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Pedepat. B nocneanue ronsl 5KOHOMUYECKUH (GakTop UrpaeT Bce Oosee BaKHYIO POJIb IIPU BEIOOPE TEXHOJIOTHH U3rOTOBIIE-
HUS JleTajled MallvH C 3aJaHHBIMU 3HAYEHUSIMH HOPMHUPYEMBIX ITapaMeTPOB F€OMETPUIECKOIl TOUHOCTH U KadecTBa pabodnx
noBepxHocTel. [IpUMEHHTENBHO K IPoLieccaM MOBEPXHOCTHOTO IIACTHYECKOT0 1e)OPMUPOBAHUS 3TO NPOSBIACTCS B IIOUCKE
3¢ QEeKTHBHBIX IPUEMOB YIIPABICHNUS TPEHHEM B Mape «HMHCTPYMEHT — 3arOTOBKa», KOTOPOE, B KOHEYHOM HUTOTE, ONpPEIeNsieT
KapTHHY paclpe/ieNieHus ¥ BEIUIUHY HaNpsDKeHUH U fedopmaruil B 3aroToBKe U HHCTpyMeHTe. [lomydnTs cTporoe aHamuTu-
YECKOE pEUICHUE 33Ja4d 110 YCTAHOBJICHUIO CBSI3U MEXJY YCIOBUAMH Ha IIOBEPXHOCTH, TPEHHEM U HAIPSIKEHHO-
J1eOpMHUPOBAHHBIM COCTOSTHHEM KOHTAKTHUPYEMBIX TNl He MPEICTaBISAETCS BO3MOXKHBIM. B 3Toil cBsA3u Ha mepeanuii miaH
BBIXOJUT IIOCTPOCHHE MAaTeMAaTU4YECKUX MOJEICH, pelIeHHe KOTOPhIX BO3MOXKHO YHMCICHHBIMU MeToAaMu. B craTtbe mpuso-
JATCS PEe3yJbTaThl YUCIEHHOTO MCCICA0BAHUS (BBIYUCIMTENBHOIO SKCIEPUMEHTa) KOHCYHO-3IEMEHTHOH Mozes AedopMu-
pOBaHMs 3arOTOBKM B Pa3JIMYHBIX YCJIOBHAX KOHTAaKTHOIO B3aMMOJCHCTBHS M TPEHUS OJHHUM U3 METOAOB IOBEPXHOCTHOIO
IJIACTUYECKOTO Je(hOpMUPOBAHHS — HOBEPXHOCTHBIM JOPHOBaHMEM OTBepcTHil. KpuTeprem OLEHKH yCIOBHH KOHTAKTHOTO
B3aMMOJICHCTBUS M TPEHHsl BBIOpaH Kod(duiment TpeHus. [lokazano, yTo u3MeHeHHe KOd(QHIMEHTa TPEHUs B Ipolecce
HOBEPXHOCTHOTO JIOPHOBAHUS HE OKa3bIBACT 3aMETHOrO BIMSAHUS HAa ()OPMUPOBAHME IOJIS HANPSHKCHUH B AedopMupyeMoit
3arOTOBKE KaK B OCEBOM, TaK M B paJHaJbHOM M OKPY)KHOM HaIpaBJICHUSIX. BMecTe ¢ TeM npu MoBhIIeHHN KO3 HIIeHTa
TPEHUS B N1apEe «MHCTPYMEHT — 3arOTOBKa» U COOTBETCTBEHHO CHJIbI MEXaHHYECKOTO CONPOTHBICHUS NehOpMALMH 3arOTOBKU
Ha0JIIOMaeTCst UX POCT. BBIUMCINTENEHBIM SKCIIEPIMEHTOM MOATBEPXKICHO HAJIMYHC BHEKOHTAKTHBIX Ae(OpManui 3ar0TOBKH
U MHCTPYMEHTa IPH MOBEPXHOCTHOM JOPHOBAHMH, & TaKXKe CHW)KCHHE BEJIMYMHBI OCTATOYHBIX Ae(OpMaluii B 3aroTOBKE
¢ yMeHblIeHHeM Kod¢duuunenra tpenusa. OueHka OanaHca IEpEeMEIICHNH KOHTAKTHBIX MIOBEPXHOCTEH 3ar0TOBKH (BHYTpPEH-
HSIS1 TIOBEPXHOCTh 00pPabaTHIBAEMOT0 OTBEPCTHS) M MHCTPYMEHTA MOoKa3aja, 4To JeopMaluy HHCTpyMEHTa B YIpYyroi obma-
CTH MOTYT IPHBECTHU K CYIIECTBEHHOMY CHIDKEHHIO PEalbHOTO HATATa MOBEPXHOCTHOTO JJOPHOBAHHUS OTBEPCTHUI.
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HHS, Ie(OpMalnH, TOBEPXHOCTHOE JOPHOBAHHE
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Abstract. In recent years, the economic factor has played an increasingly important role in the selection of technologies for
manufacturing machine parts with specified values of normalized parameters of geometric accuracy and quality of working
surfaces. As applied to surface plastic deformation processes, this is noticeably manifested in the search for effective friction
control methods in the “tool — workpiece” pair, which ultimately determines the distribution pattern and the magnitude
of stresses and strains in the workpiece and the tool. It is not possible to obtain a rigorous analytical solution to the problem
of establishing a connection between surface conditions, friction, and the stress-strain state of the contacted bodies. In this
regard, the construction of mathematical models comes to the fore, the solution of which is possible by numerical methods.
The paper presents the results of a numerical study (computational experiment) of a finite-element model of workpiece de-
formation under various conditions of contact interaction and friction by one of the methods of surface plastic deformation —
surface mandrel drilling. The friction coefficient has been chosen as the criterion for assessing the conditions of contact inter-
action and friction. It is shown that a change in the friction coefficient in the process of surface mandrel has no noticeable
effect on the formation of a stress field in the deformable workpiece both in the axial, and in the radial and circumferential
directions. At the same time, with an increase in the value of the friction coefficient in the “tool — workpiece” pair and with
the associated increase in the force of mechanical resistance to deformation of the workpiece, their growth is observed.
A computational experiment has confirmed the presence of non-contact deformations of the workpiece and tool during surface
mandrel drilling, as well as as a decrease in the value of residual deformations in the workpiece with a decrease in the coef-
ficient of friction. Balance assessment of contact surface displacements in the workpiece (the inner surface of the hole to
be machined) and the tool (mandrel) has shown that the deformations of the tool in the elastic region can lead to a significant
decrease in the real tightness of surface mandrel drilling.
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BBenenue

K meromam 00pabOTKM MOBEPXHOCTHBIM ILIa-
CTHYECKHM JAe(OpMHpPOBaHHEM, HIUPOKO MpPHUMeE-
HSIEMBIM ISl TIOBBIIIIEHUSI TOYHOCTH, W3HOCOCTOM-
KOCTH ¥ YCTAJIOCTHOM NPOYHOCTH JIETaJICH MAaIlIHH,
OTHOCHUTCS TIOBEPXHOCTHOE IOPHOBAaHWE IIMJIHH-
JIpUYECKUX oTBepcTHii [1-7].

W3BecTHO, YTO OJHUM W3 BaKHEHWIUX (haKTo-
POB, o0ecTeynBarOMUX MOBHIIeHNE (P (HEKTHBHO-
CTH TIpOIlECCa JIOPHOBAHUS B IIETIOM, SIBIISIETCS] BUT
HANPSHKEHHOTO COCTOSIHUS 3arOTOBKH, HEMOCPEN-
CTBEHHO 3aBUCAIIMA OT KOHTAaKTHOTO TpPEHHUS B
ouare nedopManuu. YTpaBlIeHHE KOHTaKTHBIM
TPEHHEM MOJXKET JIOCTUTAThCSA PA3INYHBIMHU TPHE-
MaMU: TIOJJOOPOM CBOMCTB CMa30YHOTO MaTepuaa,
W3MEHEHHEM CXEeMbl MOJa4d CMa3KH B OdYar je-
(dhopmMaruu, a TakKe KUHEMaTHKH OTHOCHUTEILHO-
ro JBWXKCHHUS B IMape «HHCTPYMEHT — 3arOTOBKa»
(momoHUTENHEHOE BpalleHWe, BUOpanus U T. IL.),
a B HEKOTOPBIX CIydasiX — HM3MCHCHHUEM CXCMBbI

260

(mKcanuu 3aroTOBKH (B YaCTHOCTH, CXEMBI ee
0CEBOT0 pacTspkeHus mim cxarust) [8—-10].

MHOT0(haKTOPHOCTH SBJICHUN HA KOHTAKTE MH-
CTpYMEHTa U 3aroTOBKH HE IO3BOJISET AAaTh CTPO-
roe AaHAJIUTUYECKOE ONHMCAHHE HANPSLKEHHO-
nedopmupoBanHoro cocrostaus (H/C) 3aroroBku
[P TIOBEPXHOCTHOM JopHOBaHuu. Ilo 3Toil mpu-
YiHE pa3pabOTaHHBIE MaTeMaTHYECKHE MOJENN
nehOopMUpPOBaHMS 3arOTOBOK OCHOBBIBAIOTCS Ha
VIOPOIIEHHBIX MOJENSIX B3aUMOJCHCTBUS HEPOBHO-
CTe KOHTAKTHUPYIOUIMX IOBEPXHOCTEW M yCpea-
HEHHBIX CXeMax HX (PUKIIMOHHOTO HATrPY>KEHUSI.

B nocnennue pecsatuneruss Onaronmaps BBICO-
KOMY YPOBHIO pa3BUTHSl BBIYMCIUTEIBHOH TeEX-
HUKU TIpu oreHke xapakrepa HJC B mexaHmke
neQOpMUPYEMOT0 TBEPJAOrO Teida MPUMEHHTEINb-
HO K IPOCTPAHCTBEHHBIM 33JlayaM HAXOAST IIUPO-
KO€ NPUMEHEHHE YHCJIEHHBIE METOIbl, B YaCTHO-
CTH MeTOJ KOHe4HbIX dnemeHToB (MKD) [11-14].
Ha cerogusmmanii neas MKD — addexTnBHBIN HH-
CTPYMEHT IJIsl pELIEHUs IHUPOKOro Kiacca 3ajad,
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OCHAIIIEHHBIN Pa3BUTHIM MAKETOM MPOTPAMMHOTO
obecnieuenus s pacuera HJAC nedopmupyemoro
Tea MPaKTHYeCKH JTF000i KoH(pHUrypamuu B ycio-
BUSX CIIOKHOTO HAarpy)XeHHsA. OTO IIO3BOJIAET
UCIIOJIB30BaTh €ro A TMOCTPOEHUS U U3yUeHUs
MaTeMaTHYeCKUX MOJeNiell KOHTaKTHBIX 3ajad,
B TOM YHCJIe TIPUMEHUTEIHHO K MPOIECCY TOBEPX-
HOCTHOTO JopHOBaHus [15-18].

B [19] npennoxeHa Moaenb aHU30TPOITHOTO
TpEHUsT HMHCTPyMEHTa C 3aroTOBKOW B3aMeH
YIPOIUIEHHBIX, HICATU3UPYIONINX KOHTaKTHPYIO-
ue MOBEPXHOCTH, HA OCHOBE KOTOPOW paszpado-
TaHbl KOHEYHO-3JIEMEHTHAsI MOJENb AedOopMHUPO-
BaHHS 3arOTOBKH MpPHU MOBEPXHOCTHOM JOpPHOBA-
HUA U BBIUMCIUTENbHBIA anroputMm [20]. Huke
MPUBOAATCA PE3yJIbTaThl YHCIEHHOTO HCCIeNo-
Baauss HJIC 3aroToBKM ¢ HCTHOJB30BAaHUEM ITOM
MOJIENId B TAKETe CHEIHUANbHO pa3paboTaHHBIX
MIpOrpamm.

Wsyuanca xapakTep HalpsHKEHHOTO COCTOSI-
HUS LUAJIUHAPUYECKUX 3arOTOBOK CIEAYIOLIUX
pa3sMepoB: LEHTpPaJbHOE CKBO3HOE OTBEpPCTHE
nuamMeTpoM 45 MM (HOMUHAIBHBIA pa3Mep), IJTH-
Ha L = 40 MM, Hapy>KHBIH AHAMETP BapbHUpPOBAJICS
B nuanasoHe 54-112 mm. 3aroTtoBka nedopmu-
poBajylach B YCJIOBHSAX OceBoro cxkatus. Ilapamer-
PBl TIOBEPXHOCTU 3aroTOBOK: HaWOOJIbLIas BBICO-
Ta npoduis HepoBHOCTEH R, = 3,2 MKM, 1mar

Y BBICOTA BOJIHUCTOCTH COOTBETCTBEHHO Sy = 7 MM
u Wz = 6,5 MKM, OTKIIOHEHHE MPOQUIIS TIPOI0JIb-
Horo ceueHust A = 0,02 mm. MaTepuan 3aroToBoK —
cranms 45 ('OCT 1050-74) mocne HOpManu3a-
UM, ee (PU3MKO-MEXaHWYEeCKHe XapaKTepUCTH-
k. os = 360 MIla, E = 206250 MIla, pn = 0,3.
OtaenbHBIE BBIYHACIHUTENBHBIE JKCIIEPUMEHTHI
NpOBENEHBl I 3aroTOBOK, HM3TOTOBJICHHBIX W3
craneit 20 (TOCT 1050-74) (os = 250 MIla),
20X u 40X (I'OCT 4543-71) (os = 600 MIla
u os = 800 MIIa cooTBercTBeHHO). [l onpenene-
HUSL UWHTCHCUBHOCTH HAIPSDKCHUH C  y4eTOM
YIPOYHEHHUS] MaTepuaia HCIIOIb30BaHbl JIEHCT-
BUTEJIBHBIC JUarpaMMmbl  J1eOPMUPOBAHUS CTa-
nent [21].

Haubonpmass BeICOTa TIpOodHIST  HEPOBHO-
CTell paboucii MOBEPXHOCTH HWHCTPYMEHTa (JI0p-
Ha) Rz = 0,8 MkM, BHyTpeHHUi quametp 22 MMm. Ma-
Tepuan uHcTpyMenTa — ctajib P18 (TOCT 19265-73)
B TepMooOpaboTaHHOM cocTosiHuu (o5 = 2480 Mlla,
E = 228000 MIIa, n = 0,3).
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W3MeHsn: HaATAT TOBEPXHOCTHOTO JTOpPHOBa-
Hus N, B muanazone 0,08—0,28 MM, yriel nepeaHe-
ro o ¥ 00paTHOTO O KOHYCOB HWHCTPYMEHTa OT
0,5° mo 20°, mMpuHy UHIHHAPUYECKON (Kanmuopy-
forrieit) merrouku b ot 1 1o 5 MM (puc. 1).
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Puc. 1. PagnanbHbIe CEYCHUS 3arOTOBKH,
HCCIIelyeMble B YUCJICHHOM DKCIIEpUMEHTE:
P, — cuia MoBepXHOCTHOTO TOPHOBAHUS

Fig. 1. Radial sections of workpiece investigated
in numerical experiment:
P4 — force of surface mandrel

MakcumanbHblii HaTAr JOPHOBAHMSI BO BCEX
CIIlydasgx OTPaHUYMBAJICS YIPYTOIIACTHIECKUMHU
nedopMaIrvisiMi  3aroTOBKH  (CTENeHb  aedopma-
i Meree 1 %). Koaddunuent tpenns f Bapsu-
posainu ot 0 o 0,26. JlocTOBEpHOCTH PE3yIbTATOB
MOJICTTUPOBAHMS CPaBHUBAIU C SKCIICPUMCHTAb-
HBIMH JaHHBIMH, TIOJY9€HHBIMA Pa3HBIMH aBTO-
pamu [1-10].

Hal'lpﬁ?l(eﬂl/lﬁ B 3aroTOBKeE B Ipoiecce
U I10CJIC MOBEPXHOCTHOI'0 TOPHOBAHUSA

AHanusupys pe3ynbTaThl YHCIEHHOTO HCCie-
JOBAHHA HANPSHKEHHOTO COCTOSIHHUA 3arOTOBKH B
IIPOLECCE M IOCIE IMOBEPXHOCTHOIO IOPHOBAHUA,
MOXHO CJHEeIaTh CIEAYILUE IPEeIBaPUTEIbHbIE
BBIBOJIBL.

1. B mpouecce HNOBEPXHOCTHOTO JOPHOBaHUS
NpU MepeMEIeHNH UHCTPYMEHTa 1Mo o0padaThiBa-
€MOMY OTBEPCTHIO OT CBOOOJHOIrO TopLa K OIop-
HOMY HAIIPsDKEHHUS! B 3arOTOBKE PacCTyT, JHOCTUrast
npezensHoro ypoBHsi B cedenuun 11 (puc. 2),
HauOoJiee yOaJeHHOM OT TOPLOB, IZA€ BIHSHHUE
BHEIIHUX 30H MUHUMAJIBHO.
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2. KonnenTpanus HanpspkeHU#H (¢ MaKCHMallb- MeHTa (puc. 3). I3MeHUTh ypoBEeHb HANpPSHKEHUN
HBIMH DPaJUajbHBIMH) COCPEJOTOYECHA TJIABHBIM MOKHO MYTEM BapbUPOBaHMs IIHUPUHBI JICHTOY-
00pa3oM B 30HaX Mepexo/a MepeHero u 00paTHO- ku (puc. 2) mnbo yBeMTU4IeHUS pagnyca CKPYTIICHUS
TO KOHYCOB C KaJHOpYIOIIEH JIEHTOUYKOW HHCTpY- MHCTPYMEHTA B IEPEXOIHOM CEYECHHH.
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Puc. 2. Xapakrep U3MEHEHH MaKCUMAIIbHBIX OCEBBIX G, PaAHANIBHBIX Gy H OKPYKHBIX Gg HAPSIKCHUI B 3aTOTOBKE
B Iporecce moBepxHocTHoro gopHosanmst: 1 —f=0;2-1=0,12;3-f=0,26 (N, =0,08 mm, o = 3°, 0; = 10°)

Fig. 2. Nature of change in maximum axial o,, radial o, and circumferential oy stresses in workpiece
during surface mandrel: 1 —-f=0;2-f=0.12; 3-f=0.26 (Ng =0.08 mm, o = 3°, a,; = 10°)
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Puc. 3. Tlonst oceBbIxX (a), paguanbhbix (D) 1 OKpyXHBIX (C) HANPSDKEHHH B 3arOTOBKE B MPOLIECCE MOBEPXHOCTHOTO JOPHOBAHHSI
(N,=0,08 MM, b =5 MM, o =3° o4 =10° f=0,12)

Fig. 3. Fields of axial (a), radial (b) and circumferential (c) stresses in workpiece during surface mandrel
(Ng=0.08 mm, b =5mm, o = 3°, oy = 10°, f=0.12)
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3. Ilocne 06pabOTKM MOBEPXHOCTHBIM JOPHO-
BaHHEM OCTAaTOYHBIE HampsbKEeHHs (OCeBbIE, paau-
anbHBIE M OKPY)KHBIE) JIOKAJTH3YIOTCSI B MOBEPX-
HOCTHOM CJIO€ 00paO0TaHHOTO OTBEPCTHS, IPUIEM
X W3MEHEHHWE IO TOJIIMHE 3TOrO CJI0S HEMOHO-
ToHHO (pucC. 4). [locimemuee XOpoImo coriacyeTcs
C OKCIEPUMEHTAILHBIMHI JaHHBIMH, TIOJTY4E€HHBIMH
B HMHctutyTe cBepxTBepabix MarepuanoB HAH
VYkpaunsi [4, c. 212].
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Puc. 4. XapakTep U3MEHEHUSI OCTATOYHBIX HAIPSXKEHUH
IO TOJIIHHE CTEHKH 3aTOTOBKU
10cJe NOBEPXHOCTHOIO JOPHOBAHHUS
(N;=0,12mmM, b =2 mm, a0 = 3°, ay = 10°, f=0,12)

Fig. 4. Nature of change in residual stresses
along wall thickness of workpiece
after surface mandrel
(Ng=0.12mm,b=2mm, o = 3°, a; = 10°, f = 0.12)

4. Ha o06paboTaHHO! TOBEPXHOCTH OCTaTOY-
Hbl€ HAIIPSDKEHUS B OKPY)KHOM HalpaBJIEHUM Ipe-
BOCXOJAT oceBble (puc. 4), 0JHAaKO 3aKOHOMEp-
HOCTH MX U3MCHECHMSI HMEIOT OOIUi CXOXH (I10-
BTOPSIIOT) XapakTep IpH H3MEHEHUH (PakToOpoB
mpolecca MOBEPXHOCTHOro JopHoBaHusA. Ilpa-
BWIBHOCTh 3TOTO YTBEP)KACHUS IIOATBEpPXKIEHA
ONBITHBIM TyTeM [4, c. 214].

5. YBenmuenue Kod(pHUIMEHTAa TPEHUS TPH
MTOBEPXHOCTHOM JOPHOBAaHUH HE OKA3bIBAET BIIHS-
HUS Ha XapakTep paclpelesIeHUus] HanpsKEeHU B
OCEBOM, paIMaJIbHOM M OKPY>KHOM HaIpaBlIeHUSIX,
OJTHAKO M3MEHSET uX ypoBeHsb (puc. 5). Takas xap-
THHA HaOIIOAAaeTcsd MPH Pa3IUYHBIX COUYETAHMSIX
KOHCTPYKTOPCKO-TEXHOJIOTHYECKUX IapaMeTpOB
nporecca IeQOpPMUPOBaHMA: CTerneHH aedopma-
IUU (HATSAT MOBEPXHOCTHOTO JOPHOBAHUS), MaTe-
puasa 3aroTOBKM M €€ Pa3MepoB, FEOMETPHUU HUH-
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ctpymeHnrta (puc. 6). B pamkax BbIOpaHHBIX st
MOJEINPOBaHNs 3HAUYCHUH W3MEHEHUS JaHHBIX
(akTopoB 3T0T poct gocturain 14 %.
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Puc. 5. YpoBeHb MakCUMaJIbHBIX HAIIPSDKEHUH B 3aTOTOBKE
B IIporiecce (Gy) U IOCIe OBEPXHOCTHOTO JOpHOBAaHUS (o7")
[IPY BapbHPOBaHUH KOd(HUIHEeHTa TPEHHUS
(N,=0,08 mm, b =2 mm, a0 = 3°, oy = 10°, ceuenue I11-111)
Fig. 5. Maximum stress level in workpiece in process (c;)
and after surface mandrel (c3"")

with varying coefficient of friction
(Ng=0.08 mm, b =2 mm, o = 3°, oy = 10°, section I11-I11)

Jedopmanun B 3aroToBKe H HHCTPYMEHTE

VYuuThIBas, 4TO B HPOLIECCE IIOBEPXHOCTHO-
ro JOPHOBAaHUSA MAaKCHUMaJIbHbIE 3HAYEHUs Ha-
OPSOKEHUH  COCPEIOTOYCHBI B TMEPEXOAHBIX 30-
Hax (puc. 3), MakcUMaJbHbIC Jaedopmanuu 3aro-
TOBKH M WHCTPYMEHTA TakkKe OyIyT NPOUCXOAMTH
B 3THX 30HaX, IpUYEM BIIOJIHE OYEBHIHO, YTO 00-
muii Oamanc nedopmariii mapsl «HHCTPYMEHT —
3arOTOBKa» B TOYKAaX KOHTAKTa (DyHKIHOHAIBHO
BCerja paBeH HaTAry nopHoBaHMs. Kak mokaszamu
YHCJICHHBIC MCCIIEJOBAHMSI, COOTHOIIICHNE BETUINH
TuX aAedopmanuii B Ipolecce MOBEPXHOCTHOTO
nopHoBaHusi MeHsercsi. C pocToM HamnpsyKEHUH
IIpU yJaJICHUH HHCTPYMEHTA OT CBOOOJHOTO TOpLa
(puc. 2) nedopmanyu B 3arOTOBKE YMEHBIIAIOTCS,
a B MHCTpyMEHTe yBenuumBatorcs. [Ipu mpubiu-
KEHUU MHCTPYMEHTA K OIIOPHOMY TOPILLY U CHIDKE-
HUM HamnpspKeHuil HaOmomaeTcss oOpaTHasi KapTu-
Ha — JgedopManuy B 3aroTOBKE YBEIMYHBAIOTCH,
a B MHCTPYMEHTE YMEHBIIIAIOTCS.
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Puc. 6. AGcomoTHbIE 3HAYEHUS MAKCUMAIIbHBIX PaJMajlbHBIX HAIPSKEHHI B 3aTOTOBKE B IIpouecce (Gy) 1 nocie oopabotku (o7")

[P BapHaLii BEIMYUHBI KOO GUIMEHTa TPEHHUS B 3aBUCUMOCTH OT: a — Hatsira (b =2 mm, o = 1°, oy = 10°);
b — mmpusel tnrEAPHMYeckoi tenToukn uHCTpyMeHTa (N, = 0,08 MM, o = 7°, a; = 10°); C — yria nepeaHero KOHyca HHCTPYMEHTa
(N,=0,08 mm, b =2 mm, oy = 10°); d — yria o6patHoro konyca uaerpymenra (N, = 0,12 mm, b =2 mm, o = 3°);
e — tomuuHbl creHky 3arotoBkd (N, = 0,08 MM, b =2 mm, a = 3°, a; = 10°); f — MexaHnuecknx CBOHCTB
obpabareiBaemoro marepuana (N, = 0,12 mm, b =2 mm, o = 3°, a; = 10°)

Fig. 6. Absolute values of maximum radial stresses in workpiece during the process (c,) and after processing (c2"") with variation

in value of friction coefficient depending on: a — tension (b =2 mm, o = 1°, a;; = 10°);

b — width of cylindrical ribbon tool (Ng = 0.08 mm, o = 7°, a; = 10°); ¢ — angle of front tool cone
(Ng =0.08 mm, b =2 mm, oy = 10°); d — angle of inverse tool cone (Ng = 0.12 mm, b =2 mm, a = 3°);
e — wall thickness of workpiece (Ng =0.08 mm, b =2 mm, o = 3°, a; = 10°); f — mechanical properties

of processed material (Ng = 0.12 mm, b =2 mm, a = 3°, a; = 10°)

W Hayka
264 urexHuka. T. 20, Ne 3 (2021)



Deformation in Solid Mechanics

BbIABIECHHYIO 3aKOHOMEPHOCTH  HW3MEHCHHS
neopManyii 3aTpyIHUTEIBHO OOBSICHUTH TOJIBKO
U3MEHECHNEM YPOBHS HANpPSOIKEHHH B 3arOTOBKE U
MHCTpyMeHTe. {15l ee TOYHOro MOHWMaHHsA HE0O-
XOIMMO pacCMOTpeHue Ooliee CIIONKHOW MOJEINH,
yuuThIBatomel 3QQext (sBlIeHHEe) BHEKOHTAKT-
HOW JedopMaluil 3arOTOBKH ITIPH IOBEPXHOCT-
HOM [IOPHOBaHHH, OOHApPYXCHHbBII aBTOpamu [4].
O¢ddexT BHEKOHTAKTHOW IedopManyu MPUBOIUT
K YMCHBIIICHUIO TEOPETHUECKOM (pacueTHOMN) IJu-
Hbl KOHTaKTa II€pelHEero KOHyca HHCTPyMEHTa
¢ 3arotoBkoil |, 10 ee dakruyeckoro 3Haue-
Hud | (puc. 7).

U/2, mm

0,06
0,04

0,02

0

-0,02
103 113 123 133 143 153 163 173

V3710BbIE TOYKH I10 JJTMHE 3arOTOBKU

Puc. 7. Bonna BHekoHTakTHOH aedopmanun U 3arorosku |
B 30HE IIEpEJHEr0 KOHyca HHCTPYMEHTa 2
HPH TIOBEPXHOCTHOM JIOPHOBaHUU
(N;=0,12 MM, b=2mm, a0 = 1°, oy = 10°, f=0,12)

Fig. 7. Wave of non-contact deformation U of workpiece 1
in the area of front cone of tool 2
during surface mandrel
(Ng=0.12mm,b=2mm, a = 1° o4 =10°, f=0.12)

B HacTosimmeM wHccle0BaHHH YCTaHOBJICHO,
YTO B MPOIECCE IMOBEPXHOCTHOI'O OPHOBAHUS
(puc. 8) mpu MOCTOSAHHOM HaTsAre AnuHa |, 4 yBe-
JTUYUBACTCS M JOCTUTAET MaKCUMyMa TIPH BBIXO-
ne wuHCcTpyMeHta B cedenue |ll-I1I1 3aroros-
ku (puc. 1) mpu dKCTpeMalTbHOM ypPOBHE HaIps-
XKeHul (puc. 2).

B ceuenun III-III nedopmaryu BHyTpeHHEH
MOBEPXHOCTH 3aroTOBKH HMEIT MHHHUMaIbHOE
3HaueHue. [IpuOaMKeHHe HHCTPYMEHTa K OIOp-
HOMY TOPIly MPUBOIMUT K MaJCHUIO YPOBHS Harpsi-
’KCHUI B 3arOTOBKE M yMEHBIICHHIO | 4, HO ne-
(dopmamu Tpu 3TOM pacTyT. ITO yKa3bIBaeT Ha
TO, 4YTO MaKCHUMallbHbIC 3HA4YeHus jaedopma-
Ui B 3aTOTOBKE U HHCTPYMEHTE 3aBUCAT HE TOJIb-
KO OT YpOBHS HAmpsOKCHUH, HO W OT BEIUYH-
HEI | 4.
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Puc. 8. daxkTryeckas [IMHA KOHTAKTa Mapbl «KMHCTPYMEHT 1 —
3aroToBKa 2» I10 IepeiHeMY KOHYCY B IIpoLecce
TMOBEPXHOCTHOTO JJOPHOBAHUS B ceueHUsX (puc. 1):
a—I-1; b=1I-1l; c = NI d = IV-IV; e = V=V
(N,=0,08 MM, b =1 MM, o = 1°, oy = 10°, f=0,12)

Fig. 8. Actual contact length of “tool 1 — workpiece 2” pair
along front cone during surface mandrel in sections (Fig. 1):
a—I-1;b=1I-1l; c = -1 d = IV-IV; e = V=V
(Ng=0.08 mm,b=1mm, a =1°, a, =10°, f=0.12)

XapakTep HarpyXeHHUsl 3arOTOBKH B IpoIec-
Ce MOBEPXHOCTHOTO JOPHOBAHUS HEIOCPEICTBEH-
HO BIMSIET M Ha YPOBEHb PaJUAILHOW OCTaTOY-
HO pedopmanyu Mo 0OpaboTaHHOMY OTBEPCTHIO.
C ynydmieHueM YCIOBHH TpeHHS (YMECHBIICHHEM
BEJIMYMHBI KOG PUIKUEHTA TPEHUs) BEIMYNHA STOMH
neopMany CHHXKAETCSl.

BBIBO/IbI

1. IToBepxHOCTHOE TOPHOBAHWE OTBEPCTUH CO-
MIPOBOKJACTCSI MOBBIIICHHBIM YPOBHEM HaIpsiKe-
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HUA B 30HE LWIMHIPHYECKOW JIEHTOUYKH HHCT-
pyMeHTa. YPOBEHb HANPSHKECHUH MOXET OBITh
CHIDKEH 32 CUeT YBEJIWYCHHS IIMPUHBI JIEHTOYKH,
a TaKkKe paaguyca IMEPEeXOJHOT0 ydacTKa B 30HE
COIIPSDKEHHS € TIEpeTHIM KOHYCOM. DTO TO3BOJIS-
€T BIUATH HAa HAINPSHKEHHOE COCTOSIHUE 3arOTOBKH
MyTeM H3MEHEHHsI TeOMEeTpUH Je(pOopMUPYIOIIETo
MHCTPYMEHTA.

2. AHanmu3 moKasall, 4To MOCJe MOBEPXHOCTHO-
ro JIOPHOBAaHUSI DKCTpEMaJbHbIC 3HAYCHHS OCTa-
TOYHBIX HAINpPSDKEHUH (PUKCHUPYIOTCS B TOBEPX-
HOCTHBIX CJIOSIX 3arOTOBKH, NPH 3TOM OKPYXHBIE
OCTaTOYHBIC HAIPSIKEHUS WMEIOT HAaUOOJBIIHE TI0
MOJyJr0 3HadeHus. OTMeueHo, 4To o Mepe yna-
JeHus1 OT 0O0pabaThIBAEMOI MOBEPXHOCTH OKPYK-
HBIE OCTaTOYHBIC HANpPSDKEHHsI MEHSIOT 3HaK Ha
MIPOTHUBOIIOIOKHBIH.

3. BO3MOXHOCTh pacueTa YHCICHHBIM METO-
JIOM WHTCHCUBHOCTH HANpSDKEHU B 3aroTOBKE
B IpoLECCEe MOBEPXHOCTHOTO TOPHOBAHHS MO3BO-
JSIeT MPOM3BOAUTH OLIEHKY NapaMEeTpOB KayecTBa
MTOBEPXHOCTHOTO CJIOS 00paOOTaHHBIX IHIHMHIIPH-
YeCKHX OTBEPCTH (CTENEeHb HaKJena W TIyOuHYy
YIPOUHEHHUS).

4. B nuamna3oHe 3HaYCHUHN HCCIEIyEeMbIX Mapa-
METPOB Ipolecca MOBEPXHOCTHOTO JIOPHOBAHMUSI
TIOBBIILICHUE YPOBHS HAIIPSDKEHUH B TEJE 3arOTOB-
KA TIpU yBeNUYEHHH KOd((UIMEeHTa TpeHHs HO-
cturano 14 %. DTo moaTBepKAaeT BO3MOKHOCTH
yIpaBlieHHs HanpsbKeHHO-Ie(OpPMUPOBAaHHBIM CO-
CTOSIHMEM 3aroTOBKM M TapaMeTpamMH Mpolecca
3a CYeT HANpaBJICHHOTO YIIPABIICHUS YCIOBUSMHU
KOHTAKTHOTO B3aUMOZCWUCTBHS W TPEHHUS WHCTPY-
MEHTa C 3arOTOBKOH.

5. OcHOBBIBasICH Ha OIeHKE OanaHca medopma-
U KOHTaKTHBIX MMOBEPXHOCTEH B Mape «MHCTPY-
MEHT — 3aTrOTOBKa», IOKa3aHO, YTO JeopMaluu
MOTYT TIPUBECTH K CYIIECTBEHHOMY CHIDKEHHUIO
HaTATa MOBEPXHOCTHOTO JOPHOBaHU, pealbHast
BEJIMYMHA KOTOPOT'O M3MEHSETCA 10 X0y Mpoliec-
ca W 3aBHCUT OT HaNpsHKeHHH W (aKTUIECKOH
JUTMHBI KOHTaKTa MepeJHero KOHyca WHCTPYMEHTa
C 3arOTOBKOM.

6. B xome YHCIEHHOTO WCCIENOBAaHUS IIOJ-
TBepKIeH 3(PQeKT BHEKOHTaKTHOU Aedopmanuu
3arOTOBKH, OOHApy)KEHHBI paHee SKCIEepUMEH-
TanbHO [4], YTO MOATBEPKIACT aICKBATHOCTh Pa3-
paboranHolii Mozenu. Takxke ycCTaHOBJIEH (HakKT
BHEKOHTAKTHON JeopMaIii HHCTPYMEHTa. YdeT
3THX JedopManiii HeOOXOAUM ISl TMPaBUIBHOTO
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Ha3HAUCHUS PEXKUMA 00pPaOOTKU M MPOTHO3UPOBA-
HUS BBIXOJIHBIX NapaMETPOB MpoIiecca.

7. BBIYUCIUTEIBHBIM ~ DKCIEPUMEHTOM  IOJI-
TBEPXKJICHO, YTO YMCHBIIICHUE CHJIBI TPEHHS B MPO-
[ecce IMOBEPXHOCTHOTO JTOPHOBAHHS TMPHBOIUT
K CHIDKEHHIO OCTAaTOYHBIX Aedopmanuii B 3aro-
TOBKE TIOCTIe €e 00paOOTKH.
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