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MATEMATHYECKAA MOJIEJIb OITPEAEJIEHUA TEMIIEPATYPbI
B 30HE KOHTAKTA IIPU KPYT'JIOM BPE3HOM HIVIN®OBAHUHN

HderrsapeBa-Kamytuna A.C., Boaasipes U.C.
HOxHO-Ypanbsckuii rocynapcTBeHHbIN yHUBEepcuTeT, Yensounck, Poccus

Annomayus. Ilpouecc nundoBaHus SBISETCS OJHUM U3 CTapeHIINX BUAOB 00pabOTKH, OH MO-TIPEKHEMY SIBIISIETCS
OJIHUM M3 HauboJee MPUMEHSIEMBIX CITOCOOOB 00paOOTKU MATEPHATIOB I M3TOTOBJICHHUS M3JCIHNA C BBICOKHUM Kaue-
CTBOM TOBEPXHOCTH M TOYHOCTBIO pa3MepoB. OHAKO OH SIBISIETCS OJJHAM U3 CAMBIX CIIOKHBIX U HAUMEHEE TOHITHBIX
MPOIIECCOB MO JBYM OCHOBHBIM MpUYUHAM. Bo-miepBbIX, aOpa3uBHBIE 3€pHA, MPHUCYTCTBYIOI[UE HA MMOBEPXHOCTH WH-
CTpPYMEHTA, OPUEHTHPOBAHbI CIy4allHBIM 00pa3oM. Bo-BTOpHIX, OHH MOJBEPralOTCs CI0XHOMY B3aUMOJCHCTBUIO B
30He 00paboTku. Kpome Toro, B mporecce uiinoBaHus, BCICACTBHE OOMBIINX CKOPOCTEH U HU3KOM TEIIOMPOBOTHO-
cTi nUTH(OBaIbHOTO Kpyra, MCHOBEHHAsI TeMIIeparypa B 30HE KOHTAKTa MOXKET JOCTHUIaTh TEMIEPATYpPbI ILIaBICHUS
CTaJIM, YTO MPUBOJUT K MU3MEHEHHIO CTPYKTYpBl NOBEPXHOCTHOTO CJIOS JACTANH. YIAluTh Ne(eKTHBIH cloil He mpen-
CTaBIIICTCS BO3MOXHBIM, IIOTOMY YTO pa3Mep JCTald HAXOAUTCS B JIOMYCKe, CICMIOBATEIBHO, OpaK sSBJISACTCS HEHCIIPA-
BUMBIM, TO €CTh BCE NPEIbIAYIIKE 3aTpaThl Ha 00paboTKy Oecrosie3Hbl. Temmeparypa sSBISIETCS OQHUM M3 TJaBHBIX
OrpaHUYMBAIOIINX KPUTEPHUEB TIPH HA3HAYEHUH PEXKMMOB pe3aHus Ha onepanuy uutudosanus. Mcrnonb3yemble B cTaThe
METOAbl OCHOBBLIBAJIMCH HaA (I)yH}:[aMeHTaJ'H)HI)IX IMOJIOKECHUAX TCOPUU TCXHOJIOTMHU MAIIMHOCTPOCHUSA, TCOPUN PE3aHUA
[pH JIe3BUIHON 1 abpa3uBHOU 00pabOTKe, 3aKOHAX TEOPUH TEILIONPOBOIHOCTH TBEPAbIX Tell. Pa3paborana maTeMaTu-
Yyeckasi MOJIENIb pacyera TeMIepaTypbl B 30HE KOHTAKTa NUTH(OBAIBHOTO KPyra M 3arOTOBKU IPHU KPYIJIOM BPE3HOM
uudoBanun. Pa3paboTaHHas MaTeMaTHYeCKasi MOJIENIb YUUTHIBAET KOJIMUYECTBO aOpa3UBHBIX 3€PEH HA IMSATHE KOHTAK-
Ta, (PU3MYECKHUE CBOWCTBA MaTepHajia 3arOTOBKHM M IUIH(OBAILHOTO Kpyra, pexuMbl pesanus. [loiyueHHas MoJelb
MOXeET B JAIbHEUIIIEM HCIOJIb30BATHCS JISI MPOSKTUPOBAHUS BHICOKOA((GEKTUBHBIX IMKIIOB ISl OTIEPAIUi KPYTIOTO
BPE3HOTO NIUTM(OBAHKS B KAYECTBE OCHOBHOM JUISl PealTU3aIiU OTPAHHUYCHUS 110 OECIPHKOrOBOCTH 00pabOTKH.

Knrouegvie cnoga: mnnposanue, nn(oBaIbHBIA KPYT, TETTIOBOH MOTOK, MSITHO KOHTAaKTa, adpa3vBHBIE 3epHA
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MATHEMATICAL MODEL FOR DETERMINING CONTACT ZONE
TEMPERATURE DURING CYLINDRICAL PLUNGE GRINDING

Degtyareva-Kashutina A.S., Boldyrev I.S.
South Ural State University, Chelyabinsk, Russia

Abstract. Although grinding belongs to the oldest machining processes, it is still one of the most used machining tech-
niques for producing parts with high surface quality and dimensional accuracy. At the same time, grinding is among the
most complex and least understood processes for two main reasons. First, the abrasive grains present on the surface of
the tool are randomly oriented. Secondly, they undergo complex interactions in the processing zone. In addition, during
the grinding process, due to high speeds and low thermal conductivity of the grinding wheel, the instantaneous tempera-
ture in the contact zone can reach the melting temperature of steel leading to structural changes in the surface layer of
the part. It is not possible to remove the defective layer because the size of the part is within tolerance, therefore the
defect is irreparable meaning that all previous processing costs were in vain. Therefore, temperature is one of the main
limiting criteria when setting cutting parameters for grinding operations. The methods used in the article were based on
the fundamental provisions of mechanical engineering theory, the theory of cutting and machining, as well as the theory
of thermal conductivity of solids. A mathematical model has been developed for calculating the temperature in the con-
tact zone of the grinding wheel and the workpiece during cylindrical plunge grinding. The developed model takes into
account the number of abrasive grains on the contact patch, the physical properties of the workpiece material and the
grinding wheel, as well as the cutting parameters. The resulting model can be further used to design high-performance

cycles of plunge grinding as the main one for ensuring burn-free machining.
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Beenenue

HInngoBanue sBISIETCS BBICOKOCKOPOCTHBIM U
TEIUIOHANPSKEHHBIM ~ IPOLIECCOM  MEXaHWYeCKOU
o6paboTku. IlporHozupoBanue Imporecca B3auMO-
NEHCTBUS PEXYIIEro MHCTPYMEHTa C 3aroTOBKOM
npu nuUM(OBAHUU OCJTIOXKHSETCS TEM, YTO JaHHOE
B3aMMOJCHCTBHE HMEET CTOXACTUYECKHX XapakTep
W 3aBUCHT OT (PU3MYECKHX CBOMCTB oOpalaTbiBae-
MOT0 MaTrepuaia U TeMIEepaTypHO-CKOPOCTHBIX Xa-
paKTEepHUCTHK TpoIiecca.

Pexymum WHCTpYMEHTOM TMpH [UIM(POBAHUH
SIBIIIETCS NUTM(OBAIBHBIN KPYT, COCTOSIINHA U3 a0-
PasUBHBIX 3€pPEH pPAa3IUYHBIX (QOPM U pPa3MepoB,
PAcCIIONIOKEHHBIX CITyYaiiHBIM 00pa3oM Ha pexyILIeH
IIOBEPXHOCTU M CKPEIUIEHHBIX CBs3KOH. Pasmep u
(opmMa 3epeH, a TakKe WX PACIOJIIOKEHWE Ha IIO-
BEPXHOCTH OKAa3bIBAIOT BIIMSHUE HA PEXYIINE CBOM-
crBa nuMdoBaisHOrO Kpyra [1, 2].

Ha temneparypy B 30He KOHTakTa HUIM(OBAIb-
HOTO Kpyra ¢ 3aroTOBKOH, MOMUMO Ipouux (hakro-

www.vestnik.magtu.ru

POB, BIHUACT KOJIMYECTBO aOpa3WBHBIX 3€pPEH, MOMa-
JAIONIMX Ha TATHO KOHTaKTa. DTO KOJIMYECTBO 3a-
BUCUT OT (OpMBI U pa3Mmepa 3epHa, KOTOpBIH, B
CBOIO OYepe/ib, ONpeACIsIeTCs] 3ePHUCTOCTHIO NITH-
(hOoBaJILHOTO KpyTa.

CBs3ka B NUIM(OBAIBHOM KPYre CIYXHT JUIS
CKPEIJICHUST OTICNBHBIX 3epeH B €IUHOE TENO H
OIpeIessieT MPOYHOCTh MX yaepkaHus. [Ipo4HOCTD
yIep)KaHHs 3epHa CBSI3KOM BIMSACT Ha CKOPOCTh M3-
HOca NUTH(OBAILHOTO Kpyra H, ClIEJ0BaTEeIbHO, Ha
Ka4yecTBO 00pabaThiBaeMoOil IOBEPXHOCTH. TBep-
JIOCTh CBSI3KM MEHbIIE, 4eM Yy aOpas3uBa, MOITOMY
NpU pacueTax JOMYCKAaIT, YTO pe3aHHe MPOU3BO-
JIIATCS TOJNBKO aOpa3mBHBIMH 3epHamu [3]. M3-3a
3HAYUTEJBLHOIO BIMSHHUA (OPM U pa3MepoB abpa-
3UBHBIX 3€pEH Ha TEMIIepaTypy B 30HE KOHTAKTa
npu o0paboTKe B mpolecce pa3paboTKu MaTeMaTH-
YEeCKUX MOjIeNiell HeoOXOAUMO OIMHCaTh CTPYKTYPY
UM (HOBAIILHOTO KPyTa.

VYueHble, n3yvaroniue npotiece nuidoBanusi, ae-
JISATCS Ha JIBE TPYIIIBL: IEPBbIE CYUTAIOT, YTO KOHTAKT
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nuQoBaIbHOIO Kpyra € 3aroTOBKOM CIUIONIHON
[4, 5], a BrOpBIE — MUICKpETHEIH [6, 7]. JIMCKpeTHDIH
KOHTaKT JIaeT TOYHBIC JaHHbIC O Mporecce Nnutudo-
BaHUs, HO pacyeTbl TPeOYIOT OOJBIINX BBIYHCIH-
TenbHbIX MomHocTel. B.A. CumaiinoB [8] ormeuan,
YTO TMPUMEHEHHE B pacyeTax JUCKPETHOTO METoAa
KOHTaKTa OMpPAaBIaHO JUIS WCCICOBAHUS TEIUIOBBIX
MpPOIIECCOB B NITA(OBATLHOM KpyTe, a JUIs aHau3a
MIPOIIECCOB B MeTayie 00padaThIBaeéMOi 3aroTOBKH
CIJIOIIHOM KOHTAKT SIBJISIETCSl JOCTATOYHBIM M TOY-
HBIM. DTO CBSI3aHO C TEM, YTO M3-332 MHEPLIMOHHOCTU
TETJIOBBIX SIBIICHHH B METAJJIC IPEPhIBAHUE KOHTAKTA
MEXIy KPyroM M 3arOTOBKOW HE OKa3bIBacT 3HAYM-
TENLHOTO BIMSHHUS Ha XOJ Mpolecca B IenoM. B
CPaBHEHHU C SKCIEPHMEHTOM CIUIOLIHOW KOHTaKT
HUMeeT TOrpenrHocTh He Oosee 15%, HO mpu 3TOM
3HAYHUTENFHO COKpaInaercst Bpems pacuera [9].

[enplo MaHHOTO WCCNEOBAaHHS SBISETCS pas-
paboTKa MaTeMaTHYeCKOH MOJENIM pacueTa TeMIle-
patypsl B 30HE KOHTaKTa NUIM(OBAJILHOTO Kpyra ¢
3arOTOBKOM MNP KPYTJIOM BPE3HOM HUTU(OBAHUH,
YVUUTHIBAIOIICH KOJNUYECTBO KOHTAKTHPYIOIIUX 3¢-
peH, ¢u3NYecKre CBOHCTBA 00pabaThIBAEMOTO Ma-
Tepuajia U WX W3MEHeHHe B Ipoliecc 00paboTku, a
TaKXKe PEKUMBI PE3aHUSI.

O030p JuTEpPaTYypPBI

ITponece dopmupoBanust paboueil MOBEPXHOCTH
HUTA(OBATEHOTO Kpyra HOCHT BEPOSITHOCTHBIN Xa-
pakTep, Kak Ha JTare ero U3roTOBJICHHMS, TaK U B TIPO-
1ecce B3aUMOJICHCTBUSI ¢ 00pabaTsiBacMOl IOBEPX-
HOCTBI0. CTOXaCTHYHOCTH 3aKJIaJIbIBACTCSl Ha HAYallb-
HBIX OTepalsix U3rOTOBJICHHS Kpyra, a Ha Mocyemy-
JOIINX ONEepaLHsX — CMEIIMBAHU U (HOPMHUPOBAHMS —
n00aBIIAeTCsl BEPOSTHOCTHBIA XapaKTep PacIiooiKe-
HUsI aOpa3vBHBIX 3epeH B 00beMe Kpyra. B cBsizu ¢
3TUM yJaJieHHe MeTaia ¢ 00pabaTbIBaeMOil OBEPX-
HOCTH TIPOMCXOUT CITyYaiHBIM 00pa3oM.

B Hacrosimiee BpeMs y Y4YEHBIX HET €IUHOTO
MHEHHSI O XapakTepe pacrlpeaeieHusi adpa3sMBHBIX
3epeH Ha MOBEPXHOCTH IUIN(OBAIBHOTO KPyTa, 3TO
CBSI3aHO ¢ OOJIBIINM KOJIMYECTBOM (PaKTOPOB, KOTO-
phle BIUSIOT Ha M3MEHEHHWe paboueil MOBEpXHOCTH
WHCTPYMEHTa B mpolecce obpadotku. JlaHHBINA BO-
MPOC HCCIIEAOBAICS OONBIINM KOJIMYECTBOM YUYCH-
HBIX, PACCMOTPUM psiJi HAaHOOJIee 3HAYUMBIX PadoOT.

B pa6ore [10] npoBeieHbI 3KCIIEPUMEHTEI, B KO-
TOPBIX KOJIMYECTBO BEPIIUH aOpa3MBHBIX 3epeH
MOACYHUTHIBAJIOCH IO UX OTIIEYaTKaM Ha alflOMHHHE-
BOW (hobre. AHaIM3 SKCIEPHUMEHTAIBHBIX JTaHHBIX
MoKa3all, YTO BEPOSATHOCTh PACIPE/CIICHHs] BEPIIIHH
aOpa3uBHBIX 3€pEH HMMEET IPaByI0 ACHMMETPHIO,

KOTOPYIO aBTOpPHl OOBSCHAIOT HAIWYHMEM BTOPBIX
BEPIINH Y HEKOTOPBIX a0pa3MBHBIX 3EPEH.

B.A. Hocenko [11] mpeamaraer MeTOOWKY
ompeJieNieHNs] KOJIMYECTBa BEPLINH a0pa3uBHBIX 3e-
PEH MO0 BEPOATHOCTH KOHTAKTa B 3aBUCHUMOCTU OT
BpeMeHH 00paboTKH. XapaKTepHOH 0COOCHHOCTHIO
METOJMKH SIBJISIETCSI TO, YTO HCIONb3yeMasi Mate-
MaTH4yecKas MOJENb YYUTHIBAET M3MEHEHHS, KOTO-
pBIe IPOHUCXOIAT B Mpoliecce NUTH(OBAHUS, & HMEH-
HO BJIMSIHUE M3HOCA HA pacrpesielicHHe BEpIINH 3e-
pen. PaccmarpuBaroTcsi cienyrome BUABI M3HOCA!
UCTHPAaHUE U CKaJbIBaHHE BEPILIWHBI 3€pHA, BBIPHI-
BaHKe 3epHa U3 CBsI3KU Kpyra. Kpome Toro, npeana-
racMasi MOJIeNTb YYUTHIBACT XapaKTCPUCTUKU IILTHU-
(oBaJIBHOTO Kpyra, pesKUMBI 00pabOTKH, UCXOTHOE
MOJIOXKCHUE 3epeH Ha MOBEPXHOCTH MHCTPYMEHTA U
MPOYHOCTh UX YICPIKAHHS CBSI3KOM.

3akoH pacmpeneneHus aOpa3sUBHBIX 3€peH Ha
paboueil ToOBepxHOCTH HUIM(OBATIBLHOTO Kpyra
MPEJONpPEACTSICTCS TEXHOJIOTHEH ero H3rOTOBICHMUS,
NpY KOTOPOH 3epHa M CBSI3KA PACTIPENENAIOTCS PaB-
HOMEPHO, MO3TOMY OOJBIIMHCTBO HCCIeAOBaTeNen
NpU CO3/IaHUM MOJIEIH CTPOCHHs paboucii moBepx-
HOCTH IUTH(OBATIBHOTO KPyra MCIONb30BAIN 3aKOH
paBHOMepHOTO pacnpeneneuus F(x) [12]:

0 X<a;
F(x)= bi a<s<x<b; Q)
1 X >h.

Pacripenenenue pasMepoB aOpaswBHBIX 3€peH
JUIE OOJNBIIMHCTBA HUTM(OBANTBHBIX KPYrOB HMEET
¢dopmy HOpManbHOTO pactpenencaus P(d,) [13] u
MOET OBITh BBIPa)KEHO KaK

2

—Lexp _0,5 u , (2)

P(d,)=
@)= o

rae d, — pa3sMep 3epHa, M; G; — CpEIHEKBaApaTH4-
HO€ OTKJIOHEHHE; [l; — CPEIHHIA pasMep 3epHa, M.

B paspabaTtbiBaeMOi MaTeMaTH4eCKOH MOJEIH
HAac WHTEpecyeT pachpenesieHne adpa3uBHBIX 3epeH
TOJIFKO Ha TISITHE KOHTaKTa NUTH(OBAIBHOTO Kpyra u
3aroToBKU. BerencTsue ManbIx pasMepoB paccMat-
pUBaeMoro y4actka OymeT OCTaTOYHO TOYHOCTH,
KOTOPYIO MPEeI0CTaBIsTOT 3aBucuMocTtH (1) m (2).

HO.]'ly‘leHHbIe PE3YJAbLTATHI U UX 06cy)lc21elme

IIHSI pacucTa TEMIICPATypbl B 30HC KOHTAKTa 3a-
TOTOBKHU H ].HJ'II/I(i)OBaJ'ILHOI‘ O Kpyra 3aruiicM ypaBHEC-
HUEC TCIUIOMPOBOJAHOCTH B IOJIAAPHBIX KOOpAWHATAX!
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o o(,oU) AU 0 (iU
—=—|A— |+ +

C =
ot or\ or) ror r?p\ oo

rae I' — TeKyIHd paguyc, M; ¢ — TeKyImun yroa; t —
Bpems, ¢; U — Temmeparypa, °C; C — TETIOEMKOCTB,
Jox/M>-°C; A — TEIUTONPOBOIHOCTD, JIk/M-¢-°C.

> (3)

KpaeBpie ycnmoBusi Ha msITHE KOHTaKTe (MPH
r=R)
ou

xg =QQ, 4

rae Q — MOIIHOCTH TEIIOBOIO MCTOYHMKA, I[;K/M2 c;

QB — J0JIs1 TCIJIOBOI'0 IMOTOKA, MOCTYHNAarouero B

3arOTOBKY.

KpaeBble ycioBusi BHE ISITHa KOHTakTa (mpu
r=R)
ou
A—=a(T-U), )
or
rae T — temmepaTypa okpy:xarorieit cpeast, °C; o —
TEIUIO0TAa4a Ha FPaHuLIE, Jhx/mM*-°C-c.

MOIIIHOCT]) CAUHNUYHOT'O TCIINIOBOI'O MCTOYHHKA
paccuuThiBacTCs 1Mo (hopmylie, MPEUTOKEHHONH B
pabote C.H. Kopuaka [9], koTopasi y4uThIBa€T TEII-

JIOBBIJICJIICHHUEC OT IINIaCTHYCCKOIo CcCIBUTa Q n

ci
TPEHMsI O BEpIIMHY aOpa3uBHOrO 3epHa 00padaThi-

Baemoro matepuana Q,

Qo = Qi + Qi (6)
Q. =675, v, al, )
Q,; =0,068-c;-v,-I7, (8)

rae Gi — UHTCHCHUBHOCTBL COITPOTHUBJICHUA MaTCpHa-
na nedopmanmn, Jx/m; V. — CKOpOCTb BpaIlleHHs

kpyra, M/c; |, — Benmumua mnomanku sarymnnenus

3epHa, M, |, =0,1mMm; @ — Tonmuna cpesa, M.

s HaxoXAeHUsT CyMMapHOM MOIIHOCTH Tell-
JIOBOr0 HMCTOYHMKAa Q 1O BceMy MSTHY KOHTakTa
HEOOXOJIMMO 3HATh KOJIWYECTBO PEXYIIUX H TPY-
IIUX 3€pPEH Ha IISITHE KOHTAKTA.

Cornacuo wuccnepoanusim J.I'. EBceea u
A.H. CanpaukoBa [4], mOJNS TEIUIOBOTO ITOTOKA,
MOCTYTAIOIIETO B 3aTOTOBKY, OIIPENEIAETCS Kak

Q - - L , ©)
1+1,25-% e

h,-V.

Sspan
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e A, A — K03(D(HUIMEHTHI TEIIONPOBOIHOCTH IIIIH-
(OBaJBHOTO Kpyra W 3arOTOBKH COOTBETCTBEHHO,
B1/(m-K); hy — cpennuii pamuyc miomaaka KOHTaKTa
€AMHUYHOTO a0pa3uBHOTO 3epHA C 3aTOTOBKOM, M; @ —
K03(h(pUITHEHT TeMIepaTypoIpoBOJHOCTH MaTepraa
3arOTOBKH, M°/C; Vspag— CKOPOCTB MOZIaYM, M/C.

A.B. KoponessiM [14] mpennoxeHa 3aBHCH-
MOCTb JUISl ONpEENEeHUs] YUCNIa 3epeH Ha EAUHHUY-
HOU IUIOIIAZM Ha PacCTOSHUM Y OT Hambojiee BbI-
CTYHAIOIIETO 3BEHA 110 3aBUCUMOCTH

o
Z,=2,-C, dl ,

3

(10)

rie Z, — 4YMCIO 3epeH Ha €IMHUYHON IUIOI[ajH
kpyra, 1/m% C,,a — kooppunmentsr; d, — pasmep
3epHa, M.
7 — W3 'Wc
0= 7
(W, +W, +W_)-W, -d

11

e W, W, W — o6bémuoe comepxanue 3epeH,
CBSA3KY U IO COOTBETCTBEHHO, JOJIH.

st HarJISqHOW JEMOHCTpAIMK paboThl pa3pa-
OaThIBaEMOM MaTEeMaTHYECKONW MOJICNIA TIPOU3BEIACM
pacuer TemmepaTtypsl B 30HE KOHTAaKTa Uil KOH-
KPETHOTO IpuMepa.

Martepuan 3arotoBku — craib 30XI'CHA, nua-
MeTp 3aroToBkd — 70 MM, BeicoTa — 10 MM, TuamMetp
Kkpyra — 600 MM, MaTepuan Kpyra — 3J€KTPOKOPYH,
3epHUCTOCTh — F46, TBepmocte — cpeansiss CT2,
CTpyKTYypa — 6.

B Teopun ¢u3mku TBEpIOro Tena yCTaHOBIEHO,
4yTo (pr3MUecKre XapaKTepPUCTHKH MaTephana H3Me-
HSIOTCS B 3aBUCHMOCTH OT TemmepaTrypbl. Jna maru
rpynn craneit C.H. Kopuak [9] sxcnepumeHTaIbHO
OIIPEAENNII 3aBUCUMOCTH yJETIbHON TEINIOEMKOCTH U
TEIJIONPOBOAHOCTH OT Temieparypbl. [laHHble 10
n3MeHeHuro gusndyeckux ceoricts ctamu 30XI'CHA B
3aBHCHMOCTH OT TeMIIEpaTyphl IPUBEICHHI B Ta01. 1.

PexxuMpl pezaHusi, A1 KOTOPBIX OyAyT Npous3-
BEJICHBI PAaCUEThI, IPUBEJICHBI B TA0JI. 2.

O0beMHOE cofepKaHWe 3€pEeH, CBSI3KH W TI0p
JUTS WCIIOJIb3YEMOT0 Kpyra COCTaBIISIET:
W =0,5W, =017, W, =0,33 [16]. Pasmep 3epHa
d, =0,37Mm=370-10"°m [17]. IloncraBus 3HayeHus
B ¢opmyiy (11), momyaum:

0,5-0,17

Z = =
° (0,5+0,17+0,33)-0,33-(370-10"°)
=1881488 1/m? =1,88 1/m°.
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Ta6nnua 1. V3MeHeHne HHTEHCUBHOCTH COIPOTUBJICHHUA MaTCpUaa ILC(i)OpMaIlI/II/I, TCIIOEMKOCTH
u teronpoBoaHocTH ctanu 30XI'CHA u nutmdoBanbHOT0 Kpyra OT TeMIlepaTyphl

Table 1.Change in the intensity of resistance of the material to deformation, heat capacity and thermal
conductivity of steel 30KhGSNA and the grinding wheel as a function of temperature

T,°C c,-10°, Jxm® | ¢, Jlri*-°C A, Ix/mec°C a M /e Ao BT/(M-°C)[15]
0 320 0,461 28,989 10,17 2,62

200 280 0,487 35,851 9,39 2,95

400 250 0,539 32,926 8,11 3,31

600 200 0,609 29,153 5,58 3,67

800 130 0,695 26,453 55 4,03

1000 100 0,682 24,830 5,33 4,21

1200 80 0,676 23,935 5,89 -

1400 4 0,674 23,465 5,89 -

1500 0,673 23,326 5,89 -

Tabmuma 2. Pexxumsl pe3aHust
Table 2. Cutting parameters

[Tapametp Kpyrnoe HapyxHoe ¢ paguanbHON nogauen
CxkopocTtb Kpyra Vi, M/c 35 50 80
CKOpOCTH BpalleHHs 35/158
3aroToBKH V,, M/MUH/00/MUH
CxopocTb paguanbHOM mogadn Vep,,, MM/MUH 0,787 1,03 1,25
TonmuHa cpesa a, M 0,008 0,006 0,005

[ToxcraBnsieM moydeHHOE 3Ha4YeHHE B (opmy-
ay (10), sHauenms xodduuuenroB C, = 0,24,

a =275 [16]:

2,75
Z,=188-0,24 0L =0,12.
g 0,37

3Haq CHHUEC y JOJDKHO COOTBETCTBOBAThH y CJIOBHIO

<y<| -
SYys , Is1 HAIICI [1pHu a IIpU a

0 y 3 +a 1A €ro p Mep p MEM p B

HBIM 3HAUCHHIO M3HOca. U Torja moiyvaem, 9To KO-
nuaecTBo 3epes Ha 1 My pasro 0,012. Pasmep msitHa
KOHTaKTa Kpyra W 3aroTOBKH HaiizieM 1o ¢opmyie,
npemoxenHon Macnmoseim E.H. [18]. Torma mis
CKOpOCTH 35 M/C KOJIMYECTBO 3¢pECH HA ISATHE KOH-
TakTa paBHo 26, s 50 — 23, a aa 80 — 21.

[Mockonbky B popmyie (9) TEMIONPOBOHOCTE U
TEMIIEpPaTypoIpOBOIHOCTh 3ar0OTOBKH M TEIUIONPO-
BOJHOCTh NUIH(OBATBHOTO KPyra 3aBHCAT OT TEM-
neparypbl B 30HE KOHTAKTa, IMO3TOMY M JIOJISA TIO-
CTYNAIOIIer0 B 3aroTOBKY TEIUIA IPEJICTaBICHA B
Bujie rpaduka (puc. 1).

[Ipousseaem pacuet o Gopmynam (6) — (8) u
HalJileM CyMMapHOe 3HauyeHHEeM MOIHOCTH TEeTlIOo-
BOTO UCTOYHHWKA JJIA 3aJJaHHBIX CKOPOCTEH IUIH-
(hoBaTBLHOTO KpPyra B 3aBHCHUMOCTH OT TEMIIepaTy-
pHl B 30He KoHTakTa (puc. 2). Kak BumHO U3 Tpa-
¢uka 1 Ta6a. 1, ¢ yBeIIMYCHUEM TeMIIepaTyphl CO-
KpaliaeTcsl CONpOTUBJIEHIE MaTepHralia pe3aHuio, a
cJenoBaTelbHO, U KOJIMYECTBO YCUIIUH, 3aTpadrBa-
€MBbIX Ha pe3aHue.

Jns mpoBepku aaeKBaTHOCTH MOJEIH CpaB-
HUM pAaCCUMTAaHHBIE 3HAYCHHS C pe3yJibTaTaMH,
nonyueHHbiMu B.M. Knouko [19]. Hns storo
MPOM3BEIEM pacyeT TeMIIEpaTyphl B 30HE KOHTaK-
Ta JJs 3aJaHHBIX CKOpOCTeH HUIH(OBATBHOTO
Kpyra W oToOpa3uM IMOJy4YeHHbIE 3HA4YCHHUS Ha
rpaduke (puc. 3). Kak BugHo u3 rpaduka, pa3Hu-
1a MeXIy pacueTHBIMH 3HAYEHUAMH W JTaHHBIMU
B.1. Knouko cocraBiser He Oonee 10%. IOto
MO3BOJIAET yTBEPXKAATh, YTO MPEACTABIECHHYIO
MOJENb MOXHO HCIIOJB30BaTh JIJISi ONpeeIeHUs
TeMIeparypbl B 30HE KOHTAaKTa MPU KPYTIOM
BPE3HOM IIITU(POBAHUH.
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Fig. 1. Graph of the heat input into the workpiece depending on the temperature
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Fig. 3. Graph of the temperature in the contact zone depending on the grinding wheel speed

3akiIoueHne

Pa3paborana maTematuueckass MOJENIb MPOCKTH-
pOBaHHUSI TEMIIEpaTypbl B 30HE KOHTAaKTa MUTU(O-
BILHOTO KpPyTa M 3aTOTOBKH TIPH KPYTJIOM BPE3HOM
nutnoBanun. JlaHHas MOJENb MOXET B JalIbHEH-
[IeM HCIOJIB30BATHCA Ul peasiM3allii OrpaHUYEHHUS
o OECIPUKOTOBOCTH 00pPaOOTKU TP MTPOEKTHPOBa-
HHUHM IIMKJIOB KPYTJIOro BPE3HOro NUIH(OBAHHS.
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