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ONEHKA BJIMAHHUA TAPAMETPOB I'EJIMKOUTHOI'O YITPOUHEHUSI
HA PACIIPEAEJIEHUE HANIPA’KEHUU U JE®@OPMALINU
B IWJINHAPUYECKHUX JETAJIAX

3aiinec C.A., By Kyanr Xaii
HpxyTckuil HAIMOHAJIBHBIN HCCIEN0BAaTENBCKUI TEXHUYECKUM yHUBEpcUTeT, MpkyTck, Poccus

Annomayun. AKTYalILHOCTh Pa0oThl. YIIPOUHCHNE HEXECTKUX IMIMHAPHICCKUX JJIEMEHTOB (BaJOB M OCeH) mpen-
CTaBISIET CO0O0H CIOXKHYIO TEXHOJIOTHYECKYIO 3aauy, TpeOyomulyo o0ecrieueHns cTaOMIbHBIX MEXaHHIECKUX CBOWCTB
10 BCEH IUIMHE NPH CTPOrOM COXPAHCHHWH JUAMETPAIbHBIX Pa3MEpPOB, IMOCKOJBKY YpPE3MEPHOE paIuaIbHOE BO3ZICH-
CTBHE BBI3bIBACT U3rH0 3aroTOBKU. D PeKTHBHOE pellieHre 3Tor npobdiemMsl, npemioxkennoe B UPHUTY, 3akirouaercs
B HCIIOJIb30BAaHUK HOBOT'O METOJa TIOBEPXHOCTHOTO Iuiactuueckoro aedopmupoBanus (I1I1/]) renmkonaHeiM UHCTPY-
MEHTOM — TOPOHMJAJIbHBIM POJIMKOM C BUHTOBBIM MPOQHIEM, KOTOPHIH TTO3BOJISIET TIOBBICUTh YPOBEHb HANPSHKEHHOTO
cocTosiHMSL B 30He aedopmanuu 0e3 yBenuuyeHus paauanbHoro Harsara. Lleans paforbl. Ha ocHoBe KoHe4HO-
3JIEMEHTHOTO aHaJIM3a ONpPeIeNUTh ONTHMalbHbIe pexkuMsl [IIT]] ¢ ncnonp30BaHNEM TeTMKOUIHOTO POJIMKa, 0Oecedn-
BaIOIME MAaKCHMaJIbHOE HANPSHKEHHOE COCTOSHUE B 30HE KOHTAKTa, BHICOKHE OCTATOYHBIC CKMMAIOIINE HANPSDKEHUS U
3HAYUTEJBHYIO INTyOMHY Haki€na ynpounsemMoro Matepuana. Meroanka. C npuMeHEeHHEM ITPOTPAMMHBIX KOMIUIEKCOB
s 3D-monenmpoanus (SolidWorks v21) u uncnernoro pacuéra (Ansys Workbench 19.2) Oputn mpoBeieHBI BRIYHC-
JICHUS], TIO3BOJIMBIINE YCTAHOBUTD 3aBUCMOCTH BPEMEHHBIX M OCTATOYHBIX HAIPSHKEHUH, a TAKXKe TITyOHHBI IUIacTHye-
CKO neopMaIiy OT KIIFOUEBBIX MTApaMETPOB MPOIlecca TeTMKONIHOTO yipouHeHus. Pe3yabrarsl ncciienopanus. Ha
OCHOBE aHAJIN3a PE3yJIbTaTOB KOHEYHO-3JIEMEHTHOTO MOJICIIMPOBAHHS yCTAHOBIICHBI PallMOHAIbHbBIE PEKHUMBI TEINKO-
uauoro I (t =0,1 mm, 5=0,1 MM/00, N, = N, = 100 06/MuH), 0bGeceunBaroiiie GopMUPOBAHHE MAKCUMAIILHO BO3-
MOYKHOT'O HAaIpsHKEHHO-/1e(hOPMUPOBAHHOTO COCTOSIHUS yIMpOouHEHHBIX Aertaneil. [IpakTuyeckast 3HauuMocTtsh. [Tony-
YeHHBIE Pe3yJIbTAaThl MOJAEIMPOBAHUS TOKA3hIBAIOT, YTO MUCIOIB30BaHHIE TeJINKOMIHOTO HHCTpyMeHTa nipu [1T1/] mo3Bo-
JISIET CYIIECTBEHHO MOBBICUTh YPOBEHb HAIPSHXKEHHOTO COCTOSIHUS B 30HE JeopManiuu. DTo obecneynBaeT Oosee riy-
00KO€ YNIPOYHEHHE MaTepraa i yJIy4IlIeHHe IKCIUTyaTallMOHHBIX CBOMCTB MOBEPXHOCTHOTO CIIOS.

Knwuesvie cnosa: TeITUKOUTHBIN HHCTPYMEHT, BPEMCHHOC HAMPAXKCHUE, OCTATOUYHOC HAIPSAKCHUE, KOMIIBIOTCPHOC
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ASSESSMENT OF THE INFLUENCE OF HELICOIDAL STRENGTHENING
PARAMETERS ON THE STRESS AND STRAIN DISTRIBUTION
IN CYLINDRICAL PARTS

Zaydes S.A., Vu Quang Khai
Irkutsk National Research Technical University, Irkutsk, Russia

Abstract. Relevance. Strengthening of non-rigid cylindrical components (shafts and axles) represents a complex techno-
logical task that requires maintaining stable mechanical properties along the entire length while strictly preserving dia-
metrical dimensions, since excessive radial loading can cause workpiece bending. An effective solution to this problem,
proposed at Irkutsk National Research Technical University, involves the use of a new method of surface plastic defor-
mation (SPD) employing a helicoidal tool - a toroidal roller with a helicoidal profile. This tool design makes it possible
to increase the stress level in the deformation zone without increasing the radial interference. Objectives. The research
is aimed at determining the optimal SPD parameters by finite-element analysis when using a helicoidal roller that pro-
vide maximum stress state in the contact zone, high residual compressive stresses, and significant work-hardening depth
in the strengthened material. Methods Applied. Using software packages for 3D modeling (SolidWorks v21) and nu-
merical simulation (ANSYS Workbench 19.2), calculations have been performed that make it possible to determine the
relationships between transient and residual stresses, as well as the depth of plastic deformation, and the key parameters
of the helicoidal strengthening process. Results. Based on the analysis of the finite-element simulation, rational operat-
ing parameters for helicoidal SPD have been identified (t = 0,1 mm, s = 0,1 mm/rev, n,, = ny, = 100 rev/m), ensuring
the formation of the highest possible stress-strain state in the strengthened components. Practical Relevance. The ob-
tained simulation results show that the use of a helicoidal tool during SPD can significantly increase the stress level in
the deformation zone. This leads to deeper material strengthening and improved performance characteristics of the sur-
face layer.

Key words: helicoidal tool, temporary stress, residual stress, computer modeling, surface plastic deformation, depth of plastic
deformation
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POJIMKHM TIPEACTABISIOT CO00H BBHICOKOA((EKTUBHBIE Pa-
6oune 31IeMEHTHI B NPOIeccax MOBEPXHOCTHOIO IIACTH-
yeckoro aedopMupoBanus. X Mcroap30BaHNue MO3BOJIS-
er (opMHpOBaTh YHNPOYHEHHBIH MPUIOBEPXHOCTHBIN
CIIOI M CHMXaTh MHKPOHEPOBHOCTH Oiarojapsi peryiu-
pyeMOMY BO3/IEHCTBHIO BPAIAIONUINXCS KOHTAKTHBIX IO-
BepxHocteii [5, 6]. TopouaansHbie PONUKH TOCTATOYHO
MIPOCTHI IO KOHCTPYKLUH, a 3()(HEeKTUBHOCTD YIIPOUHEHHS
3aBHCUT OT TEXHOJOTHYECKUX MapaMeTPOB M T€OMETPHH
MHCTPYMEHTA: KOHTAKTHOE JIaBJieHNe (BEJIMUMHA TPYIKHU-
Ma), paauyc poJInKa, MPoQHIb POJIMKA, YHCIO TPOXOI0B,

BBenenue

Cpenu pa3HOOOpa3HBIX METOJIOB YIPOUHEHHS JeTajei
MalIiH 0c000€ MECTO 3aHHMAIOT CIIOCOObI MOBEPXHOCTHO-
ro mmiactudeckoro mepopmupoBanus (III1[1), xotopsie
WCTIOJNB3YIOT IS TIOBBIICHHS! HAJAEKHOCTH AeTajed Ma-
LIMH ¥ TPAHCIIOPTHO-TEXHOJIOTNYECKON TeXHUKH [1].

Ilo cpaBHeHWIO C TPagWIMOHHBIMH METOJaMH IIO-
BEPXHOCTHOTO YIPOYHEHHUS, TAKMMHU KaK TepMUYecKas,
XUMHUKO-TepMHUUECKasi, Ja3epHas 00paboTka WM HaHece-
HHE MOKPBITHH, MOBEPXHOCTHOE IuIacTudeckoe aedop-

MHpOBaHHE OO0JaJaeT pPSIOM CYIIECTBEHHBIX IPEUMY-
miectB [2]. Metos obecnieunBaeT ynpoyHeHHe 03 3aMeT-
HOTO YBEIMYECHHUS pa3MepoB M 0e3 pUCKa KOpOOJIEHUS
npu (GOPMHUPOBAHUHM YHNPOYHEHHOTO CJIOSl 3a CYET COO-
CTBEHHBIX PE3EpBOB IUIACTHYHOCTM Marepuana. Kpome
toro, IIIT]] xapakTepusyercss BBICOKOH MPOU3BOAUTENb-
HOCTBIO M IKOHOMHYHOCTBIO, HE TpeOysl 3HEeproéMKuX
Teye, CIOKHBIX TEXHOJIOTHYECKUX IMKIIOB WM TpHMe-
HEHUsS TOPOTOCTOSIIUX MaTepuanos [3, 4].

Ha mpakxTike Hambosee MUPOKO MPUMEHSIOT CIOCO-
Obl, OCHOBaHHbIC Ha OOKAThIBAHMM W PACKATHIBAHWU Ia-
PHUKOBBIMH U POJIMKOBBIMH OOKaTHHUKaMu. TopounansHbIe

1ojiaya, OTHOCHTENbHAs CKOPOCTh W TEXHOJIOTHYECKas
cmaska [7, 8].

Jlist yripouHeHusl oceil M BaJjoB, MPEICTABIISIOMINX
co00i1 HexECTKHE HWIMHIPUYECKHE AeTaly, HeoOXo/au-
MO YYUTBIBATH HECKOJIBKO TEXHOJOTHYCCKUX ACIICKTOB.
OcHoBHasi mpoOieMa 3aKIII09aeTcsi B JOCTIDKEHHH paB-
HOMCPHBIX MEXaHUYCCKUX CBOMCTB TIO JUJIMHEC OCTaJIn U
COXpaHEHHH TOYHOCTH pPa3MepOB, OCOOCHHO JUaMeT-
PaTbHBIX. O}lHI/IM U3 BO3MOXHBIX IIOAXOOAOB SABJISICTCS
MOBBILICHHE HANPSHKEHHOTO COCTOSIHUS B 30HE JedopMa-
IIMH, HE YBEJIMYMBAS [IPU 3TOM paJUaibHBIH HATAT, KOTO-

www.vestnik.magtu.ru

49



OBPABOTKA METAJ/10B JABJIEHUEM

PBIIl MOXKET BBI3BaTh Je)OpMAalLMIO 3arOTOBKH BO BpEMs
obpabotku [9, 10].

B nHacTostiee BpeMsi aiisi pelieHus 3TOW 3a/1auu pas3-
paboTaHbl pa3IUIHBIE CIOCOOBI TTOBEPXHOCTHOTO ILTa-
CTHYECKOTO N1e()OPMHUPOBAHUSA, KOTOPHIE BKIIOYAIOT B
cebs TpUMEHCHHE WHHOBAIIMOHHBIX KOHCTPYKIIMHA HWH-
CTPYMEHTOB U 0o0Jiee CIIOKHBIE KHHEMAaTHIECKUE CXEMBI.
OTH MOAXOIB! MO3BOJIOT YIYYIIHTH TEXHOJOTHYECKHHA
MPOLIECC U MOBBICUTH 3(PPEKTUBHOCTH ynpouHeHus [11-
13]. B wuccnenoBanuu [11] mpemiokeH HOBBIH WMHCTpY-
MEHT, NPEICTaBISIOMINN CO00 IBYXpauyCHBIH POJIHK C
PEBEPCUBHBIM JIBH)KEHHEM. DTa KOHCTPYKLUS CIIOCOO-
CTBYET YJIYyYHICHHIO MEXaHWYEeCKHUX CBOMCTB YHPOYHEH-
HOTO CJIOS, YBEJIMYMBas MHTEHCUBHOCTH HAIPSHKEHUH B
30HE JeOpMalUH U CO3aBasi OCTATOYHBIE CKUMAFOIIHE
HaTIPSDKCHUS B TIOBEPXHOCTHOM CJIO€ JeTaneid MamuH. B
MoHoTrpaduu [12] npencTaBieHbl TEXHOJIOTHIECKUE TIPO-
neccel [I1]] Ha OCHOBE HOBBIX KHMHEMATHYECKHX CXEM
YOPOYHCHHS: MAasSTHUKOBOE, OCHWJUTHpYIOIee, OpOu-
TaJbHOE, KOTOPBIE MOBHIMIAIOT 3()(HEKTUBHOCTH YIIPOUHE-
HUS HEXKECTKUX AeTaleil.

ABTOpamH cTaThu pa3padOTaH HOBBIA METOX U Pado-
YU MUHCTPYMEHT JUIS TOBEPXHOCTHOTO IUIACTHYECKOTO
neGopMUpOBaHHsI, UCIOJB3YIOIINE TEIUKOUIAHBIA pado-
yuii UHCTPYMEHT [13]. DTOT MHCTPYMEHT MPEACTaBIISICT
co00if TOPOMAATBHHBIA POJHK C BHHTOBBIM MpOQHICM
Ie(OPMHPYIOIIECTO AIIEMEHTA.

OcHOBHas IIeTh JaHHOTO HCCIICAOBAHUS 3aKITI0YacT-
cs B ONPENEIICHUH ONTHUMAIBHBIX TEXHOJOTHUECKUX pe-
KIMOB 00pabOTKH TpoIiecca MOBEPXHOCTHOTO TLTACTHYe-
CKOTO Je(OPMHUPOBAHUS C HCIIOIB30BAHUEM TECIIMKOHI-
HOTO MHCTPYMEHTa Ha OCHOBE pe3yJbTaTOB KOHEYHO-
3JIEMEHTHOTO MOJIEUPOBAHUA. DTO IO3BOJUT obecte-
YUTh MaKCHMalIbHOE HAaNpsHKEHHOE COCTOSIHHE B 30HE
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nedopmanuy, JOOMTbCS MaKCUMAaIbHBIX OCTATOYHBIX
CKUMAIOIIMX HANpsDKEHUH M ONTHMAIbHOM TITyOMHBI
Hakjéna B yIpOYHEHHBIX JETAISX.

Cxema reauxougnoro I

Hogwiii crioco6 IIIJI mosicasieTcst Ha puc. 1, rae mo-
Ka3aHa KOHCTPYKIMS Te€IMKOUIHOTO WHCTPYMEHTA, BBI-
MIOJIHEHHOTO B BUJE BUHTOBOI NMOBEPXHOCTH, COCTOSILEH
U3 JIByX BUTKOB C NPO(QUILHBIM pagunycoM [, U marom
h. BuTku pacnosioxeHsl Mo yriioM K OCd MHCTPYMEHTA B
TOPU30HTAIBHON IUIOCKOCTH, & OCh MHCTPYMEHTa PacIo-
JIOXEHa MapajjiebHO OCH 3aroToBku. KnHematuky mpo-
1ecca ONPEAENSAIOT CIEAYIOUIHEe OCHOBHBIE IapaMeTphl:
paluMaNbHBIA HATAT t, YacTOTa BpallleHHsS HHCTPYMCHTA
Ny, 9aCTOTa BpAIICHHS 3arOTOBKH N, W TPOIOIBHAS
mojada S, HarpaBJIeHNE BUTKOB U HAIIPaBIICHHUE MOJaYH.

Panee mnpoBereHHBIE pPE3yNbTaThl MOJCIUPOBAHUS
MOKa3ajd, YTO CXeMa TeIMKOUAHOTO ITOBEPXHOCTHOTO
TUIACTUYECKOTO Ie()OPMUPOBAHHUS, IPH KOTOPOH paboymii
HHCTPYMEHT HMeEeT IIpaBo€ HaIpaBJICHHE BHUTKA, a
HalpaBlIeHHE II0Ja4M COBIAJACT C HANPABICHHUEM €ro
IBIDKCHUS, HalpaBlIeHHE BpAIICHHS WHCTPYMEHTA IIPO-
THUBOTIOJIO)KHO HAIPABICHAUIO BpAIICHHUS 3arOTOBKH H
SBIISICTCSA caMoi d(h(HEeKTHUBHON CXEeMOU YIIPOTHEHHS.

OcHoBHas unes crnocoba IIITJ] 3akmoyaeTcst B ciie-
IyIOIIeM: 3arOTOBKa 2 YCTAaHABIMBACTCS HAa TOKAPHO-
BUHTOPE3HOM CTaHKE, (PUKCHUPYETCS] B TPEXKYIaYKOBOM
MaTpoOHE M TOIJEP’KUBACTCS BPAILIAIOIIUMCS IIEHTPOM
3amHeit 6abku (cMm. puc. 1). 3aroroBka Bpamaercs ¢ va-
CTOTOM Ny, (00/MMH). IHCTPYMEHT 1 OJTHOBPEMEHHO I10-
Jy4aeT paguagbHBIN HATAT t, IPONOJBHYIO IOJAdy S U
BpalllaeTCsl BOKPYT CBOEH OCH € YaCTOTOM Nyy,.

D3az
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2
]

N
q)

e

Fp h S

-

Puc. 1. Kunemarnueckas cxema renmukounaoro [I1J] 1 KoHeYHO-3)IeMeHTHAs. MOCIh 1e(OPMHUPOBAHUS
LMIMHAPUYECKOH 3aroToBku: 1 — pabounit HHCTpyMeHT; 2 — 0OpabaTbiBaeMas 3aroTOBKa; Iy, — NPOQUIIbHBIH
pamuyc; d,, — nuameTp uHCTpyMeHTa; D,,. — IuamMeTp 3aroToBKH; N — miar BUTKa HHCTPYMEHTA

Fig. 1.

Kinematic diagram of helicoidal surface plastic deformation and finite element model of cylindrical workpiece

deformation: 1 is working tool; 2 is workpiece; ry, is profile radius; dy is tool diameter; D, is workpiece

diameter; h is tool thread pitch
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KoHeuHo-31eMeHTHOE MOJeTHPOBAHME
HANPSKEHHOT0 COCTOSTHUS YNIPOYHEHHBIX JleTallel

Jns aHanm3a HANPSHDKEHHOTO COCTOSHHS MOBEPXHOCT-
HOro cnosi npu pasnuuHbix meropax I, a taxke mis
OIIEHKM OCTATOYHBIX M BPEMEHHBIX HANPSUKCHUHA U TOJ-
IIMHBl YIIPOYHEHHOTO CJIOS MCIIONB3YeTCsS METOI KOHEed-
HBIX 31eMenToB (MKD). OnHolt u3 Hanboee pactpocTpa-
HEHHBIX TIPOTpaMM yIst 3THX neneit seisietcss ANSYS [14,
15]. [ns YKMCIEHHOTO MOJENUPOBAHUS —HAMPSHKEHHO-
nedopmupoBanHoro cocrosuus npu [1I1J] Gsuta moctpoe-
Ha TeoMeTpudeckasi MoJeib, COCTOSIIAs U3 LUIUHAPUYE-
CKOM 3aroTOBKM M MHCTPYMEHTa C BHHTOBOM IOBEpPXHO-
cThio (cM. puc. 1). 3aroroBka umeet quamerp D, = 30 MM
u BbIMOJHeHa u3 ctamu Ct 45 ¢ ynpyromiacTHYeCKUMU
XapaKTEepUCTUKAMH: MOAYIb ymnpyroctu E = 2:10° MITa,
ko3 dumment Ilyaccona p = 0,3. dmarpamma nedopma-
UK MaTepHaa SBILIETCS OWIMHEHHON (TIpees TeKydecTH
ot = 360 MIla, Mmoxynp ynpouHeHus Er = 1,45~103 MlTa,
mpeaen npouHocTu o, = 600 MIla). MaCcTpyMEHT pUHAT
Kak abCcooTHO kECTKuUit, auameTpom d,,, = 30 MM, ¢ BUH-
TOBOW MOBEPXHOCTBIO M IIaroM h = 5 MM W paguycoMm
CKPYTJIEHHUs Ha pab0Yeil MOBEPXHOCTH Iy, = 2 MM.

C ucnonezoBanuem CAD/CAE-cucremsr Ansys 19.2
OblIa co3/aHa KOHEYHO-3JIEMEHTHAsE MOJIENb [MIMHAPH-
YeCcKOoro odpasiia ¢ TeTpadApuieckoil (opMoii KOHEUHBIX
AJIEMEHTOB, pa3mep sdeek coctaBmi 0,5 mm. Koaddumu-
€HT TpeHHs B 30HE KOHTakTa npuHAT paBHbM f = 0,1.
MopenupoBanue npornecca renukougsoro I/ nposo-
IIUIIOCH C HCIOJB30BAHUEM OCHOBHBIX PEKHUMOB YIIPOU-
HEHWS, KOTOpPHIE MPECTaBICHEI B Ta0IuLe.

Tabnuma. OCHOBHEIE PEKUMBI YIIPOUHCHHS
renukonaHbM TTTT/]

Table. Main hardening modes of helicoidal surface
plastic deformation (SPD)

N,ar, 00/MUH Ny, 00/MUH t, MM S, MM/00

100 100 0,1 0,1

Jlnst OLleHKN HANPSDKEHHOTO COCTOSHMSI B PAa3iIMUHBIX
TOYKaX IWJIMHAPHYECKUX 00pa3loB OBUIM OIpeAeTIeHBI
IJIaBHbIE KOMIIOHEHTBI TEH30pa HANpsDKEHUH BJOJb Oceit
Oz (oceBble 0;), Oy (TaHreHIHANbHBIE G,) U OX (paxuas-
HbIe G;). OcTaToyHOE HAMPSKEHHOE COCTOSIHHE B KaXI0H
TOYKE MaTepHajla OIIEHMBAJIOCh Yepe3 WHTEHCHBHOCTh

ocT

HaIIPsDKCHUSL O

oct 1 oct
o, =,|—.l(0
i \/ PR

[To ananormueckoil ¢opmyiie onpezneseHa U WHTEH-

, paccunTanHyo 1o hopmyie [16]

_ 6()CT ) 2 + (GOCT
¢

. _G:CT)2+(G:CT_G(;CT)2]' (1)

CHBHOCTH BPEMEHHBIX HaNPsOKEHUH o) .

VHTeHCUBHOCTD HaNpsHKEHUI — 3TO YAaCTHBIA ciydai
SKBUBAJIEHTHOTO HAIPSDKEHMsI, KOTAa MPOYHOCTh Mare-
pHana oleHuBaeTcs 1o YHepreTuiyeckor Teopun ['ydepa-
Muszeca-I'enku. KacaTeinbHble HamnpsKeHUs, KOTOpBIE
akTUBHO (opmupyrotcs nmpu renukounHoM [II1/] n obec-
neynBaroT dpGHeKTHBHOE NehOPMHUPOBAHUE TTOBEPXHOCT-

www.vestnik.magtu.ru

HOTO CJIOS, YYUTBIBAIOTCS IIPU pacyeTe IVIaBHBIX Harmpsi-
xeHuil B Gopmyse (1). B coBpeMeHHBIX WH)KEHEPHBIX
pacderax 3TO JenaeTcst aBToMaThudecku. [Iporpamma amst
KKIOW TOUYKM TeNa BBIYMCISAET TEH30p HANPSIKEHUI,
HaXOAWT TJIAaBHBIC HANPSKEHUS W MO HUM CUUTACT HH-
TEHCUBHOCTH HampspkeHuit [17].

Pe3ysibTaThl MOJCTHPOBAHUS U pacyera
HANPSI’KeHHO-1e()OPMIPOBAHHOIO COCTOSTHUSA
YIPOYHEHHBIX AeTajIel

Bausinue paguajabHoro Harsira. Ha puc. 2 moxasa-
HO BJIMSIHAE BEJIWYMHBI paJUalbHOTO HATATA HA MAaKCHU-
MaJlbHbIE OCEBBIC W TAaHTCHIHAIbHBIE OCTATOYHBIE CIKHU-
MaroIliye HampsDKeHHs], a Ha pUcC. 3 — BIMSHUE pajuallb-
HOTO HATATa Ha HHTEHCUBHOCTh MAaKCUMAaJIbHBIX BPEMEH-
HBIX U OCTATOYHBIX CXKMMAIOLINX HaHpﬂ)KeHHﬁ.

0T, MIIa

0 0,1 0,2 0,3 04 t, MM

-200
-300
-400
-500
-600
-700

Puc. 2. BausiHue paananbHOTO HaTATa HA MaKCUMaJbHbIe
OCEBbIC U TAaHT'CHIIHMAJIBHBIC OCTATOYHBIC
CKUMAIOINE HAIIPSAKCHU

Fig. 2. Influence of radial interference on maximum
axial and tangential residual compressive stresses

ocT
GZ

ocT
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O, MIla
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1200 9; -
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Puc. 3. BiusiHue paguaibHOTO HaTsIra Ha MaKCUMaJIbHYIO
HMHTCHCUBHOCTb BPEMEHHBIX U OCTATOYHBIX CIKHU-
MarImux HaHpH)KeHI/Iﬁ

Fig. 3. Influence of radial interference on the maximum
intensity of transient and residual compressive
stresses

AHanu3 TaHHBIX, TPEACTABICHHBIX HAa puc. 2 U 3,
MO3BOJISIET 3aKIIFOYUTh, YTO TIPH YBEITMUEHUH PaTHATLHOTO
Hatsara t ot 0,05 1o 0,5 MM MakcuMaabHasE HHTEHCUBHOCTD
BPEMEHHBIX M OCTATOYHBIX CIKAMAIOIIUX HAIPSKEHUHA
Bo3pactaeT B 44,2 pasza, B TO BpeMsl KaKk TAaHTCHIIUATbHbIE
U OCEBbl€ OCTAaTOYHbIE HAIPSDKEHHS CHKATHsl yBEIMYUBa-
totcs B 2,3 pasza. [Ipu 3Hauenun Hatsra t > 0,1 uaTeHCHUB-
HOCTh BPEMEHHBIX HANpsHKEHUH MPEBBILIACT Mpeen
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npo4HocTH Marepuana (o, = 600 MIla), a uHTEHCHBHOCTD
OCTATOYHBIX HAIPSHDKEHUH — IpeJiel TEeKYy4ecTH MaTepralia
(o1 = 360 MIIa), uro sBisteTcs HepomycTuMbIM mipu [1I1]],
TaK KaKk NPUBOAWT K CHIDKCHHIO HECYIIEH CIOCOOHOCTH
neraneid. OTcroga ciemyeT, 4TO panyoHAJIbHAs BETNYHHA
paauanbHOro Hatsra npu reaukougHoMm I/ cocraBnser
t=0,1 MM, gTO YOEIUTETHHO COTTIACYETCS C M3BECTHBIMA B
texronoruu II1J] 3snauenusmu [18].

Bansinue npoaonbsHoii moxauyn. Ha puc. 4 noxasa-
HO paclpejelieHne WHTEHCHBHOCTH OCTATOYHBIX HArpsi-
JKEHUI 10 TNONepeyHOMY CEYEeHHI0 00paslioB B 3aBUCH-
MOCTH OT BEJIMYHMHBI NPOJOJNBHON monauu. V3 pume. 4
CJIEIyeT, YTO NPH BECbMa Majoil BEIWYHMHE MPOJOIbHON
MOJIaYM HPOUCXOJUT CYIIECTBEHHBIH POCT OCTATOYHBIX

434 Max
370,44
324,87
279,31
233,75
188,18
142,62
97,058
51,495
59323 Min

238.92 Max
212.99
187.05
161.12
135.19
109.25
83.321
57.388
31.455
5.522 Min

B

HaIpsHKEHUH, HTHTCHCHBHOCTh KOTOPBIX NPEBBIIIAET Ipe-
JIell TeKy4eCTH MaTepHuana. JTO MPOUCXOAUT Onaronaps
MHTECHCU(HKAIUN BPEMEHHBIX HANpSDKEHHH NpH HaJo-
JKCHUH CJIeIOB 00paboTKU. A Tpu OOJBIION BENUYHWHE
MPOJOJIFHON TOJa9d WHCTPYMEHT o00pabaThIBacT II0-
BEPXHOCTHBIN CIIOW C OONBIIMM IIaroM, B PE3yNbTaTe
YEero CTENEHb YNPOYEHHsS CHMKACTCA, a HEPaBHOMEDP-
HOCTh PacIpeAeICHHUs] OCTATOYHBIX HAIPSIKEHUH YBEJH-
YHBAETCSI.

Ha puec. 5 nokasaHo BIMsSHHE BEJIUYUHBI MPOIOIb-
HOHM TO0a4y Ha MaKCHUMaJbHBIC OCEBBIE M TAHTCHIIUAJIb-
HBIE OCTaTOYHbIE HANpsDKEHUs, a Ha pUC. 6 — BIUsHUE
MPOJIOJBHON MOJAaYM HA WHTEHCHBHOCTH MaKCHMAlIbHBIX
BPEMEHHBIX U OCTATOYHBIX CKUMAIOIINX HANPSIKEHUH.

360,06 Max
201,05
257,05
223,04
189,04
155,04
121,03

87,03

53,026
19,023 Min

175,53 Max
135,74
118,95
102,17
85,377
68,589

51,8

35,012
15,224
1,4357 Min

r

Puc. 4. Pacnpez(eneHI/Ie HHTEHCHUBHOCTH OCTAaTOYHBIX HaHpS[)KeHI/Iﬁ 110 MONEPEYHOMY CEHYCHUIO Z[eTaJ'Ieﬁ IpH pa3HbIX
3HAYCHUAX MPOAONbHON ogaduu S: a — S = 0,05 mm/00; 6 —S = 0,1 MmM/00; B — S = 0,2 MM/00; T — S = 0,4 MM/00
Fig. 4. Residual stress intensity distribution for cross-section of the parts at different longitudinal feed values s:
ais s=0,05 mm/rev; 6 is s=0,1 mm/rev; B is s=0,2 mm/rev; r is s=0,4 mm/rev

0 0,1 0,2 0,3

s, MM/00

5 gocT
OU z

-250 \

-300
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Puc. 5. BiusiHue BelMYMHbBI IPOAOIbHON OJAYHN
Ha MAKCUMAJIbHBIC OCEBbBIC U TAHI'CHIIUAJIbHBIC
CIKUMArOMKUE OCTATOYHBIC HAIPSIKCHU ST

Fig. 5. Influence of longitudinal feed value on maximum
axial and tangential residual compressive stresses

G, MITa
700
600 S i
400 T~
300
200

100

0
0 0.1 0.2 0,3

s, MM/00

Puc. 6. BiusiHue BeTMIuHBI TPOJOIHHOM MTO1aYH

Ha MHTCHCUBHOCTH MAaKCUMAJIbHBIX BPEMCHHBIX
" OCTAaTOYHBIX Hal'[pSI)KCHI/Iﬁ

Fig. 6. Influence of longitudinal feed value on the intensity

of maximum transient and residual stresses
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AHAITN3 TaHHBIX, TIPEACTABICHHBIX HA PUC. 5 1 6, T03B0-
JISIET ClIeNaTh BBIBOA, YTO MPH YBEIMYEHUH MPOJIOJIBHOM I10-
nmayn S ot 0,05 go 0,4 MM/00 MakcHMaJIbHAsE HHTEHCHBHOCTD
BPEMEHHBIX U OCTaTOYHBIX HANpsDKEHUH CHIDKaeTcs Ha 72 u
148% cOOTBETCTBEHHO, B TO BpeMs KaK TaHICHIMATBHBIC 1
OCEBbIE OCTATOYHbBIC HANPSHKEHUS CKATHs YMEHBIIAIOTCS B
2,50-2,67 paza. I[Ipu 3nagenrm nmogauu S < 0,1 Mm/06 uHTEH-
CHBHOCTb OCTAaTOYHBIX HAlpsDKEHWH TPEBBIIIACT Ipesel
Tekydectu Marepuaia (o = 360 MIla), uro sBiseTcs Hemo-
myctuMbM Jutst iporiecca [I1/1, mocKonbKy 3TO IPUBOIUT K
YCTPaHCHHIO OCTaTOYHBIX HampspkeHHH. CrenoBaTenbHO,
pAalMOHANIGHON BEJIMYMHOM TPOJOJIBHONM TOJauMl SIBIISETCS
s = 0,1 MmM/00, 9TO coryacyercsi ¢ OOIICIPHHATHIMI PEKUMA-
mu 06paboTku B Texuomoruu IIT]] [19].

Biausinme uacrorsl BpalleHusi pado4yero HMHCTPY-
MenTa. Ecim inameTp 3arotoBKH U 1e()OpPMHUPYIOIIETO UH-
CTpyMEHTA PaBHBI 10 BEJIWYMHE W BPAIIAIOTCSA B NPOTHBO-
TIOJIOKHBIX HAIIPaBJICHUAX, TO JJIA INIAAKOro TOPOHUAAIILHO-
TO POJIMKA 3TO O3HAYAET, YTO Mpolecc AeGopMHUpPOBAHHS
MPOUCXOAUT B YCJIIOBUAX KAa4YC€CHUA B 30HC KOHTAKTA. T'enu-
KOMJIHBIH POJIMK B aHAJOTHYHBIX YCJOBHSX paboTacT B
YCITOBUSIX Kau€HUsI ¢ TIPOCKAIIb3bIBAHUEM 33 CUYET BUHTOBOH
(hopMbI IehopMHUPYIOIIIETO dIICMEHTA.

PaccMoTpuM HanpspKEHHOE COCTOSIHEE 00pasia MpH
OJUHAKOBBIX CKOPOCTAX Bpalll€eHUsA HHCTPYMEHTA U 3aro-
ToBKH. Ha pHe. 7 mpezcTaBieHo BIMSHHUE YacTOTHI Bpallle-
HUsI paboYero MHCTPYMEHTA U 3aTOTOBKU Ha BEJIMUMHY MaK-
CHMaJbHBIX OCEBBIX M TAHTCHIMAJIBHBIX OCTaTOYHBIX
HaIpsDKEHHUH, B TO BpeMsl Kak Ha pUc. 8 MoKa3aHO BIUSHHE
9THX MApaMETPOB Ha MHTCHCHBHOCTH BPEMEHHBIX M OCTa-
TOYHBIX HAIPSKCHUM.

Anaimz puc. 7 1 8 MOKa3bIBACT, YTO NMPH MOBBIIICHUH
YacTOTHI BpaIlleHUsI MHCTPYMEHTa U 3arotoBku ¢ 50 mo 400
00/MMH HaOJIOAETCSI POCT MAaKCUMAJIbHBIX 3HAYCHHWH Kak
BpPEMCHHBIX, TaK U OCTATOYHBIX HaHpﬂ)I(eHHﬁ: TNEPBLIC YBC-
JmyuBaroTcs npuMepHo Ha 30%, Bropble — Ha 36%. Ilpu
OTOM YPOBHHM TaHIC€HIMAJIBHBIX U OCEBBIX OCTATOYHBIX
HAaIpsDKEHUH CKaTHs Takke BospacTaroT Ha 27 u 33% coot-
BETCTBEHHO. [ [yHKTHpHBIE KpUBBIC Ha pUC. 8 yKa3pIBaIOT Ha
JIUATA30Hbl YacTOT, NMPU JOCTIKEHUH KOTOPBIX MaTepHall
HaxoJUTCA B KPUTUYCCKOM COCTOSHUU: JJI1 OCTATOUHBIX
HAaIpsDKEHUH 3TUM TIPEAEIIOM SIBIISIETCS TIPEJIEN TeKY4eCTH,
a Uil BpEMEHHBIX — MPEACIT MPOYHOCTH NPU PACTSHKCHUU.
Takum o0pa3oM, palfioHaJIbHas YacTOTAa BpPAICHHS HH-
CTpyMeHTa u 3aroToBku coctasiser 100 06/MuH, Tak Kak
TIPH JTAaHHOW YacTOTE BPAILEHHUS OCTATOYHBIC HANPSDKEHHS
JIOCTUTAIOT BEJIMYMHBI, ONM3KON K MpeAeTy TeKyd9ecTH Ma-
tepuaina (o1 =360 MIla).

Pacecmorprm HZIC ynpodHEHHBIX meTanei, Koraa Iia-
cruyeckas JeopMaliysi IPOUCXOIHUT B YCIOBHSIX CKOJIBKE-
HUSI, KOTJIa 4acTOTa BPAIaeTCs 3arOTOBKM M MHCTPYMEHTA
pasHple. 3aBUCHMOCTh  HANpPsHKEHHO-Ae(OPMHUPOBAHHOTO
COCTOSIHMSI ZIeTaJleld OT 4acTOThI BpalleHHsi pabodyero WH-
cTpyMeHTa npeacrasieHa Ha puc. 9 u 10. IIpu 3Tom yacto-
Ta BpamieHus 3arotoBku cocrarisier 100 00/munH. Ha puc. 9
MOKA3aHO BIIMSIHUE YacTOTHI BPAIICHHS Paboduero MHCTPY-
MEHTa Ha BEJIMYMHY MaKCHMAaJbHBIX OCEBBIX M TaHICHIIH-
aNbHBIX OCTATOYHBIX HampshkeHuit. Ha puc. 10 npencras-
JIeHa 3aBUCUMOCTh MHTEHCUBHOCTH BPEMEHHBIX U OCTaTOY-
HbIX Hal’l‘pﬂ)l(eHI/Iﬁ OT U3MCHCHUSI JAHHOI'O TEXHOJIOTHYC-
CKOTO TIapamMeTpa.

www.vestnik.magtu.ru

", MIla
-300

-350

OCT

-400
-450 /

-500

50 100 150 200 250 300 350 n,o6/muH

Puc. 7. BnmstHre 9acTOTHI BpaleHUs pabovero
HHCTPpYMEHTA Ny, U 3aTOTOBKHU Nyyp
Ha MaKCHUMAJIBHBIC OCCBBIC U TAHI'CHITHAJIBHBIC
OCTATOYHBIC CXKUMAIOIIUC HAIIPS?KCHUA
Fig. 7. Influence of the rotational speed of the working
tool nye and workpiece ny, on the maximum
axial and tangential residual compressive stresses
O;. MITa
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Puc. 8. BaustHue yacToThI BpalieHus pabodero
HHCTPYMCHTA N,y ¥ 3arOTOBKU |'13ar
Ha MHTCHCUBHOCTb BPEMCEHHBIX U OCTATOYHBIX
HanpspKEHUH

Fig. 8. Influence of the rotational speed of the working
tool nye and workpiece ny, on the intensity
of transient and residual stresses
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Puc. 9. BriusiHue yacToThl BpameHus pabodyero
HWHCTPYMEHTA N,y HA IpEACIbHBIC 3HAYCHUA
OCEBbBIX U TAHI'CHIIUAJIBHBIX OCTATOYHBIX
CXKUMAKIHUX HaHpFDKeHI/Iﬁ

Fig. 9. Influence of the working tool rotational speed Ny
on the limiting values of axial and tangential
residual compressive stresses
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0. MIla
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Puc. 10. 3aBucUMOCTb HHTEHCUBHOCTH BPEMEHHBIX
U OCTATOYHBIX HaprI)I(eHI/Iﬁ OT 4aCTOThI
BpalleHus pabouero HHCTPyMEHTa Ny,

Fig. 10. Dependence of the intensity of transient
and residual stresses on the rotation speed
of the working tool ny

AHanmu3 JaHHBIX, TPEACTaBICHHBIX Ha puc. 9 u 10,
MTOKA3BIBACT, YTO MPU YBEIMYCHUW YACTOTHI BpAICHUS
pabouero MHCTpyMeHTa N, B auamazoHe oT 50 g0 400
00/MuH HaOIIOmaeTcs POCT MaKCHUMAIBHBIX 3HAYCHUH
MHTCHCUBHOCTH KaK BPEMCHHBIX, TaK M OCTaTOYHBIX
HanpsbkeHHR Ha 63 u 80% cootBeTcTBeHHO. OnHOBpE-
MEHHO C OTUM BEJIMYUHBI TAHICHIMAIBHBIX U OCEBBIX
OCTaTOYHBIX CKMUMAIOIINX HANPSHKCHUN BO3PAacTAIOT Ha
73 u 86%. YcraHOBICHO, 9TO TIPH N,y >100 00/MUH Mak-
CUMalibHasl MHTCHCHBHOCTh OCTATOYHBIX CHKMMAIOIINX
HaNpsDKCHUAH TPEBBIMIACT TPeAei TEKydeCcTH MarepHaia
(o1 =360 MIIa). ITpu nanbHelIEM YBEIMUYEHUN YaCTOTHI
BpaleHns, a IMEHHO TpH N, >200 00/MUH, HHTCHCHB-
HOCTh BPEMEHHBIX HANPSIKCHUH CTAHOBUTCS BBIIIE Tpe-

360,06 Max
201,05
257,05
223,04
189,04
155,04
121,03

87,03

53,026
19,023 Min

515,07 Max
463,2

411,33
359,46

3076

255,73
203,86
151,99
100,12
48,252 Min

B

Jiena mpovYHOCTH MaTepuania (o, = 600 MIla). Kak u cne-
JIOBAJIO 0XKU/IATh, ITPOLIECC CKOJILKEHHSI COMTPOBOXKIAETCS
MOBBIIIEHNEM HANPsDKEHHOTO COCTOSHMS MaTepHana 3a-
TOTOBKH.

PacnipenienneHre  MHTEHCHBHOCTH OCTATOYHBIX HAmpsi-
JKEHHH 110 TONEPEYHOMY CEUEHHUIO JIETadH B 3aBUCHMOCTH
OT YacTOTHI BpAILCHHUs PabOYero MHCTPYMEHTA IIPECTaB-
neHo Ha puc. 11. ITo pue. 11, a MOXKHO OTMETHUTB, UTO TIPU
HU3KO# 4acToTe BpamieHus MHCTpyMeHTa (N, = Ny = 100
00/MHH) UHTEHCUBHOCTb OCTATOYHBIX HAINPSDKEHUN pachpe-
nensiercss Oosiee paBHOMEPHO MO MOMNEPEYHOMY CEYEHHIO
oOpasia. B noBepxHocTHOM cioe (hOPMHpPYIOTCSl OCTaTO4-
HbIE HaIpsDKCHHS, MaKCUMaJIbHasi THTEHCUBHOCTH KOTOPBIX
NpHOIHKEHA K Npezieny TeKydecTn MaTtepuia. [Ipu otHOCH-
TEIbHO BBICOKHX CKOPOCTSAX BpAICHWs] HHCTpPYMEHTa (pHc.
11, 6-r) pacnpeneneHne OCTATOYHBIX HAIPsDKEHHUH CTaHO-
BUTCS MEHEE PAaBHOMEPHBIM U B TIOBEPXHOCTHOM CJIOE€, H TI0
CECUYCHNIO 00pa3IoB, YTO OOBSACHSETCS CIOKHOCTBIO MeXa-
HUYECKHX MPOIECCOB KauyeHHs W CKOJBXEHHS, KOTOpPBIC
MPOMCXOAAT HE TOJBKO W3-32 Pa3HbIX YacTOT BpalICHHS
3arOTOBKHM M MHCTPYMEHTa, HO U 33 CUET BUHTOBOH (DOPMBI
nehopmupyrolero nHeTpyMenTa. HeoOXouMo OTMETHTb,
YTO YBEIMYCHHE 4YacTOTHI BpalleHHs HMHCTPYMEHTa IO
CPaBHEHHIO C YaCTOTOH BpaIlleHHs! 3arOTOBKH MOXKET MPH-
BECTH K CHIDKEHUIO PABHOMEPHOCTH YIIPOYHEHHS U (HOpMHU-
POBAHHIO JIOKAJIbHBIX 30H KOHIICHTPAIIH HAIPSDKEHHH.

Jlns OLeHKM OIHOPOIHOCTH pACIpENeNeHUsT OCTa-
TOYHBIX HANpPSDKEHWH B ITOBEPXHOCTHOM CJIO€ JeTaneit
NPE/ICTABICHBl JIaHHBIE UHWCICHHOTO MOJICIHPOBAHUS
(puc. 12), mo3BousirolMe NPOAHAIU3UPOBATH HPOCTPaH-
CTBEHHOE paclpe]esieHne WHTEHCUBHOCTH OCTaTOYHBIX
HAIpsHKEHUI Kak BIIOJb OCH, TaK U MO MEPUMETpPY Iole-
PEYHOTO CeUeHHUs IMINHIPUIECKON 3ar0TOBKH.

403,59 Max
359,39
315,18
270,98
226,78
182,57
13837
94,169
49,965
5,7622 Min

589,43 Max
525,88
462,33
398,78
335,22
271,67
208,12
144,56
81,012
17,46 Min

T

Puc. 11. PacnipeneneHne MHTEHCUBHOCTH OCTaTOYHBIX HAMPSHKCHUH B MOIIEPEYHOM CEYCHHU JICTAIU MPH Pa3HBIX
3HAYEHUSIX YaCTOTHI BPALICHHUS Pad0Yero MHCTPYMEHTA Nyy,: a — Ny, = 100 06/MuH; 6 — Ny, = 200 06/MuH;

B — N, = 300 06/MuH; T — Ny, = 400 06/MuH

Fig. 11. Distribution of residual stress intensity for cross-section of the parts at different tool rotation speed ny:
aiS Nigr = 100 rev/min; 6 is Nye = 200 rev/min; B is Nio = 300 rev/min; ris Ny = 400 rev/min
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Puc. 12. PacnipenesieHUsI HHTCHCUBHOCTH OCTaTOYHBIX HAMPSKEHUH B MOBEPXHOCTHOM CJIO€ IO [IEPUMETPY
MOMEPEYHOro cedeHus aeraneii C v BIOJIb OCH 3arOTOBKY L Ipy 4acToTax BpaIleHUsT HHCTPYMEHTa
N, = 100 Mmm/06 (a, B) 1 N, = 300 Mmm/06 (6, T)

Fig. 12.

Distributions of residual stress intensity in the surface layer along the perimeter of the cross-section

of parts C and along the axis of the workpiece L at tool rotation speed of ny, = 100 mm/rev (a, B)

and Nyyo = 300 mm/rev (6, 1)
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[To puc. 12 MOXHO OTMETHTH, YTO MPH Ny = Ny, = 100
MM/00 MHTEHCHBHOCTh MaKCUMAJIBHBIX CKMMAIOIINX OCTa-
TOYHBIX HAINPSDKEHUH IIPU 5TOM OKa3bIBACTCsl MEHBILEH 110
BEJIMYMHE, OJJHAKO paclpenersieTcs: 0onee paBHOMEPHO 10
HOBEPXHOCTHOMY cJIof0. IIpu yacToTe BpamieHHs relnKo-
upHOTO MHCTpyMeHTa (N, = 300 o0/mMuH) HabmOmaeTcs
POCT BEJIMYMHBI 3THX HAIPSDKCHUH, HO MX paclpeleiieHue
CTAQHOBUTCS CYILECTBEHHO HEPaBHOMEPHBIM KaK BJOJIb
ocH, TaK ¥ 10 IepUMEeTpy IMONEePeYHOro cedeHus oOpasia.
HepaBHOMepHOE pacnpeieneHne OCTaTOYHBIX HarpsKe-
HUH 110 IOBEPXHOCTH JeTajlel CKa3bIBaeTCsl KaK Ha Mexa-
HUYECKHX, TaK M SKCIUTyaTallHOHHBIX XapaKTEPUCTHKAX.

Bumsinue 4acToThl BpalleHHs 3aroTOBKH. 3aBHU-
CHUMOCTh  HaNpPSDKEHHO-Ae()OPMHUPOBAHHOTO  COCTOSIHHSA
Jerajell OT 4aCTOTHI BpalleHHs 3arOTOBKU IpeCcTaBlcHa
Ha puc. 13 u 14. [Ipu 3ToM YacTOoTa BparieHus padbodero
uHCTpyMeHTa cocTaBisieT 100 Mmm/006.

¢®T, MIla
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-350 er
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-400 ~_
~
~—
-450 ™~
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Puc. 13. BnusH1e 4acTOTHI 3arOTOBKH HA BETHUUHY
MAaKCHMAJIbHBIX OCEBBIX U TAHI'CHIIHMAJIBHBIX
CXKUMAKIMUX OCTAaTOYHBIX Hal'IpiI)KeHI/Iﬁ

Fig. 13. The effect of workpiece rotation speed
on the magnitude of maximum axial
and tangential compressive residual stresses
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Puc. 14. BnusHre 9acTOTHI BpallleHHs 3arOTOBKH
Ha MAaKCHUMaAJIbHbBIC 3HAYCHUA NHTCHCUBHOCTHU
BPEMECHHBIX U OCTaTOYHBIX Hapr{)KeHI/Iﬁ
Fig. 14. The effect of the workpiece rotation speed
on the maximum values of the intensity
of transient and residual stresses

Awnanuz puc. 13 u 14 nokasbiBaeT, 4To ¢ yBeJIHYCHHU-
€M 4YacTOThI BpallleHUs 3arOTOBKU N,,, B npeaenax ot 50
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10 300 00/MUH MaKCUMAaIIbHBIC 3HAYCHUSI UHTCHCUBHOCTH
BPEMEHHBIX U OCTATOYHBIX HAMpPSDKEHUH BO3pACTAIOT Ha
30 u 47% coorBercTBeHHO. [IpHM 3TOM MakcHMalbHbIE
3HAUCHUs TAHTCHIMANBHBIX M OCEBBIX OCTaTOYHBIX
HanpsDKEHNH CkaTust yBenmduBarorcst Ha 37%. Baxwao
OTMETHUTh, UTO TPU YACTOTE BpaIIeHHUA N, > 230 06/MuH
WHTEHCUBHOCTH BPEMCHHBIX HANPSKCHUH MOYTH TOCTHTA-
eT Tpezesa MPOYHOCTH MaTephaja 3aroToBkH (o, = 600
MIla). OnTumanbHONH 4YacTOTOM BpallleHHsl Kak AJisl WH-
CTpYMCHTa, TaK W Al 3aroToBku siBisiercss 100 o6/muH,
MOCKOJIbKY TIPH STOW YacTOTE OCTATOYHBIE HAMPKEHUS
OnM3KH K npenenty TeKydectd Marepuana (o1 = 360 MIla).

Inybuna tmmacTHYecKod JedopManuu  SBISCTCS
KJIIOYEBBIM  IOKa3aTeleM JUIsl  OLEHKH  (H3HKO-
MEXaHHYECKUX XapaKTepUCTHK M HKCIUTyaTAI[MOHHBIX
CBOWMCTB YNPOYHEHHBIX [IeTaneil, o0paboTaHHBIX IIPH
nomotnu npornecca [T [20].

[on rmyOuHO#M MUIacTHYeCKOU AedopManuy IOHU-
MaioT 00JacTh B MaTepHale, Tlle BEIMYNHA BPEMEHHBIX
HaNpsDKCHUH TOCTUTAeT 3HAUCHHS IpeleNia TeKYJYeCTH.
JIysl KOJIMYECTBEHHOW OLEHKU TIIyOMHBI YHPOYHEHHOTO
CJI0S] UCTIOJIB30BaHbI Pe3yJIbTAaThl YUCIECHHOTO MOJEIUPO-
Banus (puc. 15), OCHOBaHHbIC HA aHANM3Ee paclpeiese-
HHUSI MHTEHCHBHOCTH IUIaCTHYECKHX nedopmanuii BOomib
pafuabHOTO HalpaBJIeHHs] OTHOCUTENBHO MOBEPXHOCTHU
ITMHAPUYECKOit 3aroToBku [21].

Ha puc. 15 npencraBieHo pacrpeneieHue MIacTH-
YECKUX JePOopManrii 1Mo MOMEPEeYHOMY CEUCHHIO0 00pas3-
1a, a Ha puc. 15, 0 — KpuBas, XxapakTepHu3yollas pacipe-
JISIICHIe WHTEHCUBHOCTH IUTACTHYECKOW JaedopMarn,
YTO MO3BOJSIET TOYHO ONPEACIHTH TIIyOMHY YIPOYHEH-
HOTO CIIOSL.

Puc. 16 wumocTpupyeT 3aBUCUMOCTH MaKCHUMalb-
HBIX BPEMEHHBIX PaJHANBHBIX HANPSKEHUH CKATHA Oy
U TIyOWHBI TIACTHYECKOH NeopMamnuu OT MapaMeTpOB
remukongHoro IIIT/I. Crmexyer OTMETHTH, YTO TiIyOWHA
TUTACTHYECKON eopMalid M3MEHSETCS B Tpeleiax OT
1,2 mo 3,1 MM B 3aBUCHMOCTH OT PEKHUMOB 00paOOTKH H
OCHOBHBIX IapameTpos npouecca [T,

Heobxoxnmo otmeTuTh, 4T0 Ha puc. 16 npencrasie-
HBI 3aKOHOMEPHOCTH, Ba)KHbIE U1 ONTHUMH3AINK Iapa-
METPOB 00pabOTKH MPU MOBEPXHOCTHOM IUIACTUYECKOM
nedopmupoBaHuU. MOKHO BBIJIEIUTh HECKOJIBKO KITIOUE-
BBIX MOMEHTOB: TPY YBEIMYEHUU PATUAIBHOTO HATSTA,
9acTOTHI BPAIICHUS TEIUKOMIHOTO MHCTPYMEHTa M CKO-
POCTH BpAIICHUS 3arOTOBKH HAONIOACTCS POCT TITyOUHEI
IUTacTHYecKor nedopmanuu. Tak, Mpu U3MCHEHUH Pau-
anpHOTO HaTsra ¢ 0 70 0,5 MM mIyOWHA IJIaCTHYECKOH
nepopmanuu Bo3pactaeT Ha §1%. [Ipu yBennueHun va-
CTOTHI BpamieHus: nHerpymenTa ¢ 50 no 400 o6/MuH rivy-
OuHa nedopmanuu yBenuauBaeTcs Ha 77%. YBenuueHUe
4acTOTHI BpameHus 3arotoBku ¢ 50 g0 300 06/MuH npu-
BOJIUT K YBEJMUYEHHIO TITyOHHBI IIACTHYECKOH aedopma-
uu Ha 78%. Ilpu cHkeHUW TpoAoapHON monaun ¢ 0,4
1o 0,05 Mmm/06 TiyOuHA TUTacTUYECKOU nedopManuu Bo3-
pactaet Ha 76%.

BecmHuk MI'TY um. I'.'/. Hocoea. 2026. T.24. Ne1
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Puc. 15. PacnipeneneHusl HHTCHCUBHOCTH IJIACTUYECKOH JeOPMAITUH O MONEPEYHOMY CCUCHUIO JICTalH (a)
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Fig. 15. Distributions of plastic deformation intensity over the cross-section of the part (a) and along the depth
of the hardened layer (6)
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Puc. 16. BisiHie 0CHOBHBIX TapaMEeTPOB M PEKUMOB 00paOOTKH Ha BpeMEHHbIE pafifiaIbHble HAPHKEHUA O,

Fig. 16.

1. YcTanoBiieHbI paiOHAJIBHBIC PEKUMBI T'CIIMKOW/-
soro ITITJ (t = 0,1 mMm, S = 0,1 Mm/00, N, =
00/MuH), obecnieunBaromue (GpopMHupoBaHHE MaKCHMallb-
HO BO3MOXXHOTO HAaMpsKEHHO-Ie(POPMUPOBAHHOTO CO-

1 TIyOUHY TUtacTHYeCKoi fnedopmanmu h: a — oT paguanbHOro Hatsra; 6 — OT MPOJIOJIBHOM 01aYH;
B — OT YaCTOTHI BpaICHUA TCJIMKONJIHOIO0O HHCTPYMEHTA, T' — OT YaCTOThI BPAIICHUA 3arOTOBKH
Influence of key parameters and processing modes on the transient radial stresses o} and the depth

of plastic deformation h: a is effect of radial interference; 6 is effect of longitudinal feed rate; B is effect
of the rotational speed of the helicoidal tool; r is effect of the rotational speed of the workpiece

BriBoabl
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3aBUCUMOCTH OT PEKUMOB

TCJIIMKOUJHOTO

YIOPOUYHCHUSI HWHTCHCHUBHOCTH BPEMCHHBIX HaHpH)KCHI/Iﬁ

N, = 100

CTOSIHUS YIPOUHEHHBIX AeTasel.
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MOXHO YBEIWYHTH B 4 pa3a, OCTaTOUYHBIX HANPSHKEHUH —
B 4,2 pa3za, rimyOnHy ynpoyHEHHOTO citost — Ha 81%.

3. YcraHOB/eHa yacToTa BpalleHWs WHCTPYMEHTA M
3arotoBkH (N=100 06/MMH), TpH KOTOPOH MaKCHMalbHas
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WHTEHCHBHOCTb BPEMEHHBIX HAIPSDKCHUU HE MPEBBIIIACT
mpefena MPOYHOCTH, a MaKCHUMalbHas HMHTEHCHUBHOCTH
C)KUMAIOIINX OCTaTOYHBIX HANPSHKEHWH — Npefena TeKy-
YEeCTH MaTepuana.
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