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OIIPEAEJIEHUE PAIIMOHAJIBHBIX PE;KUMOB PEBEPCUBHOI'O
BBIT'VIAZKUBAHUA HUJIMHAPUYECKUX JETAJIEM MALLINH

Hryen Xb1y Xaid, 3aiigec C.A.

HpkyTckuil HaMoHaNbHBIM HCCIEN0BAaTEIbCKUM TEXHUYECKU yHuBepeuret, Upkyrck, Poccus

Annomayus. AKTYajJbHOCTh padoThl. PazpaboTka HOBBIX CIIOCOOOB YIMPOYHEHUsI, K KOTOPBIM OTHOCHTCSI, B YaCTHO-
CTH, PEBEPCUBHOE BBIMIaXKMBaHUE, TPEOYET HAYYHO OOOCHOBAHHOTO OIPEJENICHHs] PEXKUMOB 00pabOTKH, obecneynBa-
IOIIMX MOJyYeHHUE ONpENIeNICHHbIX XapaKTEPUCTHK KauecTBa MIOBEPXHOCTHOTO CJIOS. Pe3ynbTaThl IKCIIEpUMEHTaIbHBIX
UCCIIeJOBAaHHUHM MOKa3aly, YTO 3aKOHOMEPHOCTh M3MEHEHUsI TI0Ka3aTeseil KauecTBa MOBEPXHOCTHOTO CIIOS JieTajlel Ma-
IIMH B 3aBHCHMOCTH OT TEXHOJIOTHYECKHX MapaMETPOB M PEXHMMOB PEBEPCHBHOTO BBITVIXKMBAHUS 00JIagaeT HEOTHO-
3HAYHBIM XapakTepoM. B 3Toii cBA3M 0COOBIM MHTEpEeC MpEeCTaBIsAeT 3a/1a4a 10 ONPENCIICHUIO PallMOHAIBHBIX PEXH-
MOB MTOBEPXHOCTHOTO IIACTHYECKOTO JehopMHUpOBaHMS IpH peBepcuBHOM BhIrIaxuBanud. Lleab padorsl. Onpenene-
HHUE PALMOHAIBHBIX PEKUMOB IIOBEPXHOCTHOTO IUIACTUYECKOTO Ae(OPMUPOBAHUS TPH PEBEPCHBHOM BBITIAKHBAHHH,
KOTOpBIE OBI TO3BOJIMIIHN TOJyYUTh PEKHMBI 00pabOTKH, 00eCIeYnBalOIINe OTydYeHHE MIHUMAIBHO BO3BMOXKHBIX 3Ha-
YEHUI MHKPOI€OMETPUYECKHX XapaKTEPUCTHK MOBEPXHOCTH U MAaKCHMaJbHO BO3MOXKHBIX 3HAUCHHMH MEXaHHYECKHX
CBOWCTB ynpo4HeHHOro cios. Mcnosb3yemble MeToabl. B pabote nCronb30BaHbl SKCIIEPUMEHTAIbHBIE METOJIBI OIIpe-
JIeNIeHns ToKa3aTeliell KayecTBa YIPOYHEHHOTO CIIOs LMJIMHIPUYECKUX JeTaneil ¥ MHOKECTBEHHbIH perpecCHOHHbBIIN
aHaiu3 A1l 00pabOTKH TONTyYeHHBIX pe3yiabraToB. HoBu3Ha. J[st onpeneneHus paioHaIbHBIX PEXUMOB 00paboTKU
MOJTY4eHbI SMIIMPUYECKUE 3aBUCUMOCTH OT/IENbHBIX TI0Ka3aTeNeil KayecTBa OT TEXHOJIOTHYECKUX MapaMeTpoB Mpoliecca
PEBEPCUBHOTO BBIMIaXXUBaHHS. Pe3ynbTaThl MHOXKECTBEHHOT'O PErPECCHOHHOI0 aHaIn3a 00paboTaHbl B KOMIIBIOTEPHOM
nporpamme Microsoft Visual Studio 2012. Pe3yabraTt. YCTaHOBJIEHO, YTO PAI[MOHAIBHBIE PEXHUMBI PEBEPCUBHOTO BbI-
IJIKUBAHUS 00€CTIeYNBAIOT HAUMEHBIINE MHUKPOT€OMETPUYECKHIE MTapaMeTphl ITIOBEPXHOCTH, BHICOKHE MEXaHWYECKHE
CBOHCTBa M OOJBIINE CXKUMAIOILINE OCTAaTOYHbIE HANPSDKECHHS B MOBEPXHOCTHOM CJIO€ IMIMHAPHYECKUX JAeTajeld Ma-
myH. [IpakTHyeckas 3HAYMMOCTD. [ MOTydeHnss HAMMEHBIINX MHUKPOT€OMETPUYECKHIX MOKa3aTeael MOBEPXHOCTH
YIIPOYHEHHBIX JIeTajel (IIepOoX0oBaTOCTh, BOJIHUCTOCTh M OTKJIOHEHHE OT KPYIJIOCTH) YCTAHOBJICHBI CIIETYIOIINE PEXH-
MBI yripouHenus: Syp = 0,07-0,10 MM/06; n, = 60-100 06/Mun; t = 0,08-0,10 mm; n, = 115-120 xB. X0n/MuH; o, = 90° 1
ap = £10-+20°. /Iy NOBBILIEHHUS CKUMAIOIUX OCTATOYHBIX HANpPSDKEHUI U MEXaHWYECKUX CBOICTB MOBEPXHOCTHOTO
closl ieTa’eid peKOMEHIYIOTCS CIEIYIOINe PEeXHMBl ynpouHeHus: Sy, = 0,07-0,10 mm/06; n, =280-300 o6/muH;
t=0,28-0,30 mm; n, = 290-300 xB. X01/MUH; o, = 90° 1 o, = £55-£60°.

Knioueswie cnosa: peBepcuBHOE BBITTIAXHUBAHUE, MUKPOTBEPAOCTD, MIEPOXOBATOCTD, CKUMAIOIINE OCTATOYHbIE HAIIpsI-
YKCHHS, pallHOHAJIBHBIE PEKUMBI 00pabOTKN
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TEXHOI1I0I'n O6PABOTKN MATEPUAJIOB

DETERMINATION OF RATIONAL REVERSE BURNISHING MODES
FOR CYLINDRICAL MACHINE PARTS

Nguyen Huu Hai, Zaides S.A.
Irkutsk National Research Technical University, Irkutsk, Russia

Abstract. Relevance. The development of new methods of hardening, which include, in particular, reverse burnishing,
requires a scientifically based determination of processing modes that ensure the achievement of certain quality character-
istics of the surface layer. The experimental studies showed that the pattern of changes in the quality indicators of the sur-
face layer of machine parts, depending on the technological parameters and reverse burnishing modes, was ambiguous. In
this regard, the task of determining rational SPD modes during reverse burnishing is of particular interest. Objectives. De-
termination of rational SPD modes during reverse burnishing, which would contribute to obtaining processing modes that
ensure obtaining the minimum possible values of the microgeometric characteristics of the surface and the maximum pos-
sible values of the mechanical properties of the hardened layer. Methods Applied. The study applied experimental meth-
ods for determining the quality indicators of the hardened layer of cylindrical parts and multiple regression analysis to pro-
cess the results obtained. Originality. To determine rational processing modes, the authors determined empirical patterns
of individual quality indicators and the technological parameters of the reverse burnishing process The results of multiple
regression analysis were processed in the computer program Microsoft Visual Studio 2012. Result. It has been established
that rational reverse burnishing modes provide for the lowest microgeometric surface parameters, high mechanical proper-
ties and large compressive residual stresses in the surface layer of cylindrical machine parts. Practical Relevance. To ob-
tain the lowest microgeometric parameters of the surface of hardened parts (roughness, waviness and out-of-roundness),
the following hardening modes are established: Spr = 0.07+0.10 mm/rev; n, = 60100 rpm; t = 0.08+0.10 mm;
np = 115+120 stroke/min; a,, = 90° and a, =+£10° + +£20°. To increase compressive residual stresses and mechanical proper-
ties of the surface layer of parts, it is recommended to apply the following hardening modes: Syr = 0.07+0.10 mm/rev;
N, =280-300 rpm; t = 0.28+0.30 mm; n, = 290+300 stroke/min; a, = 90° and o, = +55°++60°.
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BBenenue

HanexxHocTh paboThl M3Jenuii MAaITHHOCTPOCHUSI BO
MHOTOM 33aBHCHUT OT KauecTBa M3TOTOBJICHUS OTAENBHBIX
JleTasied U 3J1eMEHTOB KOHCTpyKUui. Ilpu atom mon ka-
YEeCTBOM JeTajeil NMOHUMAIOT HE TOJBKO COOTBETCTBHE
pa3sMepoB M TOYHOCTH ()OPMBI yKa3aHHBIM Ha 4epTexkax,
HO M COCTOSIHHME ITOBEpXHOCTHOTO cjos [1-3]. OObyHO Ha
YyepTeXkax yallle BCero yKa3bIBAIOT IapaMeTphbl MIEPOXo-
BaTOCTH IMOBEPXHOCTH M PEXe — XapaKTEPUCTHKH TBEp-
noctu. IloBepXHOCTHBIN CiOM JeTanei MalluH Cylie-
CTBEHHO OTJIMYAETCSI OT OCHOBHOH MAacChl MeTajula He
TONBKO  (PU3UKO-MEXaHMYECKUMH  XapaKTEPHUCTHKAMH,
MUKPOCTPYKTYpPO#, HO U aKTUBHOCTBbIO aTOMOB METalla,
KOTOpBIE B3aUMOJICHCTBYET C BHELIHEH cpenoit [4-6].

IToBepxHOCTHBII CIIOHW B OTJIMYME OT OCHOBHOM Mac-
Chl U3/I€NMsA B NEPBYI0 OYEpE]b HCIBITHIBACT BHEIHEE
BO3EHUCTBUE — CHIIOBOE, TEMIIEPATYPHOE, arPECCUBHOE U
ap. [6]. VIMeHHO NOBEpXHOCTHBIE CIIOU IOBEPIarOTCS
KOPpO3HH, H3HOCY, MOBPEXKICHHSAM, B 3THX CIOSX B
MEpBYIO ouepensp GOPMHUPYIOTCS OYard HANPSHKEHHOCTH,
JIOKATN3YIOTCS MUKPOAE(EKTHI, KOTOPhIE IPeoOpa3yroTes
B HaYaJIbHBIE MUKPOTPEIIUHHI [7, §].

B 3T0i#1 cBsA3M 1 0COOEHHO 11T OTBETCTBEHHBIX JI€Ta-
Je U metanei, paboTaromuX B CIIOKHBIX YCIOBHAX JKC-

IUTyaTalliy, BEXYTCS IIOCTOSIHHBIE PaOOTHI IO 3aIuTe
MIOBEPXHOCTHOTO CJIOSI OT BHEIHEro BozaeiwcTaus. K 3a-
IIATHBIM TEXHOJOTUSIM MOXXHO OTHECTH IIOKpacKy, II0-
JMMEpHBIE TOKPHITUS, METAJUIN3AIHI0, TEPMHUUECKYIO H
XHUMHKO-TEPMHUYECKYI0 00paboTKy 1 psan npyrux [9, 10].
OpfHaKo MHOTHE W3BECTHBIE TEXHOJIOTHH TPeOYIOT cyle-
CTBEHHBIX MaTepHAIbHBIX 3aTpaT, JOPOTO€ TEXHOJIOTHYe-
CKoe 00OpyAOBaHME, NOMOJHHUTEIbHBIE NMPOU3BOACTBEH-
Hble noMereHus. K MeHee 3aTpaTHBIM TEXHOJIOTHYECKHM
IpoIieccaM OTHOCSTCSA OTAEIOYHO-YIPOUHSIONINE TEXHO-
JIOTHM Ha OCHOBE IOBEPXHOCTHOTO IUIACTHYECKOTO Je-
¢opmupoBanust [11-14]. Takue TEXHOJIOTMH OCHOBAHBI
Ha IUIACTHYECKOM Ae(OPMHPOBAaHMM TOHKOTO MOBEpPX-
HOCTHOTO cJosi JeTtaneil MammH. JledopMupyromas
yIpouHsIomas o0padoTKa IO3BOJSET HE TOJBKO Cria-
JUTh MUKPOHEPOBHOCTU MOBEPXHOCTH U YNPOYHUTH IO-
BEPXHOCTHBIHN CJIOH, HO U chopMHPOBATH B HEM CXKHMa-
OIME OCTATOYHBIC HAINPSDKCHWS M W3MEHHUTH 3E€PEHHYIO
CTPYKTYpy Matepuaina [15, 16].

B mHacrosiiee BpeMst H3BECTHO JTOCTATOYHO OOJIBIIOE
KOJINYECTBO CIOCOOOB TMOBEPXHOCTHOTO IJIACTUYECKOTO
nepopmupoanus (ITI1]]) ¢ wmcnonp3oBaHmMeM pa3zHOO0-
pasHBIX MO KOHCTPYKUMH pabodmx HMHCTPYMEHTOB [17,
18]. OgHako MHOTME M3 HUX OCHOBAHBI Ha JOCTaTOYHO
MPOCTOH KMHEMATHKE MPOLECcCca — BPaIlleHUE 3arOTOBKU U

BecmHuk MI'TY um. I'./. Hocoea. 2024. T.22. Ne2

102



Hayer Xbiy Xall, 3aiidec C.A.

oceBOe IepeMelleHne Ie(OPMHUPYIOIIEro HHCTPYMEHTA.
Takas knHeMaTWka 00ECHeYMBAaeT JOCTATOYHO 3(deK-
TUBHOE CIJIa)KMBAaHUE MHKPOHEPOBHOCTEH, HO CTENEHb
YIPOYHEHUS IPU STOM He BBICOKas.

IIpu ynpounenun IIIIJ] HexxecTkuX AeTanei Tuma
BaJOB M OCEH CIO0XHO MOJYYUTHh BBICOKYIO CTEIEHb
YIPOYHEHUSI NPU COXPAHEHUU MPSIMOJIMHEHHOCTU AeTa-
neii. B sTom ciaywae TpeOyercs yCHINTH HampsuKEHHOE
COCTOSIHHME B oyare JeopManyy 0e3 MOBBILICHUs paju-
AJIBHOTO BO3/ICHCTBUS OT pabouero MHCTPyMEHTA.

ABTOpamu cTaTbu pa3paboTaH HOBBIN criocoO III1/],
OCHOBaHHBIM Ha PEBEPCHBHOM BBIMIA)KUBAHUU TOBEPXHO-
CTH TOPOUAATBHBIM poNukoM [19]. Bbuid BBINOIHEHBI
YHCJIEHHBIE PACYEThl Ha OCHOBE KOHEYHO-3JIEMEHTHOIO
MOJIETMPOBaHNSA U TIPOBEAEHBI 3KCICPUMEHTAJbHBIE HC-
CIEJOBAHUS MO ONPENCICHHUI0 BIUSHHUSA NapaMeTpoB U
PpeXUMOB JIepopMHUPOBAHHS HA HANIPSHKEHHOE COCTOSHUE U
Ka4yecTBO MOBEPXHOCTHOTO ¢JI0s AeTaneit MamuH [20, 21].

HccnenoBanus nokasaiy, 4TO MapaMeTpbl pEBEPCHUB-
HOTO BBIMJTAXUBAHUS HEOJHO3HAUYHO BIUSIIOT HAa Ka4eCTBO
noBepxHOCTH. Takue pe3ynpTaTsl OyAyT IOJIE3HBI, €CIH
HE00XOMMO MOJYYHUTh TOJNBKO OJUH U3 MapaMeTpoB Ka-
4eCcTBA, HANpPUMEp IMIEPOXOBATOCTh MM TBEPAOCTb. A
€CIIM HEeOOXOJMMO TOJIyYUTh TPH YIPOYHEHUH IOBEPX-
HOCTHBIN CIIOM ¢ MaKCUMallbHO BO3MOXHOHN TBEPAOCTBHIO
U NIpU 3TOM C MUHMMAJbHOM IIEPOXOBAaTOCTHIO IOBEPX-
HOCTH, TO BOIIPOC OCTAETCS OTKPBITHIM.

[ToaToMy 11eNbI0 JaHHOU PabOTHI SIBJISETCS ONpeje-
JleHue pauuoHanbHbIX pexxumoB [IIIJ] mpu peBepcus-
HOM BBITJIQ)KMBaHUH, 00ECIIEYUBAIOLINX MOJyYEeHHE MU-
HUMAJIbHO BO3MOXHBIX 3HAYE€HHI MUKPOT€OMETPHYECKHIX

XapaKTCPUCTUK IMOBEPXHOCTU N MAKCUMAJIBHO BO3MOKHBIX
3HAYEHHUI MEXaHUYECKHX CBOMCTB YIIPOYHCHHOT'O CJIOA.

MaTepna.m,l U METOAbI HCCJICTOBAHUA

Onpedenenue payuoHanbHbIX pedicumos npouecca
pesepcuenozo evienajcusanus. TEXHOIOTHS PEBEPCHB-
HOTO BBITJIQKUBAHUS NPEACTABISIET COOOM CIIOXKHBIN
MHOTO(])AKTOPHBIN MTPOIECC CO CIEAYIONMMHU TEXHOJIOTH-
YeCKMMHU MapaMeTpaMM YHNPOUHEHMS: MPOJOJbHAs MOJa-
4a Syp, YacCTOTa BPAIEHHMs 3arOTOBKH N,, PaJdallbHBIIA
HaTAr t, peBepcUBHAs 4acTOTa BpallleHHs pabouyero MH-
CTpyMeHTa N, Ha4albHBIA Yroj YCTaHOBKM pabodero
HHCTPYMEHTa 0, ¥ aMIUIUTYyAa yIJla peBEpCUBHOTO Bpa-
IIEHHs paboyero HHCTPYMEHTA 0O, JTH MapaMeTphl OKa-
3bIBAIOT HEOJHO3HAYHOE BIUSHHME Ha XapaKTepUCTHUKU
KavecTBa AeTaiel mammH. Hampumep, skcriepuMeHTalb-
Hble pe3ynbTaThl B padortax [21, 22] mokasbBarT, 4TO
YMEHbIIIEHnE NpoAoybHOHM noxaun PU, gacToTs! Bpame-
HUS 3aTOTOBKH, BEJIMYUHBI PaIUaIbHOTO HATITa U peBep-
CUBHOM 4acToThl BpameHuss P npuBoauT kK ymeHblile-
HHUIO IIEPOXOBATOCTH IOBEPXHOCTH M OTKJIOHEHHIO OT
KPYTJOCTH YNPOYHEHHBIX JeTajel, HO B 3TOM cCllydae
CHIDKAIOTCSI MUKPOTBEPJOCTh M BEJIIMYMHA COKUMAIOIIUX
OCTaTOYHbIX HAIPSHKEHUH TIOBEPXHOCTHOTO CIIOS.

3aBUCHMOCTh KadecTBa YNPOUYHEHHBIX JeTaned oT
OCHOBHBIX TE€XHOJIOTHYECKUX IapaMeTPOB PEBEPCUBHOTO
BBITJIAXKMBAHUS TIPENCTaBlicHa B paboTax [21-24], gacTh
KOTOpBIX NpuBe/eHa Ha puc. 1 u 2. Mi3MeHeHue napamer-
POB IIEPOXOBATOCTH YMPOYHEHHBIX AETajJed MalldH B
3aBHCUMOCTH OT TEXHOJIOTMYECKHX IapaMeTpoB peBep-
CHBHOTO BBITJIaKMBAHUsI [TOKA3aHO Ha puc. 1.
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Puc. 1. M3meHeHue napaMeTpoB mepoxoBarocti Ra, RZ ot mapameTpoB TEXHOIOTHYECKOT0 MpoLiecca: a — MpoI0JIbHas
mojiada Spp; 6 — 9acTOTa BpAIllEHHsI 3aTOTOBKH N,; B — paJIMABHBINA HATAT {; T — HAYaJIbHBIN YTOJI yCTAHOBKH
paboyero HHCTPYMEHTA 0; 1 — aMIUIMTY/Ia yriia peBepca paboyero HHCTPYMEHTA Op; € — 4acToTa peBepca

pabodero MHCTpyMEHTa Np
Fig. 1.

Change in roughness parameters (Ra, Rz) depending on process parameters: a is longitudinal feed (Sup);

6 is workpiece rotation speed (n,); B is radial interference (t); r is initial angle of installation of the working
tool (o,,); m is amplitude of the angle of the working tool reverse (ap); e is working tool reverse frequency (np)
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Crenyer MOSCHHUTB, YTO ISl PeaIM3allli PEBEPCHB-
HOTO BBITJIAXHMBaHUA HE TpeOyeTcsl ONOIHUTEIbHON
00paboTKH, KaK, HAIpUMep, IPU aIMa3HOM BBITJIAKHABa-
HuM. OOBIYHOE TTOYYHNCTOBOE TOUCHUE TIEPE] PEBEPCUB-
HBIM BBITTIAKMBAHUEM TIO3BOJIAET IOJNYYUTH IOBEPX-
HOCTh, KOTOpas IO BEIMYMHE IIEPOXOBATOCTH COOTBET-
CTBYET YHCTOBOMY IUIHN(OBAHHMIO.

H3meHeHne MUKPOTBEPIOCTH MOBEPXHOCTHOTO CIIOS
YIIPOUHEHHBIX JIeTaleil MalliH B 3aBUCUMOCTH OT TEXHO-
JIOTHYECKUX MapaMeTPOB PEBEPCHUBHOI'O BBITJIAKHBAHUS
MOKa3aHo Ha pHc. 2.

TakuMm o006pa3oM, B CBS3U C BBIIICH3JI0KECHHBIM
HNMEHHO OMPEAEICHHE PAI[OHANBHBIX PEXMMOB MpPOLEC-
ca PEBEPCUBHOTO BBIMIA)KUBAHMS, 00ECIICUNBAIOIINX TIO-
JMy4eHHE HaWIydlIMX 3HAUYeHHH IOKa3aTeled KadecTBa
JieTajyieil MaIlivH, MPEACTaBIsAeT 3HAUYNUTEIbHBIN IPaKTH-
YECKUH UHTEpEC.

Jns pemeHust 3a7addl MO IOJTYyYCHHIO HAWITYHUIIHX
3HAYCHUH XapaKTePUCTUK KauecTBa MOBEPXHOCTHOTO CJIOS
YIPOYHEHHBIX JIeTaleil PEeBEPCHUBHBIM BBITIIA)KHBaHHEM
HCIIOJIb30BaHa KOMITbIOTEpPHAs mporpamma Microsoft Visu-
al Studio 2012, B koTOpoii OBUIM MPUHATHI CICIYIOIINE

BXOOHBIC napaMeTphbl TEXHOJIOT'MYECCKOI'O Tpomnecca:
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= T
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Spp = 0,07-0,28 Mm/06; N, = 60-300 06/mun; t = 0,07-0,28 Mm;
a, = 0-90°; a, = 0-15° 1 n, = 60-300 z1B. X0 VMHUH.

HcxonHBIMI JaHHBIMU [UTS IIPOBEACHHSI PACUCTOB B
KOMITBIOTEPHOM MpOrpaMMe SBISAIOTCS OAHO(AKTOPHBIE
ypaBHeHus (1)-(6), MoNXydeHHBIE 1O pe3ylbTaTaM dKC-
MIEpUMEHTAJIbHBIX HccienoBaHuil. Kaxnoe u3 cucrem
ypaBHeHun#l (1)-(6) mmeer 6 mapameTpoB 0O0pabOTKH
(Snp, Ny, t, Ny, Gy, 0p). OTH 6 mapameTpoB ob6pasyroT 15
HE3aBUCUMBIX T1ap, TAKUX Kak (Syp, Ny), (N, 1), (L, ny), ... .
Juis KaxJoW mapbl mapaMeTpoB IOcie 00paboTKH B
KOMITbIOTepHO# mporpamme Microsoft Visual Studio
2012 mosy4eH COOTBETCTBYIOUIUI rpauk B TPEXKOOP-
nuHaTHOM cucteMe (puc. 3 u 4). OcTanbHble MapHl Ia-
pameTpoB 00pabaTHIBAIOTCS aHAJIOrMYHO (B JaHHOU
CTaThe MPEACTABIIEHBI TOJIBKO PE3yNIbTAaThl 00paboTKH
6-TH Tap mapaMeTpoB). 3aTeM BBIITOJHCH aHAIU3 KaX-
JIOTO TIONY4EHHOTO TpaduKa, YTOOBl HAWTH 3HAYCHUSA
mapel  MapaMeTpoB, MPH  KOTOPBIX  JOCTHUTAIOTCS
HAaWTy4yIlie 3HAuYCHUs XapaKTEePHCTHUK KadecTBa IIO-
BEPXHOCTHOTO CJIOSl YNpPOYHEHHbIX petaneil. Ilocie
3TOr0 BHIOpaH HMHTEPBaJl PEKUMOB 00pabOTKH, NpHU
KOTOPBIX MOJIY4al0TCsl HAWIy4IIUe 3HAaYCHHUs T0Ka3aTe-
JIsl Ka4eCTBA IIOBEPXHOCTH.
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Puc. 2. M3meHenne MUKpOTBepocTH H OT mapamMeTpoB TEXHOJIOTHYECKOTO Mpoliecca: a — MPOoI0JIbHAs ojada Syp;
0 — yacToTa BpalIeHUs 3aTOTOBKH N,; B — PaJHaIbHBIN HATAT t; T — Ha49aIbHBIM yroJl YCTaHOBKH pabodero
HHCTPYMEHTA 0 1 — aMIDIMTY/1a yTJia peBepca pabodero HHCTPYMEHTA Op; € — YaCTOTa peBepca pabodero

HHCTPYMEHTA Np

Fig. 2. Change in microhardness (H) depending on process parameters: a is longitudinal feed (Sqp);
6 is workpiece rotation speed (n,); B is radial interference (t); r is initial angle of installation of the working
tool (o,,); 1 is amplitude of the angle of the working tool reverse (ay); e is working tool reverse frequency (n,)
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Puc. 3. 3aBucumMocth mepoxoarocT Ra oT [ByX(akTOpHBIX KOMOMHAIMH TApaMETPOB PEBEPCUBHOTO BhITTIA)KUBAHUS:
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Fig. 3. Dependence between roughness (Ra) and two-factor combinations of reverse burnishing parameters:
ais (N, Sup); 0 1S (N, 1); B iS (N, t); T IS (Np, 0p); A0S (0p, 0); € 1S (L, ay)

[Tapamerpsr mepoxosartoctu Ra: OTKJIOHEHHE OT KPYITIOCTH Ayl
16S; +2,36S,,+0,301 37,4352 +15,16S, +3,73
(2E —-05)n? +0,0038n, +0,058 (9E - 05)n? +0,0125n, +3,2480
-8,3462t +14,3t +0,0717 522,94t* —57,565t +7,7735

Ra= 2 @) Ay = 2 @
(6E—05)n?—-0,0117n_+1,4429 0,0002n? —0,045n, +8,1626
0,00170 —0,09430, +2,1018 0,009102 —0,52030, +13,551
(5E —06)az —0,0281a, +3,009 ~0,00040% —0,04320,, +12,472
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BenuuuHa CKUMAIOIIMX OCTATOYHBIX HAIPSDKEHUM 67
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Fig. 4. Dependence between microhardness (H) and two-factor combinations of reverse burnishing parameters:
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Pe3yabTaThl 4 X 00Cy:KIeHHE

Ha pmuc. 3 npenctaBieHO HECKOIBKO NMPUMEPOB CTa-
TUCTHYECKOH 00pabOTKH MO OMpPEICTCHUI0 PalliOHAb-
HBIX PEXHMOB YIPOUYHEHUs, 00ECHEUNBAIOMINX MOIyde-
HHE HAMMEHBIINX 3HAYCHNH MapaMeTpoB IEPOXOBATOCTH
MOBEPXHOCTH YNPOYHEHHBIX A€Talel, a Ha puc. 4 —
HanOONbIIeH MHKPOTBEPAOCTH MOBEPXHOCTHOTO CIIOS
YIOPOYHEHHBIX JAETAIEH.

Ha pue. 3 TeMHO-cMHMM LBeTOM 00o03HaueHa 00-
JacTh, COOTBETCTBYIOIIAS HaWMEHbBLIEMY 3HAYECHHUIO
mapaMeTrpa IIE€POXOBATOCTH MOBEPXHOCTU YIPOUHEH-
HBIX Jetaneid. [lo pue. 4 ycTaHOBIEHO, YTO HaMMEHb-
mast mepoxosarocTs (0,5-0,52 MkM) gocturaercs mpu
CIIEYIOMNX PAlHOHAIBHBIX 3HAYCHHUAX TEXHOJIOTHYE-
CKHX TIapaMETPOB  PEBEPCHBHOTO  BBHITIAXHBAHUS:
Sy = 0,07-0,10 Mm/06; N, = 60-100 06/mur; t = 0,07-0,10 Mm;
n, = 115-125 xB. X08/MuH; 0, = 90° 1 o, = £10-£20°.

Ha puc. 4 TeMHO-KpacHBIN [IBET MPEICTABIAET COOOM
00J1acTh, COOTBETCTBYIOLIYI0 HaHOOJNBIIEMY 3HAUYCHHIO
MaKCHUMaJIbHOH MUKPOTBEPJOCTH HMOBEPXHOCTHOTO CIIOS.
ParronanbpHble pexXUMBbl YIPOYHEHHS, 00OECIICUNBAIOIIHE
MaKCHUMaJIbHYI0 MHKpPOTBepAoCTh (465-470 HV), cieny-
romue: Sy, = 0,07-0,08 mMm/06; n, = 280-300 06/Mun;
t = 0,25-0,28 mm; n, = 270-300 aB. Xoa/MuH; a, = 90° u
a, = £55-+60°.

Ha ocHOBe pe3ynbTaTOB 3KCICPUMEHTAIBHBIX HC-
CJICZIOBAaHUH M YMCIICHHBIX PacdeToB, HEOOXOIUMBIEC pe-
KHUMBI JJIs1 TTapaMeTpoOB MNpollecca PEBEPCHUBHOTO BHITJIA-
KHMBaHWS IIPUBEICHBI B Ta0IMIIe.

Takum o0pa3oMm, 1Mo pe3yibTaTaM MHOXXECTBEHHOM
perpeccuu onpeeNeHbl PaloHABHBIE PEKUMBI pEBEP-
CHUBHOT'O BBITJVIQ)KMBaHUS, 00€CHEUMBAIOIINE HAWTYYIINe
3HAUEHUs I10Ka3aTelieil KauecTBa IOBEPXHOCTH JETajei.
J1st moslyueHuss HaMMEHbIIUX 3HAYEHUH MHMKPOIeOMeET-

PUYCCKUX TIOKa3aTesicH MOBEPXHOCTH YIPOYHEHHBIX Jie-
Taynel (MepoXoBaTOCTh, BOJHUCTOCTh M OTKJIOHEHHE OT
KPYTJIOCTH) YCTAHOBIJIEHBI CJIEIYIONINE PEXKUMBI YIIPOU-
HeHusi: Sy, = 0,07-0,10 Mm/06; n, = 60-100 o6/mumH;
t = 0,08-0,10 mm; n, = 115-120 aB. x0a/MHH; 0, = 90° 1
o, = £10-+20°. JIns NOBBIIEHHS CKUMAIOIIUX OCTAaTOY-
HBIX HAalpsDKEHUH W MEXaHUYECKHX CBOMCTB IOBEpX-
HOCTHOTO CJIOSl JAeTanell PEeKOMEHIYIOTCS CIEIyIOIie
pexumsbl ynpounenus: Sy, = 0,07-0,10 Mm/06; n, =280-
-300 06/Mun; t = 0,28-0,30 mm; n, = 290-300 8. X0/MUH;
o, = 90° u o, = £55-£60°.

3akjouenue

1. Io pe3ynbpTaTaM 3KCHEPUMEHTAIBHBIX UCCIICIOBA-
HUH NIOJIyYyeHa CUCTEMA SMIIMPUYECKUX YIPaBICHUH, M103-
BOJISIFOIAST OTPE/ICIIUTh 3HAYCHUE KOHKPETHOTO MapameT-
pa KavecTBa MOBEPXHOCTHOTO CJIOS B 3aBUCUMOCTH OT Ia-
pPaMEeTPOB U PEKUMOB PEBEPCHUBHOTO BBITJIAKUBAHUSL.

2. C uCmonmp30BaHNEM KOMIIBIOTEPHOM MPOTPaMMEL
Microsoft Visual Studio 2012 yctaHOBIEHBI paliOHAIb-
HBIE PEKUMBI PEBEPCHUBHOT'O BBITJIAKUBAHUS, 00eCIIeTn-
Barorue HOpMHUPOBAHHE MIHUMAIHLHO BO3MOXKHBIX 3Ha-
YeHUH MHKpPOTEOMETPHUYECKHX MapaMeTpOB ITOBEPXHO-
CTH TP PEBEPCUBHOM BBITIIaXUBaHUH. /|1 3TOTO yCTa-
HOBJIEHB! CIEAyIOIHe pexumMel obpaboTku: Sy, = 0,07-
-0,10 mmM/06; n, = 60-100 o6/mun; t = 0,08-0,10 mm;
n, = 115-120 xB. xoa/™MuH; a, = 90° 1 a, = £10-+20°.

3. JIAs  TOBBIMIEHHS  CKMMAIOMIUX  OCTATOYHBIX
HaIpsHDKEHUH M MEXaHWYECKUX CBOWCTB MOBEPXHOCTHOIO
clos JeTaiell PEeKOMEHAYIOTCS CIEAYIOIINE PEKUMBI
ynpouHenus: Sy, = 0,07-0,10 Mm/06; n, =280-300 06/MuH;
t = 0,28-0,30 mm; n, = 290-300 1B. Xoa/MuH; 0, = 90° 1
a, = £55-£60°.

Ta6n1/1ua. PaHI/IOHaHI)HI)Ie PEKUMBI pEBEPCUBHOTO BBITJIAXKUBAHUA IJISI JOCTHKCHU S rmoka3aTejieu

KauecTBa YIIPOUHEHHBIX JIeTaJleH

T a b | e. Rational modes of reverse burnishing to achieve quality indicators for hardened parts

IMokazarenu HWurepsan PexuMbl ynpouHenus

Ka4eCTBa BapbUPOBAHMA | G nm/06 n,, 06/MHUH t, MM Oy, TPAZ | |ap, Tpag | Ny, IB. XOm/MHUH

Ra, mxm 0,50-0,52 0,07-0,10 60-100 0,07-0,10 90 10-20 115-125

Wz, MxMm 5,3-5,5 0,07-0,10 60-100 0,07-0,10 90 10-20 115-125

Axp, MKM 5,0-5,2 0,07-0,10 60-100 0,07-0,10 90 10-20 115-125

Gocr, MIa 340-345 0,07-0,08 280-300 0,25-0,28 90 55-60 270-300

H, HV 465-470 0,07-0,08 280-300 0,25-0,28 90 55-60 270-300

h, MM 1,63-1,65 0,07-0,08 280-300 0,25-0,28 90 55-60 270-300
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