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AKmyanbHOCMb UCCNe006AHUA 3AKTIOUACMCA 6 NOGLIUWEHUU PEMOHMONPUZOOHOCIU U
YHuguxayuu uzdenuil co chpepuueckum coeounenuem. Ilpoonema e3aumnoii cghepuueckoii npumup-
KU 3QKTI04Aemca 6 mom, 4mo npumupaemvle 0emanu He noonexcam gzaumosamensemocmu. Ilens
O0AHHO020 UCCTIE006AHUA — YCHIAHOGUMb XAPAKIMED U3HOCA NOBEPXHOCHU 015 63AUMHONL CheputecKoll
npumupku. B uccnedosanuu ucnonv3oeanuch memoosl AHAIU3A UCHIOYHUKOG TUMepamypol u IKcne-
pumenm. B kauecmee 0CHOGHBIX pe3ynbmanos 6blAU ROSIYUEHbl OUAZPAMMbL CKOPOCHU U3HOCA Che-
PpuuecKkoil noeepxHocmu 6 paziuunvix ee yuacmkax. bvina noomeepicoena cnpasednueocms 6v106u-
HYmoIl zunome3svl 0 npOmMeKanuu npoyecca uznoca. bvinu eviasnenst docmouncmea u nedocmamku
NpUHYUNUANbHBIX cmpameuil Osudicenuli npumupku. bviiu ycmanoenenvt ocnoenvie npaxmuue-
CKUe PEKOMEHOAUUU K OP2aHu3auuu npoyecca 63aumMHol chepuyueckoil npUmMupKU u K 2e0Mempuu
3a20mo6okK, nocmynarwouwiux Ha npumupky. Taxoce ovin npoeeden ananu3 cOCMOAHUA NOBEPXHOCHIU,
KOmopbulii ROOmMEepoun CnpagedanoCHb GbICHAGIEHHBIX 3HAYEHUIL (PAKMOPO8 NPUMUDKUL.

KnroueBsble ciioBa: IpuTHPKA, M3HOC, B3aMHas IPUTHPKA, cpepruecKast MPUTHUPKA, HIAPHUD IAPOBO,
aOpa3uBHasl CMeCh

INVESTIGATION OF THE SURFACE WEAR CHARACTER DURING
MUTUAL SPHERICAL LAPPING
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The relevance of the study is to improve the maintainability and unification of products
with a spherical joint. The problem of mutual spherical lapping is that the lapped parts are not inter-
changeable. The purpose of this study is to establish the nature of surface wear during mutual spheri-
cal lapping. Research methods used in the study are analysis of literature sources and an experiment.
As the main results, diagrams of the wear rate of a spherical surface in its various sections were ob-
tained. The validity of the put forward hypothesis about the wear process was confirmed. The ad-
vantages and disadvantages of the principal strategies of lapping movements were identified. The
main practical recommendations were established for organizing the process of mutual spherical
grinding and for the geometry of workpieces entering for grinding. The main practical recommenda-
tions were established for organizing the process of mutual spherical lapping and for the geometry of
workpieces coming to lapping. An analysis of the state of the surface was also carried out, which con-
firmed the validity of the set values of the lapping factors.
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AKTYAJIBHOCTbD ITPOBJIEMBI

Cdepuyeckoe coeauHeHHe aeTalell YacTo
BCTpEYaeTCsl B U3JEIUSIX, OTHOCSIIMXCS K Pa3TUIHBIM
OTpacisiM NPOMBIIIICHHOCTH, HallPUMEpP, B aBTOMO-
OWJIECTPOCHHH, CTaHKOCTPOCHHUH, CYAOCTPOCHHH,
aBUACTPOCHHHU, NpuUOOpocTpoeHnu U Ap. HawmbGomee
pacrpocTpaH€HHBIMU BHUIAMU HM3AENIHUN co cdepuue-
CKUM COEAMHEHHEM JeTalell BBICTYIIAIOT IIapOBbIC
HIAPHUPBI, KPaHbI M JIMH3BI ONTHYECKUX MpruOopoB. K
TaKUM H3JENUSAM IPEABSIBIAIOTCS BBICOKHE TEXHHYE-
cKue TpeOOBaHUs K T€OMETPUUECKON TOUYHOCTH U LIe-
POXOBaTOCTH CHEPUIECKUX TTOBEPXHOCTEH.

B kauectBe oKOHYATENbHONW OOPAaOOTKH ITHUX
MOBEPXHOCTEH BBINOJNHACTCA B3aMMHAs HPUTHPKA
netaneil. B pesymnprare 0OpabOTKH MOMYydatoTCs BBI-
COKOTOUHBIEC u3aenus [1].

B Hay4HO-TEXHUYECKON JTUTEPATYPE MPHUHSITO
XapaKTepU30BaTh HNPUTHPKY KaK IMPOLECC CI0XHOTO
W3HAIIMBAaHUS TOBEPXHOCTH TMOJ  BO3ACHCTBHEM
OobIIOro yucna adpa3uBHBIX 3€peH U IOBEPXHOCT-
HO-akTUBHBIX BemiecTB [2]. Ilockombky Ha mporiecc
OPUTHPKU BIMAET MHOXKECTBO (DaKTOPOB U B3aUMO-
JEHCTBUS IPOUCXOAT HA MUKPO- U HAHO YPOBHE, TO
MOYKHO YTBEP)KIATh, YTO NPUTHPKA OCHOBBIBACTCS HA
MEXaHHUYECKHUX, (PU3MKO-XMMUYECKUX U XUMHYECKUX
nporeccax. B pesynbrare ananuza Opios I[1L.H. mpu-
XOAUT K 3aKJIOYEHHI0, YTO OCHOBHBIM MPOILIECCOM
U3HOCa BhICTynaeT mexanudeckuil [3]. Takke aBTOp
paccMaTpuBaeT pa3INYHbIe MaTEMaTHYECKHUE MOJENIN
M3HOCA MOBEPXHOCTH B Ipolecce NpuTUpku. Opios
ILLH. oTMeuaeT, 4TO MOrpPEIIHOCTh pacdeTa reoMeT-
pHUH TIOBEPXHOCTHU IPH WCIONb30BAaHUM MaTeMaTHue-
CKHX MOjIeJIeil, OCHOBAaHHBIX Ha MeXaHU4eCKoi pabo-
T€, COBEPLICHHON B MPOLIECCE NMPUTUPKU, MOXKET CO-
ctaBiaAth 20-30%. Takoe 3Hau€HHE NOrPEUIHOCTH
CBSI3aHO C OOJIBIIUM KOJIMYECTBOM (PAKTOPOB, HEKO-
TOpBIE U3 KOTOPBIX MPUXOOUTCS OOBEAUHSTH B KOM-
IUIEKCHBIN (haKkTOp, a TaKKe C HEMOCTOSHCTBOM alpa-
3UBHOM CIIOCOOHOCTH IIPUTUPOYHON CMECH.

[loBBICHTE TIPENICKAa3yeMOCTh PE3yJIbTATOB
pacueToB MOXKHO 3a CYET WCIOJIb30BaHMS NPOrpec-
CHBHOTO METOJa aCHMMETPHUYHO-0E30TPHIBOUYHON
NPUTHPKH, KOTOPBIA TIO3BOJISIET CHU3UTH KOJeOaHHe
BEJIMYMHBI a0pa3WBHOH CHOCOOHOCTH B Mpolecce
nputupku [4]. IIpoBeneHHoe nccnenoBanue [S] moka-
3BIBACT, YTO MPHU CTAOMIM3ALUHU 3HAUYeHHH (HaKTOPOB
MOYKHO TOJNYYaTh BBICOKYIO TOYHOCTh PacdeToB Ieo-
METPHH, OJHAKO, AJIsl 3TO TpeOyeTcsi TOUHOE H3Mepe-
HUE TPEJABAPUTEIBHOTO COCTOSHHS TOBEPXHOCTEH
3aroTOBOK W JaJbHEHIIEro MOJICTHMPOBAHUS, YTO B
YCIIOBUSX MPOHM3BOACTBA CTAHOBUTCA KpaiHE TPYyHO-
€MKOM 3amaueii.

Takum o0pazom mpobiemMa B 00J1aCTH B3aWM-
HOU cepruuecKor MPUTHPKHU 3aKITIOYAECTCS B TOM, YTO

MIpUTHpaeMbIe ATl HE MOJIekKaT B3auMO3aMeHse-
MOCTH. AKTYaJIbHOCTh PelIeHUs MpoOIeMbl 3aKmoya-
€TCs B MOBBIIIEHUN PEMOHTOIPUTOIHOCTH M YHHU(DHU-
KaItiy M3Ienuil co chepudecknuM coeawHeHMeM. Ha
MIEPBOM dTare peuIeHus: npoodieMbl HeOOXOAUMO BbI-
SICHUTh XapakTep U3HOCA IIOBEPXHOCTH IPU B3aUMHON
c(hepruIecKOil PUTHPKE.

B kauectBe paboueil TMHOTE3BI BHICTABICHO
MIPENIONIOKEHNE, YTO MpPOIEcC H3HOCAa CTPEMUTCS
JOCTHYb JTUHAMUYECKOTO PAaBHOBECHS, IPU KOTOPOM
JIOCTUTAETCsl paBHOMEpHAsi CKOPOCTh M3HOCA IO BCeH
npuTHpaeMoi moBepXHOCTH. OCHOBaHUEM THIIOTE3HI
CIIy’KUT 3aKJIIOYEHHUE, OJTyYEHHOE Ha OCHOBE aHaJIM-
3a HayYHO-TEeXHUIECKOU IurepaTypsi [ 1-5].

Ilens mepBoro sTama McCieAOBaHUS — YCTa-
HOBUTb XapaKTep U3HOCA MIOBEPXHOCTH I B3AUMHOMN
chepryueckoil MPUTUPKHU. I AOCTIKEHUS TIOCTaB-
JICHHOW LeNM HEOOXOIMMO PEIINTh CIEIYIOIIHe 3a-
Jla4U: BBISBHUTH OCOOCHHOCTH TMpoIecca B3aMMHOMN
cepuvecKoil MPUTUPKU U MPOBECTH IUIAHUPOBAHUE
AKCIIEPUMEHTA TI0 B3aUMHOU C(HEepPHIECKON MPUTHPKE.

METOAMKA SKCIIEPUMEHTA

Jnst penieHust MOCTAaBICHHBIX 3a/1ad UCIOJb-
30BaJINCh CIEAYIONINE METOABl HAYYHOTO MCCIIEA0Ba-
HUS: aHaJN3 UCTOYHUKOB HAYYHO-TEXHUIECKOHN JIUTE-
paTypsl, TJIAHUPOBAHHE U MPOBEACHUE SKCIIEPUMEH-
ta. [l mpoBeieHns IKCIIepruMenTa Oblia pa3zpadora-
Ha 3D-Mozens MakeTa MPUTUPOYHOTO CTaHKAa Ha OC-
HOBE 3allaTEHTOBAHHOW KMHEMaTudeckod cxembl RU
2 772 527 C1 (puc. 1a). ITocne yero O6p1a OCYIIECTB-
neHa ero coopka u Hanajka (puc. 10).

Puc.1. MakeT npUTHPOYHOTO CTaHKa
Fig.1. Model of the lapping machine

YcaoBus mpoBeeHUS IKCIIEPUMEHTA:

OKCIIEpUMEHT MPOBOAWICS Ha 0asze MpOeKT-
HOTO WEHTpPAa WMHCTUTYTa CYJOCTPOCHUS M MOPCKON
apKTUYECKON TEXHUKU. B KauecTBe 3KCIepUMEHTAb-
HOTO 00pas3iia BEICTYIAN MAPHHUP MIAPOBOH C JTHAMET-
poM cdepuueckoit moBepxHoctu 20 MM (puc. 2).
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Puc. 2. Hlapuaunp maposoii 1 — Kpeimika, 2 — DOAMSATHYK, 3 — MaJieln mapoBoi
Fig. 2. Ball joint. 1 — Lid, 2 - Thrust bearing, 3 - Ball pin

Tabnuua 1
CpeacrBa nu3mepenus
Table 1. Means of measurement
Hsmepsiemerid Bug HanmenoBanue I[Hfl Ta3OH M3Mepe- [orpemHocTs,
napamerp, Monens HUI/IIeHa IeTIeHus],
HU3MEepEeHUst CpeICTBa U3MEPEHUS pa3MepHOCTh
pa3MepHOCTh pa3MepHOCTh
Tpsmoe Mitutoyo | QX 0125w
lepoxoBarocth, Ra p ’ [Mpodunomerp Y 0Z: 0 — 350 mxm/ +5%
KOHTaKTHOE SJ201
0,01 Ra
OTkiioHeHue oT cde-
. [psimoe, 0-25 mm/
PUYHOCTH HAPYKHOM KOHTAKTHO® Muxkpomerp MKI]J 25 1 Mku +2 MKM
MIOBEPXHOCTH, MKM
Arduino 0-50 cyr./
+
Bpewms, ¢ [Ipsmoe VYpasnstomas niaTta UNO 1 me 15 c/mec

KonnvecTBO 3KCIEpUMEHTaIbHBIX OOpa3LOB:
5 mr. IIpu 3TOM NPOU3BOAMIOCE TOBTOPHOE HCIIOJb-
30BaHHE 00pa3IOB MOCIE MOAPE3KH KOHTAKTHBIX TOP-
uoB aeraneit «Kpoimka» u «IloanaTHuk».

s npoBefieHUsT M3MEPEHMM  MCIOJIb30Ba-
JHCh TIpe/iCTaBlicHHbIE B Tabmuie | cpencTBa u3Me-
peHus. s OLEHKH COCTOSIHUSI TIOBEPXHOCTH IOCIE
MPUTUPKHU UCHONB30BaJICA MUKpockon AnbTamu MET
4C. IlnanupoBaHUE SKCIIEPUMEHTA IPOUCXOIUIO TI0
KHHEMaTH4eCKOMY (hakTopy mporecca NpUTHPKU.

[Ipu 3TOM OBLIM COBEPILEHBI 5 OIBITOB IS
MPUHLIMITHAIBHBIX CTpaTernii o0pabotku 0e3 mayoiu-
poBaHHA. MaTpuna IuiaHa dKCIepUMeHTa TPEeACTaB-
JIeHa B TaOyme 2.

Jns 1 1 3 onbITOB yro HyTalliu yCTaHABIH-
Baercs 30° st oOecriedeHus] TOJTHOTO TEePEKPHITHS
MPUTHPAEMBIX TOBEPXHOCTEH.

3Ha4YeHUs! OCTANBHBIX (PaKTOPOB ObUIM Ompe-
JICIEHBI U3 YCIIOBUS SHEPTeTHYECKUX PECYpCOB MaKe-
Ta NIPUTUPOYHOTO CTaHKa M ONTHMAJbHBIX MOKa3aTe-
nei mpouecca npuTHpKH (Tadu. 3).
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M3mepeHnsi mapaMeTpoB SKCHEPHMEHTATBHBIX
00pa3iioB BBINOIHSIUCH COTNIACHO CIISAYIOIIMM HOpMa-
tiBHBIM JIokyMeHTam: ['OCT 8.050-73, TOCT 6507-90.
[Mepen npoBeneHreM N3MEPEHUI JETATN OYHINAINCH OT
3arpsi3HCHHUN U 00€3KUPUBAIHCH AI[ETOHOM.

O0paboTka pe3ybTaTOB HM3MEPEHHH IPOBO-
JIMJIACch B CIIETYIOIIEH MOCIIeI0BATEILHOCTH.

CHavanma TIPOM3BOAWIICS pacueT CPeIaHero
3HAUYEHHs pe3yjbTaTa U3MEPEHUN 10 Cleayrouei
thopmye:

a=-yq, (1)
rlie a; — 3HAUYCHHUE i-T0 U3MEPEHUs apaMeTpa,

N — KOJMYECTBO M3MEpPEHHi mapamerpa. 3a-
TEM MPOU3BOIUIICS PACUET CPEAHEKBAIPATHIHON MO-
TPEIIHOCTH pe3yJibTaTa CepUr M3MEPEHUH 10 Ciemy-
fomei hopmyre:

ASg = 2
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Taonuua 2
Ilnan ’kciepuMeHTa
Table 2. Plan of the experiment
CKopocThb rana3zoH
Ne onbITa Crparerust 00pabOTKH Tun nBuxeHus P ’ A o
00/MuH YIJIOB,
1 CoOcTBeHHOE BpalleHNe BpamarensHoe 50 -
2 CoOCTBEHHOE BpaIlICHUE BpamarensHoe 50 -
Hyranus Bo3sBpaTHO-KauaTeIpHOE 0,2-0,5 0-30
3 CoOcTBEHHOE BpaIIeHUE BpamaTensHoe 50 -
[peneccus BpamaTensHoe 3 -
CoOcTBEHHOE BpaIlIeHUE BpamaTensHoe 50 -
4 Hyranus Bo3sBpaTHO-KauaTeIpHOE 0,2-0,5 0-30
[Ipeneccus BpamarensHoe 3 -
5 PyuHas nputupka ¢ XaOTUIHBIMU Bo3sspaTHO-KauaTenbHOE 45 0-30
JIBYDKCHUSIMH BpamarensHoe 140-50 -
Tabauua 3
@akTOophI Mpoecca NPUTHPKH
Table 3. Lapping process factors
I'pynna daxkrop 3HayeHue IIpumeuanue
Heobxoaumo moaroToBuTh abpa-
3MBHYIO CyclleH3HI0 | pa3 Ha Bce
Abpassran | ACM 7/5 HOM — 50%; maciio F140-A — 20%; | >0 SCTEVHES PR3 B3 &
cMech kepocuH — 30%; koHUeHTpauus abpasusa — 2% e Y
T « 30HY 00pabOTKH — HETIPEephIBHAS
eXHq?;I?TF:q;C e KareJbHas
p Martepuan netanei Crans 10 -
235 KTTa — «KpBILLKay: [puknaapiBaeTcst BepTHUKAIbHAS
JaBnenue P ’ cwia 98 H (10 krc).
139 kIla — «ITogmIsaTHUKY
Macca rpy3a 2 kr
Juuamudeckue | 3aKOH Harpy>XeHUs! ITocrosiHHAs Harpy3Ka -
(axTops! CuJibl HHEPLMH - He yuutsiBaroTcst
[lepoxoBaTocTb Ra (125 £0.5) KonTtpons Ha neramu
T ecoMeTPIIECKIE 3aroTOBOK ’ ’ «[Tanen mapoBoi»
(baKI?FO bl Otionenue ot VBenuueHue pasmepa K 0CeBOM
p chepruuHOCTH 3aro- (0,04-0,07) mm p . p
TOBOK gacTh chepraecKoi TOBEPXHOCTH

Hanee mondupanock 3HaUeHHE KOAPPHUIIEH-
ta CThIO/IGHTA U1 HAASXKHOCTH m3MepeHus 95% B
3aBHCUMOCTH KOJHMYecTBa u3MepeHuid B cepuu. Ilo-
IPENIHOCTh H3MEPEHNUS paCCUUTHIBANIACh IO (hopMyIIe:

Aa = tog, - ASg, 3)
rae tys, — kod3dpunuenta CTpro€HTa 1/ HaIEKHO-
cTH u3MepeHus 95% U KOINYeCTBY U3MEPEHUH M.

OxoHYATENbHBIN Pe3yIbTaT H3MEPEHUS 3aIH-
CBHIBAJICS B CIICAYIOIIEM BUae:a = a t Aa.

Ha puc. 3 npencraBneHa cxema U3MEpEHU B
cedeHusx. I'’ie n — HoMep ceueHus AJis MPOBEICHUS
n3Mepenuni, ot 0 10 5.

[Ipy m3MepeHnn nIepoxXoBaTOCTH MOBEPXHO-
CTH pe3yJIbTaT 3alUChIBAJICS KaK CpeaHeapupmeTnie-
CKO€ 3Ha4eHHEe U3MEPEHHH 1 OTPELIHOCTh pruodopa.

PE3VYJIBTATBI

WroroBele 3Ha4YE€HMsI H3MEPEHHUS CPEIHErO
JUaMeTpa U OTKJIOHEHHS OT CPePUUHOCTH NPUBEACHBI
B Tabimnax 4-6.

3HaueHNe MIepOXOBATOCTH C(HEpPHUECKO Io-
BepxHOCTU JieTanu «llanen mapoBoi» npencTaBieHO
B TaOnuue 7. Bpems, 3aTpaueHHOE Ha CHATHE OCHOB-
HOTO U JIOTIOJTHUTEJIEHOTO PUITYCKA, IIPEICTABICHO B
tabmune 8. CKopocTh M3HOCA CEepUIecKOr MOBEpX-
Hoctu aeranu «llamern mapoBoi» mpencraBieHa
Ha pUCYHKax 4-5.

Ilocne mpoBeneHus OMBITOB ObIIa MPOM3BE-
JIeHa OIIEHKa COCTOSHHS IMOBEpXHOCTH JeTanu «[la-
aen mapoBoiy. [lonyueHHBIH pe3ynbTaT MpeacTaBiIeH
Ha puc. 6—7.
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/ padyc nobopoma gemasiy
bokplz coocmberrou ocu

Nusrm.(3+3 1)

NUzm.(2+317)
Nusrm(1+31)

607 1

Puc. 3. Cxema u3MepeHust quameTpa

Fig. 3. Scheme for measuring the diameter

Taonuua 4

I/IBMepeHI/lﬂ A0 MpoBE€ACHUSA OIIBITOB
Table 4. Measurements before experiments

Cpeanuii TuaMeTp ¢ y4eToM

OTKJIOHEHHE OT CHEPUIHOCTH C YIETOM

OO0wekT mmeperns | Ne o0p.
MOTPENTHOCTH U3MEPEHHS, MKM MOTPENTHOCTH U3MEPEHHS, MKM
1 19,991+0,006 0,037+0,003
2 19,987+0,006 0,040+0,002
«[Tanen mapoBoi» 3 19,995+0,008 0,041+0,002
4 19,991+0,006 0,037+0,003
5 19,993+0,005 0,029+0,0008

Tabnuua 5

HN3mepenus nocJjie CHATHA OCHOBHOI'O NPHILYCKA
Table 5. Measurements after removing the main stock

OGbexr usveperns | No o6p. CpenHuit quamMerp ¢ yueTom OTKIIOHEHHE OT CHEPUIHOCTH C YIETOM
MOTPEIIHOCTY U3MEPEHHSI, MKM MOTPENTHOCTH U3MEPEHHSI, MKM
1 19,966+0,008 0,043+0,0004
2 19,952+0,008 0,040+0,005
«[Taner mapoBoi» 3 19,947+0,005 0,025+0,006
4 19,939+0,009 0,050+0,0011
5 19,973+0,005 0,026+0,0009

Taonuuya 6

I/I3Mepemm MmoCJjae CHATUSA TOMOJHUTEJIBbHOI'O IPUITYCKA
Table 6. Measurements after removing the additional stock

OGnext wamepenms | No o6p. CpenHuii qraMeTp ¢ y9eTOM OTKII0OHEHHE OT CHEPUIHOCTH C YIETOM
MOTPEITHOCTH U3MEPEHHSI, MKM MOTPENTHOCTH U3MEPEHHSI, MKM
1 19,958+0,007 0,036:+0,0008
2 19,929+0,008 0,044+0,0012
«[Tanen mapoBoi» 3 19,932+0,005 0,024+0,0006
4 19,927+0,005 0,047+0,0015
5 19,958+0,005 0,024+0,0001
Tabnuua 7
3HayeHHe H3MepPEeHHs epPOX0BATOCTH
Table 7. Measuring value of roughness
No CpenHee 3HaUCHNE MIEPOXOBATOCTH /10 CpenHee 3HaYCHHE IIEPOXOBATOCTH MOCIE
OO0BeKT H3MepeHH - 00pabOTKH C yUETOM MOTPEIIHOCTH IPH- | 00pabOTKH C YIETOM MOTPEIIHOCTH H3Me-
obOpasma
6opa, Ra penus, Ra
1 0,52+0,2 0,20+0,04
2 0,48+0,2 0,22+0,07
«[Taer mapoBo» 3 0,54+0,2 0,19+0,01
4 0,40+0,2 0,2340,01
5 0,41+0,2 0,2340,01

CoBpeMeHHbIE HAYKOEMKHE TEXHOJIOTHH. Perrnonanpaoe npuioxenue. Ne3(71) 2022

55




I/IH)KeHepHO- TEXHUYCCKUEC HAYKH — MAIIMHOCTPOCHUE U TEXHOJIOTUH

Taonuua 8

Bpems nputupku
Table 8. Lapping time

Ne ombiTa BPCMH CHATHUA OCHOBHOT'O IPUITYCKa, MUH BpCMH CHATHUA OTOTOJIHUTCIIBbHOTO NPUITYCKA, MUH
1 138 25
2 113 25
3 95 25
4 95 25
5 25 20
MKM/MUH 0,76
1,000
0,900
0,800
0,700
0,600
0,500
0,400
01300 CpeI[HﬂH CKOPOCTBh U3HOCA
0,200 00°
0,100
0,000
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Howmep obpasna

Puc. 4. [lnarpamma ckopocTy u3Hoca feranu «llanen mapoBoi» npu CHATHM OCHOBHOI'O IPHITyCKa
Fig. 4. Diagram of the wear rate of the Ball pin when removing the main stock

MKM/MWH

1,200
1,000
0,800
0,600
0,400
0,200
0,000

0,80

1 2 3 4 5

Howmep obpasua

gpe)mm CKOpOCTh M3HOCA
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Puc. 5. [luarpamma ckopocTu u3Hoca aerany «llanen mapoBoi» Ipu CHATHU
JAOHNOJIHUTEJIBHOI'O IIPUITYCKa
Fig. 5. Diagram of the wear rate of the Ball pin when removing the additional stock
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200140178361 ya

Puc.

6. CocTosiHHE TOBEPXHOCTHU MOCIIE MAIIUHHOW IPUTHPKH
Fig. 6. Surface condition after machine lapping

Puc. 7. CocrosiHue NOBEPXHOCTH MOCIE PYUYHON PUTUPKU
Fig. 7. Surface condition after manual lapping

Puc. 8. Bux 06pa3noB 1o npuTupKI
Fig. 8. View of the samples before lapping

Puc. 9. Bua 06pa3ioB nocie npuTHpKe
Fig. 9. View of the samples after lapping

DKcrepuMeHTaNbHbIe 00pa3lbl 10 U TOCie
MPUTUPKU TPEACTABICHB COOTBETCTBEHHO HA PUCYH-
kax 8-9.B xoJ/ie mpoBEJCHHOTO aHAN3a UCTOYHHKOB
HAYYHO-TEXHUYECKOW JuTeparyphl [1-5] Obuim ycra-
HOBJICHBI OCOOCHHOCTH B3aUMHOW W cepruieckoit
nputupkd. [lomydeHHble OCOOEHHOCTH CBEICHBI B
Tabnuiy 9.

Taonuua 9

Oco0eHHOCTH MPUTHPKH
Table 9. Lapping Features

Oco0eHHOCTH B3aUMHOW IPUTHPKH

OcobeHHoCTH chepruecKoil IPUTHPKH

1. MakcuMaJIbHO JIOITyCTHMBIN pa3Mep OCHOBHOW (pakIuu
abpa3uBa He JI0JDKEH NPEBBIIIATh JAOIyCKa Ha 3a30p
B pUTHpAEMOH nape
2. OnTHManbHBIE 3HAYEHUSI CKOPOCTH U IaBJICHUS IPUTHPKU
MMEIOT MEHBINNE 3HAYCHHSI [0 CPABHEHHUIO C HHIANBUAYAIIb-
HOW MPUTUPKOI M3-32 HU3KOTO TEIJIOOTBO/1a
3. Co3anve ycIoBHi C MUHUMAIBHBIM MIAP)KHPOBAHUEM 3€PEH

1. HeB0o3MOKHOCTE 00€ecCIIeYeHHs OMHAKOBOM JTUHEMHOMN
CKOpPOCTH MPUTUPKH HA BCEX YIaCTKAX MPUTHPAESMOH I10-
BEPXHOCTH M3-32 OTCYTCTBHS ITOCTYMATEIBHBIX JBIKSHUH
2. HeBo3MOXHOCTH 00€CTIeUeHNs PAaBHOMEPHOTO JaBICHHS
Ha BCE MOBEPXHOCTH 00pabOTKH
3. CKopOCTh U3HOCA MEHSIETCS JI0 JOCTIKEHUS TUHAMUYE-
CKOTO PaBHOBECHS

OBCYXJIEHME

W3 muarpamm crieyer, 9To TOJIbKO 3 cTpaTerus
JIOCTHIIIa TMHAMUYECKOro paBHOBecHs. [IpHcyTcTByro-
I pa3dpoc CKOPOCTH U3HOCA B CEUCHHUSIX 00YCIIOBIICH
TIOTPEITHOCTRI0 M3MEPEHUH M MOJATIIMBOCTBIO JKCIIe-
pUMeHTaNBHBIX 00pa3toB. Tawke npu 3 crparerun Obl-
JI0 JOCTUTHYTO OJHO W3 HaMMEHBIINX OTKIOHEHHH OT
cepraHOCTH, YTO HEOOXOMMO TS IPOBEICHUS SKCIIE-
PHMEHTOB T10 KauecTBy 00padboTku. Hanbospmmii m3HOC
HaxOJUTCSI B OKBaTOPHAILHON YacTH AeTaid. BeposTHo,

CoBpeMeHHbIe HayKOEMKHE TeXHOIOTHH. PerrnonansHoe npmtoxkerne. Ne3(71) 2022

MPOUCXOIIUT 00pa30BaHME IMosica abpa3UBHOM CyCIEH-
30H 32 CUET HEHTPOOESKHON CHIIBI, YTO TMPUBOJMUT K yBe-
JIMYEHHOMY HW3HOCY B 3TOM 00JacTH, WM BCICICTBHE
MOJJATIIMBOCTY COEJMHEHNS] BO3ZHHMKAET TEpPEeKOoC JeTa-
Jied, U3-3a KOTOPOrO MPOUCXOOHUT OoJiee paBHOMEPHOE
pacrpeniesieHre AaBJICHHUSI.

Taxsxe xopolo cedst mokasana 5 CTparerys.
[To Goublie yacTH OHa MpeCTaBIsa U3 ce0sl paBHO-
MEpPHO XaOTWYHbIE ABIMKEHUS MPELECCUN U HyTalluu
C MEePHOANYECKUM TIpoBOpaunBanreM netanu «llamen
[1apoBO¥» MO0 COOCTBEHHOW OCH.

57



HH)KeHepHO' TEXHUYCCKUEC HAYKH — MAIIMHOCTPOCHUE U TEXHOJIOTUH

Crparerun 1 u 2 ganu XyAuue nokasaHus Mo
kadecTBy. B orBeTHBIX netamax «Kpeimka» u «llox-
ISITHUK» OBIJIO SIBHO BBIP@XEHO CMEILICHHME IISITHA
koHTakTa. CTparerus 1 3apekoMeHmoBana ceds Xyxe
Bcero. Taxxke cinemayeT OTMETHUTh, YTO Npu 1 cTpare-
MM OCHOBHAsI 4acTh CYCIICH3MM CKaIUIMBAlIach y OC-
HOBaHMs IWIMHApHYECKOW dacTh netann «llamen
mapoBoi».Ctpaterust 4 mokasana OTHOCHUTENBHO He-
TUIOXUE PE3yNBbTATHI 1O TSTHY KOHTAKTa, OJTHAKO, AJIS
ee TIOJTHOIIEHHOTO PacKpheITHA Tpedyercs Ooiee Tima-
TEJIbHBINA MOAOO0P MEePENATOYHBIX OTHOILICHUH U 3aKO-
Ha JBW)KEHUH. DTOT BBIBOJ CJEIyeT W3 OLEHKU 5
CTpaTeruy, KOTOpast ABISETCS HACHTUIHOM.

W3 nomydeHHBIX HOaHHBIX MOXKHO CHENaTh
clenyomye 3aKinodenus. [ npoBeaeHns sKcnepu-
MEHTOB I10 OLIEHKE KayecTBa U MPOU3BOAUTEIHLHOCTH
nporecca NPUTHPKH HEOOXOAWMO TOBBICUTH Kade-
CTBO MCXOJHBIX 3ar0TOBOK, YTOObI YMEHBIIUTH BIHS-
HUE TEXHOJIOIMYECKON HaciueACTBEHHOCTH. 1Ipu sToM
HYKHO BBITIOJIHUTbH CJIEAYIOIINE TIPaBKU:

1.Cdepuueckrie  TOBEpXHOCTH  JeTayel
«Kppimika» n «[loansatHuk» npeoOpa3oBaTh B AIUIHII-
COHJIBI C PACCTOSHHEM MeXIy (oKycaMu paBHBIM 50
MKM. [Ipu 3TOM (OKYCBI 3IIHMIICOMAA PACHOTIOKHUTH
BJIOJIb OCH BpAILEHMs], a [IEHTP CMECTUTh OT TopIla
Hapyxky Ha 10 Mkm. Haubonpimmii auamerp siumrico-
YA YCTAHOBUTH PaBHBIM 20 MM.

2. Coepuueckyro moBepxHOCTh aetanu «[la-
JIe1] I1apoBOi» MpeoOpa3oBaTh B AJUIUIICOUI C pac-
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THO3WPOBAHNE W3MEHEHUS MPOQUIS TOBEPXHOCTH 3ar0TOB-
KA U MPUTHPOYHOH TIACTHHEI B TIPOIIECCE MPUTUPKHU. JKyp-
Han npouzsoocmeennvix Hayk u mexuuku. 2021. C. 1-40.
DOI: 10.1115/1.4053279.

CTOSTHHEM MeXny (¢oxkycamu paBHBIM 50 MkM. DoKy-
CBl PACTIOJIOKUTHh MEPIEHIUKYISIPHO OCH BpAaIlCHHS.
Hanmenpmmii qfuaMeTp ycTaHOBUTH PaBHBIM 20 MM.

TakuMm 06pa3om, OXHIaeMOe OTKIOHEHHE OT
c(epUvHOCTH 3ar0TOBOK OYIET COCTaBIISATH B Mpeje-
nax (10-20) MKM, 9TO 0’KHITaeMO MOBBICHT TOYHOCTH
TOTOBBIX U3/ETIUN.

Crenyer Takke OTMETUTb, YTO B Mpolecce
OPUTUPKA  TPOMCXOAMIO  JIOKATBHOE  BPEMEHHOE
[Iap’KAPOBAHUE EIMHUYHOTO abpa3nBa, O YeM CBHIE-
TENbCTBYET HAIMYUE PUCOK Ha TOBEPXHOCTH ACTAIH
(puc. 7.). OnHako TATENBHBIM OCMOTP 0Opa3LOB MO
MHUKPOCKOIIOM TIO3BOJIFI yOEAUThCA B OTCYTCTBHHU
[Iap’KAPOBAHHBIX 3€PEH.

Takum 0OpazoM, (hakToOpsl MpoIecca MPUTHPKH
ObUTH TONOOpaHbl MpaBWIBHO. ITOCKONBKY CKOpPOCTH
PYYHOH NPHUTUPKK ObLIA BBIIIE, TO JOMYCTHMO YBEIH-
YEHHE CKOPOCTH MAIIMHHOW NPUTHUPKHU IIyTEM 3aMEHbI
NPUBOJIOB HA OoJiee MOIIHBIE. M3 aHaIM3a UCTOYHHUKOB
HAyYHO-TEXHHYECKON IHMTEpaTypbl YAAIOCH YCTaHO-
BUTh OCHOBHBIE OCOOCHHOCTH B3aWMHOU chepruiaecKon
NPUTUPKH, KOTOPBIE MOTYT OBITH HCIIOJB30BAaHBI B Ka-
YecTBE MPAKTHUECKUX PEKOMEHIANMI NpH OpraHu3a-
LU TIPOM3BOCTBA.

Aemopul  3aaenaiom 00 OmMCYmcmeuu KoH-
Qruxma unmepecos, mpedyrueco packpulmus 6
O0anHOU cmamye.
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