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BILJINB ITAPAMETPIB BIGPAIIIHHOI'O IIPUTUPAHHA
IJIOCKHUX IMOBEPXOHDb HA iX IIOPCTKICTh

B. C.TPYII*? B. M. KOPEH/IH ?, O. FO. KAYYP ? B. M. 34XAPOB ?,
K.B.TPYII® T.M. KPABYUIIIHH*

! ®isuko-mexaHiyHul iHcmumym im. I". B. Kapnenka HAH Ykpainu, Jlbeis;
2 HaujoHanbHuti yHisepcumem “JIbgigcbka nomnimexHika”,
8 Jlbsigcbkutll HayjoHanbHUL MeduYHUL yHigepcumem imeHi JaHuna anuysko2o

Po3risiHyTO KOHCTPYKTHBHI i (DYHKIIIOHAJNBHI OCOOJMBOCTI BiOpaIiifHOT BUKIHYYBaJIbHOI
MAaIllMHH 3 eJIEKTPOMAarHeTHUM MPUBOIOM. JOCIiKEHO BIUIMB aMIUITYAM 1 4aCTOTH BiO-
patiiiHoro 30ypeHHs, a TaKOK 3€PHUCTOCTI MACTH 1 TPUBAIOCTI MPUTHPAHHS, HA LIOPCT-
KICTh IUIOCKHX MOBEpXOHb Aetaneil ((ranuis), Burorosnenux 3i Crami 20. BeranosneHo,
1[0 LIOPCTKICTh 0OPOOIIIOBAHUX MMOBEPXOHb OOEPHEHO MPOTOPIIHHO 3aJIC)KUTh BiJl aMILTi-
Tyau # 4acTOTU KOJIMBaHb Ta TpUBANOCTi 00pobieHHs. [Ipu 1[bOMY iHTEHCUBHICTb IPUTH-
paHHS HEJNIHIMHO 3HMXKYETHCS 31 3pOCTaHHSAM 4acy OOpOOJICHHs, TOAI K 301JIbIICHHS
aMILTITYyA 1 4yacToTu BiOpauiiiHoro 30ypeHHs ii MiABUIIYIOTH IPAKTUYHO 3a JiHIHHOIO
3aJIOKHICTIO. 3MEHIICHHS MIOPCTKOCTI Ta OTPUMAaHHS BHIIUX KIACIB YHCTOTH 00poOIIrO-
BaHOI MOBEpXHI 3a0€3MeUeH0 3aCTOCYBAHHSAM NPUTHPAIBLHUX MMACT MEHIIOI 3€PHUCTOCTI.
Konctpykiisi BiOpaliiiHol BUKiHYYBaJIbHOI MAalllMHU, SIKY BUKOPHUCTOBYBAJIM JJISI PUTH-
paHHs IUIOCKUX TIOBEPXOHb Jeraieil (pnanui), Burorosierux 3i Cram 20, 1ae MoXxIH-
BICTB J0CSATaTH MiHIManbHOI mopcTkocti B Mexkax 0,1...0,2um.

KirouoBi cioBa: sibopayiiine 30ypenns, 6i0payitina GUKIHUYEANbHA MAUWUHA, MPUBATICTb
00poOeHHs, IHMEHCUBHICTb NPUMUPAHHSL, WLOPCMKICTG NOBEPXHI, KIAC YUCMOMU.

The design and operational characteristics of aatdby finishing machine with an elec-

tromagnetic drive is considered. The influence leé amplitude and frequency of the

vibration excitation, as well as the grain sizelwd paste and the duration of the lapping
process, on the roughness of flat surfaces of f@atsges) made of Steel 20 was studied.
The roughness of the machined surfaces inversgigndis on the amplitude and frequency
of oscillations and the time of the machining psxeAt the same time, the intensity of
lapping decreases nonlinearly with increasing macgitime, while an increase in the

amplitude and frequency of the vibration excitatommtributes to the intensification of the

lapping process in an almost linear manner. Reduttia roughness and obtaining higher
finish classes of the machined surface is ensuyassing lapping pastes of smaller grain
sizes. In general, the design of the vibratorysfiimig machine discussed in this article,
used for lapping flat surfaces of parts (flangeafimof Steel 20, allows achieving a mini-
mum roughness within 0.1...0u2n.

Keywords: vibration excitation, vibratory finishing machinejachining time, lapping
intensity, surface roughness, surface finish class.

Beryn. BiOpariiini TexHOJOTIi 11 0OpOOJICHHS TOBEPXOHb JETANICH CIPHSIOTH
e(heKTUBHOMY YCYHEHHIO MiKPOHEPIBHOCTEH Ta MOJIMIIYIOTh IOPCTKICTh TTOBEPXOHb.
Bonu Takox 3abe3neuyloTh PIBHOMIpPHE PO3MOAUICHHS MaTepiaiy, IO IiJBHUIIYE
skicte 00pobku neraneii [1-8]. Ha choromni ogHMM i3 HaWHOMIMPEHIIIHX METOIIB
¢iHIIHOT 0OpOOKH INTOCKHUX MMOBEPXOHD € MPUTHPAHHS, SKe 3a0e3edye TOCITHEHHS
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BUCOKOT TOYHOCTI T€OMETPUYHUX IMapaMeTpiB MOBEPXHI BHACIIIOK KOHTPOIHOBAHOTO
BUJIAJICHHS MIKPOCKOIIIYHUX MIapiB Marepialy 3a JONOMOrOK a0pa3uMBHOI CycIeHs3ii,
SIKy HAHOCSATH Ha pobouy moBepxHio nputupa [9—12]. [Iputupwu, 3a3Buyaii, BATOTOBIIS-
FOTh 31 CHEMiaIbHUX MaTepialliB TAKHUX, SK YaBYH, Miflb a00 OpoH3a, AKi 100pe yTpuMmy-
10Th abpa3suBHUI MaTepian Ha cBOIi moBepxHi [13], a abpa3uBHa cycrensis 3ade3neuye
piBHOMIpHE pO3MOAIICHHS YacTUHOK abpasuBy [14]. [IputuparoTe KpyroBum abo mo-
CTyMAILHUM PYXOM JieTalli cTOCOBHO mputHpa [15]. st 06poOKH MIOCKUX MOBEPXOHB
CTaJICBHX JICTAJICH HAWIIUPIIIE BUKOPUCTOBYIOTh BEPCTATH ILIAHETAPHOTO THITY. TaKwii
pyX Jae 3MOry PiBHOMIPHO OOpOOJISATH MOBEPXHIO JCTall, YHHKAIOYM KOHIEHTpAIii
3HOIIYBaHHS B 0JHOMY Micili [16]. V cydyacHuX MiaHeTapHHX BepCTaTaX MOXHA Pery-
JIOBaTU HH3KY MapaMeTpiB OOpOOKH, 30KpeMa MIBHIKICTE OOEpTaHHS LEHTPaIbHOL
IUTUTH 1 IPUTUPAIIBHUAX CTOJIB, CHIIy TIPUTUCKY J€Taliel 0 NpUTHpa, TUI Ta 3€PHHC-
TicTh abpasuBHOro marepiany tomio [17, 18].Oanak rmraneTapHi MpUTHPaAILHI BepcTa-
TU MalOTh HU3KY HEJOMNIKIB, 30KpeMa CKIIQJHICTh Ta BapTiCTh KOHCTPYKIII 3 OaratbMa
pyxomumu dactuHamu [19], siki moTpeOyroTh peryssipaoro obciyroByBanus. s mo-
CSATHEHHS ONTUMAJIBHOT SIKOCTI 00pOOKH HEOOX1IHO TOYHO HAJIAIITOBYBATH MapaMeTpu
BEpPCTaTa, 30KpeMa IBUIKICTh 00EpTaHHs OKpeMHUX pyxoMux jianok [20, 21].

Ha croropni, xo4a i po3po01eHO HU3KY KOHCTPYKIIH BiOpamiifHUX MPUTHPATEHUX
MAIIMH 13 KOJIOBUMH TPAEKTOPISIME PyXy MPUTHPA CTOCOBHO 0OPOOIIIOBAHOI MOBEPXHI
[22—24], onmHak mUTaHHS TEXHOJIOTIYHOTO XapakTepy, 30KpeMa MO0 HIOPCTKOCTI i
IUTOIMHHOCTI 0OPOOJICHUX MOBEPXOHB Ta YUCTOTU (PIHINIHOI 0OpPOOKH, MPAKTUYHO HE
po3risiHyTi. BimomMo, 1110 MIopcTKiCTh MOBEpXHI BIUTUBAE Ha KoeillieHT Tepts [25].

Meta poOOTH — BCTAaHOBUTU BIUIUB AMIUTITYAM H YacCTOTH KOJHBAaHb POOOYOTO
oprany (IpUTHpPA), & TAKOX 3€PHUCTOCTI IPUTUPAILHOT MACTH 1 TPUBAIOCTI 0OpOOIICH-
HSl, Ha IIOPCTKICTh MJIOCKHUX MOBEPXOHb CTAJEBUX JIeTallell Ha MpUKIaai (IIaHIliB, BU-
rotoBienux 3i Cramni 20.

Marepiaiau Ta Mmetoauka. /[y 00po0JIeHHS! BUKOPUCTOBYBAIIU CKCIICPUMEHTAIb-
HUIA 3pa30k BiOpaliiiHoi mpuTupansHoi MamuHu [24]. ExcriepuMeHTalbHI pe3yabTaTu
aHAN3yBaJM Ta YMCIOBO IHTErpyBand B mporpamHoMy 3abesmedenHi MathCad. Sk
JOCITIIHI 3pa3Ku BUKOPUCTAIH TigpaBmivyni ¢umanmi (puc. 1), Burotosieni 3i Crami 20.
HwxHio moBepxHro (uiaHis GikcyBaau Ha MiABICHIN IaTGOPMI MPUTUPATHEHOI MaIIU-
HU, a2 BEPXHIO BHUCTYIAIOYy IUIOCKY MOBEPXHIO OOpPOOIJISUIM KOJOBUMH KOJUBAHHSIMHU
BepxHbOro nputupa. OCHOBHI mapaMeTpH Mpolecy nojaxi B tadm. 1.

surface to
296 be treated

Puc. 1.3aranbHuii BUrsg
00po0IIOBaHOT eTai
(S—ToBUIHHAE).

Fig. 1. General design
of the machined part
(S— thickness).

3BaXKarouu Ha Te, IO JOCHTIPKYBaHI IMOBEPXHI NETajel IMOMEePEeTHbO MiIaBaIl
TUIOCKOMY IuTiQyBaHHIO, TO 1X MOPCTKICTh Y MO3/I0BKHBLOMY 1 MOTIEPEYHOMY HAITPSIM-
Kax (CTOCOBHO HANMpPSMKY pyXy HuUTiyBaIbHOTO KPYyra) € Mo4aTkoBO Pi3HOI0. Bumipro-
BaJIM IIOPCTKICTh MOBEPXOHB npodiiomerpom mojeni 176021y 1Box B3a€MHO MepIieH-
JUKYJSIPHUX HAMpSMKaXx.
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Tab6auns 1. OcHoBHI mapaMeTpn NPUTHPAHHSA

ITapameTpu XapakTepucTuka
Marepias BepXHbOTO IPUTHPA Texcronit TK-5
ITuroMa cuita IpUTUCKAaHHS mpuTHpa, KPa 8,5...9
Yacrora BiOpo30ypens, Hz 3;6;9;12; 15
AMIUTITY1a KOJMBAaHb IPUTHPA, MM 0,5:1:15;2;:2,5

rOINe 1 (2,5...3um),
rOI Ne 2 (5...8um),

r'OI Ne 3 (10...14um),
TOI Ne 4 (17...20um)

Tpusaicts 00po6aeHHS, MIN 10; 20; 30; 40; 50

Ty 1 3epHUCTICTh NPUTHPAIBHOT NACTH

Pesyabratu Ta ix obroBopenHs. [licis mutockoro nuriyBaHHS HIOPCTKICTh
JOCITI/KYBaHHX MOBEPXOHb JIeTallell BUMIPIOBAJIHM B MO3J0BKHBOMY i MONEPEYHOMY
HANpsIMKax IS BCTAHOBJICHHS BHXINHUX NAHWX JUIS ITOAAJIBIIOrO BHBYCHHS MPHUTH-

panHs. BiamoBimHi pe3yapTaTH I BOCBMH AOCTiMKyBaHux 3paskiB (A—H) momani y
Tabm. 2.

Tadanusa 2. Buxiqni napamMeTpu mopcTKOCTI T0CTiZKyBaHNX OBEPXOHD AeTaJIei,
SIKi MoMepeHbO MiAAaBaIN II0CKOMY HLTi(pyBaHHIO

Cepenne apupmernuHe BinxuieHHs npodimo Ra, pm
Aletam: TTonepek nmerami Bsnosx gerani
A 1,51+0,07 0,60,04
B 1,6+0,05 0,580,04
C 1,550,04 0,520,04
D 1,65:0,05 0,5%#0,04
E 1,54:0,04 0,60,03
F 1,56t0,05 0,520,04
G 1,57#0,05 0,5&0,03
H 1,55:0,05 0,5%#0,04

Bnaue amnaimyou xonueans npumupa. Ha puc. 2 nokazaHo pe3yibTaTd JOCHTi-
JOKEHHSI BIUTMBY aMILTITYIU KOJUBAHb MPUTHPA HA MIOPCTKICTh 0OPOOIIIOBAHUX TTOBEP-
XOHb, sika craHoBuia Bix 0,510 2,5 mm3sa makcumansHOi yactoT 30ypeHHs 15 Hz,
MiHIMaJIbHOI 3epHHCTOCTI mpuTHpansHoi mact ['Ol Nel 2.5...3 pmra o6pobieHHs
50 min.36inbIneHHs aMIUTITY I KOJIMBaHb OPUTHPA, TOOTO pajiiyca HOro KojaoBoi Tpa-
€KTOpIi, 3yMOBHJIO 3pOCTAHHS JIIHIHHUX IMMBUAKOCTEH TOYOK MPHUTHUPA Ta 3€PEH IPUTH-
panbHOTO abpa3uBYy, 1 BIAMOBIAHO, IHTEHCU(IKAIII0 BUAAICHHS MIKPOCKOITIYHHX IIAPiB
marepiany 3 o6pobmoBanux nosepxons [3, 10, 16].3 inmioro 60Ky, 301IbIICHHS am-
IUTITYIM KOJIMBaHb MPUTHUPA CIIPUYMHATUME HEJIIHIMHE 3pOCTaHHs CIIOKHMBaHOI BiOpa-
[If{HOI0 MAIIMHOK MOTY)XHOCTI [23, 24],1110 HEraTUBHO BIUIMBATHME Ha ii eKCIuTyaTa-
iHY e()EeKTHUBHICTb.
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Puc. 2.3anexHOCTI HIOPCTKOCTI AOCIIKYBaHUX TIOBEPXOHB JIETaeH
(merans A —TeMHi CTOBIUKMKY, B — CBITIII) Bil aMILTITY I KOJIMBAHb IIPUTHPA
3a {HIIMX HE3MIHHUX YMOB. @ — B3[IOBX MPUTHPaHHS, b — momepexk.

Fig. 2. Dependences of the roughness of the stdiddces of parts
(partA — dark columns, B — light) on the amplitude of iye vibrations
under other constant conditioras: along the lapping surface,
b — across the lapping surface.

Bnnue uacmom 36ypenna. JlocnimKyBany TakoX 3a pi3HHX 4acTOT 30ypeHHS B
Mexax Bin 3 mo 15 Hz3a MakcuMainbHOT aMILTITYIM KOJUBaHb NpuTuUpa 2,5 mm,Mak-
cuMaltbHOT yactoTr 30ypeHHs 15 HzTta MiHIMabHOT 3epHUCTOCTI IPUTUPATILHOT TACTH
I'OI Ne 1 2,5...3um. BinnoBinHi pe3ynbTaTH BUMIPIOBaHHS IMIOPCTKOCTI 00poOJIrOBa-
HUX MOBEPXOHb MOAAHO Ha pHC. 3. TakoX OYEBHIHUM € Te, IO 30UIBIICHHS YacTOTH
KOJIUBaHb MPUTHPA 3YMOBJIIOE€ 3POCTaHHS IIBHIKOCTI PyXy 3€peH MPUTUPAITBEHOTO ab-
pPa3MBHOTO MaTepialy CTOCOBHO OOpOOJIFOBaHMX IMOBEPXOHB, IO IHTEHCHU]IKYy€E 3riia-
JDKYBAHHS MIKpOHEPIBHOCTEH Ta 3MEHIIY€E MIOPCTKICTh MoBepxoHb [8, 9, 11]. Onnak
HEOOXIHO BPaxOBYBAaTH, IO 30UIBIICHHS YaCTOTH KOJNUBAHb IPUTHPA TPU3BOJIUTHME
JIO TIIBUIICHHS CTIOKUBAHHS SIIEKTPOCHEPTii MAITUHH.

@ % ®
g 1,07 =
=. =3 -
g g 02
5 0,5 S

0 0

3 6 9 12 15 3 6 9 12 15
1, Hz f,Hz

Puc. 3.3anexHOCTI MIOPCTKOCTI AOCIIKYBaHUX TIOBEPXOHb JIeTaeH
(meranp C —TemHi croBmuuky, D —cBitii) Bix yacToTH 30ypeHHs KOJIMBAHb IPUTHPA
3a IHIIMX HE3MIHHUX YMOB: @ — B3JJ0BX IpUTUpaHHs, b —nonepex.

Fig. 3. Dependences of the roughness of the stsdiddces of parts
(partC — dark columns, D — light) on the excitation freqay of the lap vibrations
under other constant conditiorss: along the lapping surfade across the lapping surface.

Bnaue pisnux npumupanvnux nacm I'OI. Tpete nocnimkenns (puc. 4) nependa-
YaJ0 BUKOPHUCTAHHS pi3HHUX npuTHpanbHux mact ['OI Ne 1, Ne 2, Ne 3, Ne 4 i3 3epHuc-
toctamu 2,5...3um, 5...8um, 10...14um, 17...20um BignoBigHO, 32 MAaKCUMAIILHOT
yactoTn 30ypeHHs 15 Hz, ammitynu xonuBanp 2,5 MMTa TPUBAJIOCTI 00pOoOIEHHS
50 min.3Baxxarouu Ha Te, M0 BiAMOBIAHI MOBEPXHI JOCIIHKYBAaHHUX JeTallel yxke Oyiiu
norepeHL0 0OpoOIIeHI MIOCKUM NUTihyBaHHAM, a iX MaKCHMajbHA IIOPCTKICTh HE
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nepeBuilyBaia 2 [M, To 3MEHIIEHHS 3€PHUCTOCTI MPUTHPATBHOT MAaCTH 3aKOHOMIPHO
JIaJI0 3MOTY OTPMMATH YKCTILTY MOBEPXHIO 3a IHIIKX 0aHakoBHX ymoB [10, 16, 18].

0,6

e @ ®

0,6 0,4
g g
= =
3 04 S
54 55 0,21

0,2

0- 0-
Ned Ne3 N2 Nel N4 No3 Ne2 Nel

Puc. 4.3anexHocTi LOPCTKOCTI TOCIIKYBaHUX IIOBEPXOHb AeTanei (nerans E — remui
CTOBIMYMKH, F —CBiTIIi) 32 06pO6IeHHs pisHUMH TIpUTHPaTbHUMHE TTacTamu 'Ol
3a IHIIMX He3MIHHUX YMOB: @ — B3JJ0BX NpUTHpaHHs, b — nonepex.

Fig. 4. Dependences of the roughness of the stdiddces of parts (part E — dark columns,
F — light) after machining with the help of diffet€®OI lapping pastes under other constant
conditions:a — along the lapping surfade;- across the lapping surface.

BniiuB TpuBasiocti 00podseHHs. Pe3ynbTaT eKCriepUMEHTATLHUX JAOCIHTIKSHb
BILUIMBY TPHBAJIOCTI 00po0IIeHHS, Ky 3MiHroBain B giamasoni 10...50 min,ua mopcr-
KicTh 00pOOIIIOBAaHUX ITOBEPXOHB 32 MAKCUMaIIbHOT 9acToTH 30ypeHHsa 15 Hz, ammiTy-
Il KonmMBaHb NpuTHpa 2,5 MMTa 3 BUKOPHCTaHHAM JpidHOo3epHucTOl macty ['OI Ne 1
MOJIAaHO Ha pHUC. 5. 3aKOHOMIPHO, IO 30UIBIICHHS TPHUBAJIOCTI MPHUTUPAHHS CIIPHSE
3MEHIIEHHIO IIOPCTKOCTI 00pO0IIIOBaHOT TOBEPXHI Yepe3 OBy KibKiCTh IIUKIIB 3pi-
3aHHs (BHIANCHH) MIKPOCKOMIYHUX IapiB Matepiany [7, 10]. Onnak HaamipHa TpuBa-
JicTh 00poOJIeHHS 0e3 3aMiHM MPUTHPAIBHOT MACTH 3MEHINY€E IHTEHCUBHICTh NMPUTH-
panHs [11], o BUMarae 10AaTKOBOTO 4acy Ta €HEPreTUYHHX 3aTpar IJisl JOCSTHEHHS
HeoOXiHOT YncToTH 00pobIroBaHol oBepxHi [22, 23].

1.51 0,6

£ 1,0 = 0,4
=3 =
o ol

= 0,51 0,21

0 0.

10 20 30 40 50 10 20 30 40 50
T, min T, min

Puc. 5.3anexHOCTI MIOPCTKOCTI AOCIIKYBaHUX TIOBEPXOHb JIETaCH
(meranp G —rtemHi croBmuKkH, H —CBiTiIi) Big TpuBaiocTi 06po6iIeHHs
3a IHIIMX HE3MIHHUX YMOB: @ — B3JJ0BX IpUTUpaHHs, b —nonepek.

Fig. 5. Dependences of the roughness of the stsdiddces (part G — dark columns, H — light)
of parts on the machining duration under other orionditions:
a — along the lapping surfade;- across the lapping surface.

BUCHOBKH

st po3pobiieHoi BiOpaiiifHOT TPUTHPATBHOT MAIIMHU JOCITIIKCHO BIUIMB aMILTi-
TyJ¥ KOJIMBaHb IMPUTHPA 1 YaCTOTH HOTO 30YPEHHS, a TAKOXK 3€PHUCTOCTI MIPUTUPAITH-
HO{ MAacTH 1 TPHUBAIOCTI OOpPOOJICHHS HA IMOPCTKICTh IUIOCKHX MOBEPXOHB JeTaleit
(dbmanmis), Burotosenux 3i Crami 20. BcTaHOBIICHO, IO MIOPCTKICTH 00POOIFOBaHHX

78



MOBEPXOHb HEINIHIMHO 3MEHIIYETHCS 31 30UTBIICHHSIM aMIDTITYH KOJHBAaHb MPUTHPA,
TOOTO paniyca HOro KOJOBOI TPAEKTOPIi, a TAKOXK 31 3pOCTaHHSIM YacTOTH 30ypeHHS i
TpuBasiocTi 00poOsieHHs. TakoXk 3MEHIIICHHS IOPCTKOCTI Ta OTPUMAaHHS BUIITUX KJIaciB
YHCTOTU OOPOOIIOBAHOI MOBEPXHi 3a0€3MEUeHO 3aCTOCYBAHHSIM IMPUTHPAIGHUX ITACT
MeHIoi 3epHucTocTi. IllopcTkicTh 00pOOIIOBAaHUX IMOBEPXOHB IMICHS MOMEPETHBOTO
wiockoro nutiysanHs Oyna B miamazoni 1,4...1,6UmM, a BHACTIMOK Iii Pi3HHX YMOB
30ypeHHs 1 MPUTHPAITLHUX TACT Pi3HOI 36pHUCTOCTI, BOHA JopiBHIoBana 0,1...0,2um.
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