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Abstract

This article presents the outcomes from experimental investigation of the roughness obtained of rail-end-bolt holes, processed on vertical
machining center from the type RV. Firstly, the opening is formed through cutting by means of a special combined tool. Then the hole is
subjected to slide diamond burnishing through a special device with bilateral action. The study has been conducted through planned
experiments. Firstly, a mathematical model of the roughness obtained from the first operation (cutting) is obtained. On this basis, the
optimal manufacturing parameters — feed rate and speed - are obtained. These parameters ensure minimum initial roughness before
diamond burnishing. After that a mathematical model of the roughness is obtained after diamond burnishing. The governing factors are:
diamond spherical tip radius, burnishing force, feed rate and burnishing speed. It is established that the first two factors are crucial for the

roughness obtained, while the latter two factors have a negligible effect.

Keywords: rail-end-bolt holes, slide diamond burnishing, roughness.

BBBEJEHHUE

Kene3onbTHHUAT TPAHCIIOPT NMPHUIOOUBA BCE TO-TOJISIMO
3HaYCHHE B PAa3BUTUETO HA ChbBPEMEHHMS TPAHCHOPT, KAaToO
HpPsKO CIEACTBUE OT €HEpruifHaTa U eKOJOTHYHA Kpusu. B
TO3M aCIIeKT M3CIICABAHUATA, HACOUECHH KbM IT0-BUCOKA CH-
TYPHOCT, IBJITOTPAHHOCT ¥ HUKOHOMHYHOCT Ha €JIEMEHTHUTE,
M3TpaXKIIAIN JKEJIe3HNTE IMBTHINA CTaBaT BCE MO-aKTyaTHH.
WsrpaxnaneTo Ha BUCOKOCKOPOCTHH JKEJIC30IIBTHU JITHUU
€ CBBP3aHO C Taka HAapeUYEeHUTE HENPEKHCHATO 3aBapeHU
pencu. Bempeku ToBa, HAacTaBOBHTE IBTHINA HE MOTAT J1a
O6bnaat npemaxHati Ha 100% - B ycioBusATa Ha MpeceyeHH
MECTHOCTU U KPHUBOJIMHEIHU TpaceTa Te HAMAT aJITepHATH-
Ba. B bwirapus, HanpuMmep, HacTaBOBUTE ITbTHIIA ca 64,4%
OT JKeJe30IbTHaTa Mpeka M IPUIOCTHaTa MM pas3rbHaTa
neokuHa € 4760 km [1]. Tlpu paBHu npyru ycnoBusi, Ha-
JEKTHOCTTA, CPOKA HAa EKCIUIOATaIs, KaKTO U IeHHOCTHTE
IO TIOABPIKKA M PEMOHT C€ OTPENENAT OT ChbCTOSHHUETO Ha
€JIEMEHTHTE, OT KOWTO CE€ ChCTOM HACTaBOBHA BB3el. Eie-
MEHTHTE B HACTABOBHS BB3EJ Ca IMOIJI0KECHU HA IUKINIHA
W yZapHH HAaTOBapBaHUS CJIEICTBHE OT IPEMHHABaHE Ha
MOABMKHUSA JKENE30IIbTEeH CheTaB [2]. JluHaMu4HMAT Xa-
pakTep Ha HATOBapBaHE NMPUYUHIBA yMOpa Ha MaTepHala B
€JIEMEHTHTE Ha HACTABOBHS BB3E€J, PECH. MPOBOKHpA BB3-
HUKBaHE M pa3BUTHE HAa YMOPHM ITyKHATHHH — Hail Beue
OKOJIO HACTABOBUTE OTBOPH, KOUTO Ca €CTECTBEHH KOHIICH-
TPaTOpH Ha HANPEKCHHSA. YMOPHOTO pa3pyIIeHHE OKOJIO
HACTaBOBUTE OTBOPH B KpawWIaTra Ha PEJICHUTE € 0COOCHO
OMacHO, ThH KaTO JOBEXJAa 10 JAepaillupaHe Ha BIAKOBU

* Tel:066827306; e-mail: anchev@tugab.bg

KOMITO3HLIMH, U CIIEJOBATEIHO 10 HEM30EKHH KaTacTpodu.
U noxaro ekcruroaranusaTa Ha JKEJIE3HUTE ITBTHIIA MOXKE Jla
MIPOIBIDKY TIPH HAJIMYHE Ha 1e(EeKTH B IJIABUTE HA PEIICHTE,
CUYIIBAaHETO Ha PEJICOBUTE Kpawlla AUPEKTHO 3acTpallaBa
CUTYPHOCTTa Ha TO3M BHJ TpaHcmopT. CienoBaTelHo,
YMOPHOTO pa3pylICHUE OKOJIO HACTAaBOBUTE OTBOPH HMa
JMMUTHPALIO 3HAYEHUE 32 CUTYPHOCTTA HA JKEJIE30ITbTHUS
TPaHCIIOPT, CPOKAa Ha EKCIUIOATALUsITa M NEHHOCTHTE 3a
MOJbPKKA M PEMOHT Ha HACTABOBHTE JKEJIC3HH ITBTUINA. B
knacudukaropa Ha nedexTH, paspadoreH ot HammonamHa-
Ta KOMIIaHUs *kejie3onbTHa nHPpactpykrypa (HKXKU), To-
3u nedekT Gurypupa mojg Homep 513, chrylacHO O3HaYe-
Husta Ha PXK/I (Pycku xene3numm).

ITo nannum ma HKOKHM npe3 mepuoma 2006-2010 r. B
Bearapus ca perucTpupaHu HEU3IPABHOCTU B HAaCTaBOBU
BB3JIH KaKTO CIeJBa:

* HEM3NIpPaBHOCTH B oOmacTTa Ha HactaBute — 440 Op.
mpe3 2010 r.; 700 6p. mpe3 2009 r.; 476 6p. mpe3 2008 r.;
1085 op. mpe3 2007 r.; 968 mpe3 2006 t.;

*OT TAX, HAH-4eCTO cpeljaHata HEU3IPaBHOCT
(TyKHAaTHHU W CUYIBAaHUS B 30HAaTa Ha BpB3KHUTE - Ne53 mo
PXXI u Nel35 mo UIC) — 278 6p. mpe3 2010 r.; 364 Op.
npe3 2009 r.; 288 Op. mpe3 2008 r.; 255 6p. mpe3 2007 r.;
410 mpe3 2006 1.

Ilo nannu Ha TpancnoptHOTO MHHHCTepcTBO Ha CAII]
npe3 nepuona 1982-1988 r 30% oT oOmms asin Ha KaTa-
cTpouTe Mopaay HEM3MPABHOCT HA HKEJIE3HUTE MIBTUINA CE
3aeMa OT CUYIIEHH KpaWIlla Ha PEJICH 1pe3 OOITOBHUTE OTBO-
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pu. [lo nannu Ha YnpaBieHueTo Ha bpuTaHCKUTE XKENe3HU-
11, To3u Jis1 € 25% 3a mepuona 1980-1990 r. Te3u maHHU
ca m3HeceHn oT Jlen Peiin, Bumenpesmpent Ha Fatigue
Technology Inc. [3].

3a mpeonossBaHe Ha IMpodiieMa ¢ YMOPHOTO pas3pylie-
HHUE Ha KpawWIlaTa Ha >KEJIe30IIbTHU PEJICH, CTapTUPAIIO OT
OonroBuTe (HacTaBOBHM) OTBOpH, B [4] Oemre mpemmokeHO
pelIeHHe 3a CIIydauTe, KOTaTO HACTABOBHUTE OTBOPU CC
00paboTBaT BHPXY BEPTUKAJICH MAIIMHEH ICHTHDP OT THIIA
PB, kakbBTO € ciny4as ¢ FAE Codus. Pazpaborenara enno-
OrcpalMOHHA JBYIIPCXOJHA TEXHOJOIMd BKIIOYBA JUa-
MAHTHOTO 3arfia)K[aHe KaTo BTOPH MPEXOJ, peau3upaH
Yype3 CHENHaTHO YCTPOUCTBO C IBYCTPAHHO JCHCTBHE.

B HacrosimaTa paboTa ca moka3aHH pe3yJITaTHTE OT U3-
Clle[[BaHEe HA TMOJy4YaBaHATa TPAlaBOCT HAa HACTABOBHTE
oTBOpH, 00pabOTBaHU BBPXY BEPTHKAICH MAIIWHEH IICH-
Thp. [lomydeHN ca ONTHMANHN TEXHOJOTHYHHU MapaMeTpH,
KOUTO MHHHUMH3apaT rparaBoCcTTa 1Mo KpuTepuii Ra u cre-
BPEMEHHO OCHUTYPSIBAT MaKCHMAJIHA IIPOU3BOIUTEIHOCT.

2. TEXHOJIOT U1 3A OBPABOTBAHE HA
HACTABOBHY OTBOPH BHPXY OEPABOTBAII]
HEHTHP

Que. 1. Kombunupan uncmpymenm 3a psizane

Que. 2. Yempoticmeo 3a ouamanmuo 3aznasxicoane ¢ 08yCmpanHo
Oeticmeue

TexHonOrHYHMSA TpoIieC 32 00pabOTBAaHE HA HACTABOBHS
OTBOp BKJIFOYBA €I[HA OIEpanus OT JBa MOCJICIOBATEIHU
pexoja: IbPBUAT € (GopMHUpaHEe HA OTBOPA Upe3 CBPEIJIO-
BaHe, paiiOepoBaHe W M3paboTBaHe Ha (packa MOCPENCTBOM
HOBHSI KOMOMHHPAaH HHCTPYMEHT (ur. 1); BTOPHUAT mpexos
€ IMaMaHTHO 3arjlakJaHe C YCTPOHCTBOTO OT ¢wur. 2.
TexHonornyHUTE MapaMeTpu (OJaBaHE W YECTOTAa HA Bb-
PTCHE) Ha MBPBHUS NPEXOJ OCHTYPSIBAT MOTyYaBaHE HAa MU-
HUMaJIHa TparaBoCT Ha IMOBBPXHHWHATAa Ha OTBOpa HOpean
JMaMaHTHO 3arjaxaaHe. YIpasisBamuTe (GakTopu npu
BTOpHSI NpexoJl (paAnyc Ha 3aKpbIVIEHHE HAa AMaMaHTHUS
BPBX; CWJIa Ha NPUTHCKAHE; MOJIaBaHe; YecTOTa Ha BbpTe-
HE) OCUT'ypsBaT IOJIydaBaHE Ha MUHUMAJHA IpamnaBocT Ha
MOBBPXHIHATA Ha OTBOPA.

OO6pasmuTe ca THII ,,IUCK” ¢ AUAMETHDP [(0mm ¥ AeOe-
JUHA | 7mm W ca OT croMaHa 76. ExcriepuMeHThT € mpoBe-
neH B Ummync AJl T'aGpoBo BBpXY BEPTHKAICH MAllMHEH
neHTsp MAZAK 500-I1.

[Tomyuenara rpamaBOCT Ha OTBOpPHUTE Oelle H3MepeHa
uype3 Mitutoyo surftest-4 ypen, kato 3a Bceku obOpaser Oe-
e TOJyueHa KaTO CPEIHO apUTMETHYHO OT M3MepeHara

rpamnaBoCT 1o Tpu o6pa3yBa1uM Ha OTBOpA, Pa3MOJJOKCHU
oz 720°.

2.1. OIITUMU3UPAHE HA OBPABOTBAHETO
YPE3 PA3ZAHE

2.1.1. I]en na uzcreosanemo

Henute ca aBe: 1). ompeaensHe Ha KOMOWHAIUATA OT
TEXHOJIOTUYHHU TapaMETpH, IPU KOSITO CE MOJydaBa MUHH-
MaJlHa IpamaBoCT Ha OTBopa cief pssaHe; 2). OueHka Ha
TOYHOCTTa Ha MOJydYaBaHUS Ype3 ps3aHe OTBOP — CpeieH
nuameTsp ¢ u oTknoHeHHMe A, CHOTBETHO Ha BXOJA U Ha
M3X0/1a Ha OTBOPA.
2.1.2. Excnepumenmanen niam

VYnpasnsiBanure (pakTopu U TEXHUTE HHUBA Ca MMOKa3aHU
B Tabn. 1. OnTumaineH KOMIIO3HIIMOHEH TUIAH OT BTOPH Pell
e u3bpan (Tabm. 2). lleneBata ¢yHKIMsA € MOydyaBaHaTa
rpanaBocT 1o Kpureput Ra .

YrpasnsBamy GakTopH U HUBA Tabmauia 1
Husa Ha dakropure
VYnpasisBany Gaxkropu -1 0 +1
IMonasane, X 0. 0. 0.
f, mm/ rev 08 15 22
YecrtoTra Ha BbPTEHE, X, 80 11 14
n,rpm 0 00 00
OnTuMalieH KOMIO3HUIIMOHEH TIaH Tabuma 2
Ne X, x, dmm dmm A,mm  A,mm  Ra, um
BXOJ, HU3XOJ  BXO[ H3XO0/T
1 -1 -1 33,366 33,365 0,011 0,013 4,64
2 -1 0 33,366 33,372 0,007 0,02 1,15
3 -1 +1 33361 33,367 0,006 0,022 1,11
4 0 -1 33,362 33,354 0,009 0,013 347
5 0 0 33,354 33,361 0,006 0,015 1,29
6 0 +1 33,361 33,355 0,008 0,004 1,38
7 +1 -1 33,409 33,361 0,004 0,021 2,72
8 +1 0 33,353 33,362 0.005 0,011 2,09
9 +1 +1 33355 33,366 0,007 0,021 1,96

2.1.3. Peepecuonen mooen u onmumMaiiu napamempu
Pesynrature ca obpabotenn mocpenctsom QstatLab u

ca TMOJYYEHH CJICHHUTEe PErpPEeCHMOHHH MOJENH 3a rpara-

BOCTTA:

® B KOJIUPaHU KOOPANHATH:

Ra=1.356+0.47x,—1.063x, +0.232x7 +1.037x3 +0.693x,x, — 0.

® B HATYpaIIHH KOOPJHHATH:

Ra=45.937-185.39f—0.072n+47.279 f* +0.000n° +
+0.291 fin—0.000 fin’

I'paduunusaT BUA Ha 3aBHCHMOCTTa Rg = Ra( j{ n) e

nokasad Ha ¢wur. 3.

IMocpencTBOM ckaHUpaHe Ha (PAKTOPHOTO MPOCTPAHCT-
BO nocpezcTBoM QstatLab ca HaMepeHN ONTHMAaJIHHUTE TEX-
HOJIOTUYHU IlapaMeTpX Ha OBpBHSA Hpexon (ps3aHe) -
f =0.08mm/rev, n=1250rpm,  ocurypssamu

rpanasoct Ra = (.8

Juamerpure Ha 00pabOTEHHUTE Ype3 ps3aHE OTBOPH ca
M3MEPEHH Ha TPHUKOOPIMHATHA HW3MEPHUTENHA MAallIlHA
Aberlink (Bmx Tabn. 2). OcurypeHo e cTaOWIIHO IOCTO-
SIHCTBO Ha JMAMETPAJHUSI CPEJCH pa3Mep M OTKIOHEHWS,
KOMTO HSIMAT HMKAKBO MPAaKTHYECKO 3HAYCHHE 3a CIie/IBa-
LIKS IPEXOJT AUAMAHTHO 3arfaKaaHe.

738x,x22



A. Anues, B. Ky3manos, U. Amymxkes / M3Bectust Ha Texuuuecku yHuBepcutet I'abposo, Tom 51°2015

2.2.1. I]en na uzcreosanemo

Ilenra ¢ ma ce HaMepsT ONTHMAIHHUTE MapaMeTPH Ha
npotieca MaMaHTHO 3aryiaXKIaHe, KOUTO OCUTYpsIBAT IOJy-
YaBaHEe HAa MHHHMaJHa TPalaBOCT Ha IOBBPXHOCTTA Ha
00paboTeHnTE HACTABOBH OTBOPH.

2.2.2. Excnepumenmanen naam

VYnpapnsBauure (GakTOpu ¥ TEXHUTE HUBA ca MOKa3aHU
B Tabn. 3. OnTuMalneH KOMIO3HIMOHEH IUIAH OT BTOPH Pell
e u3bpan (tabn. 4). lleneBata ¢GyHKIMs € MOJSyyaBaHaTa
rpamnaBoCT MO Kputepud Ra .

—a20
VYnpasnsiBamu (pakTopu U HUBA Tabsmua 3
1.0 Huga Ha dakTopute
0.220 VYnpasnsiBauu daxropu -1 0 +1
MDD_ Pamnyc, v, mm X 1 3 5
Cuna Ha IPUTHUCKAHE, 100 300 500
f, [mm / rev]D 0.100 e, [rpm] F: N &
' Hopasane, f, mm/ rev X3 0.04 0.12 0.2
@ue. 3. I'paghuuen 6uo na 3a8ucumocmma Ry = Ra(f n) UecToTa Ha BEpTEHE, % 300 1100 1400
n, rpm
2.2. MOJEJIMPAHE HA TPAITABOCTTA CJIE]
JUAMAHTHO 3ATJIA’XKJAHE
OrnrruMaled KOMIIO3UIIMOHEH TUIaH Tab6muma 4
panmyc cuna M0JaBaHe 4ecToTa rpamaBoct Ra
No KOA.  Ham. KOJ. HaT. KOJI. Har. KOJI. Har. HayaJlHa ~  [OJy4eHa
x; T X, F, X3 f Xy n
Mm N mm/o6 00/min LM LM

1 -1 1 -1 100 -1 0.04 -1 800 1.54

2 +1 5 -1 100 -1 0.04 -1 800 0.33

3 -1 1 +1 500 -1 0.04 -1 800 5.29

4 +1 5 +1 500 -1 0.04 -1 800 1.31

5 -1 1 -1 100 +1 0.2 -1 800 1.08

6 +1 5 -1 100 +1 0.2 -1 800 0.34

7 -1 1 +1 500 +1 0.2 -1 800 5.77

8 +1 5 +1 500 +1 0.2 -1 800 0.97

9 -1 1 -1 100 -1 0.04 +1 1400 0.67

10 +1 5 -1 100 -1 0.04 +1 1400 0.31

11 -1 1 +1 500 -1 0.04 +1 1400 8.09

12 +1 5 +1 500 -1 0.04 +1 1400 1.10

13 -1 1 -1 100 +1 0.2 +1 1400 1.8 0.72

14 +1 5 -1 100 +1 0.2 +1 1400 0.72

15 -1 1 +1 500 +1 0.2 +1 1400 2.10

16 +1 5 +1 500 +1 0.2 +1 1400 1.23

17 -1 1 0 300 0 0.12 0 1100 1.42

18 +1 5 0 300 0 0.12 0 1100 0.36

19 0 3 -1 100 0.12 0 1100 0.70

20 0 3 +1 500 0.12 0 1100 1.16

21 0 3 0 300 -1 0.04 0 1100 1.03

220 3 0 300 +1 0.2 0 1100 0.68

23 0 3 0 300 0 0.12 -1 800 1.38

24 0 3 0 300 0 0.12 +1 1400 1.37
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ANOVA: naBHm ederT - Ra(r,Fb,fn)

3.00

2.50-

2.00-

1.50+

1.00+

3.00

2.50+

2.00+

1504 =

1.00+

3.00

2.50-

2.00-

1.50+

1.00+

3.00

2.50+

2.00+

1.50+

1.00+

Due. 4. Pesyimamu om ANOVA

2.2.3. Hucnepcuonen ananus

3a ollcHsIBaHE HA 3HAYMMOCTTA Ha ()aKTOPHUTE € MPOBe-
neH qucnepcuoneH ananu3z ANOVA. Ha ¢ur. 4 ca mokasa-
HU JMarpaMy Ha NOJY4YEHUTE PE3yJITaTH.

OueBHUIHO Hai-3HAYMMHU (HAKTOPH Ca PATUYChT HA 3a-
KPBIJICHUC HAa JMAMaHTa I' U CUJAaTa Ha NPUTHCKaHe F .

IlpakTryecku, B M30paHWs WHTEPBajd Ha BapupaHe, Tpe-
THST W 9Y€TBBPTUAT (PaKkTOp — mogaBaHero f u yectorara Ha
BbpPTEHE N — HSIMAT CHIIECTBEHO 3HaueHue. B3anmonei-
CTBHETO MEXY PaJnyChT U CUIIaTa Ha MPUTHCKaHEe (HE ©
mokazaHo Ha ¢ur. 4) ¢ ¢pu3ndeckn 000CHOBAHO: MAJKHUSAT
pazuyc W rojismMa CHjia Ha TMPUTHUCKAHE BOIAT JO MO-TOJISI-
Ma JbJI00YHHA Ha MPOHUKBAHE HA JUAaMaHTa B 00paboTBa-
HATa MOBbPXHUHA.
2.2.4. Peepecuonen mooen u onmumainu napamempu
ExcriepuMeHTaIHUTE Pe3yaTaTUTE OT U3MEPEHATa rpa-
MaBOCT B OTJIEJIHUTE EKCIICPUMEHTAIHUA TOYKH ca 00pado-
TeHu mnocpenctBom QstatlLab u e monydeH cieqHUAT pe-
TPECHOHEH MOJICT 3a TPANaBOCTTa B KOJUPAHU KOOPAUHA-
TH:

Ra=1577-1.011x;+1.044x,—-0.782x;x,

IIpensun nonyuenure pesynratu ot ANOVA, tpetust
M YETBBPTHUAT (PaKTOPH ca MpeHeOpETHATH.
I'padpuaHusAT BUA Ha 3aBUCHMOCTTA Ry = Ra( Fb, r) e

ToKa3aH Ha ¢Gur. 5

O‘IGBI/I,HHO, KOM6I/IHaIII/IHTa OT MakCHUMaJeH paguyc 1
1 MUHHUMAJIHA CHUJIa Ha MPUTHUCKAHE E] ocurypsiBa MUHH-

MaJiHa TpanaBocT. HamansBaHeTo Ha paanyca M yBelInda-
BaHETO Ha CHUJaTa Ha MPUTHCKAHE JOBEXJAa A0 PA3KO IO-
BUIIIABaHE Ha I'PanaBOCTTa, KATO KOMOMHAIMATA OT MUHHU-
MaJleH paJiyc U MaKCUMaJIHa CHJIa PUYMHSIBA 33 UpaHe —
KaTO pe3yNTar MOJydeHaTa IPanaBoCcT € MHOTO ITO-BHCOKA
OT HayaJHaTa, MOJyYeHa Ype3 KOMOMHUPAHHS PEXKeIl] HHC-
TPYMEHT.

Ra
}’iﬂ AN o]
¢"+‘h¢* 2 "*’**ﬁ:
p*ﬁ’:’: #* *f’i * 4.0
n*
- 3.0
-20

. 000
F [N]  om 9 5 r [m]

-1.00.00
Que. 5. ['paguuen 6uo Ha 3asucumocmma Rq = Ra(Fb, I’)
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HpOI/ISBOZ[I/ITeJ'IHOCTTa H Ha BTOpaTa oIlicpaunus - a1ua-
MAaHTHOTO 3arjiaxaaHe, 3aBUCH OT moAaBaTeJIHATA CKOPOCT

v

Tata Ha BbpTeHe /. Thil KaTO TEXHOJIOTHYHUTE MapaMeT-
pH — TOo/IaBaHEe | YEeCTOTa Ha BBPTEHE, Ca C MPAKTHICCKH
TIpeHeOPEeKNMO BIHMSIHHE BBPXY IpamaBocTTa Ra, HO ca OT
peliaBaio 3HayeHue 3a MPOU3BOAUTEIHOCTTA HA TMpolleca,
C orjie/l MojJy4yaBaHE HA MaKCUMaJlHA [IPOU3BOJUTEIHOCT €
[EeNechoOpa3Ho Ja ce u3depar TEXHUTE MAKCUMAITHU CTOM-
HocTH. [0 TO3M HAYMH ONTHMANHHUTE MapaMeTpH Ha BTO-
pata omepanus ca: r =5mm; F =[00N; f =0.2 mm/rev;

n=1400 rpm-

noo » KOATO € IIPOU3BEACHUE OT II0JaBAaHCTO f " 4E€CTO-
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