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In this article the slide burnishing process of cylindrical specimens made of three types of
constructional steels (S235 low carbon steel, 45 medium carbon steel and Y84 tool steel) has been
studied. The object of this study is the process parameters influence on the roughness obtained. The

basic parameters (burnishing force, diamond’s tip radius, feed rate and number of passes) have been
studied through experimental approach. For that purpose three stages methodology has been
developed. As a result of the first stage, the five best combinations for the burnishing force and the
diamond’s tip radius under constant velocity and feed rate conditions have been determined. On this
basis, in the second stage the feed rate impact has been examined. After the second stage end, the
optimal basic parameters of the diamond burnishing process providing minimum roughness have
been determined. The impact of number of passes has been studied in the third stage. The number of
passes varies between one and eight passes for two kind of schemes — one-way and two-way

Keywords:

diamond burnishing, low carbon
steel, medium carbon steel, tool
steel, experimental study, roughness

scheme.Under one-way diamond burnishing scheme the minimum roughness (Ra =0.109 ,um) has

been obtained for the tool steel. For the three steels studied, the improvement in roughness is greater
for the one-way working scheme. The two-way scheme is not recommended for S235 steel because
the roughness obtained is minimal after one pass. In the conditions of two-way working scheme for
45 medium carbon steel the roughness decreases to six passes, then increases. However, this
reduction is 19%, while in a one-way scheme it reaches 31%. As with other burnishing processes, the
experimental results confirm that the factors of greatest importance for the roughness obtained are
the burnishing force and the diamond’s tip radius.

© 2019 Journal of the Technical University of Gabrovo. All rights reserved.

1. BbBEJJEHHUE

H3BectHO €, 4€ CPOKBT U YCJIOBHUATA Ha CKCIIJIOaTanus
Ha JWMHAMHWYHO HATOBAPECHU METAJIHHU KOHCTPYKIHNOHHHU
€JIEMCHTH B Hail-rojisiMa CTENEH 3aBUCU OT CbBKYIIHOCTTa
OT TI'COMCTPUYHU, (1)I/I3I/IKO-MCX8.HI/I‘IHI/I n MCTATypTrUuiHU

¢dopmupane  (IIIIJJ) Ha  NOBBPXHOCTHUTE  CJIOEBE
(mechanical surface treatment methods). B ocnHoBata Ha
Meroaute 3a [II1/] e uaesta 3a CUIIOBO KOHTAKTHO B3aUMO-
JICHCTBHE B YCJOBHSATA HAa CTaiiHA TeMIepaTtypa MEKIy
[IaJbK U TBBPJ POTALHOHEH Ae(hOpMHpAI eJIEMEHT / ene-

CBOMICTBA HA NOBLPXHOCTHUTE CJIO€BE. Ta3u CHBKYIHOCT €
n3BeCTHa Kato ,surface integrity” (SI). B meficTBuTennocr,
10 BpeMe Ha M3pa0OTBaHE HA 3arOTOBKUTE CE IOJy4aBaT
pa3MuHN MHUKpO-/e(eKTH, KOUTO HE Morar ja Obaar u3-
6ernatu. CrnenoBarenHo, Sl 1mie 3aBHCH OT TEXHOJIOTHYHHS
rporec Ha M3paboTBaHe Ha KOHCTPYKIIMOHHHUTE €JIEMEHTH,
1 B Haii-ro/sIMa CTETIEH OT BHA Ha JOBBPIIBAIIOTO 00pa-
6otBane. OT riegHa TOYKa Ha MOJOOpSBaHE HA eKCIIoaTa-
LUOHHNTE XapaKTEPHUCTHKU (SIKOCT HAa yMOpa, KOPO3HOHHA
YCTOWYHMBOCTH TPHOOJOTUYHO IOBEJCHUE), C HAW-TOJISAMO
3HAYEHHE Ca CIICJHUTE XapaKTePUCTUKU Ha SI: MUHMMaJTHA
rpamnaBocT, NOBUILIEHa MUKPOTBBPJIOCT, Ch3/IaBaHe Ha 30HA
C TIOJIE3HH OCTAaThYHHU HAINPEXEHHs Ha HATHCK U MoAu(DU-
LMpaHa MHUKPOCTPYKTypa. KOHBEHIIMOHAIHUTE OBBPIIIBa-
my 00paboTKK kKaTo (GUHO cTpyroBaHe, Gppe3oBaHe M IUIU-
(oBaHe OT efHA CTpaHa BHACIT MHUKPO-Ie(EKTH B IMOBHPX-
HOCTHHTE CJIOEBE, a OT Jpyra CTpaHa, Ce Ch3/1aBaT OCTaThy-
HU HarpexeHus Ha ompH [1]. B To3m acnekT ocobeHo mepc-
MIEKTUBHU €A METOJWTE 3a MOBBPXHOCTHO IUIACTHYHO Je-
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MEHTH U TpeTupaHarta MoBbpXHuHa. Ha nmpakTrka metoaure
3a [II1][] ca epekTHBHU IO OTHOIIICHHNE HA IIMPOKA HOMCHK-
JaTypa OT YepHH M LBETHHU CIUIABH C KHJIABO-TIACTHIHO
nosezenue. Criopen BUa Ha TAHTCHIMAIHNS KOHTAKT ,,J1€-
(hopMmuparni exeMeHT — 3ar0TOBKA“* CHIIECTBYBAT JIBE OCHOB-
Hu rpynu meromu 3a IIITJI: ¢ TpueHe mpu ThbpKasiHe
(rolling contact) u ¢ Tprene npu mb3rane (sliding contact).
Haii-ronsimo npakTu4ecko NpuIoKEHUE HaMUPaT METOIUTE
¢ TpueHe mnpu ThpkaasHe — ball burnishing u roller
burnishing. CBeToBeH Juaep MO OTHOIIEHHE Ha METOAUTE,
W3MOJI3BAIIM TPUEHE NPU THPKaJsSHE, € MyJITHHAIMOHAI-
Hara komnanus Ecoroll. Ecoroll nudepenunpa metoante B
JIBE TPYIH criopex edexra, KOWTO ce IeJHN Aa Ce OCTUTHE
o otHomenue Ha SI — roller burnishing u deep rolling [2].
OcHoBHaTa 1en Ha roller burnishing e mpean Bcnuko na ce
MIOCTUTHE MHOTO HHCKa IpamaBocT (IOpH OTNIEAATHU MO-
BBPXHMHM) U BUCOKa TOYHOCT Ha (popmara. DoKychT npu
deep rolling e moctaBeH npeay BCHYKO BBPXY YAKIABAHETO
(cold work) u ch3gaBaHe Ha JOCTAaThYHO HWHTCH3WBHA U
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IBJIOOKA 30HA C OCTAaThbYHM HANpPEXEHHs Ha HATUCK. MHO-
KECTBO HAay4YHHU IyOJMKAIUK Ca IIOCBETEHH HA H3CIEIBaHE
Ha nponecute roller burnishing u deep rolling Bppxy KoHc-
TPYKLMOHHU MaTepuanu [3-12].

Koraro TaHreHIMaJIHUSI KOHTAKT € C TPUEHE TPH TUIb3-
rane, 1e)OpMHpPAIIUAT EJIEMEHT € chC chepuyHa Gopma, a
MaTepualrbT MOXKE Ja ObJe eCTeCTBEH WIIM CHHTETHYEH
muamanT (Synthetic polycrystalline diamond (PCD)), cun-
TepoBanu TBEpAM cmaBn (Wolfram carbides, Ferotic C,
Silicon carbide) m B peaku ciaydam — HMHCTPyMEHTAJIHA

Que. 1. Yempoiicmeo 3a ouamanmuo 3aenaxcoane

Cnopen [13] naii-mHOro mM3cnensanust (65%) Ha pas-
JUYHM aCHEKTH Ha TIpolieca AMAMAaHTHO 3arjiaxIaHe ca
MIPOBEJICHN TI0 OTHOIICHHWE HA PA3IMYHHM BHUAOBE CTOMAaHHU.
ExcrniepuMeHTaTHUTE N3CIEABAHMUS, HACOUCHH KbM H3CIIE-
BaHE Ha Pa3IMYHU XapaKTEPUCTHKH Ha S| BKIIOYBAT: MUK-
potBbprocT — 21%, ocrarbuHu HanpexeHus — 18%, Muk-
poctpyktypa — 16%, Ttomorpadusi Ha NOBBPXHOCTHHTE
cinoeBe — 9%, Tounoct Ha hopmata — 1% u np. [IpaBu Bre-
YaTiieHHe, 4ye Hali-uecTo M3CIeBaHaTa XapaKTepUCTHUKa Ha
SI e monydenara rpamaBocT — 33%, KaTo Hai-4ecTo 00EKT
Ha u3clie[iBaHe ca HHUCKO-Jerupanu cromanu [14-24]. 3ua-
YHUTENTHO 1T0-MaJIKO M3CJIEIBAHMS Ca CBBP3aHU C MOJy4yaBa-
HaTa IpamaBoCT CJEJ JUaMaHTHO 3aryiaXJaHe BbpXY HHC-
TpyMeHTanHu crtoMaHu [25-30]. CeblueBpeMeHHO, Hperie-
BT HA HAayYHHUTE MyOJMKalMK TOKa3Ba, 4Ye JINIICBAT H3C-
JIeBaHMS Ha MOJydYeHaTa TPamaBoOCT BBPXY BBITICPOAHU
CTOMaHH.

OcHOBHa 1IeJT Ha HacTosImaTa paboTa € 1a ce ONTHMHU3H-
pa mpoleca JUaMaHTHO 3arjiaxJaHe OT IJeJHa TOYKa Ha
M0Ty4aBaHe HAa MHUHUMAJHA TPANaBoCT BbPXY LMIHHIPUY-
HU 3arOTOBKM OT HHCKO, CPEIHO U BHCOKO-BBIVIEPOIHA

Tabnuya 1. Xumuuen cocmas Ha u3cied8anume CmMomMaHu

ctomana [13]. Haif-guecto mpakTHueckaTa peann3aius Ha
Ta3W Ipyla METOIM Ce CBHP3Ba C W3IOJI3BAHETO Ha JHa-
MaHTHH JAe(hOpMHUpAIIN €JIEMEHTH, MPOLEChT € H3BECTeH
Karo auaMaHTHO 3arjaxkaane (diamond burnishing). Oc-
HOBHO MpPEJMMCTBO Ha AMAMAaHTHOTO 3arjaxxiaHe e, 4e
MOXe Jla Ce pealu3upa upe3 OTHOCUTEIHO IIPOCTH YCT-
policTBa u MHCTpyYMeHTH (¢ur. 1) BbpXy YHHBEpCaIHH Ma-
MHY ¥ 00paboTBaimy neHTpu. Kunemarukara Ha mpoueca
JMAaMaHTHO 3aryiaXJaHe € aHAJOTHYHA Ha Ta3H MPU CTPY-
roBane (pur. 2).

Que. 2. Kunemamuka Ha npoyeca OUAMAHMHO 3A2NaAXCOaHe

cToMaHa. 3a MOCTUraHe Ha OCHOBHATa e € H3I0JI3BaH
CKCIICPUMCHTAJICH MOAXOM.

2. EKCHEPUMEHTAJIHO U3CJIEABAHE

2.1. M3cnenBanu MaTepuan

OOeKT Ha eKCIIePUMEHTATHOTO U3CJIe/IBaHE ca TPH BUAA
BBIJIEPOHU CTOMAHH C PAa3IMYHO BBIJIEPOAHO ChIbPKaHNE
— cpoTBeTHO S235, ctomana 45 u Y8A. M300pbT Ha Te3n
CTOMaHH € IIPOJUKTYBaH OT HIMPOKOTO UM IIPHIIOKEHHE B
npaktikara. Cromana S235 ce U3M0NI3Ba MPEANMHO 32 H3T-
pakaaHe HAa METaTHM KOHCTPYKIMHM B HHIYCTpHATa U
CTPOMTEJICTBOTO Ha METalHU chopbxeHus. Ctomana 45 e
OCHOBEH KOHCTPYKLHOHEH MaTepHal B MalIMHOCTPOEHETO
3a M3paboTBaHE Ha OCH, BaJOBE, KOJSHOBH BajoOBe, 3OHU
KoJesa, BaJsAIH, (PUKIIMOHHU IUCKOBE U np. [IpakTHuec-
KUTE TPUIIOKEHHUST Ha cToOMaHa Y8A ca CBBbp3aHH C H3pa-
00TKa Ha UHCTPYMEHTH — 3€HKEpH, Pppe3epH U Ip.

XUMHUYHUSAT CbCTaB Ha W3CJICIBAHUTE CTOMAHU € TOKa-
3aH B Tabnuna 1.

Fe C Si Mn S Cr Ni Al Cu
S235 98.7 0.234 0.202 0.458 <0.005 0.0548 0.106 0.0493 0.0267 0.125
45 98.3 0.499 0.232 0.602 <0.005 0.0264 0.0845 0.0588 <0.005 0.123
Y8A 98.4 0.794 0.238 0.229 <0.005 0.0084 0.0307 0.0453 0.012 0.123

2.2. leTaiiyin Ha eKCIIEPUMEHTA

W3cnenBanusaTa ca INPOBEACHU BbPXY UWIMHIPUYHU
eKCIIepUMeHTaTHA 00pasiy ¢ auameTsbp 30 mm U IbJDKMHA
120 mm. ExcnepuMEHTaTHOTO H3CJIEJBAaHE € IPOBEIEHO
BepXy crpyr T200 ¢ LITY (dur. 3). 3a peanmsupane Ha
Tpoleca ANaMaHTHO 3arjaXiaHe € H3paboTeHo CHEenHaTHO

YCTPOMCTBO C €J1aCTUYHO JEHCTBHE, C BB3MOXHOCT 3a YII-
paBiieHue Ha nedopmupaniata cuia U JiecHa CMsIHA Ha Jua-
MaHTHUS HaKpaitHUK. TsU10TO Ha HHCTPYMEHTA € 3aKPENeHO
KBM IIbpXkad ChC CTaHIAPTHH (opMa U pa3MepH, aJanTH-
paH 3a yauBepcanau u crpyrose ¢ LITY (¢wur. 3).
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Que. 3. Ycnosus Ha eKchepuMeHmAaIHomo u3cied8ane

Twit kaTo nedopmupaniata cuna Fj, e nIpuilokKeHa enac-

THUYHO, CJIe]] IMaMaHTHO 3arjaXK/1aHe ce Mojy4aBa eeKT Ha
OTKONIMpBaHe Ha Mpo¢uia Ha oOpaboTeHaTa MOBHPXHUHA,
MoJy4eHa OT mpejmecTBamara oopadorka. [lopamu ToBa
¢uHANHATA CTPYroBa 00pabOTKA M TMAMAaHTHOTO 3arjax/ia-
HE ca U3BbpIleHN Oe3 mpeda3upane Ha oOpasiure. 3a CTpy-
TOBAHETO € M3IOJI3BAH CTAaHIAPTEH AbpPiKad C TBHPIOCILIAB-
Ha wiactuHa tun CCMT120404LF. IlpoBeaeno e mpenBa-
PHUTEIIHO M3CJIC/IBAaHE 3a ONpEAENsHEe Ha TEXHOJIOTMYHHTE
HapaMeTpu, OCUTypsIBaIlld MUHUMAJIHa HayallHa IPanaBocT.
Pesynrarure 3a TEXHOJOTMYHUTE TTapaMEeTpPH U OCpeIHEHa-
Ta HayajlHa IpanaBoCT 3a TPUTE CTOMaHH ca 0000IIeHH B
Tabm. 2.

Taobnuya 2. Texnonocuunu napamempu, ocucypasauju MUHUMAIHA
HayanHa 2panasocm

Honyuena
cmomqua v,i f ,M ap,mm | epanagocm,
min rey
R,, um
5235 145 0.1 0.5 1.3
45 175 0.1 0.5 1.1
Y84 125 0.1 0.7 0.8

3a mporeca AMaMAaHTHO 3arjlakJaHe B HACTOSIIOTO U3-
Clle[iBaHE ca W3IOJI3BaHU CHHTEPOBAHU HM3KYCTBEHH JHa-
MaHTH Tun PCD c pasnuyHu paguycu Ha 3akpbIvICHHE Ha
JaMaHTHUS HaKpalHUK.

2.3. MeTo10.10THs1 HA €KCIEPHMEHTAJIHOTO U3C-
JieABaHe 32 MOJy4aBaHe HA MUHHMAJTHA
rpanaBocT

ExcrniepruMeHTaTHOTO M3CIIeIBaHE 32 ONpE/eIsIHE Ha Ta-
paMeTpuTe Ha mpoleca JUaMaHTHO 3arjaXIaHe Mo KpUTe-
pHii MEHUMaJIHA TPANaBoCT € MOJYNHEHO Ha HAEATa 32 10e-
TaITHO CTeCHSBaHE Ha ()aKTOPHOTO NPOCTPAHCTBO. B choT-
BETCTBHE C TOBA M3CJICIBAHETO € IIPOBEAEHO MIOCIEeI0BATE-
HO B TPH €Talla ChITIACHO CXeMara, MoKa3aH Ha ¢ur. 4.

3. EKCOEPUMEHTAJIHU PE3VJITATHA
3.1. IIbpBu etan - EkcnepuMeHT 3a u3cJjieBaHe
BJIMSIHMETO HA PAINyca HA THAMAHTHHUA HaKpaii-
HHUK 7,mm W Aedopmupamara cuia Fp, N

IenTa Ha To3M eTan e Aa ce U30epaT meTre Hail-noopu
KOMOMHAIMK 3a panuyca Ha cepuyHarTa MOBbPXHHHA Ha
JMaMaHTHHUSA HAaKpaHUK r U Aedopmupaiuara cuia Fp.
Husara Ha Bapupane Ha paguyca » ca: 2,3,4,5mm , a Te3u
Ha gedopmupamata cuna £}, ca: 100, 150, 200, 250, 300,
350 N. ExkcnepumeHTHT ce NpoBeXkAa B YCIOBUSTa Ha
CJICIHUTE TIOCTOSIHHY TTapaMeTpH:

- nonasane [ =0.07 mm/rev

- ckopoct v =100m/min .

ExkcnepuMeHmanHo uscsiedeaHe Ha nosyyeHama
2panaeocm

Eman 1

KoncmanmHu napamempu: =0.07 mm/rev; v=100 m/min
lpomeHnueu napamempu:r,mm; F,, N
Llen Ha emana: OnpedensiHe Ha nemme Hali-0o6pu
Kom6uHayuu 3aru F,

Eman 2

Que. 4. Memooonozaus Ha eKChepUMEeHMATHOMO U3C1e08aHe HA
npoyeca OUAMAHMHO 3a21adcoane 3a NOIyHasane Ha MUHUMATHA
2panagocm
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3.1.1. Hucko-évenepoona cmomana
ExcniepumeHTaTHUTE pe3yATaTH ca OKa3aH! B Ta0I. 3.

Tabnuya 3. Excnepumenmannu pe3ynimamu 3a HUCKO-8b21ePOOHA
CIMOMAHAa om NbpsU eman

[Tosryuenwn ca cnenHuTe NET Hail-qOOpH KOMOMHALINY:
) r=3mm /| F, =350N

2y r=3mm | F, =200N
3) r=4mm /| F,=200N

No r, mm F,, N I'panasocm R, um 4) r=3mm | F,=250N
1 2 100 0.55
2 2 150 0.517 5)r=4mm/Fb=300N
3 2 200 1.438 3.1.3. Bucoxo-6venepoona cmomana
4 2 250 0.798 ExcriepuMeHTaTHUTE PE3yNITATH ca MOKa3aHu B TabI. 5.
5 2 300 0.772
6 2 350 2514 Taﬁﬂuua 5. EKcnepuMeHmanHu pesyimamu 3a 6UCOKO-
7 3 100 0.419 8b2ﬂ€p00H[l cmomana om nvpeu eman
8 3 150 0.429 Ne r, mm Fy, N I'panasocm R, pum
J 3 200 0.53 I 2 100 0.309
10 3 250 0.525 2 2 750 0.589
11 3 300 0.584 3 3 200 0.583
12 3 350 0.587 -
13 1 100 0.417 4 2 250 0.492
14 4 150 0.26 ) 2 300 2.063
15 4 200 0.163 6 2 350 2.51
16 4 250 0.306 7 3 100 0.395
17 4 300 0.208 8 3 150 0.248
18 4 350 0.209 9 3 200 0.383
9 S 100 0.46 10 3 250 0.19
20 J 150 0.338 11 3 300 0.224
2 J 200 0.268 12 3 350 0.252
22 5 250 0.282
23 3 300 0436 13 4 100 0.789
24 3 350 0.34 14 4 150 0.41
[Tonyuenu ca ciieiHUTE NET Hal-100pH KOMOWHALINY: 15 4 200 0.161
1) r=4mm | F,=200N j‘; j égg g%g
2y r=4mm | F,=300N 78 y, 350 0.1
3) r=4mm/ F,=350N 19 5 100 0.356
4y r=4mm /| F,=150N 20 5 150 0.217
5) r=5mm | F,=200N 21 5 200 0.26
22 5 250 0.315
3.1.2. Cpeono-evenepoona cmomana 23 5 300 0.479
ExcriepuMeHTaTHUTE Pe3y/ITaTh ca MoKa3aHu B Taou. 4. 24 3 350 0.36

Tabnuya 4. ExcnepumeHmannu pe3yimamu 3a cpeoHo-
8b2NIepoOHa CIMOMAHA OM NbPeU eman

No v, mm F,, N I'panasocm R, um
1 2 100 0.407
2 2 150 0.398
3 2 200 1.34
4 2 250 0.467
5 2 300 1.577
6 2 350 1.73
7 3 100 0.632
8 3 150 0.393
9 3 200 0.282
10 3 250 0.327
11 3 300 0.678
12 3 350 0.228
13 4 100 0.5
14 4 150 0.41
15 4 200 0.305
16 4 250 0.341
17 4 300 0.327
18 4 350 0.345
19 5 100 0.542
20 5 150 0.488
21 5 200 0.439
22 5 250 0.347
23 5 300 0.388
24 5 350 0.565

[onyyenu ca cneqHUTE MET HaH-100pH KOMOMHALIUH:
1) r=4mm / F, =350N
2) r=4mm / F,=300N
3) r=4mm / F,=250N
4) r=4mm / F,=200N
5) r=3mm / F,=250N
3.2. Bropu eTan - eKcriepMMeHT 3a U3cJIeBaHe
BJIMSIHUETO HA MOJABAHETO
LlenTa Ha TO3M eran e jaa ce u3bdepe Hai-noOpara KOM-
OuHanus 3a paguyc r, nedopmupaina cuia Fj ¥ HoaaBaHe
f 1O KpuTepuM MHHHMMAJHA TPamaBocT. EKCIepHUMEHTHT

Ce MPOBEXJa ¢ U30paHUTE OT IIBPBHS €Tal MeT Hall-1o0pu
KOMOUWHAIIMK 33 BCSKA CTOMaHa, KaTo ce IMPOMEHs IojaBa-
Hero f B ciemnus amamnaszon: 0.04, 0.06, 0.08, 0.1, 0.12
mmfrev W ce TONIBPKA  MOCTOSHHA  CKOPOCT
v=100m/min .
3.2.1. Hucko-6benepoona cmomana

ExcniepuMeHTaNHATE pe3yaTaTy ca MoKa3aH! B Ta0I. 6.

Wzbpana e crnegHata Haii-moOpa  KoMOWHanus:
r=4mm, F, =200N , f=0.07mm/rev.

3.2.2. Cpeono-evenepoona cmomana
ExcniepuMeHTaNHATE pe3yaTaTy ca MoKa3aH! B Ta0I. 7.
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M3bpana e cnegHara Hai-700pa  KOMOWHAIWS:

r=4mm, F, =200N , f=0.08mm/rev .

3.2.3. Bucoxo-évenepoona cmomana
ExcriepuMeHTaHUTE pe3yJiTaTi ca moka3aHu B Tad. 8.

Taénuua 6. Excnepumenmannu pesyimamu 3a HUCKO-8b21€pOOHA
cmomana om emopu eman

M3bpana e cnegHara Hai-700pa  KOMOWHAIIWS:

r=4mm, F, =200N , f=0.04mm/rev.

Tabnuya 7. Excnepumenmantu pe3yimamu 3a CpeoOH0-8b21epoona

cmomana om emopu eman

Ne L f,M I'panasocm R, um Ne - f,@ I'panasocm R, pum
F rev F, rev

1 1 0.04 0.321 1 1 0.04 0.65
2 1 0.06 0.392 2 1 0.06 0.59
3 1 0.08 0.188 3 1 0.08 0.621
4 1 0.1 0.25 4 1 0.1 0.65
5 1 0.12 0.418 5 1 0.12 0.34
6 2 0.04 0.422 6 2 0.04 0.643
7 2 0.06 0.253 7 2 0.06 0.326
8 2 0.08 0.277 8 2 0.08 1.927
9 2 0.1 0.313 9 2 0.1 1.793
10 2 0.12 0.445 10 2 0.12 1.474
11 3 0.04 0.396 11 3 0.04 0.303
12 3 0.06 0.419 12 3 0.06 0.197
13 3 0.08 0.318 13 3 0.08 0.162
14 3 0.1 0.329 14 3 0.1 0.189
15 3 0.12 0.406 15 3 0.12 0.218
16 4 0.04 0.489 16 4 0.04 0.207
17 4 0.06 0.502 17 4 0.06 0.164
18 4 0.08 0.467 18 4 0.08 0.197
19 4 0.1 0.523 19 4 0.1 0.19
20 4 0.12 0.588 20 4 0.12 0.229
21 5 0.04 0.511 21 5 0.04 0.274
22 5 0.06 0.499 22 5 0.06 0.29
23 5 0.08 0.51 23 5 0.08 0.322
24 5 0.1 0.577 24 5 0.1 0.341
25 5 0.12 0.623 25 5 0.12 0.329

Tabnuya 8. Excnepumenmannu pe3ynimamu 3a 8UCOKO-
8b211ePOOHA CHIOMAHA OM 8MOPU eman

Ne . f,M I'panasocm R, um
F rey
1 1 0.04 0.142
2 1 0.06 0.124
3 1 0.08 0.161
4 1 0.1 0.189
5 1 0.12 0.159
6 2 0.04 0.176
7 2 0.06 0.171
8 2 0.08 0.192
9 2 0.1 0.196
10 2 0.12 0.192
11 3 0.04 0.149
12 3 0.06 0.165
13 3 0.08 0.185
14 3 0.1 0.215
15 3 0.12 0.253
16 4 0.04 0.109
17 4 0.06 0.167
18 4 0.08 0.143
19 4 0.1 0.118
20 4 0.12 0.15
21 5 0.04 0.433
22 5 0.06 0.284
23 5 0.08 0.262
24 5 0.1 0.27
25 5 0.12 0.275

3.3.Tperu eTam - eKCIIEPUMEHT 32 HU3CJIEBAHE
BJIMSTHUETO HA OPOsI HA PEXOAUTe

Ilenra Ha TpeTUs €Tal OT U3CIEABAHETO € /1a Ce Olpene-
M Opos Ha NMPEXOJIUTE OCHTYpsIBAallld MHMHHMAaJlHa Ipara-
BocT. EkcieprMeHTHT ce npoBex/a ¢ u3dpaHara ot BTOpUS
eTan Haii-noOpa KOMOMHAIMA 32 Bcsika ctoMaHa. [loanbpika
ce: v=100m/min = const . Bnusinueto Ha GpOst HA MPEXO-

JUTE € U3CIEABaHO 3a €QHOIOCOYHA M Pa3sHONOCOYHA pa-
0oTHa cxeMa 3a Opoit Ha pexoaute n=1+8.

3.3.1. Hucko-6venepoona cmomana

a) ExcriepuMenTanHuTe pesynTaTty 3a €IHOIOCOYHA pa-
60THa cxeMa Ha Opos IPEX0/IH ca MOKa3aH! B TaldI. 9.

0) ExcriepiMeHTaIHUTE pE3yJTaTH 32 Pa3HONOCOYHA
paboTHa cxema Ha Opos IPeXoau ca rmoka3aHu B Tadm. 10.

3.3.2. Cpeono-eévenepoona cmomana

a) ExcriepuMmenTanHuTe pesysiTaTty 3a €IHOIOCOYHA pa-
60THa cxeMa Ha Opos Ipexo/Iu ca NokazaHu B Tabi. 11.

0) EkcnepiMeHTaHUTE pE3yaTaTH 3a Pa3HOIOCOYHA
paboTHa cxema Ha Opos IPEXOaH ca IMoKa3aHu B Tabm. 12.

3.3.3. Bucoxo-évenepoona cmomana

a) ExciepuMeHTaIHUTE pe3ynTaTd 3a €JHOIOCOYHA pa-
60THa cxeMa Ha Opos Ipexo/Iu ca NoKa3aH! B Tadu. 13.

0) EkcnepyiMeHTaIHUTE pE3yNaTaTH 3a Pa3HOIOCOYHA
paboTHa cxema Ha Opost IPeXoaM ca MOKa3aH! B Tabi. 14.
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Tabnuya 9. Excnepumenmantu pe3yimamu 3a eOHONOCOYHA
pabomua cxema Ha OPosi NPeXoOU 3a HUCKO-6b2lIePOOHA CIOMAHA
om mpemu eman

I'panasocm R, um

0.172
0.138
0.136
0.141
0.132
0.137
0.142
0.146
Tabnuya 11. Excnepumenmannu pe3yimamu 3a eOHONOCOUHA

pabomna cxema Ha OposL NPexoou 3a CPeoOHO-8b21ePOOHA CMOMAHA
om mpemu eman

oo G| [w |~ =

o |N|AA AN | W N~ S

I'panasocm R, um

0.166
0.137
0.122
0.120
0.121
0.114
0.118

0.119

N[ [ [N |w|N |~ S

% (NS w| A |w |~ =

Co

Tabnuya 13. Excnepumenmannu pe3yimamu 3a eOHONOCOUHA
pabomua cxema Ha OposL NPexoou 3a BUCOKO-8b2NEPOOHA CIMOMAHA
om mpemu eman

I'panasocm R, um

0.111
0.102
0.118
0.120
0.119
0.114
0.114
0.104

SN[ |w| AW~ =
S| N[N |wN]~| 3

4. U3BOIU

IIpoBeneHO € eKCIepHUMEHTATHO W3Cle/BaHe Ha BIIUS-
HHUETO Ha OCHOBHHUTE NapaMeTpH WM BIMSHHETO Ha Opos Ha
MIPEXO/IUTE BHPXY II0JydeHaTa IparaBocT ciiel AUaMaHTHO
3arjakaaHe Ha OWIMHIPUYHU 00pa3ly OT TPU BHIa KOHC-
TPYKIIMOHHU CTOMaHH C Pa3INYHO BBIVICPOJHO CHIBPIKa-
Hue. IlomydeHnTe eKCIIepUMEHTAIHN Pe3yITaTH MOraTr Ja
Ob1aT 0000IEHH B CIIEIHUTE OCHOBHU M3BOIM:

e B ycioBusATa Ha €QHOIpPEXoaHa 00paboTKa, Hal-HIC-
Ka e nosydeHara rpanasoctT (R, = 0.109 um ) 3a cToMaHaTa

C Hal-roJIsIMO BBIVIEPOHO Chabpskanue (Y84), kato pe3yi-
TaTUTE 3a JIPyrUTE ABE CTOMAHU Ca IOYTH €IHAKBHU C M3Me-
peHa To-BUCOKa TPalaBOCT 32 HUCKO-BBIIIEPOJAHATA CTOMA-
Ha (S235). O4eBUIHO, KOHCTPYKIIMOHHH CTOMAHU C TIO-BH-
COKa IUIACTUYHOCT M TO-MajKa JKHJIABOCT ce o0paboTBaT
MO-TPYAHO KaKTO B MPEIIIECTBAIIOTO 00paboTBaHE dUpe3
CTpYTOBaHE, Taka M IIOCPEICTBOM AUaMAHTHO 3aryIaX/IaHe,

e [loyry4eHu ca cleJHUTe KOMOWHALIMK OT OCHOBHH I1a-
paMeTpH, OCHTypsIBaIlli MUHHMAJIHA IPAaNaBoCT MPU €IHO-
npexoaHa o0paboTKa:

- 3a cromana S235 - F, =200N ;

r=4mm; f=0.07mm/rev; v=100m/min ,
-3acromana 45 - F, =200N ;

r=4mm; f=0.08mmfrev; v=100m/min ,
-3acromanHa Y8A - F, =200N ;

r=4mm; f=0.04mm/rev; v=100m/min .

Taonuya 10. Excnepumenmantu pe3yimamu 3a pasHOnoCoO4Hd
pabomua cxema Ha Opos nPexoou 3a HUCKO-6b2IePOOHA CIOMAHA
om mpemu eman

I'panasocm R, pum

0.184
0.195
0.223
0.218
0.199
0.189
0.197
0.210
Tabnuya 12. Exchepumenmannu pe3yaimamu 3a pasHonocoyHa

pabomua cxema Ha 6pos nNPexoou 3a cpeoHO-8b2IePOOHA CINOMAHA
om mpemu eman

NI EN Y Y

||| |AN[w o~ S

=

I'panasocm R, pum

0.175
0.190
0.174
0.161
0.152
0.142
0.174
0.178

So| [y [w|ro |~
S| n|w|ro~] =

Taonuya 14. Exchepumenmannu pe3yaimamu 3a pasHonocoyHa
pabomua cxema Ha OPosi NPeXoOuU 3a GUCOKO-8bIEPOOHA CIMOMAHA
om mpemu eman

=

I'panasocm R, pum

0.121
0.128
0.123
0.119
0.119
0.122
0.127
0.120

oA w o]~
(N[N [w|N[~] S

Kakro npu apyrure npouecu 3a II1/], Te3u pesynraru
MOTBBPXKIABAT, 4€ (haKTOpHUTE C HAW-TOISIMO 3HAUEHHE 3a
HOJIy4YeHaTa IpanaBocT ca aedopmupaiiara cuna Fy, U pa-

JIyca Ha 3aKphIJICHHE HA AWaMaHTHUS BPBX . [lomaBaHe-
TO, TMPHU KOCTO € peaju3upaHa MHHHMAIIHA TPamaBoOCT 3a
ITBPBUTE JIBE CTOMAHH € MIOYTH EHAKBO, IOKATO 32 BUCOKO-
BBITICPOIHATA CTOMAaHA MUHHMMAJTHATA TPAIaBOCT € ITOCTHUT-
HaTa IIPH J[Ba ITFTH IT0-MaJKo MogaBane. To3u GaxT ce abi-
KM Ha TO-TOJIMaTa MHKpPOTBBPIOCT Ha cToMaHa (Y8A4)
CHpSMO APYTHUTE JIBE, KOETO MOXE JIa c€ 0OSCHU C IMO-Mal-
KOTO KOHTAKTHO METHO B KOpeJamus ¢ OUKIMIHUS Xapak-
Tep Ha AePOPMALMOHHOTO BB3ACUCTBHE 3a €IHAKBU TOJie-
MHHH Ha Jle()opMHUpalaTa CHia U paguyca;

e 3a TpuTe M3CIEIBAaHM CTOMAaHH IOJOOpSBAaHETO Ha
TpamaBoCTTa € MO-TOJIIMO TIPH CAHOIOCOYHA paboTHA CXe-
Ma. B ycnoBusTa Ha egHOMOCOYHA pabOTHA CXeMa BITHS-
HHUETO Ha Oposl Ha MPEXOJUTE 32 MUHUMHU3HPAHE Ha IOITY-
YeHaTa TpamaBoOCT € HaW-roJsIMO TpH croMaHa 45, KaTo
Haili-HucKa rpanaBocT (R, =0.1/4 ym) e moiydyeHa cnep
mectus mpexon (# =6 ). 3a cromana S235 MUHUMAaHA Tpa-
HaBOCT € MoJydeHa ciel netus npexon (R, =0.132 um),
KaTo PeIyKIMATa Ha IpamaBOCTTa CJEJ BTOPUS MPEXOA €
He3HaunTelHa. MoXe J1a ce 3aKJII04H, 94e OpOosT Ha Mpexo-
JUTE MPAKTHYCCKH HIMa BIHSHHUC BHPXY IMOJydYCHATa Tpa-
MaBOCT 3a BHUCOKO-BBIJIEPOJHA cTOMaHa Y8A, TbH Karo
HsIMa sICHAa TeHJEHIIMsI, a pa3ceitBaneto € 0.018 um ;
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e He ce HabmromaBa ycTOMYMBA TEHACHIUS 3a M3MEHE-
HHUE Ha TPamaBOCTTa B YCIOBHITA HAa Pa3HOIIOCOYHA PaboT-
Ha CXeMa 3a TpUTe BHUJAA W3CIeABaHM cToMaHu. PasHoro-
couHaTa cxema He ce MpemnopbyBa 3a cToMaHa S235, Thit
KaTo IMOJydeHaTa TpanaBoCT € MUHUMaNHa ciuen n=1/. 3a
cTomaHa 45 rpanaBoCTTa HamalsiBa 10 7 =6, clell KOeTO
HapacTtBa. Tasu penykuus obade e 19%, nokaro npu eaHo-
mocovHa cxema goctura a0 31%. 3a cromana Y8A Oposr
Ha TIPEXOIUTE MPAaKTUYECKH HE BOIW 10 MOJ0OpsBaHE Ha
rpamaBOCTTa MPH PA3HOIIOCOYHA CXEMa.
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