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Annomauyus.

Crooicnonpoghunvrvie uzoenus uz meepovix Cnid808 HAX0O0smM OOCMAMOYHO
WUpoKoe NpUMeHeHUe 6 COBPeMeHHOM Mmawunocmpoenuu. OOnum u3
Memooo8  00pabomxu  makux — uz0enull, NOKA3LIGAIOWUM  BbICOKYIO
NPOU3BOOUMENbHOCHL U OOHOBPEMEHHO — 00ECNeyusaruum  BblCOKYIO
PA3MEPHYIO  MOYHOCMb  CIOJICHO20 NpOQuis, a makdice OoCmudicenue
300AHHO20  KA4ecmea NOBEPXHOCMHO20 — CNOs, AGIAEeMCsi  21yOUHHOe
wugposanue npodhunvHviMu armasuvimu kpyeamu. Ilpoyecc emybunnozo
wWaupoBaHUsL CONPOBOHNCOACMCS NOBLIUEHHbIMU MeMNepamypamy. 8 30He
0Opabomku, Ymo modxcem NpUGeCMU K BO3HUKHOBEHUN MAKUX Oeqhekmos,
Kak npudicoeu u mukpompewiurvl. OCHOBHBIM DAKMOPOM, OKA3BIBAIOWUM
GIUAHUE HA MEeNn1000pa3osanue 6 30He WLIUQOBAHUS, ABNAIOMCA CUTbL
pesanusa. [lna  pacuema cunbl pe3aHus NPUMEHeHd Meopus  JIUHUL
ckoavoicenusi.  Paspabomana ananumuveckas ¢opmyna 0ns  paciema
MOIWUHBL Cpe3a eOUHUYHBIM 3epHOM. TIpednosicena memoouxa onpedenenus
nIOWaoU KOHMAaKma npOQUIUPOBAHHO20 UWAUPOBATLHO20 KpY2d C U30enueM
Ha OCHO8e OucKkpemusayuu npoguis. Ycmanosenema c613b  pedNcuUMO8
pesanust ¢ cunoii pesanusi. [locmpoenvl 3a8ucUMoOCmu MOIWUHbL CPE3AEMO20
COUHUUHBIM 3EPHOM CAOSL U CUNL PE3AHUsL NPU AIMA3HOM WAUGOSAHUU Om
mexHono2uueckux — pesxcumos.  Paccuumanvl  momwuma  cpezaemozo
eOUHUYHBIM 3ePHOM CI0SL U CUTbL Pe3aHUsi OJisl PEKOMEHOOBAHHBIX PEHCUMOB
obpabomku meepoocniasHoll KoHyegou @pesvl. Ilpednazaemas memoouka
noszeondem nNpu pacyeme CUl pe3aHus Oas 2IYOUHHO20 AIMA3HO20
wauosanuss yuecms 2eOMempuio U YUCIO PelCYUUx 3epeH, (Du3uKo-
MexanuiecKkue ceolcmea Wiugyemozo Mamepuaid, napamempvl U pejicumbl
pezanus. Omo AGIAemcss NPeOnoCulIKoU 0 pacyema memnepamyp uiu
nIOMHOCMU menyiogoco nomoka. Ha ocnoge nonyyennvix pesynomamos
MOMNCHO ~paszpabomams cucmemy YHPAGleHUs Npoyeccom 2nyOuHHO20
waugosanus — NPOPUILHLIMU — AIMASHLIMU — Kpyeamu, 6  Kauecmee
VIPaAsIAIOWUX  (PAKMopos 6 KOmopou 0yoym GblCmMynamv  pedtcumbl
wnughoganus.
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NOBEPXHOCMHO20 ClO U3 Kapduda Boab@pama HA MEemAiIuyeckux O0emansix u paspabomxa memooa
obecnedenusi 6bICOKO20 Pecypcd HASPYICEHHbIX Oemaneil U YNPOYHEHUs. DedNCyuje2o UHCHPYMeHma Ois
npPoU3800CMBA BbICOKOHACPYICEHHBIX dNiemenmoe Koncmpykyuiiy (FSGE-2026-0026)

BBenenue
CnoxHONpOQUIBHBIE W3ACHHA W3 TBEPIBIX
CIIaBOB HaXOJsIT JIOCTaTOYHO HIAPOKOE

NPUMEHEHHE B COBPEMEHHOM MAIMHOCTPOCHUH.
OnHUM K3 METONOB O0pabOTKM TAaKHX H3JENHUM,
MOKa3bIBAIOIINX BHICOKYIO HMPOHU3BOIUTENBHOCTD |1,
2, 3] ¥ OMHOBPEMEHHO O0ECIICUMBAIOIINX BBHICOKYIO
pa3sMepHyI0 TOYHOCTb CIIOKHOTO mpoduis [1, 2, 4],
a TaKkKe JOCTHXXKGHHE 3aJaHHOTO  KauecTBa
MOBEPXHOCTHOTO cIost [5, 6], sBisieTcs riryOnHHOE
numdoBaHue MpoQUILHEIMI aIMa3HBIMU KpyTaMu.
JlaHHBIM METOA HCHONB3YEeTCs Ul H3TOTOBICHHUS
CTEPIKHEBOTO TBEPIOCIIABHOTO pexyIero
MHCTPYMEHTa — KOHIEBBIX (pe3, TepMoCBepl, a
TaKKe MPU NPOM3BOJCTBE M3IEIUH MEIULIHHCKOTO
Ha3HAa4YeHWs W3 TBEPJbIX CIUIABOB, TaKUX Kak
HAaKOHEYHUKU IHMHIETOB, YCHEUIHO  3aMEHseT
OIepalMio TPOTSATUBAHUS EJIOYHOTO XBOCTOBHKA
TYpOMHHBIX JIONATOK, a B HEKOTOPBIX CIy4asx
JIaHHbIH METo. SIBIISIETCSI €/INHCTBEHHBIM
TEXHOJIOTUYECKU TPUEMIIEMBIM METOZIOM
00paboTKH, HampuUMep TNpPH BHIUIA(OBKE KaHABOK

'Ra0,4

B-B(20:1)
0,5

ENGINEERING TECHNOLOGY

©
£

~—

%

0,545°

CII0’KHOTO mpoduIIs Ha TTOBEPXHOCTH
TBEPJIOCIUIABHON KOHIIEBOW (pe3bl ISl YEepPHOBOU
obpabotku (Puc. 1).

OpHako mporecc TIyOMHHOTO NUIM(OBAHMS
COIIPOBOXKIAETCS MOBBIIICHHBIMH TEMIIEpaTypamMy B
30He 00paboTKu [5, 6, 7], UYTO MOXET MPHUBECTH K
BO3HMKHOBEHHIO TaKHX JIE(EKTOB, KaK NPWKOTH U
MHUKPOTPEIINHEI.

HenocraTouHocTh pe3ysbTaToOB UCCIEAOBAHUN B
obmacti mpoduabHOTO NIIH(OBAHUS  TBEPABIX
CIUITAaBOB CJAEPKMBACT pAa3BUTHE U yJCIICBICHHE
TIPOM3BOJICTBA YIIOMSHYTHIX BBIIIE OOBEKTOB.

Mertoabt

Jns Toro, 4toObl H30e€kKaTh BO3HHKHOBECHHS
Ie(PEeKTOB  MOBEPXHOCTHOTO CIIOS  IITH(YeMBIX
W3/1eJInH, HEOOX0ANMO KOHTPOJIUPOBATH

TEIUIOBbIAeTIeHHe B 30He 0Opabotku. [lns 3rtoro
HYKHO YCTaHOBUTH B3aHMOCBS3b TEMIIEPATyp U CHII
pe3aHust ¢ peKUMaMH HITH(OBaHUSL.

OCHOBHBIM (haKTOPOM, OKa3bIBAIOIUM BIIHSHHE
30HE

Ha TCHJ'IOO6p330BaHI/Ie B
SBJIAOTCA CHUJIbI PC3aHUs.

UTH(QOBaHUS,

Puc. 1. Dcxus xonyesoii gppesul
Fig. 1. Sketch of an end mill
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Z[J'DI pacyera TaHMCHIMAILHON COCTaBIISIONICH

CHJBI  pEe3aHWsl ~ HaljeM  CHIy  pe3aHws,
OPUXOIAILYIOCS Ha OHO PEXYILEe 3ePHO.
Jdns  uccienoBaHus — mpolecca  pe3aHus

€IMHUYHBIM 3CPHOM IIPUMEHEHAa TEOpHs JIMHHUH
ckonbkeHuss [8]. [anHas Teopuss paHee He
MPUMEHSUIAch Ul IpolLecca ANCIEPTUPOBAHMS MPH
UTH(OBaHUH.

CoryacHO TeOpHM JIMHHH CKONBXEHHS UL
OTZEJICHUsI CJI0Sl MaTepuaja Mo JMHUHM CKOJIBKCHHS
ABCD x pexymemy 3epHy (Puc. 2) HyxHO
NPWIOKHUTh HOPMalbHOE p, M KacaTelnbHOe T
HarpsDKeHUsL.

HopmanbHoe W KacaTenbHOE HANpsDKEHHS LIS
MOJISL JIMHUHA CKOJILKEHHS MOYHO OIPENENUTh MO
hopmymam (Tmockoe HaTIPSKEHHO-
nedpopMHpOBaHHOE cocTOosHUE) [9]:

Pn = 2ke, (0,5 + 2 +05sin2a6), (1)

T =k cos2as, )
rae ke;=6+/2 — IOCTOsIHHAS ciBura Matepuana, Mlla,

O — IpeJes TeKyuecTH (U1 TBEPJOro CIIaBa Gy
NPUHUMAETCSl PaBHBIM MpeAely MNPOYHOCTH Ha
pactsbxeHue o), Mlla;

o= 90°-B/2;

[ — yrox npu BepunHe 3epHa.

Hanpspkennst p, W T 3aBHCAT OT TEOMETPHH
PeXKYIINX 3€peH, a TakkKe OT TOJIIHUHBI CIIos,
CHMMAeMOT0 €IMHUYHBIM 3EPHOM d- .

Hast onpenesieHus TaHT€HLIHATLHOU
COCTaBJISOLIeH CUibl pe3aHus Pzi Ha eIMHUYHOM
3epHe HailieM cyMMy ABYX BEKTOPOB p, U T (Puc. 2):

Dy= Pu=t T= pucosP/2+ 1.c0s(90°-B/2). (3)

Cuily pe3aHusi €IUHUYHBIM 3€pHOM P.i MOXXHO
HaWTH 10 popmyIe:

P.i=psS. 4)
rae S, — MIoIaab KOHTAaKTa 3€pHA C MaTepHajoM,
KOTOpasi 3aBUCHT OT T€OMETPHUH 3€PHA U OT dz, MM,

S.=altgh/2. &)

TommuHa cpe3a, npHUXOISMIascs Ha OJIHO
pexyliee 3epHO, B CBOIO Ouepe/ib MOXET ObITh
HalizieHa 1o cieayronieit 3apucumoctu [10]:

(Z30'37 (1—8)0'2532

w 025
0,25 0,25 ( ) ) (6)
(tgg) K 1000V,
r71e o; — Ko dunreHT GopMeI 3epHa;
K — KOHIIEHTpalys aJIMa3HOI0 MOPOILIKa;

a, = 2000

Puc. 2. Cxema k pacuemy HOpMAIbHO20 U KACAMENLHO2O HANPAIHCEHUL
Fig. 2. Diagram for calculating normal and tangential stresses

Vp — CKOPOCTB IUTU(OBAILHOTO KPYTa, M/C;
X— CpEeIHUI pa3Mep 3epHa, MKM;

€ — KpUTUYECKOE 3HAUYeHHE JOJH 3€pHa,
HaXOoJAIIeHCS B CBSI3KE;
o) - yaenIbpHas MIPOU3BOIUTEIFHOCTh

nutndoBaHus, onpenenseMas kak [10]:

1000 t
w=-—_" Vu&n (7

rae ¢ — rnyouHa nuOBaHUS, MM,
Vu— CKOPOCTD T10/1a41 U3JEITHSL, M/MUH;
Dy — nuametp mundoBaIbHOTO KpyTa, M.
Cpenuuit  pasMep  3epHa  OmIpejensercs
cienyronM oopaszom [11]:

%=0,5(hstha)m, (8)
rae hy — pa3Mep SYCHKU BEPXHEro CHTa B CBETY,
MKM;

hy — pa3mep siYCHKN HUKHETO CHTA B CBETY, MKM,

1N — NONpaBOYHBIA KOI()(OHUIMEHT Ha pasMep
3epHa.
Kpurnueckoe 3Ha4YeHUE JI0H 3€pHa,

HaXOJSIIEHCs B CBSI3KE, ONpeenseTcs no GopMyie
[10]:
X—hsmax
£ =—2%, )

X
e Mymay — MaKCHMallbHasi BBICOTAa BBICTYIAHHSA

3epeH, mxm [9]:
hgma,(ZCh'(lJrJZ)Xh, (10)
rne C, W X; — TOCTOSHHBIE KO3((DHUIIHEHTEHI,
3aBHCSIINE OT THIA CBS3KH.

[MapameTp @. 3aBHCUT OT TEOMETPUH 3epHA H OT
PEXUMOB T OBaHUS. Jst rTyOMHHOTO
NUTHOBaHUS ., paccuuTaHHas mo ¢opmyie (6),
cocrapmser 1...3,5 mKkm, UYTO COOTBETCTBYET
JIAaHHBIM, IIOJYYEHHBIM IPYTMMH HCCIIEIOBATENSIMU
[12].

TaHreHIHaNEHYTO COCTaBJIAOIIYIO CHTBI
pe3aHus P, MOKHO HAWTH CIEAYIOMNAM 00pa3oMm:

P.=P.in,, (11
Te 1y, — YHCIIO PEXYIUX 3€peH Ha IUIONIaIH
KOHTaKTa IMpoQHIBHOrO NUIM(OBaILHOTO Kpyra c
o0pabaTbIBaeMOM MMOBEPXHOCTHIO;

n=Rsn1Sy«, (12)
IA€ A1 — YUCNIO 3€peH, mpuxoxsAmeecs Ha 1 mm?
aJMa30HOCHOTO cJios kpyra [13];

Rs — xod3pdunuent, onpenensronmii, CKOIbKO
3epeH yJacTBYeT B IIpOIlecce PEe3aHus;

TEXHOJIOI'A MAILIMHOCTPOEHUM A
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Rs=0.11 [10].

Sy x — IUIOLIAZb KOHTAKTa Kpyra C M3JeJIHeM, JUIs
POQUILHOTO KpyTa, MM’

Kirouesoit 3ajauen UL MPOGUILHOTO
mupoBaHUsT  SIBISIETCS olpeJiesIeHNe A
CJ10’KHOCTB 3aJauil 00yCIIOBJIEHa TeM, YTO Npoduib
Kpyra MOXKET ObITh pa3HBIM.

B oOmem Buae maHHas 3amada CBOAWTCA K
BBIYMCIICHUIO TUIOIIAJM CETMEHTa Tejla BpaIlCHUS
(Puc. 3), oOpa3zoBaHHOTO BpalleHHEM KPHUBOH
3amaHHO# (pyHKIMEH f(X) BOKPYT OCH X.

OyHKIUA f(x) ONHCHIBaeT KPHUBYIO TNPOGOUIA
nundoBaIbHOTO Kpyra. B mpocreiimem ciydae
wiockoro 1uudoBanus sta GyHkuus x=const. [Ipn
1IM(OBaHUM KaHABKH C PaJINyCHBIM TPOQUIEM 3TO
¢yHKIMS BTOpOro mopsiika. B ciydae ciosxHBIX
CHeUUaJIbHBIX NpoduiIeld UX MOXHO ONMUCATh JTHOO
(YHKIMSAMH ~ 9KCHOHEHTHI,  JIOrapu(pMHYECKUMH,
psanamu @ypre aubo BakiBieTamu [14]. B cnoxHbIX
CllydasiXx MOXXHO HPHUOETHYTh K JUCKPETHU3AIMH
npoduis, HampuMep, ydacTKaMHu (DPUKCHPOBaHHOU
IIAPUHB!  (ANNPOKCUMUPOBAHHBIMHU ~ IyTaMH WA

tmax

Dmax/2

az, MkM

" /
1,9 | | |
1,4

13 ]
1.2 /

1.1

S

0,01 0015 002 0025 003 0035 004 0,045

a
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0,014

0,013 L1

0,012
0,011
0,01

0,009 /
0,008

Vu, M/MuH

JTUHUSAMH).
Onupasice Ha Puc. 4 u 5, MOXHO 3amucartb
dhopmyny 1iis pacueta Sy« B 00IIIEM BUJIE:

:LarCCOS(M)'jZf(X)~ 1+(f'(x))2dx
“ (13)

S,
7180 D, /2

C moMomrsio GopMysl 13 MOKHO BEIIUCTHUTD Sy
st mpoduns kpyra Jro0oi ciokHOCTH. OnHAKO B
3aBHCAMOCTH OT (PYHKIIHH f(X) BBIYHCICHUS MOTYT
OBITH IOCTATOYHO TPYHOEMKHMH. B cBf3H ¢ 3THM
MPEUIO’KEHO pa3OWuTh NIIM(OBAIBHBIA KpPyr Ha
JHMCKPETHBIE KPYTH B; ¥ CUUTATh, YTO JNaHHBIE KPYTH
MMEIOT IUTOCKHUH MPOQHIIb.

Toraa Sy MOXHO paccuuTaTh Kak:

Sk =D, -t-Y, By, (14)
rae D« — auaMeTp Kpyra, Mu;

t — TyOMHAa TITH(OBAHIIS, MM,

1 — YUCIIO0 KPYTOB CAMHUYHON IIHPUHBL

Pe3yabTaTsl

[To TeXHONOTHYECKUM pexHuMaM NLIH(OBAHUS U
XapaKTepUCTUKaM  Kpyra  OBUIM  pacCUUTaHBI
3HA4YEHUSA . U P: ¥ IOCTPOEHBI rpadyecKue

tmax

Dmax/2

Puc. 3. K pacuemy nrowadu konmaxma Kpyea ¢ uzoeiuem
Fig. 3. Calculation of the contact area between the circle and the product

0,01 0015 002 0025 003 0035 004 0,045 Vu, M/MUH

0

Puc. 4. Xapaxmepucmuxu npoyecca aimasHo2o wauphosanus. a — 8nuaHue cKopocmu nooauu 0emanu Ha
MOTWUHY CPe3a eOUHUYHBIM 3ePHOM, 6 — 3A8UCUMOCHTb MAHCEHYUATILHOU COCMABIAIOWell CUTbl Pe3aHUs
COUHUYHBIM 3ePHOM OM CKOpocmu nodauu demanu (npu Ve,=35m/c, t=3 mm, kpye AC6, M1, 200/160)
Fig. 4. Characteristics of the diamond grinding process: a — effect of part feed rate on the thickness of a
single grain cut, b — dependence of the tangential component of the cutting force of the single grain on the
feed rate of the workpiece (at Vie=35 m/s, t=3 mm, AC6, M1, 200/160)
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az, MKM P21 H
1.6 0,012 \
N
5 \ 0,011 N
0,01 N
1,4 N
T~ 0,009 ~

1f s 0,008
— = —

20 25 30 35 40 VKp’ m/c 20 25 30 35 40 Vkp, m/c

a 7]

Puc. 5. Xapaxmepucmuku npoyecca armasno2o waudosanus: a — e1usAHue CKOpOCHU Kpyaa HaA MOIWUHY
cpe3a eOUHUUHBIM 3ePHOM, 6 — 3a8UCUMOCIb MAHZEHYUATLHOU COCMABTAIOWEll CUTbL Pe3aHUA eOUHUYHBIM
3epHom om ckopocmu kpyea (npu V,=0,02 m/mun, t=3 mm, kpye AC6, M1, 200/160)

Fig. 5. Characteristics of the diamond grinding process.: a — the effect of the circle speed on the thickness of
a single grain cut, b — dependence of the tangential component of the cutting force of the single grain on the
speed of the wheel (at V,=0.02 m/min, t=3 mm, AC6, M1, 200/160)

az, MKM
Pz1, H
14 0,012
E /
— 0,011
1.3 -

/ 0,01 | ]
h2 // 0,009 /
1,1 ’ L

0,008
1 0,007

a 0
Puc. 6. Xapakmepucmuku npoyecca aimasno2o wanugosanus: a — enusHue 21younsl wiudoeanus Ha
MONWUHY CPe3aA eOUHUYHBIM 3ePHOM, 6 — 3A8UCUMOCTIG MAHSEHYUATLHOU COCMABIAWel CYMMAPHOU CUTbI
pesanust no npoguato om 2nyounsl winugosanus (npu Vi,=35m/c, V,=0,02 m/mun, kpye AC6, M1, 200/160)
Fig. 6. Characteristics of the diamond grinding process: a — The effect of grinding depth on the thickness of
a single grain cut, b — dependence of the tangential component of the total cutting force on the grinding
depth (at Vi,=35 m/s, V,=0.02 m/min, AC6, M1, 200/160)
az, MKkM

2.3
2,2

17 /!

1,4 ,/
1,1 ,/
0.8 //

0, 5 ,—/
0,2 —

—_— -1

40 50 63 80 100 125 160 200 250 315
BepxHuli npeden
3epHUCmMocmu, MKM

Puc. 7. 3asucumocmv monuunsl cpeza eOUHUYHBIM 36PHOM OM 3EPHUCMOCIU AIMA3ZHO20 NOPOWKA (npu
Vio=35m/c, Vu=0,02 m/mun, t=3 mm, xpye AC6, M1, 200/160)
Fig. 7. Dependence of the thickness of a single grain cut on the grain size of the diamond powder (at V=35
m/s, V,=0.02 m/min, t=3 mm, AC6, M1, 200/160)
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05 1 1,5

Pz, H

2

Puc. 8. 3asucumocmv maneenyuanrbHol cocmagisioweli CyMMapHoUl CUbl pe3anus no npopuiro om 2ryouHbsl
wiugposanus (npu Vi,=35m/c, V,=0,02 m/mun, npoguns wupunoii 10 mm, kpye AC6, M1, 200/160)
Fig. 8. Dependence of the tangential component of the total cutting force on the profile from the depth of
grinding (at Viy=35 m/s, V,=0.02 m/min, profile width 10 mm, AC6, M1, 200/160)
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Puc. 9. 3asucumocmov maneenyuaivbHol coCMagnsiowelt CyMMAapHoll CUlbl pe3anusi Om CKOpOCMU no0ayu
demanu (npu Vip=35m/c, t=3 mm, npoduns wupunoii 10 mm, xpye AC6, M1, 200/160)
Fig. 9. Dependence of the tangential component of the total cutting force on the feed rate of the workpiece
(at Vie=35 m/s, t=3 mm, profile width 10 mm, AC6, M1, 200/160)
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Puc. 10. 3asucumocms maneenyuanbHou cocmasasaouieli CyMMapHOU CUbL pe3aHusi Om CKOpOCmu Kpyaa
(npu V,=0,02 m/mun, t=3 mm, npoghune wupunou 10 mm, kpye AC6, M1, 200/160)
Fig. 10. Dependence of the tangential component of the total cutting force on the speed of the wheel (at
V,=0.02 m/min, t=3 mm, profile width 10 mm, AC6, M1, 200/160)
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3aBUCHUMOCTH CHJIbl PE3aHMsI U CPEIHEH TOJIIMHBI
CJ0sl, CHUMaeMOI0 €IUWHUYHBIM 3€pHOM, a TaKke
CUIIBI pe3aHMsl Ha IOJHOM MpOoQuUIe OT IIyOWHBI
NUTHOBaHUA, CKOPOCTH TTOJAaYH JCTAN U CKOPOCTU
kpyra (Puc. 4-10).

W3 rpadukoB BHOHO, YTO C YBEIHYCHHEM
TIyOuHBI MUTM(OBAHUS W CKOPOCTH TOJA4H JICTaH
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U TOJIIMHA CJ0A, MPpUXOAAHICTOCd Ha OJHO
pexKyniee 3€pHO, U CUJIa pE€3aHus yBCJIMYNBAIOTCS, a

C YBEIMYEHHEM CKOpOCTH Kpyra U a. u P
cHmkatorcs. C yBenMYeHHMEM  3€pHHCTOCTHU
aJIMa3HOTO MOPOIIKA g YBEIUIUBAETCS.

Jns numdoBanns (GacoHHBIX KaHABOK HA

MTOBEPXHOCTH TBEPAOCILIaBHON KOHIIEBOW (pe3sl U3
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BK8 (Puc. 1) amMa3HpiM NOpoQHUIBLHBIM KPYroM
(mapka ammazoB AC6, 3epuucrocte 100/80,
KOHLIEHTpAlls ajMa3oB B aJMa30HOCHOM CIIOe
100%, cBszka M1, HanbGonplnMii AMamMeTp Kpyra
D=152,4 wmm, mupuHa kpyra B=7,22 uwm,
MaKcuMaiibHasi TiyOuHa nmdoBanus t=2,45 mm,
CKOpOCTb Kpyra V,,=35 wm/c, ckopocTh nopauu
meramn  V,=0,025  m/mun, npoduinp  Kpyra
COOTBEeTCTBYeT mpodmwiro  (pacoHHOW  KaHABKH
(pe3sl)  BBIIONHEH  pacdeT TONIIMHBI  CIIOA,
CHMMAaEMOTO EIMHUYHBIM 3€PHOM, CHJIbI PE3aHHs U
KOHTAaKTHOW TeMmmepaTypsl 1 TUIHQOBaHUSA IO
metoauke [15]. Tlomydennsie pesynbrarsr: a.=0,879
mrm, P-=0,006 H, P.=4,838 H, T=513°C.

BoiBoabI

JlaHHass MeToq¥Ka IMO3BOJISIET MPU pacyeTe CUIl
pe3aHust uisl TIIyOMHHOTO alIMa3HOTO ILTM(OBAHMS
yUeCTh TEOMETPHUI0 M YHCIO PEXKYLIHX 3€peH,
(u3MKO-MeXaHNYeCKHe  CBOWCTBa  HUTH(yeMoro
Marepuana, mapaMeTpbl U peXuMsbl pe3anus. Pacuer
CHJI pe3aHusl TMO3BOJIICT TMEPEHTH K pacdeTy
TEMITEpaTyp ¥ IUIOTHOCTH TETIJIOBOTO ITOTOKA. Takxke
METOJMKa TI03BOJSIET HAa OCHOBE IOJYYEHHBIX

pEe3yIBTaTOB paspaboTaTh CHCTEMY
NPOrHO3UPOBAHUS  PE3yJbTaTOB M  YIPaBICHUSA
MPOIIECCOM TyOUHHOTO nUTH(OBaAHUS

npoQUIBHBIME QJIMa3HBIMU KpyramMu, B KauecTBe
BXOJIHBIX (DaKTOPOB B KOTOpOH OyAyT BBICTYNaTh
PEKUMBI TH(OBAHUS.
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DETERMINATION OF CUTTING FORCES DURING DEEP GRINDING OF HARD
ALLOY PRODUCTS WITH PROFILE DIAMOND WHEELS

Alexander E. Zverovshchikov, Julia N. Kosheleva'",
Vladimir Z. Zverovshchikov, Natalia V. Zverovshchikova

Penza State University

* for correspondence: j231(@mail.ru

Abstract.

@ @ Complex-shaped products made of hard alloys are widely used in modern
mechanical engineering. One of the methods for processing such products,
which provides high productivity while ensuring high dimensional accuracy

Article info of the complex profile and achieving the desired surface quality, is deep
Received: grinding with profile diamond wheels. The deep grinding process is

09 February 2026 accompanied by increased temperatures in the processing area, which can

lead to defects such as burns and microcracks. The main factor affecting heat
Accepted for publication: generation in the grinding zone is the cutting force. The theory of sliding

15 June 2026 lines is used to calculate the cutting force. An analytical formula has been

developed to calculate the thickness of a single grain cut. A method has been
Accepted: proposed for determining the contact area between a profiled grinding wheel
01 July 2026 and a workpiece based on the discretization of the profile. The relationship

between cutting modes and the cutting force has been established. The
Keywords: Deep grinding with thickness of a single grain cut layer and the cutting forces during diamond
profile diamond wheels, cutting  grinding have been plotted as a function of the technological modes. The
force, layer thickness, single thickness of the layer cut by a single grain and the cutting forces for the
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grain cutting, part feed speed,
and sliding line theory

recommended processing modes of a solid-carbide end mill are calculated.
The proposed method allows for the calculation of cutting forces for deep
diamond grinding, taking into account the geometry and number of cutting
grains, the physical and mechanical properties of the material being ground,
and the parameters and modes of cutting. This is a prerequisite for
calculating temperatures or heat flux density. Based on the results obtained,
it is possible to develop a control system for deep grinding with profile
diamond wheels, where the grinding modes will serve as the control factors.

For citation: Zverovshchikov A.E., Kosheleva J.N., Zverovshchikov V.Z., Zverovshchikova N.V. Determination
of cutting forces during deep grinding of hard alloy products with profile diamond wheels. Vestnik Kuzbasskogo
gosudarstvennogo tekhnicheskogo universiteta=Bulletin of the Kuzbass State Technical University. 2026;
3(175):5-14. (In Russ., abstract in Eng.). DOI: 10.26730/1999-4125-2026-3-5-14, EDN: YGMCZK
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