HaumeHwa oucnepcis poscitogants napamempa Ra i éuxooums cmadinbHa cmpyicka.

Kniouosi cnosa: enuboke ceeponinis, napamempu CpyuCcKU, cepeore 3HAUeH s WOPCMKOCMI, CMabiibHICb npoyecy.
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STUDY OF PROCESS PARAMETERS AND SURFACE ROUGHNESS
WHEN DRILLING HARDENED ALLOY STEEL WITH A GUN DRILL

The works on drilling deep holes and the study of their quality indicators were analyzed. A significant number of works
related to deep drilling were identified and divided into categories. It was found that the parameters of both the process
itself and the quality parameters of holes in workpieces made of different materials can differ significantly with the same
cutting modes and tool. The process of drilling a deep hole with a diameter of 40 mm in a workpiece made of hardened steel
(28-32 HRC) 38CrNi3MoVA was carried out with cooling with special oil for deep drilling (Botec type 110 drill was used)
at different feeds. The research was carried out with a processing scheme in which the workpiece rotates at a frequency of
100 rpm, and the drill has a rotation frequency (in the opposite direction relative to the workpiece) of 260 rpm, providing
the cutting speed recommended by the manufacturer. The drill was provided with a longitudinal feed. The feed rates at
which it is possible to use this drill on the above-mentioned steel grade were established (from 0.02 to 0.05 mm/rev were
used). On each of the passes, the values of the parameters of the processing process were checked, as well as the chips that
were formed were evaluated. Taking into account that the surface roughness was not the same, the average value of the Ra
parameter, the variance of its dispersion, and the mean square deviation were determined on the same workpiece. Graphs
of the dependences of the average value of the Ra parameter on the feed rate, as well as the dispersion D(Ra) on the feed
rate were constructed. It was found that increasing the feed rate to 0.04 mm/rev has a positive effect on both the outgoing
chips and the average values and dispersion of the Ra parameter. When the feed rate was increased to 0.05 mm/rev, the
cutting process was unstable. According to the Student and Fisher criteria, the significance of the differences in roughness
values was assessed by the average values and variances, and the stability of the machining process was established.
According to the results, it was found that under these conditions it is most appropriate to set the feed rate s=0.04 mm/rev.,
at which the smallest dispersion of the Ra parameter is observed and stable chips are obtained.

Key words: deep drilling, chip parameters, average roughness value, process stability.

IHocTranoBka nmpobaemu

[IpoGnemu cBepAIiHHS IIMOOKKX OTBOPIB € OCOOIMBO aKTyalbHOIO B Haml dac. HeoOXiqHiCTh BUTOTOBICHHS BiAIO-
BIJJHMX JleTajell MallliH i3 HOBUX MarepialiB, abo 3 MarepiaiiB i3 MOKPAIEHUMH (i3MKO-MEXaHIYHIUMHU BIACTUBOCTSIMA
pa3oM i3 HasIBHUMH Ha PUHKY CHELIaIbHUMH Pi3aJbHUM IHCTPyMEHTaMH BUMaraloTh HOBHX JOCIHIKEHB IIOJI0 MEX 1X
3acTocyBaHHs. J1st rpyn MarepiaiiB y JOBIIHUKAX BUCBITIIIOIOTH Aiana30H MIBHIKOCTI pizaHHA Ta noxadi. [Ipore indop-
Marlisl, SIK BIUIMBAIOTH IIi TTapaMeTpH Ha SIKICHI MOKa3HUKH OOpOOIIOBAaHMX OTBOPIB, B OUIBIIOCTI BUITAAKIB BiICYTHS.
Jy>xe yacTo JOBOAUTHCS OOPOOIIOBATH rapTOBAHI MaTepiany 3 MiIBUIICHNMHE (DI3MKO-MEXaHIYHUMH XapaKTepUCTUKaMU
(HampuKIIal BUCOKOJICTOBAHI CTalll), /ISl SIKUX BayKKO BUOPATH OHO3HAYHO TPYIy CBEPUTIHHS 1 4AaCTO BUSIBIISIETHCSI, 110
PEKOMEH/IOBaHI PeXXUMH 00pPOOKH HEMOKIINBO BiATBOPUTH. TOMY TOCIHIIPKEHHS BIUIMBY IT0Ja4i Ha IOPCTKICTh MOBEPXHI
IpY TIIMOOKOMY CBEp/TIHHI TapTOBaHOI BUCOKOSIKICHOT CTaJIl € aKTyaJIbHOIO 3a/1a4elo.

AHaJi3 ocTaHHIX A0c/iTxKeHb i myOsikanii

[MuranHsM MIMOOKOTO CBEPUIIHHS 3aliMallach BEJIMKA KUTBKICTh BYEHHUX, POOOTH SIKMX MOKHA YMOBHO ITOJUTUTH Ha
Kizbka HampsiMiB [1]. OfHUM 13 HaUpsAMIB € aHaJi3 TEXHOJOTIH OTpUMaHHsS IIHOOKKMX OoTBOpIB [1, 2], 30kpema i Tex-
HOJIOTiH OTpUMaHHS IIMOOKMX OTBOPIB HeTpaguuiHuMu Metoxamu [1, 3, 4]. Ilpn mmbokxoMy cBep/UTiHHI HalyacTime
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BHKOPHCTOBYIOTHCS TapMaTHi cBepia ado ceepaiia BTA pi3aux ¢ipM BUpOOHUKIB, SIKi HATAIOTh PEKOMEH/I0BaHI PEeXKUMU
00poOKH, a TaKOK HWTIHAPWUYHI CIipaibHI cBepaia [5, 6]. Haiibinpme mpars B 001acTi TOCTIIKEHHS caMe MPOIecy
00pobIeHHsT TIIMOOKHUX OTBODPIB, 30KpeMa BiOpamiii [7]. B poGori [8] 3ailficHeHo HOCTimKeHHS ONTUMAIbHOI KiJTBKOCTI
CTIMKHX yTIOpiB, III0 BUKOPHCTOBYIOTHECS B CBEPUIMIIBHOMY BEPCTAaTi, MITXOM BCTAHOBJICHHS EMITIPHYIHOTO 3B’ SA3KY MiX
MaKCHMaJIbHOIO aMILTITYIOI0 Ha PE30HAHCHIN YacTOTI Ta JOBKMHOIO Ta AiaMeTpoM cBepmtiHHA. [Ipobrema BiOparii mix
4ac Mporecy NIMOOKOTO CBEPATiHHS CYyTTEBO BIUIMBAE HAa €(PEKTHBHICTH MPOIIECY Ta AKICTH MOBEPXHi OTBOPY, TOMY JaHHUN
HaTpsIM IIAPOKO BUCBITICHUH B pobOoTax AoCmimHUKIB [9—13], 30kpemMa BHPINIYETHCSA BaXIMBE MUTAHHS 3MEHIICHHS
BiOparii B mporeci 00pOOKH pi3HUMH METOIAMH, B TOMY YHCHi 1 JOCIIKEHHAM KOPCTKOCTI Beperaris [14, 15]. Takox
ICHYIOTB TIpalli, B IKAX JOCIHIPKYIOTh BIUTMB HAKJIAICHUX BIMYIICHUX BiOpalliii A7 MOKpaIIeHH TapaMeTpiB mpoIecy
CBEPUTIHHS TTHOOKMX OTBOPIB [16—18], 110 € TOCHTH MEPCIEKTHBHUM, ajieé BUMAarae JOAaTKOBOTO 00JIaTHAHHS.

Oxpemo ciix BuaimuTH podotu [19-24], mpucBsaeHi KOHCTPYKIISAM K OKPEMHUX IHCTPYMEHTIB [Tt 00pOOIeHHS TITH-
00KHX OTBOpIB Tak i okpemuM KommoHeHTaM cuctemMu TOC. ocmigamku [19, 20] Ta iH 30cepeanin yBary Ha po3-
poOieHHI TOAATKOBUX MPUCTPOIB SKi O MOJETIIyBald MPOLEC CBEPATIHHA IIHOOKUX OTBOPIB. Y Mpamsx iHIIOTO THITY
B I[OMY HANpsMi YIOCKOHATIOETHCSA KOHCTPYKIisA camoro cBepmia. B [21-23] po3pobieHo KOHCTPYKINl iHCTPYMEHTIB
Ta MpOaHaIi30BaHO BIUIMB T€OMETPUYHHX IMapaMeTpPiB Ha SIKICHI MMOKa3HUKH Iporiecy oopobneHHs. B poborti [24] po3po-
0JIeHO MOJIeNTh Ta BU3HAYCHO KPUTHYHI €JIEMEHTH TeOMeTpii CBepIa, SIKi MPU3BOIATH A0 IOTAHOTO Bi/IBECHHS CTPYKKH.
Ha ocHOBI 11p0T0 TOCTIKEHHS 3aIPOTIOHOBAHO HOBY KOHCTPYKIIIFO, IO JO3BOJISE Kpallle BiIBOAUTH CTPYXKKY 1 TpOKady-
BaTH 3MalllyBaJIbHO-OXOJIOMKYBAJIbHY PiIUHY.

Jesxi qocTiTHUKN BUBYAIOTh MUTAHHA €()eKTUBHOCTI MPOIeCy Ta HOro MiABHIIEHHA [25—27], Mo moisrae B po3po-
OJICHHI MaTeMaTHYHIX MOJIeIICH Ta JOCIIHKEHHI POIIeCy pi3aHHs 3 METOI0 MAaKCHMi3allii BETMIUHH MOAavi IPH HEOOXiI-
HUX SKICHUX IapameTpax oTBopy [28, 29].

B mpami [30] mocnmimkeHO B3a€MO3B’SI30K MK THCKOM OXOJIO/DKYBAJIBHOI PITUHH Ta e(pOPMALIEI0 CKPYIyBaHHSI
CTPYXKKH Ha Pi3HUX CTaAifAX POCTY CTPYKKH HA OCHOBI JUIA aHANi3y MOp(OJIOTil CTPYXKH. BUBUEHO MexaHi3My pyHHY-
BaHHS CTPYXXKH i 4yac TITHOOKOTO CBEPUTIHHSA HeprKaBifouoi ctami 304 3a JOIMOMOTOI0 CKaHYI0YO0i €IeKTPOHHOI MiKpO-
ckorii (CEM) Ta BHABICHO 3B 30K MK YTBOPEHHSM CTPYXKKH Ta IapaMeTpaMu mporecy oopodku. B [31] nocmimkeno
BIUIMB THUCKY OXOJIOKYBAJIGHOT PIIMHM Ta TEOMETPII0 CTPYXKKOJIOMA Ha IapaMeTpH MpoLecy Ta BCTAHOBIECHO 1X ONTH-
MaJbHi 3Ha9eHHs. B [32] nociimHuKy CTBEpIKYIOTh, 0 301IBIICHAS THCKY OXOJIOKYBAIBHOI piAnHN 3a0e3neuye edek-
THBHIIIE OXOJIOKEHHS, CTa01Ti3allif0 KONMBaHb TEMIIEPaTypH B 30HI Pi3aHHA Ta MOKpAIIeHe BHIAICHHS CTPYKKH, IO
6e3mocepeHbO IPU3BOANTE 10 3MEHIIICHHS BUKPUIITYBAHHS Ta OB piIBHOMIPHOTO 3HOCY 1HCTPYMEHTY.

Haiibinpia KiTbKICT ITpallk MPUCBIYCHA CaMe JOCIIPKEHHI BIUTUBY €IEMEHTIB PEXKIMIB Pi3aHHS caMe Ha AKiCHI TIOKa3-
HUKHU OTBOPIB Ta IUIIXH iX MOKpamieHHs. Tak B [33] mocmimpkeHo MOPCTKOCTI TIOBEPXHI IS MPOLECY ITHOOKOTO CBEP-
JIHHS OTBOPIB 3 BUKOPUCTAHHAM alNropuTMy omrtuMmiszamii moth-flame. ABTropu 3a3Ha4aroTh, MO0 MapaMeTPOM OOPOOKH,
SIKMA Ma€ HaWOUTBIINI BIUTMB HA MIOPCTKOCTI TIOBEPXHI, € MBUAKICTD MIHUHACTS 3 65,54 %, Toal SK HAaMEHIINI — TITH-
6una otBoOpy 3 0,8 %. VY [34] cTBepaKyeThCs 10 MBHUAKICTH Pi3aHHS Ta MIBUAKICTH MOAAYl MAOTh BEJIMKUIl BIUIMB Ha
SIKICTH 0OpOOKH, a THCK 3MAaIlyBaIbHO-0XOJOMKYBAIbHOI PiIMHI TOIOBHUM YHHOM BIUTMBA€E HA MIOPCTKICTH MTOBEPXH.

[IpoTe Ko’keH MaTepial Mae CBOi 0COOIMBOCTI SIK BUKOPUCTAHHS TaK 1 MexaHIuHOTO 00poOneHHs. B ganiii crarTi 3:ii-
CHEHa crpo0da MmpoaHali3yBaTH BIUTHB MOAAYi Ha IIOPCTKICTh 0OPOOKHU MPH IITHOOKOMY CBEP/UTiHHI TapTOBAHOI JISTOBAHOT
BrcokosiKicHOT cTaii 38 XH3M®A-III, mo Mae meBHi 0cOOIMBOCTI K 3 TOUYKH 30pPy 3aCTOCYBAHHS Tak 1 0OpOOKH.

DopMyTIOBAHHS METH J0C/i/IZKEHHS

Mertoro poOoTH € TOCIHiKEHHS BIUTUBY TO/Iadi Ha IIOPCTKICTh MMOBEPXHI Ta MapaMeTPH MPOLECy CBEPTiHHS TIH00-
KHUX OTBOPIB B rapTOBaHii eroBaHii BucokoskicHil ctani 38XH3M®DA-III rapMaTHIM CBEPIIIOM.

OCHOBHI 3aBIaHHSA:

1. IlpoBecTn TMMOOKE CBEPITIHHSA TapMaTHUM CBEPAJIOM EKCIIEpHMEHTaIbHOMY 3pa3ky 3 cram 38XH3M®A-II Ta
BCTaHOBHUTH IIApaMETPH IIPOLECy NPH Pi3HUX BEIMYMHAX MOJAYi.

2. [IpoBecTr BUMipIOBaHHS IOPCTKOCTI MoBepxHi (Ra) Ta BCTaHOBUTH XapaKTEPUCTUKH i1 pO3CIFOBaHHS.

3. OuiHNTH BIUIMB TIO/adi HA MapaMeTpH IPOIECy Ta MIOPCTKICTh MOBEPXHI mpu cBepatiHHi cTani 38XH3IMOA-III
rapMaTHUM CBEPIJIOM.

Buk/ageHHs 0CHOBHOTO MaTepiay A0CTiaKeHHS

Metoau pociaimxenHs. (s rmmbokoro cBepaminasa L/D > 25 HalidacTime BUKOPHCTOBYIOTHCS TapMaTHI CBEpAsia
a6o ceepmra BTA pisaux ¢ipM BHpOOHHKIB, SKi HAJalOTh PEKOMEHOBaHI pexknuMu 00poOku. Hanmpukian, 3rigHo [35]
JUTA CBEpUTiHHS OTBOpPIB AiamerpoMm 40 MM rapMatHuM cBepmioM ¢ipmu Botec tum 110 mpu oOpobieHHI JeroBaHMX
HEpIKaBIlOUMX CTalled CBEepJIaMH 3 IPUIASHOI TBEPIOCIUIABHOIO TOJIOBKOK PEKOMEH/IOBAaHA IIBHIKICTH Pi3aHHS
40-80 m/xB, momada 0,063—0,247 Mmm/00, a 111 0OpOOICHHS TapTOBAaHHUX CTaJeH IMBUAKICTH pizaHH 25—-60 M/XB, To1a4a —
0,086—0,1 MM/00. IIpakTHKa BUKOPHCTAHHS TaKUX CBEPIEN Ha MPOMICIOBOMY ITiIIPUEMCTBI MTOKA3ye, IO MIPH BCTAHOB-
JICHHI HaBiTh MiHIMaJIbHOT PEKOMEHI0BAHO]1 ITo[avi Ipr 0OpOOICHHS rapTOBaHUX JISTOBAHUX CTaJIeH, POIeC pi3aHHA a0o
He Big0yBaeThcs, 00 BiIOYBAEThCS 3 3HAYHUMH BiOpAIlisIMH, HAa TOBEPXHI CIIOCTEPITarOTHCS 3aHPH 1 AKICTh IPOCBEP/-
JICHOTO OTBOPY HE BiANOBiae HEOOXiTHIM apaMeTpam.
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Jns mpoBeneHHs JOCIiKeHb Oyno BrOpaHo rapToBaHy ctaib (28-32 HRC) 38XH3M®A-III, mo 3acTOCOBY€ETHCS IS
HaMOLIBII BiITOBI A IbHIX BOKKOHABAHTAXKCHUX JIETaJIeH, sIKi TIPAIFOrOTh TpH Temreparypax 10 400 °C 3 ymapHOIO B S3KICTIO
780k x/M?, 3 OXOJNOKEHHSIM CIIEI[IATBHIM MACIIOM TS TITHOOKOTO CBEepIUTiHHS. J[yist Takoi cTaji BimmparboBaHa MIBHI-
KICTh pi3aHHS CTAHOBHUTH 45 M/xB. Taka MBHIKICTH pi3aHHS 3a0e3Medye BHCOKY MPOXYKTHUBHICTH OOPOOICHHS 1 CTIMKICTH
IHCTPYMEHTY.

it 0O6poOneHHsT BUKOPHUCTOBYBABCS BEpCTaT IS [TMOOKOTO CBEPIUTIHHA. B SIKOCTI OMpaBKH BHUKOPHCTOBYBAIH
(acony TpyOy 3 V-mogiOHOI0 KaHABKOIO JJIS BiABEACHHS CTPY)KKH. Cxema CBepUTiHHS TOKazaHa Ha puc. 1. [HcTpymeHT
U 00pOOKH - TapMaTHE CBEPAJTIO OAHOCTOPOHHBOTO pizaHHs Tyl 110 dipmu Botec cranmapTHOTro 3aTOUyBaHHS 3 IBOMA
OTBOpaMH IS TIiIBEACHHS 3MaIlyBaIbHO-0XO0JIODKYBAFHOI PiIUHM, III0 TTOKa3aHa Ha puc. 2. CBepaIo OCHAIIEeHe JBOMa
HATIPSMHUMH TIOBEPXHAMH, III0 320€e3MeUyI0Th KOMIICHCAIII0 CHII Pi3aHHA, 1 3a0e3MeUyI0Th MPHUIIIaIKyBaTbHAN €(EKT.
3rigHo mocmimpkeHs [36] came HanpsAMHI 3a0€3MedyI0Th 3HaUYHE 3HIKSHHS IIOPCTKOCTI 00pOOIIOBaHOI TOBEPXHI.

[IpoBeneHo mocTiKeHHS BIUIMBY MOJadi Ha MOPCTKICTh 00pobienoi moBepxHi. [Ipn MiHIManbHIN 3asBIeHIN mogadi
0,063 MM/00 — cTabiTBPHOTO TIPOIIECY Pi3aHHS JOCSATTH HE BAABAJOCH Ha iCHYIOWOMY oOnamHaHHS. JlOCTiKEeHHS mpo-
Bommn Ha moxmadax 0,02, 0,025, 0,03, 0,035, 0,04, 0,045 Ta 0,5 Mm/06. J{71st IbOTO TIPOTpaMHO 3a7aBajiil TIOaqy, 30171b-
mryrodd ii gepe3 kokHi 150 MM. A HAaCTYITHHX 3aroTOBKaxX IOJady 3MIHIOBAIM B 3BOPOTHBOMY MOPSIKY (KpiM momadi
0,05 mM/00). CBepTiHHS MPOBOIIUIN 3 3aCTOCYBAaHHIM CIELiaTbHOT MAaCISHOI eMyJbCii A ITHOOKOTO CBEPITiHHS.
[Tomaga emynbcii — gepe3 0CbOBi OTBOPH B CBepAdi mig TrckoM 20 Gap.

PesyabraTu gociaigkensb. XapakTepUCTUKH MPOIIECY pizaHHS Ta (HOTO CTPYKOK, OTMCAHI 3TiqHO pekoMeHnartiii [37]
TIpH KOKHIX 13 TI0Aa9 ogaHo B Tabmmi 1.

Jis BUMipIOBaHHS IOPCTKOCTI BUKOPHCTOBYBAIH MpodinomeTp Moz, 296. s mporiecy BUMipIOBaHb 3aTOTOBKY PO3-
pizanu Ha TUTiHIPH (Ha KOYKHOMY IIJTIHIPI iHMIa mogada. Komo KoXKHOTO MITiHApa YMOBHO PO3IUIHIN HA 8 YaCTHH 1 Ha
KOXHIH moniimi poOmnn 4 Tpacu BUMIpIOBaHb (B MeXax 0a30Boi JOBXHHN) (puC. 4). ba3oBy HOBKHHY BCTaHOBIIOBAIN
BiJIOBITHO A0 pEKOMEHAIIH JIFOYOTO CTaHAAPTY.

@®0TO BUMIipIOBaHb ITOKA3aHO HA PHUC. 5.

HonpamHa Hepyxoma
Moubid sazomobru [ goramwe clepdie  ongpa [lpubid IHempymMermy
1 -' | Hanpamwa pyxoma =

fampor ! _ Jazomofka anapa
aq‘) i - 0\' g
\ { i ar |
By ) : ; I ' ; |
S| e —— = =B
‘ 7]

Puc. 1. Cxema 00pooxu

Puc. 2. l'eomeTpuuni napamerpu cBepiiia (¢pipmu Botec)
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Tabmms 1
XapakTepuCTHKHU NpoLecy pi3aHHs Ta (pOTO CTPYKOK
Ne | ITomaua, dDoro
XapakTepHCTHKH Npouecy
3ar. | MM/00 CTPYKKHU

1 0,02 | MammHa nparoe B CTablIbHOMY peXuMi 0e3 JIMIIHIX HIyMiB Ta BiOpalliii, CTpy»KKa rpsiMa, CyLijbHa dyKe 3iM’siTa Ta Puc. 3, a
MOKPYYeHa B PiHI CTOPOHH Ta 3 XapaKTEPHUM CIIiJIOM XBHJISICTOCTI Ha BEPILIUHI

2 0,025 | Mammna nparoe B cTablIbHOMY peXXHUMIi 03 THIIHIX ITyMiB Ta BiOpamiil. CTpy)kka 3aJIHIIA€ThCS TyxkKe 31M°ATOIO, Puc. 3,6
0CO0IMBO 10 KpasixX IpoTe 3i ciigamu Teprst. Crana cripanenoqioHoI0 3 HeCTaOlIbHIM KPOKOM.

3 0,03 | MaimHa nparoe B cTabIbHOMY pPeXuMi 0e3 JIUIIHIX nryMiB Ta BiOparii. CTpyxkKa 3aJIMIIaeThest MiclsME 3iM’aTot0, | Puc. 3, 6
0co0nuBoO 1o Kpasix. CripanenoniOHicT crana cTabiibHOo0 3 KpokoM 120—130Mm

4 0,035 | Mammna nparoe B cTabiIbHOMY peXKHMi Oe3 JHIIHIX IIyMiB Ta BiOpauiil. CTpykka cTablibHa, 3aIHMIIHIACH JSsIKa Puc. 3, 2
3iM’ATICTB, 0c06muBO 1o Kpasx. Kpok cmipami 130140 mm

5 0,04 | MamuHa mpamioe B CTaOLIBHOMY peXuMi 6e3 JIMIIHIX nrymiB Ta BiOpamiil. CTpyskka cTabiiabHa, cripanenonioHa, Puc. 3,0
mIajka, OnmucKyda, 6e3 o3Hak neperpiBy. Kpok cripani 150-170 mm

6 0,045 | IIpouec pi3aHHs CTaB BaXKKHMM, 3 SIBUBCSI HETYYHUI 3BYK 1 HeBesMKi BiOparii. Ha cTpyii 3’ SBUIIMCh XBUIIBKH MO Puc. 3, e
Kpasix, 110 € CBITYCHHSM IOSBH KOJIUBaHb. CIIOCTEPIraeThesi CTPHOKONOAIOHA 3MiHA CHIT pi3aHHS

7 0,05 | /lo kiHIs eKcrepeMeHT He J0BeIeHO, uepe3 BeIuKi BiOpailii, BUKIHKaHi, CTabKOI0 37aTHICTIO CBepia pisatu Ha Takiii | Puc. 3, ¢
nozayi. Benuki nepeBanTaxkeHHs Ha Beperar. Pizanus BigOyBaeThes He niepiogndno. Ha cTpyxii cioctepiractbs
XBUILICTICTD 1 3aaupu. [Ipu 3MeHIIeHH] IBHAKOCTI pi3anus B 1,5 pasu (i pe3yabTar He3MiHHUIMA, IPH 301TbIICHH] —
CTPY’KKa TeMHi€, 1[0 CBITYUTH PO MeperpiB, BiOparii 3011bIIy0Thes. 3MEHIIEHHS [0/1a4i Ha 00ePT IPHU3BOIUTH 10
MIOHOBJICHHSI TIPOLIECY Pi3aHHS

Puc. 3. ®parmentn gotorpadiii cTyskok nmpu nogayax s, Mm/06:
a) 0,02; 6) 0,025; B) 0,03; r) 0,035; 1) 0,04; e) 0,045; €) 0,05
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Puc. 4. Cxema BuMipiB Ha 3aroroBui

Puc. 5. ®oro pociigkenn: 1 — 3aroroBka; 2 — IraTus npogiiomerpa; 3 — tadio npodisomerpa

O0po6Kka pe3yabrartiB AocaiIxKeHHsI. TaKUM YMHOM OTPUMYBAJIU 1O 72 = 32 3HAYCHHS MapaMeTpa IOPCTKOCTI Ra;

Ha KOKHIl i3 3aroToBOK. BusHaganu cepenni snauenns Ra, nmcnepcii poscitoBans D(Ra) Ta cepenni KBaapaTHaHi Bi-
XuieHHsS G6(Ra), BAKOPUCTOBYIOUH 3aeXHOCTI [38, 39]

Ra="—ry; (1)

D(Ra):lzn:(Rai ~Ra); )

ni

o(Ra) =+/D(Ra). 3)
Jnst BiIKMIaHHS. MOKIIMBUX TPYOMX MOMMIIOK BUKOPHCTOBYBaJIM KpuTepiid [ pedca, Bu3Hauaroun 3Ha4eHHS #; 32 Gop-
mynoro [38, 39]:
. |Ra,.' —R_a| @
g o(Ra)
ne Ral —3HaueHHs sike PI3KO BHIUIAETHCS.
V Bumazaky komu 3a (4) orpumysanu ¢, >t;, ne t, =2,792 (xputuune 3HaueHHs kputepito [pebea mpu o = 5 %)
repepaxoByBaIn cepenHi 3HaueHHs Ra, D(Ra), 6(Ra) 3a 3anexuoctsmu (1), (2), (3). Pesynsraru 3BeneHi y Tabnuitio 2.

Tabmuis 2
Pe3ysabTaTH BUMipIOBaHHS apaMeTpa mOPCTKOCTI Ra
TlapameTpu mopcrkocTi
Ne 3ar. Hacrora MMonaua, mm/xs. | Iloxaua, Mm/00. Cepenne 3nauennst | Jucnepcist posciroBan.
o0epTaHHs, 00/XB o(Ra)
Ra, mxm D(Ra)
1 360 7,2 0,02 0,8387 0,0085 0,0922
2 9 0,025 0,8372 0,0107 0,1036
3 10,8 0,03 0,8249 0,0121 0,1098
4 12,6 0,035 0,7977 0,0088 0,0937
5 14,4 0,04 0,751 0,0047 0,0687
6 16,2 0,045 0,7976 0,0119 0,109
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[[{o6 BizyahHO OIIHUTH B3a€MO3B 30K ITO/Ia4i 1 MIOPCTKOCTI TpeACTaBUMO Iie Tpadivno. ['padik 3amexHOCTI cepen-
HBOTO 3HaYeHHA Ra Bix momavi Ha 06epT mogaHo Ha puc. 6.

0.85
= 0.84
T 083
U 082
= = 081
= ¥ o8
M 2 LJ_?":?
¥ = 078
= 077
o 0.76
o 075
& 0.74
0.015 0.02 0.025 0.03 0.035 0.04 0.045 0.05

IMonaua s, mm/00
Puc. 6. I'padik 3MinM cepeHBOr0 3HaYEHHS NMapaMeTpa MIOPCTKOCTI Ra Bix nmogavi Ha 00epT §

Ha mepmmii mommsin i3 30UTBIIEHHSIM [M0J[@4i HIOPCTKICTh B CEPEAHBOMY 3HIDKYETHCS JIO BEJIMYMHM MOjayi
s = 0.04mMM/00, a motim 30unbIIyeThCs. [IpoTe 3BaXkarouu, 110 1€ CTOXACTHYHI BEIUYUHHU 1 MPUITYCTUBIIN, 0a3ylOuKCh

Ha rpannyHi Teopemi Yebumiesa [38, 39], mo BenmuunHa napamerpa Ra IiIKOPSETHCS HOPMAIbHOMY 3aKOHY PO3IIO-

Ty, ZOMiTEHUM Oyjie TIepeBIpUTH CYTTEBICTD 3MiHM BEIMYWHY TTapametpa Ra Bimx momadi s 3 3aCTOCYBaHHSIM KPHTEPItO
CThIONeHTa, BUKOPUCTABINH 3AIEXKHICTE [38, 39]

= |Rai - Rai+l| . (5)
o(Ra), o(Ra),,
n. n.

i i+l

He Ra; — cepenne 3Ha4YeHHS MapaMeTpa Ra Ha i-Tiii Ta i + 1-10iil 3aroToBKax BiANmoBinHO; 6(Ra);, 6(Ra);. — cepenHe
KBaJ[paTHYHE BIIXWICHHS 3HAYCHHS mapamerpa Ra Ha i-Tiif Ta i + 1-1Iili 3aroToBKaxX BiAMOBITHO; 1;, M;,; — KUIBKICTh
JaHuX y BUOipKax; i = 1..6 — HOMep pociny.

[ixaBuM € moka3zary rpadik cepeHbOKBaIPaTUIHOTO BiAXUICHHS napamerpa D(Ra) Bia BeanyuHu nofadi (puc. 7),
OCKUITBKH BOHO ITOKa3y€e PO3CIFOBAHHS, a OTXKE 1 CTa0LIBHICTh TEXHOJIOTIYHOTO TPOIIECY.

. 0014
= 0012
~

=S 0.01

Q o~y 0.008
= L

g2 T < 0006

2 2 7 0004

= 8

= 0002
Q
2 0
=1

0.015 0.02 0.025 0.03 0.035 0.04 0.045 0.05
IMonaua s, mm/00
Puc. 7. I'pagix gucnepcii po3ciroBannsi D(Ra) napamMeTpa mopcTKocTi Ra Bif moaayi Ha 06epT s

Baunmo, 1o mo momaugi 0,03 mucmepcist po3ciroBaHHS 3pOCTae, Aalli SHWKYETHCS 1 3HOBY 3pocTae micis monadi 0,04. Le
MTOSICHIOETHCS THM, IO TIPY HU3BKUX ITOJIadax MPOIeC pizaHHs X049 i Bi3yallbHO CTaOUIBHUMH, TIPOTE 3iM’ATa CTPY)KKa CBiJI-
YUTH PO HASIBHICTH KOJIUBAHb, IO CIIPHYUHSIIOTH MiKPO3MIIICHHS, SIKi IPU3BOANTE 10 3MiHH ITapaMeTpa IMIOPCTKOCTI Ha
pi3HMX YacTWHAX NOBepxHi. Maui mogadi Ha 00epT, sIKi CIiBMIpHI 3 paAiycoM padiyCHOI YaCTHHH TOJIOBHOTO Pi3aIbHOTO
7Ie3a CBepIUIa MPU3BOIUTH 10 HECTaOITPHOCTI TeOMETpii pi3aHHs, BUKIIHKAE BEIUKE SMUHAHHS, 3MIHIOE KyT pi3aHHS, 110
B CBOIO 4epry 30iIbIIye po3CifOBaHHS BEITMYMHHI MIKPOHEPIBHOCTEH Ha Pi3HWX YAaCTHHAX MOBEpXHi. [l qeTambHIIIOro
aHaIizy MepeBipruMO CYTTEBICTh PO3CiIOBaHb 3a KpuTepieM Dimrepa, BUKOPUCTABIIN 3aIEXKHICTD [38, 39]

D(Ra),
F=—7%" (6)
D(Ra)

i+l

Pesynbraru obuuncnens kputepiiB Cthrofenta (5) ta dimepa (6) moxani B Tadmuii 3.
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Tabmmis 3
Pe3yabTaTH BUMipIOBaHHSA MapaMeTpa MIOPCTKOCTI Ra
I - -
Ne | IMonaua, ApanterpH mopcnco‘c i . KplfTe[.)m CT“OMH“.‘ ! Kpurepiii ®imepa
Cepeane 3HAYEHHS JNucnepcis (iimoBipHicTh 3a po3noainom
3ar. | Mm/00 . o(Ra) F
Ra, Mkm po3scioBan. D(Ra) CreionenTa P(f)
1 0,02 0,8387 0,0085 0,0922 0,019
: 1,259
2 0,025 0,8372 0,0107 0,1036 (0.9848) 0,151 1131
3 0,03 0,8249 0,0121 0,1098 0,341 (0,88) 1375 ’
4 0,035 0,7977 0,0088 0,0937 (0,7332) 0,656 ’ 1.872
5 0,04 0,751 0,0047 0,0687 0,625 (0,5120) ’
2,532
6 0,045 0,7976 0,0119 0,109 (0,5321)

3BaXkarouu, 110 KPUTHYHE 3HAYCHHS KpuTepito CThIOAEHTA JUIs TaKUX BUOIPOK 3 IpH piBHI 3HaunMocTi o = 0.05 ta
KIJIBKOCTI CTYHEHIB CBOOOU df = 1; + Niwy — 2 = 624, = 2 pOOMMO BUCHOBOK, 1110 Pi3HHIIL HE CYTTEBA, TOOTO [0aya Ha
LbOMY Jliania30Hi CyTTEBO HE BILIMBAE HA MIOPCTKICTh NoBepxHi. Halimena iimoBipHicTs P(f) = 0,512, 1m0 3Ha4HO Oinbina
0,05. Tomy MOXHa CTBEpXKYBaTH, 110 BiIMIHHICTh HECYTTEBA.

3a TaOMuIsIMHU 3HAXOAMMO KpHUTHUYHE 3HadeHHs kpurepito Dimepa Ft = 1.8221 (s piBHs 3Hauymocti o = 0.05).
Baunmo, mo kpurepiem Pimepa, mo npu 3MiHi noxadi 1o 0,035 Mm/00 3HaueHHs F' HE NEPEBUILYIOTH KPUTHYHE, TOOTO
Jpcnepcii MOXKHa BBa)KaTH TaKMMH, 110 3MIHIOIOThCs HecyTTeBo. [Ipu 3Mmini momadi 10 ¢ = 0.04 3Ha4eHHS KpUTEPilO
dimepa Ha piBHI KPUTHYHOTO, IO CBIAYUTH PO CYTTEBICTH 3HAYCHHS, TOOTO CHPUYMHSIE 3HAYHE TOKPAIIEHHS cTa01ib-
HocTi npouecy oopoonenss. [Tpu 3mini nonadi 3 0,04 1o 0,045 MM/00 3HaYeHHs KpuTepiro F =2.532 nepeBuIilye KpUTHI-
HUH TTOPIT, TOX Yy LiH mapi BUOIPOK AnCIIepcii CyTTEBO BIAPI3HSAIOTHCS 3 IMOBIPHICTIO TOMMIIKK <5 %. A BiJIIOBIAHO 3MiHA
noxadi 3 0,04 1o 0,045 MM/00 3Ha4YHO TOTIpIIyE CTAOUIBHICTB MPOLIECY.

BucHoBku

1. Ha ocHOBI po3po0JieHOT METOMKH MPOBEAEHO IPOLEC INTMOOKOTO CBEPUTIHHS rapMaTHUM CBEP/JIOM EKCIIEpUMEH-
TanbHOMY 3pasky 3 crani 38XH3M®A-III (raprosanoi go 28-32 HRC) ta npoaHanizoBaHO mapaMeTpH MpoLecy i THUIN
CTpyXOoK. Busineno, mo npu nozgaui s = 0.05 Mm/06 nipouec cBeputinHs He crabinbHuil. HaBeneno dororpadii 3paskis
CTPY>KOK IIPH PI3HHX 10Ja4axX Ta MOAAHO 1X aHaJIi3.

2. IIpoBeneHO BUMIpIOBaHHS LIOPCTKOCTI MOBEpXHi (Ra) Ta BCTAHOBJIEHO HOTO cepeqHe 3HA4YEHHs 1 Pi3HUX PIBHO-
MIpHO PO3MIIIEHHX Y4acTKaxX 3aroTOBOK, a TAKOXK ITPOBEJCHO PO3PaxXyHOK AMCIEPCii pO3CiIOBaHHS Ta CepeHbOKBaApa-
TUYHOTO BiIXWJICHHS. BusBieHo, mo i3 30umbmenssM mofadi Big 0,02 go 0,04 MM/00 BenmunHa Ra HE3HAYHO 3MCHIITY-
€TBCS, @ TAKOXK 3MEHIIYEThCs 1 Horo aucnepcis poscitoBanHs. [Ipu 30utbmenHi mogavi Ra i qucnepcist ii po3citoBaHHS
30UIBIIYIOTHCS XapaKTEPUCTHKH i1 pO3CIIOBaHHSI.

3. Ha ocHoBi kputepito CTbhroZIeHTa BCTAHOBIJIEHO, 10 nojayda y aiarna3oni 0,02—0,045 He3HauHO BIUIMBAE HA CEPEHE
3HadyeHHs Ra. Ha ocHoBi kpurepiro dimepa n1oBeneHo, mo i3 30iumbmeHHsM mogad ino 0,04 MM/00 po3citoBaHHS BeEJH-
YMHU MIOPCTKOCTI He3Ha4He, a NpH 30uibmenHi s 10 0,45 MM/00 criocTepiraeTbest CyTTeBE 301IbIICHHS AUCIIEPCii po3-
CIIOBaHHSI HIOPCTKOCTI, a BIAMOBIAHO 1 TIOTIPIIYETHCS MTapaMeTpy CTabiIbHOCTI IIPOIIECYy.
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