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Beenenne. Crarbs nocBsiieHa BbIOOPY U 00OCHOBAHUIO PALMOHATIBHBIX T€OMETPUYECKUX MapaMeTpoB KOH-
TaKTHOH MOBEPXHOCTH KOJIBIIEBOIO POJIMKA I CTPOYHOTO MOBEPXHOCTHOTO IUIACTHYECKOTO Je(hOpMHUPOBAHUS
(ITTI). AxTyanbHOCTH pabOThI 00YCIIOBIEHA HEOOXOAMMOCTBIO MOBBIILICHUS 3KCIUTYaTallMOHHbBIX XapaKTEPUCTHK
JieTaNnell MaIlkH P OJHOBPEMEHHOM 00CCIICUCHHH BHICOKOTO KaueCTBA IIOBEPXHOCTH U TIPOU3BOIUTEILHOCTH 00-
pabotku. Ilensto uccnedosanus sBiseTcs onpeaeacHie Takoi reoMeTpun padbodero npouiis HHCTPYMEHTa, KOTO-
past obecreynBacT MaKCHMANIbHYIO TTyOUHY YIPOYHCHHS U YPOBEHb CKMMAIOIIMX OCTaTOYHBIX HANPSHKCHUIT IpH
MHUHUMAJbHBIX HCKKCHUSIX MUKPOr€OMETPHUH MOBEPXHOCTH B YCIOBUSIX MEPEKPHITHS SAMHUYHBIX CIEI0B Jaehop-
mupoBanus. MeTozbl. JIJist perieHus MoCTaBICHHON 3a/[aul UCIOIb30BaH METOJ KOHEYHBIX BIIEMCHTOB, Pean3o-
BaHHBIH B mporpaMmmuom komiuiekce ANSYS Workbench (moxyns Transient Structural) ¢ mpuMeHeHHeM Mopenn
OUIMHEHHOTO H30TPOITHOTO YIPOYHEHHUs TS cTanu 45. BBIMOMHEH CpaBHUTENIBHBII aHATIN3 TPEX TUIIOB MPOGHIIS
POJTHKA: BBITYKJIOrO (TOPOUAAIBHOIO), BOTHYTOTO (IPO(UIBHOTr0) U MPSMOIUHEIHOTO (LIMIHHAPHYECcKoro). B xome
BBIYHCIINTEIIBHOTO SKCIIEPUMEHTA BAPbHPOBAINCH PaJUyC MPOGUIIS MHCTPYMEHTA U IlIar KpyroBoii mofaun. OneHka
3(GEKTHBHOCTU TPOBOMIACH 110 KPUTEPUSIM TTyOUHBI YIPOUHEHHOTO CJIOS, HHTCHCUBHOCTH OCTAaTOYHBIX HAIps-
SKEHUH M BBICOTBI IUTACTHYECKOTO HAIlIbIBA HA IPAHULIAX CIIe0B 00paboTKy. Pe3yjbTaThl H 00cyKIeHre. YCTaHOB-
JICHO, YTO VISl TOPOMIAJILHOTO NMPOQUIS PALIMOHAIBHBIM SBIISETCS PAIUyC IPOGHIIsL Rnp =5 MM, U1 TPOPHIBLHOTO
ponuka — 15,5 Mm. BbIsiBiieHbI He1OCTAaTKN 0A30BBIX CXEM: TOPOMIAIbHBINA POIUK 00ECIIeUNBACT NIyOHHY YyIpOUHe-
uust 1,15 MM, HO TpeOyeT ManbIX moaad (HU3Kas MPOM3BOAUTEIBHOCTD); IPOGUIBHBII POIUK MO3BOIISIET YBETHIUTD
nonady, OfHaKo ryOuHa ynpounenust cHikaercs 10 0,91 mm. [TokaszaHo, 4To mpHMEHEHHE MOTHMHIHPOBAHHOTIO
LAIHHPUYECKOTO TIPOGHIIS € TANITEIbHBIMU MIEPEXOIaMH MO3BOJISACT peaan3oBarh 3PMEKT KyNpaBIIeMOro CTeCHe-
HUSI» TUIACTHYECKOit Aeopmariny. JlaHHas reoMeTpus obecrieurBaeT ()OpMUPOBAHUE PABHOMEPHOTO YIIPOUYHEHHOTO
cnost mryounoi 1,02 mm ¢ octarounbiMu HanpsbkeHussmu 300...320 MITa 1 BBICOTOM MUKPOHEPOBHOCTEH 2...5 MKM.
Bui6oowt. Ilpuvenenne pa3pab0TaHHOTO HHCTPYMEHTA MO3BOJISIET MOBBICUTH MPOU3BOAUTEIbHOCTD mpouecca ITIT/L
B IIATh Pa3 110 CPAaBHEHHUIO C TOPOUIAIBHBIM POJIMKOM O€3 IOTepH KauecTBa IIOBEPXHOCTHOTO ciios. [TomyueHnbIe pe-
3yJIBTaThl MOTYT OBITh PEKOMEHIOBAHbI IIPH MPOCKTHPOBAHHH TEXHOJIOIMUYECKONH OCHACTKH IS OTACIOYHO-YIIPOY-
HstoLEeH 00pabOTKM OTBETCTBEHHBIX JI€TaJel MAIIMH, paOOTAIOIIUX B YCIOBHAX IUKIMYECKUX HArPy30K.

Jst muruposanus: 3aiidec C.A., Jle T.T. Beibop 1 000CHOBaHHE T€OMETPHUYECKHX MAPAMETPOB KOHTAKTHOW MOBEPXHOCTH POJIMKA JUIS
CTPOYHOTO TTOBEPXHOCTHOTO IuTacTudeckoro aedopmupoBanus // OOpaboTKa METaJUIOB (TEXHOJOTHs, 00OpYIOBaHHE, WHCTPYMEHTHI). —
2026. - T. 28, Ne 2. — C. 136-156. — DOI: 10.17212/1994-6309-2026-28.2-136-156.

BBenenune

OOecnieueHne SKCIUTyaTallMOHHON HaIEXKHO-
CTH OTBETCTBEHHBIX JIeTaJICH MaIllMH, pabOTAOIMINX
B YCJIOBUSIX LMKJINYECKOIO HArpyXeHHsI U H3HO-
ca, HEPa3pbIBHO CBSI3aHO C KAY€CTBOM MX IOBEpPX-
HOCTHOTO cios [1, 2]. B pany TexHomormueckux
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METOZIOB TIOBBIIIEHUS YCTaJOCTHON MPOYHOCTH
1 U3HOCOCTOMKOCTH 0c000€ MECTO 3aHMMAET OTHC-
JIOYHO-YTIPOYHSIONIasi 00paboTka MOBEPXHOCTHBIM
mwiactuyeckuM nedopmuposanuem (III1JT) [3, 4].
TpaaAuIIMOHHO TaHHAsI TEXHOJIOTHS peaanu3yercs 1o
cXeMmaM ¢ TmornepeyHoi nogavent (oOkaTpIBaHuE), TAE
B KayecTBe Ne(OPMUPYIOLIETO MHCTPYMEHTA M-
POKO MPUMEHSIOTCS IIIAPUKHU, a TAK)Ke CTePKHEBbBIE
U KOJBLEBBIE pOMMKU pa3HbeIx THNOB [5]. Cpe-
I MHOrooOpasusi cxem peanuzauuu [II1J] Ham-
OOJIbIIIEH TEXHOJOTHYECKOM T'MOKOCTBIO 00JagaeT
cTpouHasi 00paboTKa, ocyIiecTBIsieMasi MyTeM Io-
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CJIeI0BATEIHHOTO MepeMELICHUs JTOKAIbHOU 30HbI
KOHTaKTa MHCTPYMEHTa MO 3aJaHHOW TPaeKTOPUHU
[6]. CrienmduKa 3TOro METO/1a 3aKJIF0UAETCS B TOM,
YTO PE3yJIbTUPYIOUIUE XapaKTEPUCTUKU MOBEPX-
HOCTU (OPMUPYIOTCA B pe3ylbTaTe AUCKPETHOTO
NEPEeKPBITH €AMHUYHBIX CJIEA0B JAehopMUpPOBa-
Hus [7].

DddexktnBHOCTL cTpouHoro mporecca IIT/]
OTIpe/IeTISIeTCSl TOMCKOM KOMITPOMHUCCA MEXKIY JABY-
Msl KOHKYPUPYIOUIUMH KPUTEPUSIMU — MaKCUMH3a-
el IyOUHBI YIIPOYHEHHOTO CJI0Sl U YPOBHS CXKU-
MAIOUIMX OCTATOYHBIX HAMpPSDKEHUHM, 4TO TpedyeT
BBICOKMX KOHTAKTHBIX JaBICHUN, U MUHUMH3AUEH
BBICOTBI OCTaTOYHBIX MUKPOHEPOBHOCTEH, YTO JAUK-
TyeT HEOOXOAMMOCTb MPUMEHEHHS HMHCTPYMEHTa
C TUIaBHOM (OpPMOH KOHTAKTHOM TIOBEPXHOCTH
[8]. KiroueBbIM (hakTOpOM, BIUSIOIMIMM Ha BO3-
MOYKHOCTb JOCTHKEHHsI 3TOTO OanaHca, SBISETCS
reoMeTpust paboueil MOBEPXHOCTH poiuka. B uH-
JKEHEPHOM MpaKTUKE UCHOJIBb3YIOTCS TPU 0a30BBIX
Tuna npoduiei, Kaxaplii U3 KOTOPBIX oOnamaer
crenupuIecKuMu 0COOCHHOCTSIMU MEXaHUKU KOH-
TakTa [9].

Opnako npsiMoe MPUMEHEHHE TMaJIKOTO IIUJIUH-
JPUYECKOTo MPOQuIIs (JIMHEHHBIN KOHTAKT) B YCJIO-
BUSAX CTPOYHOW KHWHEMAaTHKHU CYyIIECTBEHHO Orpa-
HUYEHO U3-32 HeM30e)KHON KpaeBOi KOHIIEHTPAIIUU
HanpspkeHuit [10]. Dta reomerpuueckass ocoOeH-
HOCTb NPUBOAUT K HEPABHOMEPHOCTH HakJjemna
U 00pa30BaHUIO HEJOMYCTUMBIX Ne(EKTOB B BUIE
CTYIIEHEK U HAIJILIBOB B 30HAX MEPEKPHITUS CIEOB
[11], uTO memaeT HEBO3MOXHBIM MOJIyYEHUE Kaye-
CTBEHHOM MOBEPXHOCTHU 0€3 MOAU(PUKAIIUN UHCTPY-
MeHTa. C nIpyroil CTOPOHBI, MPOGUIBLHBIN POIHK
(c BOorHyTO# paboveil MOBEPXHOCTHIO), PEaTH3YIO-
IIUH OXBaTHIBAIOIIHK (KOH(OPMHBIN) KOHTAKT, XOTS
U CIOCOOCTBYET CHIDKEHHUIO IIIEPOXOBAaTOCTH, HO
KMHEMaTH4eckn OOyCJIOBIMBAET yBEIUYEHUE TUd-
bepeHnnaIbHOro NPOCKaIb3bIBaHMs Ha epudepun
nsaTHa koHTakTa [12, 13]. D10 pusnueckoe sBIeHNE
OTPaHUYMBAET BOZMOKHOCTH MPUMEHEHHUS BBICOKUX
YIENbHBIX JaBICHUN, HEOOXOAUMBIX ISl TITyOOKOTO
YOPOUHEHUS] MaTepHaia.

B kadecTBe anmpTepHATUBBI pacCcMaTpPUBACTCS
TOPOUIATBHBIA TPO(UITE, POPMHUPYIOMIMMA JTOKAIb-
HBIN JUTUNITUYECKU KOHTAKT [14]. JlanHast reome-
TpUs 00JaZaeT MOTEHUHUATIOM s MUHUMH3AIUU
KpaeBbIX A((HEKTOB U KOHICHTPALMU YCHUIIUS Jie-
dopmupoBanusi. Tem HE MeHee HUCIIOJIb30BaHUE TO-
POUJATBHOTO POJIMKA TPeOyeT TOYHOIO COIIacoBa-
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HUS paguyca Ipoduiis ¢ IaroM Mojayuu, mocKoJIbKy
MIPOU3BOJIBHBIA BHIOOP MapaMeTpPOB MOXKET MpHUBe-
CTH K (()OPMUPOBAHHUIO BBIPAKEHHON BOJHUCTOCTH B
BU/JIE ITTYOOKUX OCTAaTOYHBIX IPEOCIIKOB UM JTYHOK,
YXYAIIAIIMX Ka4eCTBO MOBEpXHOCTH [15].

Bwmecre ¢ Tem aHanu3 orpaHUYEHHUN Tpagulu-
OHHBIX CXEM IMOABOIUT K HEOOXOAUMOCTH YIpaB-
JIEHUs HampaBlieHHEeM TeueHusl Mmetamia. B sroi
CBA3U 0c000€ 3HAUYCHUE MPUOOPETACT pean3alus
mpoiecca B YCIOBHUSIX CTECHEHHOW IJacTuye-
ckori nedopmanmu. Kak nmokazano B pabore [16],
CO37laHUE YCIIOBHI CTECHEHHS B 30HE KOHTAKTa
(6moxkupoBaHKE CBOOOIHOTO BHITECHEHUSI MaTEPH-
aja) MO3BOJSET HE TOJIBKO MHTEHCU(DHUIIMPOBATH
MPOIIECC YIMPOUYHEHHUs], HO U CYIIECTBEHHO IMOBbI-
CUTh OJHOPOAHOCTH (POPMUPYEMOTO OBEPXHOCT-
HOTO CJIOSI.

HecMotps Ha cymiecTBoBaHHE yKa3aHHBIX 0a30-
BbIX ()OpPM, B HayYHO-TEXHUYECKOU JTUTEpAType OT-
CYTCTBYET KOMIUIEKCHBI CPaBHUTEIbHBIA aHAIN3,
KOTOPBIM MO3BONMUI Obl KOIWYECTBEHHO OLIEHUTh
uX 3((HEeKTUBHOCTh UMEHHO B YCIOBUSIX CTPOUYHOMN
00paboTku. DTO OOYCIIOBIEHO TeM, YTO 0Oa30BbIC
WHCTPYMEHTBI, peaau3ylollue JIUHEHHbII H OX-
BaTBHIBAIONINN KOHTAKT MPU OOBIYHOM (IITHPOKOM)
BBIIVIAKUBAHUM, OKAa3bIBAIOTCS TEXHOJOTHYECKHU
HEMPUTOAHBIMU VISl CTPOYHBIX CXEM M3-32 BO3HHUK-
HOBEeHHs J1ePeKTOB. B CBsI3W ¢ 3THUM CyIIeCTBYyEeT
HEOMpeACNEHHOCTh OTHOCUTENBHO TOTO, Kakod H3
npoduiIei crocooeH 00eceunTh HauIydIlee coue-
TaHWe IyOMHBI YIPOUHEHUS, YPOBHS CKUMAIOIINX
OCTAaTOYHBIX HANPSDKEHUHN U Ka4yeCTBa OCTATOUHOTO
MUKpopesbeda MpU PaBHBIX CHIIOBBIX YCIOBUAX 00-
pabotku. be3 mpoBeaeHus Takoro aHanuza 3aTpyu-
HUTEJBHO C/IeNIaTh 000CHOBAHHBIN BHIOOD B MOJIB3Y
TOW WJIM MHOM reomeTpuu padbouero npoduis uH-
CTpyMEHTA.

I[envio nacmosaweii pabomul siBAsICTCSA BHIOOD
U HaydyHOe OOOCHOBAaHHE palMOHAJIBHBIX TeoMe-
TPUYECKHUX TapaMETPOB KOHTAKTHON MOBEPXHOCTHU
KOJIBIIEBOTO POJUKa Mg Ipolecca CTPOYHOTO
IIA. Jist mocTHKeHus MOCTaBJICHHOW LIEJIH pe-
11aeTCs. MHOTOKpUTEpUalibHas 3adaua: obecreye-
HUE MAaKCUMAaJIbHOU TTTyOWHBI YIIPOYHEHUS U BENU-
YUHBl CXKUMAIOIIMX OCTAaTOYHBIX HaIpPSKECHUN
P OJTHOBPEMEHHONW MHUHHMMH3ALUU HCKAKCHUN
MUKPOT€OMETPUU MOBEPXHOCTU, B YACTHOCTH BbI-
COTHI TUTACTHYECKOTO HaribiBa (/) , oOpasyrorie-

rocsa Ha rpaHunax CAMHHUYHBLIX CJIICOOB I[e(l)OpMI/I—
POBAaHMH.
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MeToauka uccjaeaoBaHnin

Jnst noCTHKEHNS TOCTABJICHHOM LIEJIH U ITOJTy4e-
HUS BepUPUIIUPYEMBIX JTAHHBIX 0 MeXaHu3Me Gop-
MHUPOBaHUSI MUKpOpenbeda Mpu CTPOUHOM MTOBEPX-
HOCTHOM J1e()OPMHUPOBAHUH HCITOJIB30BAJICSI METO
KOHEeYHbIX aneMeHToB (MKD), peanuzoBaHHbII
B nporpammHoM koMmiuiekce ANSYS Workbench
(momyns Transient Structural). B mapamerpax pe-
maresns Oblla aKTUBUPOBAaHA OMIUS OOJBIIUX JIe-
dopmanmii (Large Deflection), uro siBmsieTcst He-
00XOMMMBIM YCIOBHEM JJISI KOPPEKTHOTO pEIeHUs
T€OMETPUYCCKH HEIMHEHHBIX KOHTAKTHBIX 3aja4
C Pa3BUTOM TIACTHYHOCTHIO [17].

Pacuemnaa cxema u Kunemamuka npouecca.
duznueckass MOCTAHOBKA 3alayu Oa3upyeTcs Ha

DHH

OBOPYZIOBAHME. MHCTPYMEHTBI

pacueTHOM cxemMe, IPEICTaBIECHHON Ha puc. 1, a.
leomeTpuyeckue mapamMeTpbl CUCTEMBbI BKIFOYAIOT
B cebs medopMupyeMyr0 MWIHHIPHUYECKYIO 3aro-
TOBKY (ds5r = 30 mMMm) u nedopmupyromuit uHCTpY-

MEHT (KOJIbIIEBOM postnK) quamerpoM Dy = 40 Mm.

KittoueBoii 0cOOEHHOCTBIO UCCIIEOBAHNUS SIBIISI-
€TCsl MOJICTTUPOBAHNE KUHEMATHKH CTPOYHOTO II0-
BEPXHOCTHOTO IJIACTUYECKOTO Je(popMupoBaHHS
B YCIIOBHSX JKECTKOTO KMHEMaTHYECKOTO YITpaBiie-
Hus. LluknorpamMma Harpyskenus (puc. 1, a) peanu-
3yeTcsl M0 CXeM€ IO0CIIe0BaTeIbHOIO BO3BPATHO-
MIOCTYTIATETFHOTO JBM)KEHUSI W BKIIOYAEeT B ceOs
TpH dTara.

1. Dran pagualbHOTO BHEAPEHUS: UHCTPYMEHT
COBEpIIACT MPHUHYIUTEIBHOE TepEMEIICHHE B pa-

dSH.F

2l
Puc. 1. Teomerpuueckas 1 KUHeMaTu4eckas Mojielib rnpoiecca ctpounoro T/

a — TMPUHIUIUATIBHAS cXeMa 0O0paboTKM; 6 — cxema KOHTaKTa POJIMKa C BBIMYKIOW pabodyeil mOBEepXHOCTHIO
(Bapmanr I); 6 — cxema KOHTaKTa polMKa ¢ BOTHYTOH padoueil moBepXHOCThIO (BapHuaHT II); 2 — cxema KOHTak-
Ta POJIMKA C MPSIMOIMHEWHON paboueii moBepxHocThio (BapuanT II1); / — 3arotoBka; 2 — nedopMUpyOMINi

HHCTPYMEHT

Fig. 1. Geometric and kinematic model of the line-by-line SPD process:

a — schematic diagram of the treatment; 6 — contact diagram of the roller with a convex working surface (Variant I);
6 — contact diagram of the roller with a concave working surface (Variant II); ¢ — contact diagram of the roller
with a straight working surface (Variant III); 1 — workpiece; 2 — deforming tool

138  Tom 28 Ne 2 2026
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JIMaTbHOM HAaNpaBICHUU K MPOIOJIBHOM OCH 3aro-
TOBKH Ha (PMKCHPOBAHHYIO INTyOUHY ¢ (paaraibHBIN
HATST).

2 Dran npoponbHoro nedopmupoBanus. MHCTpy-
MEHT COBEpILAET MOCTYNaTelbHOE JABM)KECHUE BIOJb
TIPOZIOJIBHOM OCH 3arOTOBKH CO CKOPOCTBIO Vi, . Bak-

HEHIIMM KWHEMaTH4eCKUM YCJIIOBUEM SABJISACTCA OT-
CYTCTBHE BpamieHust 3ar0TOBKH (/55 = 0) B mpo-

riecce pabouero xona. [TaccuBHOE BpaleHue ponKa
BOKPYT' COOCTBEHHOM OcH (M) MHUIMAPYETCS CH-

JaMH TPEHUSL.

3. Dtan okpykHOW uHAekcauuu. [1o 3aBepiieHnn
MPOJOJILHOTO X0/1a OCYLIECTBIISETCS AUCKPETHBIN MO-
BOPOT 3arOTOBKH Ha IIaT KPyToBOii mojadn Sy, . ITo-

CJIC MHACKCAIINU HAITPABJICHUEC BCKTOPA CKOPOCTHU Vl‘[p

U3MEHsIETCS Ha TIPOTHUBOIIONIOKHOE /IS BBIOIHEHUS
paboyero xoz1a Mo cieayrouel TPaeKTOPUH.

JUJ1s OLICHKH BIMSHUS T€OMETPHH pabouero npo-
(buIIs MHCTPYMEHTA Ha MEXaHUKY J1e(hOpMUPOBAHUS
paccMaTpuBarOTCA TPU KOHCTPYKTHBHBIX BapHaHTa
nedopmupytoiero ponuka (puc. 1, 6—2). Bee pac-
cMaTpHUBaeMble HHCTPYMEHTHI IPEACTABISIOT CO00i
TeJIa BpallleHHs, Pa3InYaronuecs: UCKIIOUUTEIBHO
reomeTpuei oOpasyroieil padboueit TOBEepXHOCTH.

Bapuant | — ponuk ¢ BbeImykjol paboueit mo-
BEPXHOCTBIO (TOpOUIANbHBIN Mpoduis, puc. 1, 6):

OBRABOTKA METALLOV %

XapaKTepu3yercss JIOKaJIbHBIM (KBa3UTOUCUHBIM)
KOHTAKTOM, CO3JAIOLMM MaKCHMaJbHYIO KOHIIEH-
TpaluIo JaBJICHHUN B IIEHTpe ouara jaedopMarium.

Bapuant Il — ponuk ¢ Borayroii paboueii mo-
BEPXHOCTHIO (MpOUIBHBIN pONHMK, puc. 1, 6):
o0ecrieunBaeT OXBAaThIBAIOIIMI KOHTAKT, KOTOPBIH
MaKCUMU3HUPYET IIOIIA b B3aUMOICHCTBUS U Orpa-
HUYMBaeT OOKOBOoe TeueHue marepuana (dddexr
cTecHeHus nedopmanun).

Bapuant Il — ponuk ¢ npsmonuHeliHo# pabo-
Yell MOBEPXHOCTHIO (MMJIMHAPUYECCKUN TTPOPHUIIb,
puc. 1, 2): XapakTepusyeTcs JTUHEHHBIM KOHTaK-
TOM, 4TO I103BOJISIET TEOPETUUECKH YBEIUUUTH Be-
NTMYUHY KPYToBOH mogaun Sy, IS MCCIeN0BAHUS

MIOTEHIMaNa IOBBILIEHUS TNPOU3BOJUTEIBLHOCTH
YIOPOYHEHUS.

Koneuno-snemenmnaa mooenv u cpanuunvie
ycnogus. YUucnenHas peanusanus 3aaddl BbINOJ-
HEHa Ha OCHOBE TPEXMEPHOH TBEPAOTENIBHON MOJIe-
nu. Ha puc. 2 B kauecTBe mpumepa npecraBiceHa
pacueTHasi cxema JJIsl poJIMKa C BBITYKJION paboueit
MIOBEPXHOCTHIO (BapuaHT ), ojHaKo MeToAMKa MO-
CTPOEHUS CETKU U HAJIO)KEHUSI TPAHUYHBIX YCIOBHUM
UJCHTUYHA ISl BCEX UCCIIEYyEeMbIX TUIIOB UHCTPY-
MEHTA.

Jis nuckpernsanuu 1epopMHpPYEMON 3ar0TOB-
KM MCHONb30BaHbl 20-y3J10BbIE TI€KCadipalbHbIE
AJeMEHThl BhIciIero mnopsiaka tuna SOLID186.

Puc. 2. Koneuno-anemMeHTHas MOACIb Mpoliecca (Ha MpUMepe POSIUKa ¢ BBIMTYKION
paboueli TOBEPXHOCTBIO — BapHuaHT I):

a — IMCKPETH3aLus pacueTHO o0nacTH (TeKcasapalibHast CETKa Ha 3arOTOBKE M TETPadpallb-
Hasl Ha POJIMKE); 6 — TPAaHUYHBIE YCIOBHS C UCTIONb30BaHNeM mapHupa Body-Ground

Fig. 2. Finite element model of the process (using a roller with a convex working
surface as an example — Variant I):

a — discretization of the computational domain (hexahedral mesh on the workpiece and
tetrahedral mesh on the roller); 6 — boundary conditions using a Body-Ground joint
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B 30HEe KOHTAKTHOTO B3aMMOJEUCTBUSA BBIIOJIHEHO

OBPABOTKA METAJIJIOB

JIOKQJIbHOE CTYLIEHUE CETKU /10 XapaKTepHOIo pas-
Mepa 0,2 MM, 4TO HEOOXOIUMO HJIsi KOPPEKTHOTO
ONMCAaHUs BHICOKMX TPAJIMCHTOB HanpspbkeHud [18].
Jedopmupyronuii MHCTPYMEHT (POJIHK), paccMa-
TPHUBAEMBIN KaK aOCOIIOTHO KECTKOE Tello, pa3OuT
CETKOU TETpadIpaIbHBIX AJIEMEHTOB (pHC. 2, a).
Cucrtema rpaHUYHBIX YCIIOBUM (pHC. 2, O) TOJI-
HOCTBIO BOCIIPOM3BOANT KHHEMATHUECKYHO ITHKJIO-
rpammy mpotiecca (puc. 1, a). [lozunmonupoBanue
3arOTOBKH MOJETUPYETCS] C TIOMOINBIO IIapHUpa
Body-Ground Joint, orpanruuBaroniero JMHEHHbBIC
NepeMeIeHus, HO JOMyCKAIOUIero BpalleHUe s
peanusanuy mara uagexcamun (Syp) . B cBoto ode-

penb, yIpaBIeHHEe HHCTPYMEHTOM OCYIIECTBIISETCS
yepe3 KOHTponbHYI0 Touky (Reference Point), cBs-
3aHHYIO C ero IeHTpoM macc. K 3Toit Touke mpuiio-
KECHBI COOTBETCTBYIONIUEC KWHEMATHYECKHE CBSI3H,
o0ecrieynBaoNIne pajnalbHOe BHEJPEHUE HA TIIy-
OUHY ¢ ¥ TIPOIOJILHOE MEPEMEIIEHUE CO CKOPOCTHIO
Vip comiacHo sTanam 00paboTKHy.

Mamepuaﬂbt U NJiaH 6blHUC/IUMETIDHO20 IKC-

nepumenma. MonenupoBaHue yNnpyroriacTuye-

OBOPYZIOBAHME. MHCTPYMEHTBI

CKOTO ITOBEJICHHS MaTepHalia 3aroTOBKH (KOHCTPYK-
LIMOHHOHN YIIIEPOANCTON KauyeCTBEHHOW cTaiu 45)
OCYIIECTBIISIIOCH Ha OcHOBe Moxaenu Bilinear
Isotropic Hardening (OGunuHelHOE H30TPOIMHOE
yIpovYHEHHue). B pacueTHyro cxemy 3all0KEHBI Clie-
nyrone (pU3NKo-MeXaHU4YeCKHe KOHCTAHTHI Mare-
puana: moayas ynpyroctu fOnra E =2 - 10° MIla,

ko3 dunment [lyaccona p = 0,3, mpenen TeKkydecTa
or =360 Mlla u TaHreHIIMATbHBII MOTYITb YIIPOY-

Henuss Ep =1450 Mlla. [lebopmupyrommii uH-

CTPYMEHT OIHCHIBAJICSI KaK aOCOIIOTHO IKECTKOE
teno (Rigid Body) [19].

[1naH BBIUMCAMTENHHOTO KCIIEPUMEHTA pa3pa-
00TaH ¢ ILETBI0 CPABHHUTEIBHOTO aHaimu3a dddex-
TUBHOCTH PA3IMYHBIX TEOMETPHI pabOvrX 3IeMeH-
TOB MHCTpyMeHTa. [y peanus3anuu uccie0BaHus
TeOMETPUYECKHEe W KUHEMaTHYeCKHE IMapamMeTphbl
npoiiecca ObITH Ki1acCUu(PUITUPOBaHbl HA (DUKCUPO-
BaHHbIe (Ta0mn. 1), 3HaAYEHMsI KOTOPBIX OCTABAIUCH
HEU3MEHHBIMH BO BCEX CEPHSIX PacuyeToOB, U BapbU-
pyembie (Tab. 2), u3MeHsieMble JJIsl OLICHKH UX BJIU-
SIHUS Ha BBIXOJHBIE MapaMeTphbl KauecTBa MOBEPX-
HOCTHOTO CJIOSL.

Taomnuma 1
Table 1

DUKCHPOBAHHBIC FeOMEeTPHYECKUE U TEXHOJOrn4ecKkue napamerpsl npouecca T

Fixed geometric and processing parameters of the SPD process

[Tapamerp / Parameter O6o3navenue / Designation 3nauenue / Value
Huamerp 3aroroBku / Workpiece diameter d ld, 30 mm / 30 mm
HapyxHnsiii quamerp ponuka / Roller outer diameter D, /D, 40 MM / 40 mm
fny6HHa BHenpenus (Hatsir) / Depth of penetration T 0.1 mv /0.1 mm
(interference)
Ckopocts npononsHo# nogaun / Longitudinal feed rate Vnp/ v, 50 MmM/c / 50 mm/s
KOB(i)(l).I/IHI/IeHT tpenus Kynona / Coulomb friction FIf 0.1/0.1
coefficient

Kpumepuu oyenku Hanpaj)ceHnozo cocmos-
Hua. [I11 KOMIUIEKCHON KOJIUYECTBEHHOU OLICHKU
HaNpsKEHHO-1e()OPMUPOBAHHOTO COCTOAHUA
(HAC) ob6paboTanHO# 3aroTOBKHM HCIIOIb30BaH
SHEPreTUYECKUNH KPUTEPUM MPOUYHOCTH (KpHTe-
puii Museca). PacueT MHTEHCHUBHOCTH BpEMEH-
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v B OCT
HBIX WU OCTATOYHBIX HAMPSIKCHUU (Gip U O; )

MPOBOAMIICS Ha 0a3ze TpexX ITIaBHBIX KOMIIOHEHT
TEH30pa HANPSKEHUN B HWIMHIPUYECKOU CHUCTE-
Me KOOpAHuHATr: oceBoil (6,), paguanbHOil (o))

Y OKPY>KHOM (c(p) [20].
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Taonuma 2
Table 2

Bapbupyemble mapamMeTpsl reoMeTPHH pado4ero HHCTPYMEHTA

Variable parameters of the working tool geometry

Tumn uHCTpyMEHTA
(Bapuant) / Tool type
(Variant)

[MapameTtp BapbupOBaHHS /
Variable parameter

Lenb nccnenosanus (06ocHOBaHKE) /
Research objective (Justification)

Bapuanr 1. Ponuk ¢ Bblnly-
KJIOW pabouel MOBEPXHO-
ctbio / Variant [. Roller with
convex working surface

Pamuyc npoduns:
RHp =2;5,75mm/
Profile radius: Rpr 2,5,
7,5 mm

ITouck onTrmyMa: 6alaHc MeX Ty TIyOMHON HaKJIena
M BEJIUYUHOMN CXKUMAIOIIUX OCTAaTOYHbIX HaHpS[)KEHI/Iﬁ
(pu ManbIxX Rnp) W KauecTBOM MHUKpopeibeda (mpu
Oombumx R, ) / Optimization search: balance between
hardening depth and compressive residual stress mag-
nitude (at small Rpr) and microrelief quality (at large

R)

Bapuanr II. Ponuk ¢ Bo-
THyTOW paboueil ToBepx-
HocThiO / Variant II. Roller
with concave working sur-
face

Pannyc npodums:

Rnp= 15,1...16,0 mm /
Profile radius:
R =15.1...16.0 mm

pr

AHanu3 KOH()OPMHOCTH: OLICHKA BIIUSHHUS CTCIICHU
oxBara (puOIMKEeHne R~ R, ) Ha pacnipenenenue
JOaBJICHUU U UCKITFOUYCHHUE KPOMOYHOT'O 3aKJIMHUBAHU A
/ Conformity analysis: evaluation of the effect of the
degree of wrap (approximation of Rpr ~ R ) on pres-

sure distribution and elimination of edge jamming

Bapuant III. Ponuk c nps-
MOJIMHEHHOH palodyeld mo-
BepxHocThio / Variant III.
Roller with straight (cylin-
drical) working surface

1. maaxuii (6a30BBbIiT)

2. MoanduuupoBaHHslii (¢ raji-
TEJIIMH, YIJIOM HakjiIoHa 0o-
KOBBIX y4YacTKOB o = 1° u pa-
JMaJbHBIM MOHWKEHHEM Ah =
=0,05) /

1. Smooth (baseline)

2. Modified (with fillets, side
section  inclination  angle
o = 1, and radial reduction A =
=0.05 mm)

Onenka >(QQeKTUBHOCTH MOAW(UKALMU: CPaBHU-
TEJILHBIA aHAIN3 CHOCOOHOCTHU TaJITENIBHBIX MEPexo-
JIOB TIOJABJIATH KPaeBble HAIUIBIBBI METaUla U CHU-
KaTh KOHIEHTpanuio HampsbkeHuil / Evaluation of
modification effectiveness: comparative analysis of
the ability of fillet transitions to suppress edge metal
pile-up and reduce stress concentration

HMHTEeHCUBHOCTH BpEMEHHBIX HANpPSKEHUN OmpeziesieHa BhIpaKeHUeM

5P —

1

OCT
G

(e

2
_ Ggp) + (c‘,‘p

sz
_GZ) .

2
Bp Bp
G‘P ) + (G(p (1)
a JIJIsl OCTaTOYHBIX HAMPSHKCHUN UCTIOIh30BaHA aHAJIOTUYHAS 3aBUCHMOCTD:
oCT ocr |2 oCT ocr |2 oCT ocr |2
(Gz - 0Oy ) +(G(p -0, ) +(G,, - oy ) . (2)

\/1
2

Hap;my C AHAJIU30M HaprDKeHHOFO COCTOAHUA
Ba’KHBIM KpI/ITepI/ICM OILICHKHU Ka4ycCTBa O6pa6OTKI/I

ABIISIETCS TEOMETPUUECKOE COCTOsIHUE ChopMuUpo-
BaHHOTO MHUKpoOpenbeda.

B mnactosmeit pabore

B Ka4€CTBE OCHOBHOT'O I'€OMETPHUECKOrO Mapame-
Tpa MpHHATA BBICOTA HamibiBa meramia (/) —

MaKCUMaJIbHOE€ OTKJIOHEHUE MUKPOTPOQUiIs HaJ
MCXOJTHOM TMOBEPXHOCTHIO 3arOTOBKH, BO3HHUKAIO-

mec BCICACTBHUC INJIACTHYCCKOI'O BBITCCHCHHUA Ma-
TCpHaia U3 HeHTpaHBHOﬁ 30HBI KOHTAKTa K €€ IIC-

pudepum [21].

Pe3yabTarsl M UX 00Cy:KIeHUE

Buioop u obocnosanue napamempos ponuka

¢ ébInyKa0u padooueii nosepxnocmoio (éapuanm I).
Ha puc. 3 npezacraBneHsl 1o YUCIEHHOTO MOJie-
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OBPABOTKA METAJIJIOB OBOPYZIOBAHME. MHCTPYMEHTBI

ocT

O . Mlla ‘ ) O,EOCTI- MMa

396.43 Max
352.39
308.34

264.3

220.25

176.21

132.16
88.118
44,073
0.02858 Min

365,17 Max
324,74
284,31
243,88
203,44
163,01
122,58
82,146
41,713
1,2801 Min

ocT

g, MMa

317,41 Max
282,37
247,33
212,29
177,25
142,21
107,17
72,135
37,095
2,0553 Min

8

Puc. 3. llons pacnpeneneHyss HHTEHCUBHOCTH OCTAaTOUYHbBIX HAMPSKEHUI (GiOCT) B IIONIEPEYHOM CEUCHUHU JIeTajei
MIPH Pa3HBIX pajinycax MpoQpUIIs POIHKa RHp (BapuanT I):
Rnp =2 MM (a); Rrlp =5 wmm (0); Rnp =17,5mm (8)

res

Fig. 3. Distribution fields of residual stress magnitude (o, ) in the cross-section of the parts at different roller
profile radii Rpr (variant I):

R =2 mm (a); Rpr =5 mm (6); Rpr =7.5 mm (8)

pr

JIMPOBAHUS PACIpPENEICHUS] UHTEHCUBHOCTH OCTa-
TOYHBIX HANPSKEHUN B IOBEPXHOCTHOM CJIOE J€Ta-
Jeii. AHAJINM3 OTYYE€HHBIX JAHHBIX CBUAETEIbCTBYET
0 TOM, 4TO pajauyc npoduis ponuka Ry, okasbisa-

eT Oompezensioniee BIUsIHIE HAa (GopMupyeMoe Ha-
NPSHKEHHOE COCTOSTHHE.

B uactHOCTHM, TpM MHUHHMMAaJIbHOM pajauyce
Ryp =2 mm (puc. 3, a) pukcupyeTcs MaKCUMaIbHOE

3HaYE€HHE WHTEHCUBHOCTH OCTATOYHBIX HampsbKe-
Hul, nocturawouee 396,43 Mlla. [1pu yBennuenuun
paguyca 10 5 mm (puc. 3, 6) u 7,5 mm (puc. 3, 8)
HaOIroaeTcs 3aKOHOMEPHOE CHUIKEHHE ITHKOBBIX
3HaueHui 10 365,17 u 317,41 Mlla coOTBETCTBEHHO.

Takas TeHaeHINA 00BICHIETCI MEXAHUKON KOH-
TaKTa: C yBEJIMUEHUEM pajnyca NpoQuiis pacuIups-
€TCsl MATHO KOHTAKTa, YTO MPUBOJIUT K Iepepacripe-
JICJICHUI0  YCWINS U CHIDKEHHUIO  YAEJIbHBIX
KOHTAKTHBIX JIaBJIEHUI. DTO NOJHOCTHIO COIIIaCyeT-
cs ¢ Kiaccuueckoit Teopueit I'epua [22]. B pesynb-
TaTe MHTEHCUBHOCTH IJIACTHUECKON nedopmManuu
MaJaeT, YTO BBIPAXKAETCSI B YMEHBUIEHUH YPOBHS
OCTaToOYHbIX HanpspkeHui. Takum oOpasom, uc-
MI0JIb30BAHUE POJIMKA CO CJIMILKOM MaJlbIM pajauy-
COM PO UIIS MOKET MPUBECTU K YPE3MEPHOI KOH-
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HEHTPAIIH HaIpsHKCHUH, 3HAUYUTEILHO
MIPEBBIIAIONICH TIPEe TeKy4eCcTH MaTeprana (s
cramu 45 o = 360 Mlla), uto compoBoXaaeTCs

TIEPEHAKIICTIOM M pellaKkcalieil 0CTaTOYHbIX Hamps-
xenuit. Hanmpotus, u30eITounoe ysenuuenue Ry

BeleT K TMAaJCHHUIO HANpsOHKCHUH HMUXKE YpOBHS,
HEo0X0auMOoro 1is 3(h(HEeKTUBHOTO YIPOYHEHUS 110-
BepxHOCTH. [l OKOHuUaTenbHOM BepUpUKALMH
BbIOOpa T€OMETPUUYECKUX MapaMETPOB POJIMKA He-
00X0/IMMO JIOMIOJTHUTENIBHO PAaCCMOTPETh FEOMETPH-
YeCKUe XapaKTEePUCTHKH CJI0sl, IPE/ICTaBICHHbIC Ha
puc. 4.

Ananu3 rpaduyeckux 3aBHCUMOCTEH Ha puc. 4
HO3BOJIMJ C BBICOKOM TOYHOCTBIO AMNpPOKCUMHUPO-
BaTh pE3yJbTaTbl MOJEIMPOBAHUS TOJIMHOMAMHU
BTOPOTO TMOpsKa, OMMCHIBAIOIIUMH H3MEHEHHE

[IyOMHBI YIIPOYHEHHOI'O CJIOs (hy =0, 0012R§p -
—0,175RHp +1, 995) M BBICOTHI HAaIUIbIBA (hH =

= 0,00004R2, +0,0137 Ry, +0,0098) . HaGmona-

eMasl TMHaMHKa IIPOLeCCca CBUIETENBbCTBYET O HAJIU-
YUU YETKOM KOPPEAILMU MKy HCCIIeTyeMbIMH T1a-
pameTpamu: ¢ yBelnudeHueM paauyca npoduns Ry,
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hyy, MM hy, MM

0.030 1.8

0.025 hy = 0,0012R2, ~0,175R,+1,995 :j
0.020 1.2
1.0

0.015
) 0.8

hy= 0,00004R2,+0,00137R,,+0,0098

0.010 0.6
0.4

0.005
0.2
0 0

20 25 30 35 40 45 50 55 6.0 65 7.0 75

Ryp, MM

Puc. 4. Biusinue paauyca npoduis poiuka Rrlp Ha [y-
OMHY YNIPOYHEHHOTO CIIOSI (hy) ¥ BBICOTY HaruibiBa (/)

Fig. 4. Effect of the roller profile radius (Rpr) on the
hardened layer depth (%,) and the pile-up height (hp)

¢ 2 1o 7,5 MM TIpOMCXOAUT MOHOTOHHOE CHIKEHHUE
m1yOuHb! ynpouHenus ¢ 1,65 1o 0,75 MM, conpoBo-
K/TIaeMO€ OJHOBPEMEHHBIM DPOCTOM BBICOTHI ILIA-
cruueckoro HarieiBa ¢ 0,013 go 0,022 mMm. Takoe
U3MEHEHHE XapaKTEPUCTHK YKa3bIBaeT Ha TO, YTO
C POCTOM pajauyca MHCTpyMEHTa 3PPEKTUBHOCTH
00paboTKy NaJaeT Kak o KpUTEPHIO IITyOUHBI CII0S,
TaK ¥ 110 Ka9€CTBY MUKPOTCOMETPHH.

C cyrybo reoMeTpu4ecKkoil TOYKH 3PEHUS pe-
KMM C MEHEMANbHBIM pagumycoM (Ry, = 2,0 mm)

SIBIISIETCS OE3YCIIOBHO MPEANIOYTUTEILHBIM, TaK KaK
obecrneurnBaeT MakKCUMaIbHYIO TTPOPA0OTKY ITyOu-
HBI MaTepuaia P MUHUMAaJIbHOM UCKaKEHUH TIPO-
¢uns (hy = 0,013 mm). OxHako KOMIUIEKCHAs Be-

puduKanus aHHOTO pPEXUMa IO KPUTEPHUIO
HaMNpPsHKEHHOTO COCTOSIHMS (pHcC. 3) BBISIBUIIA €T0
TEXHOJIOTMYECKYI0 HECOCTOSTENIbHOCTh. YCTaHOB-
nieHo, uTo npu Ryp= 2,0 MM BO3HMKAIOT MHMKOBbIE

WHTEHCUBHOCTH OCTaTOYHBIX HANpsHKEHUH OKOJIO
396 MlIla, BeIxonsiIMe 3a MpEAEbl TEKYUECTH CTa-
o 45. IlpesbllieHne 3TOro mopora MHULHUHUPYET
IpoIIeCC pefaKcaluy HanpspDKeHUH U cCriocoOCTBYET
BO3HMKHOBEHHIO 3(dekra mnepeHaxsiena MoBepx-
HOCTHOTO cJ0si. CHIKeHue 3((HeKTUBHOCTH yIpOU-
HEHUS B 9TOM ClIy4ae CBUAETEIbCTBYET O HEPALMO-
HaJIbHOCTU HCIIOJIb30BAaHUS JTAHHOTO JMana3oHa
apaMeTpoB, HECMOTpPSI Ha €ro IeOMETPUYECKYIO
IIPUBJIEKATEIHOCTD.

s HaygHoro oOOCHOBaHMsI BbIOOpa parmuo-
HAJIBHOTO 3HAYEHMsI pajinyca Mpouiis poiaruka Obu1
IIPUMEHEH METOJ| aHaJIn3a MepPeCEUeHUuss HOpMUPO-

OBRABOTKA METALLOV %

BaHHBIX (YHKIMNA OTKIUKA, KOTOPHIH IO3BOJIMI
HaWTH KOMIIPOMHCC MEXIY T€OMETpUYECKO 3¢-
(eKTUBHOCTBIO U MPOYHOCTHON HAAEKHOCTHIO.
Pacuer koopauHar mnepecedeHHs] BBISIBUI TOYKY
«TEXHOJIOTHYECKOTO PAaBHOBECHUS», COOTBETCTBYIO-
myio Ry, » 4,8 mMM. DTo pacueTHoe 3HaueHME

MPAKTUYECKU COBIANAET C TOUYKOM Rnpz 5,0 MM,

MOJYYCHHOU B pe3yJbTaTe MOJACIUPOBAHMS U TPH-
HATOM B KauecTBe 0a3oBoro mapamerpa. MeHHo B
3TOM peKUMe 00ecIeunBaeTCs rapaHTusi CTPYKTyp-
HOW ILIEJTOCTHOCTU TMOBEPXHOCTHOTO CIIOS 3a CUET
MO Iep>KaHMsI MHTEHCUBHOCTH OCTATOYHBIX HArpsi-
eHul Ha 6e3omacHoM ypoBHe (365,17 Mlla) npu
COXPaHEHUH KCIUTYaTallMOHHO 3HAYNMOU TITyOUHBI
ynpounenus (A, ~ 1,15 Mm) u ynepskaHuu BbICOTBI

HaIlJIbIBa B NpCaciax paliuOHaJIbHO HU3KUX 3HAYC-

auit (g = 0,017 mm).

AHanm3 pe3yabTaroB, MPeCTaBICHHbBIX Ha pUC. 5,
MO3BOJISIET OIPE/IEINTh PallMOHAIbHBIA JHaNa30H
ITaTOB OKPYXKHOH momaud Sy, TPHU YIPOUHEHHH

POJMKOM C BBIMYKJIbIM Mpodusem. OCHOBHBIMU
KpUTEPUSIMH ONTUMU3AIMHA B JAHHOM CIy4ae BbI-
CTYNarT BBICOTA OCTATOYHOrO rpebemka /Ayer,

OIpeesIsAolIasl KayeCTBO MOBEPXHOCTH, M KOJIUYe-
CTBO pabo4nX X010B N, XapakTepH3yollee IPOU3Bo-
JUTENIBHOCTD IpOoIiecca. YCTAHOBJIEHO, YTO B 30HE

N, xomos hyer) MM
1000 0.09
900 0.08
800 0.07
700 h
N oCT 0.06
600 / 0.05
500 0.04
400 )
300 0.03
200 0.02
100 0.01
0 0
01 03 05 07 09 1.1 1.3 1.5 1.7 1.9 2.
Syp MM

Kp»

Puc. 5. Biissaue mara KpyroBoi 1ojadu SKp Ha BBICOTY

OCTaTOYHOro rpedenika i 1 KOJIMIECTBO pabovnx Xo-

0B N IIpH YIPOYHEHUH POJIUKOM C BBITYKJIOH paboueii
MOBEPXHOCTHIO (BapuaHT I)

Fig. 5. Effect of the circular feed step (S, ) on the residual

ridge height (4, ) and the number of passes N during

hardening with a roller with a convex working surface
(Variant I)
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MasIbIX 3HauYeHUH KpyrosbIX momad (Syp < 0,3 mm)

OBPABOTKA METAJIJIOB

o0ecreurnBaeTcss MHUHUMAaJbHas IIEPOXOBATOCTH,
OJTHAKO ATO BEJAET K PE3KOMY POCTY TPYAOEMKOCTH
(N =~ 942 xoma) 1 co3/1aeT TEXHOIOTMYECKYIO OTac-

HOCTb MIepeHaKJIena MoBepXHOCTHOTO ciost. Hanbo-
nee 3P (HEKTUBHBIM SBISIETCS JWANA30H KPYTOBBIX
nonad Syp =0,5...0,9 mm, mpu koTopom mocTura-

CTCA 5...8-KpaTHOC CHUIXCHHUEC KOJIMYCCTBA IIPOXO-
J0B IIpU COXPAHCHUHN BbICOTHI MHKpOHCpOBHOCTCﬁ

B TCEXHOJIOTNYCCKHU LICJ'ICCOO6pa3HBIX npeaciax
(hoer = 0,004...0,008 nin).

JanpHelnee yBeau4yeHue mara KpyroBou 1noja-
YU IPUBOAMT K JI€CTaOMIN3AIUH IPOIIeCCa, YTO BbI-
paskaeTcst B CKaYKOOOPa3HOM POCTE BBICOTHI Ipe-
oemka g0 0,062 MM mpu SKp =19 wmm. Touka

nepernda Ha rpaduke HAXOOUT CBOE (HU3MUECKOE
O0OBSICHEHHE Yepe3 CpaBHEHHE Ilara KpyroBOi
IIO/IaYM C PACYETHOW IIMPHUHOU €IMHUYHOTO Clea
koHTakTa (b). [lpm BbIOpaHHBIX MapaMeTpax
00paboTKM TeopeThueckas LIMpHHA clena, pac-
CUMTaHHAas [0 TEOMETPUUYECKOW 3aBHCUMOCTHU

b~ 2\/2tRSar Ryp / (Rygr + Ryp), cocraBnser mpu-

MepHO 1,73 mm. Takum 00pa3om, TpEeBBIIICHHE 1A~
TOM KpyToBOif mojauu Benmuaussl b (Syp > 1,73 Mm)

CTAHOBUTCS JTUMHUTHPYIOIMIUM (PaKTOPOM, IPUBOIS-
UM K TOTepe CIUIOMIHOCTH 00pabOTKU U BO3HHK-
HOBEHHIO HeOOpaOoTaHHbIX 30H. [loy4yeHHbIE TaH-
HBIE ITOITBEPIKIAIOT, YTO BO3MOKHOCTH MOBBIIICHUS
MPOU3BOAUTEILHOCTH CXEMbl C TOPOUIATBHBIM
npoduaeM OrpaHUYEHBI YCIOBUEM MEPEKPHITHS
CJIEZIOB, 3TO JUKTYET HEOOXOAMMOCTH IMOMCKA ajlb-
TEPHATUBHBIX cXeM Jie(hopMHpOBaHUs ¢ OoJee Iu-
POKOI 30HOM KOHTAaKTa.

Buibop u obocnoeanue napamempog ponuka
¢ 6ocHymoii paooueit nosepxrnocmoto (6apuanm II).
[Tepexon x mpoduIbHOMY POJIMKY (C BOTHYTOH pa-
004eil TMOBEPXHOCTHIO) OOOCHOBAH HEOOXOIUMO-
CTBIO peaju3alii KOH()OPMHOTO KOHTAKTa, KOTO-
pBIN TO3BOJISIET 3HAYUTEIILHO PACIIUPHUTH 30HY
IUIACTUYECKON AedopMalliy 10 CPaBHEHUIO C Bapu-
anToM [. DPhHeKTHBHOCTL JaHHOW CXEMBI BO MHO-
TOM OIIpeNeNsieTcsl Pa3HOCThIO PaJWyCOB HHCT-
pymenta u 3aroToBku AR = Ry, — Ryp. OtoT

reOMETPUUYECKUI MapaMeTp SBISETCS KIIOYEBbIM
(bakTOpOM, PETYIHPYIOIIUM XapaKTep B3auMOJEH-
CTBHSI IOBEPXHOCTEMN: OT NOJTHONPOPHUIBLHOIO OXBa-
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Ta TPU MUHUMAJILHBIX 3HAYEHUSIX 70 TpaHCchopma-
o1 B KBA3UTOYCYHBIM KOHTAKT pu yBCIUWYCHUHN
pazHoCTH pamuycos. [Ipu atoM pexum Ry, < Ry,

NpU3HAH TEXHUYECKU HEIOMYCTUMBIM U3-32 HEeH3-
0€KHOTO Bpe3aHUsI KPOMOK MHCTPYMEHTA B IMOBEPX-
HOCTh 3arOTOBKH, BBI3BIBAIOIIETO MEXaHUYECKOEe
pa3pylIeHne CTPYKTYPHI.

AHanu3 pacnpesesieHdss MHTEHCHUBHOCTH Bpe-

. _Bp
MEHHBIX HalPsKeHUH G, (puc. 6) Moxasail, 4To npu

MHUHHAMAIIBHON paszHocTH pamumycoB AR =0,1 mm

(Ryp = 15,1 MM, puc. 6, a) BO3HMKAET KpUTHYECKAS

KOHIIEHTpAIMsI ~ HANpsODKCHWH,  JOCTUTAOIIAs
820,96 MIla (makcuManbHasi ”HTEHCUBHOCTh OCTa-
TOYHBIX HANPSDKCHUH TIPU  OTOM  COCTABIISIET
311 MIlIa). D10 3Ha4YeHUE CYIIECTBEHHO MPEBBIIIA-
eT npenen npounocty cramu 45 (op =600 MIla),

910 (PU3NUECKU OOBIACHIETCS dPPEKTOM KECTKOTO
CTECHEHHMs]  yHpyromjiacTHueckoil aedopmaruu
B YCIIOBHSIX BbICOKOW KOH(opMmHOCTH. B TakoM co-
CTOSIHUU METAaJL, 3a)KaThlil B 3aMKHYTOM IIPOCTpaH-
CTBE BOTHYTOTO MNPOQWMIIS, JUIIEH BO3MOXXHOCTH
CBOOO/IHOTO TEYEHHUS] B CTOPOHBI, YTO TNPUBOIUT
K PE3KOMY pOCTY BHYTPEHHHX Harpy3oK BBIIIE T10-
pora pa3pyIieHus.

VBesmuenue pasHoCTH paanycoB 10 AR =1,0 mm

(Rnp =16,0 MM, pHucC. 6, 6) BEIET K CHIXCHHIO

WHTECHCUBHOCTH BPEMCHHBIX  HANPSOIKCHHHA  JI0
462,78 Mlla, a octatounsix — 1o 247 Mlla, ato HU-
BEIIUPYET TEXHOJIOTHUECKHE MPEUMYIIECTBA IPO-
(UIBHOTO POJTMKA BCIICACTBHE 3HAYUTEIHHOTO CO-
KpalieHHs IUIOMAJAN KOHTAaKTa. PalnnoHaIBHBIM
npusHaHo 3HaueHne AR = 0,5 Mm (RHp =15,5 mm,

puc. 6, 6), Ipu KOTOPOM YPOBEHb BPEMEHHBIX Ha-
npsbxenuit (538,63 MIla) nocratouen mis >dpdek-
TUBHOTO MPOTEKaHWUS WHTEHCUBHOW IJIACTUYECKOMN
nedopmaruu ¢ (HOpMUPOBAHUEM OCTATOYHBIX Ha-
npsbkeHuit oxono 270 MIla, HO ocTaeTcs B npene-
Jax 0e30MacHOro Iruana3oHa, UCKIIOYAIOIIEro PUCK
pa3pyllIeHHs Marepuana.

[IpenBapuTenbHbIA aHATU3 HAPSKEHHOTO COCTO-
SIHUSI TIO3BOJISIET BBIACTHUTH PAIYC RHp =15,5 MM

Kak HauOomnee >PPEKTUBHBIN sl YIIPOUHEHUS Jie-
taneit auamerpoM 30 MM. Jy11 OKOHUATENBHOU Be-
pudukanuu BpIOOpa MOMUMO aHAJIN3a HHTEHCHUBHO-
CTH BPEMEHHBIX HaPsHKEHUH He0OX0AMMO OLIEHUTh
BIIMSIHUE pajnyca Npoduis Ha KIIIOUYEBbIE XapaKTe-
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a;’, Mlla
820,96 Max
729,76
63857
547,38
456,19
364,99
2738
182,61
91,416
0.22352 Min,

o;", MIla
462,78 Max
411,37
359,97
308,57
257,16
205,76
154,36
102,95
51,549
0.14545 Min

0BRABOTKAMETALLOV M

a;’, MIla
538,63 Max
478,81
418,99
359,16
29934
239,52
1797
119,88
60,057
0,23599 Min|

Puc. 6. Tlomst pacrpe/ieieH s HHTCHCHBHOCTH BPEMEHHBIX HalpsuKeHHi 6, B odare 1e(popMaiiiy Ipu pasHbIX pa-
Jauycax IpouiIs posuKa:

Rnp =15,1 mm (a); Rnp =15,5 mm (6); Rnp =16,0 MM (8)

Fig. 6. Distribution fields of transient stress magnitude citr in the deformation zone at different roller profile radii:
R =15.1 mm (a); R, =15.5mm 0); R, =16.0 mm (6)

pr

PHUCTHKH (HOPMUPYEMOTO CIIOS — IIYOUHY YIIPOYHE-
HusA (A, ) ¥ BBICOTY TIAcTHYECKOTO HamuibiBa (fy) .

Pe3y.]'H:TaTI:I MOACIIMPOBAHUA OTHUX TapaMCTPOB
NPEACTaBJICHbI B BUJIE IPpa)uueCcKUX 3aBUCHMOCTEH
Ha puc. 7.

Ananu3 rpaduueckux 3aBUCUMOCTEH, MPeaCTaB-
JICHHBIX Ha puc. 7u AlMPOKCUMHUPOBAHHBIX TTOJIN-

(i, =-0,3056R2, -

HOMaMH BTOPOIro IopsAaKa

~8,925R,,, ~63,948; i, =—0,0185R3, +0,591 Ry, — 4,6, 0

—4,6815), JIEMOHCTPUPYET BBICOKYIO UYBCTBU-

TEIBHOCTB MPOIECCa K U3BMEHEHUIO T€OMETPUU KOH-
TakTa. B omiMume OT BBIMYKIOIO pPOJIMKA 3AECHh
¢ yBenuuenueM paauyca Ry, ¢ 15,1 10 16,0 MM Ha-

OJTFOIAETCST OIHOBPEMEHHAS JIeTpajalys 000MX IOKa-
3arelieil kadecTBa: TyOHMHA YIIPOUHEHHOTO CIIOST (hy)

pe3Ko majaer noytu B jBa pasa (¢ 1,18 go 0,65 mm),
a Bpicota HamisBa (/) Bospacraer ¢ 0,006 10

0,018 mm. C cyry0o reoMeTpruuecKoil TOUKU 3pEHUs
PEXHM ¢ MUHUMATTBHEIM paguycoM (Ry, = 15,1 mm)

ABJIsIeTCSI 0€3YCIIOBHO JIYYIIIUM, TOCKOIBbKY 00eCTeyr-
BaeT MaKCUMAJIbHYIO TIyOMHY MPOPaOOTKH MPHU MU-
HUMAJIbHOM UCKQKEHUU MTPOQHIIS.

hy, M hy, MM
0.020 14
0.018 hy=—0,3056R},+8,925Ry,—63,948 s
0.016 o
0.014

0.8
0.012

0.6
0010 Ry, = —0,0185R%,+0,58997R,,—4,6815
0.008 0.4
0.006 0.2

0.0
157 158 159 16.0
Ry, MM

151 152 153 154 155 1506

p’

Puc. 7. Bmusaue paanyca npoduist ponuka RHp Ha Iy-
OMHY YIIpOYHEHUS hy ¥ BBICOTY HaIuIbBa /1

Fig. 7. Effect of the roller profile radius (R,) on the
hardening depth (%,) and the pile-up height (hp)

OnnHako BepuduKalUs JaHHOTO  PEKHUMA
110 KpUTEPUIO MHTEHCUBHOCTH BPEMEHHBIX HaIIpsi-

KEHHI (Gf‘p) (puc. 6) BCKPHIBAaET €r0 TEXHOIO-

TUYECKYI0 HECOCTOSTENbHOCTh: BO3HHUKAIOIIAs
MaKCUMalilbHasi ~ MUHTEHCUBHOCTb  HaNpsHKEHUU
(820,96 MIla) kpuTHUECKM TPEBBINIAET MPEET
MPOYHOCTU Marepuana. [ns paspemieHus 3Toro
MPOTUBOPEUHs ObLI MCIIONIB30BAH METOJ aHalu3a
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nepeceyeHus HOPMHUPOBAHHBIX (YHKLUH, aHayo-
TMYHBIM IpUMEHEHHOMY Juts puc. 4. Ha ocHoBe 3TO-
ro 1noaxoza ObLIa orpe/esieHa palMoHalIbHas TOYKa
komnpomucca: Ryp =15,5 mm. Taxoii BbIOOp 110-

OBPABOTKA METAJIJIOB

3BOJISIET «OTOMTH» OT OIIACHOW 30HBI Pa3pyLUEHUs,

9] B
CHHU3MB UHTCHCUBHOCTDb HAIIPAXKCHUU Gl-p 0 0e30-

nacHoro ypoBHs (538,63 MIla), Ho mpu 3TOM co-
XpaHUTh BBICOKHME MMOKa3aTelld KauecTBa IMOBEPX-
HOCTHOTO  CJIOS: HWHTEHCHBHOCTH  OCTAaTOYHBIX
HanpspkeHuil popmupyercs Ha ypoBHe 270 Mlla,
DIyOMHA YIPOYHEHUS YIAEP>KUBACTCS HA YpPOBHE
h, ~ 0,91 mwm, a BbICOTa HamIbIBA HE TPEBBIIIACT

0,015 mm.
Kak Ob110 000CHOBaHO paHee, MPH PalMOHAb-
HOM pajuyce npoduns Ry, =15,5 MM BeicoTa Ha-

wisiBa (/) MuHEMU3HpyeTcs Omaromaps sddexry

KOH(OPMHOI0 KOHTAKTa. JTO CO3JaeT OJaronpusT-
HbIE MPEANOCHUIKA I Tporecca 00pabOTKH, Tak
KaK MaJblii 00beM BBITECHIEMOTO METaJlia IO CTO-
poOHaM KOHTAaKTa IIO3BOJIAACT 3HAYUTCIBHO YBCIIU-
YHTH IIAr KPyroBoif mogaun Sy, 6e3 pe3koro pocra

BBICOTBI OCTAaTOYHOro rpedemka (fy.r) mpu nepe-

KpBITUH cienoB nedopmanuu. st HaygHOTO 000-
CHOBaHHUSI BO3MOXXHOCTH TPHUMEHEHHsSI BBICOKUX
KPYTOBBIX T10/1a4 HEOOXOAMMO OLIEHUTH TEOpETHYE-
CKYI0 IHPUHY €AWHUYHOTO cjeaa KoHTakTa (D).
[lpu BEIOpanEbIX mapameTpax (Ry, =155 mm,

R, = 15 mm) v tmyOune BHenpenust ¢ = 0,1 MM 1m-

pUHa IISITHA KOHTAKTa OMPCACIIACTCA CICAYIOIIUM
reoOMCTPUICCKUM COOTHOIICHUCM:

) 2-0,1-15-15,5
15,5-15

~19,3 mm.

VYuuThIBas, 4TO TEOPETUICCKAS IIMPUHA KOHTAKTa
(b ~19,3 MM) MHOTOKpPAaTHO MPEBBIIACT BEIUUHHY

miara KpyroBoi nogauu, popMupyroTcst OObeKTUBHBIC
TPENOCHUIKH JUISl KPAaTHOTO TOBBIIIICHHS IPOU3BOIN-
TeIBbHOCTH Tporiecca. C HebIo MPOBEPKH JTAHHOM TH-
HIOTE3bI OBLIO MPOBEICHO MOJICTMPOBAHUE B ITMPOKOM
JuanasoHe Kpyropelx momad Sy, =1,0...4,5 MM,

PE3YIBTATBI KOTOPOTO MO M3MEHCHUIO BBICOTHI OCTa-
TouHOTO rpederka (Ayer) M KoaMdecTBa pabounx Xo-

1oB (N) mpencTaBiieHbl Ha puC. 8.
AHanu3 nuHaMUKU (OPMUPOBAHUS MHKpPOpE-
abeda MOATBEPKAAET, YTO Ojarogaps BBICOKOMY
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N, X0710B hoer,MEM
100 2.5
90
80 2.0
70 N Rocr
60 \ 1.5
50
40 1.0
30
20 0.5
10
0 0.0
1.0 1.5 2.0 2.5 3.0 3.5 4.0 4.5
Syp) MM

Kp’
Puc. 8. 3aBUCUMOCTB BBICOTHI OCTaTOYHOTO Tpederika
(h,.,) 1 Konu4yecTBa pabounx xon08 (N) oT mara Kpyro-
BOH mofia4u (SKp) IIPH YIIPOYHEHUU POJIMKOM C BOTHYTHIM
npoduiem
Fig. 8. Dependence of the residual ridge height (%, ) and
the number of passes (V) on the circular feed step (S,)
during hardening with a concave profile roller

TE€OMETPUYECKOMY COOTBETCTBHIO TPOQWIS HH-
CTPYMEHTa W 3arOTOBKU BBICOTA TpeberiKa Mexmy
CMEKHBIMU cTielaMi 00pa0OTKH OCTaeTCs MHHU-
MaJIbHOM J1a)Ke TIPY 3HAYUTEIHHOM Yy/IaJIeHUH BUTKOB
JpyT OT Apyra. Pe3ynasrarsl MOAETUpPOBAHNUS TOKA3bI-
BAIOT, YTO AK€ NMPU YBEIUYECHUN KPYTOBOM MOJAYU
10 Sip= 3,0 MM pacueTHas BBICOTA OCTAaTOYHOTO

rpebemika fyep cocrasiser okoino 0,92 Mrm. D10

3HAYeHHE CYLIECTBEHHO HU)XE BBICOTHI MHUKPOHE-
POBHOCTEH, XapaKTEpHOH AJIsi TOPOUIATIBLHOTO MPO-
¢uns, paboraromiero Ha 3HAYUTEIBHO MEHBIIEH
Kkpyrosoii monaue (Syp = 1,0 Mm). Peskoe cHmkenne

Konu4ecTBa pabounx xomoB N ¢ 94 no 31 npu nepe-
xozie k mozade Syp = 3,0 MM MO3BOJIAET COKPATUTh

MalIMHHOE BpPeMs B TPU pas3a, COXPAHsS MPU ITOM
napaMeTpbl IIEPOXOBATOCTH B mpezaenax TpeboBa-
HUH K 4YHUCTOBOM 00paboTtke. Takum oOpazom,
HCIONIb30BaHNE NPOQUIBHOTO POJIHMKA MO3BOJSET
3¢ peKTUBHO MPEO10JIeTh KHHEMATUUECKUE OTPAHHU-
YeHUs1 0a30BbIX CXeM JAe(OPMUPOBAHMUSL.

OpHako BbBICOKAasT KOH(POPMHOCTH KOHTAKTa,
o0ecrieyrBarolasi IPeBOCXOAHOE KaueCTBO MOBEPX-
HOCTH U BBICOKYIO NMPOU3BOJUTENLHOCTH Mpoliecca
[MIT/I, uMeeT U CBOM TEXHOJOTMYECKHE OTpaHUYe-
Hus. Pacnpenenenue ycunus neopMupoBaHus MO
HIMPOKOMY TsITHY KoHTakta (b =~19,3 mMm) Bemer

K CHMKCHHIO YICJIBbHOI'O KOHTAKTHOI'O AABJICHUSA 110
CpaBHCHHIO C TOYCYHBIM KOHTAKTOM TOPOUAAJILHOI'O
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npoduisi. B pesynbrare sToro miyouHa yrnpodHeH-
HOTO CJIOSI U YPOBEHb HAKOILJIEHHBIX OCTATOYHBIX
HaNpsKEHUM CXaTusi IPU HUCIOJIb30BAHMM IIPO-
(GWIBHOTO PpOJIMKA OKa3bIBAIOTCA OTHOCUTENIBHO
MEHBIIUMH. JTa OCOOCHHOCTh YKa3blBaeT Ha TO,
4TO BBIOOP MPOGUIBHOIO POJIHMKA SBISETCS paluo-
HaJIbHBIM B T€X CIIy4asX, KOIJa IPUOPUTET OTAAET-
Cs1 IPOU3BOAUTEIBLHOCTH M MUHUMU3ALUH IEPOXO-
BaTOCTH, B TO BpeMsA Kak Uil IOJIYy4YEHHS
MaKCUMaJbHOH IIIyOMHBI YNPOYHEHUS MOTYT IIO-
TpeOOBATHCSI UHBIE CXEMHBIE PEILICHHUS.

Buvioop u obocnosanue napamempog ponuka
C npaAMonuHennoi pabdoueil nogepxnocmoio (8a-
puanm III). JlanHblli THCTPYMEHT XapaKTEpU3YET-
Csl IMHEHHBIM KOHTAKTOM (puc. 1, 2), 4To TeopeTu-
YEeCKH  I03BOJIAET  CYIIECTBEHHO  YBEJIMYUTH
BETMUUHY KPYToBOW momaum Sy, IS HCCIe0Ba-

HUSI TOTEHIMAJIA TaTbHEHIIIETO MOBBIIICHUS TIPOU3-
BOJUTEIBHOCTH yripouHeHust. OJHaKO Ha MPaKTHKE
peanu3anus CXeMbl C MPSIMOJIMHEWHOW 00pasyro-
el compsbkeHa C BO3HMKHOBEHHEM crernuduue-
CKUX KpaeBbIX 2(P(PeKToB (KOHIIEHTpAIUU HATIPsDKe-
HUM Ha TOpIaxX MHCTPYMEHTA), TpeOyromux
JIeTaIbHOTO U3Yy4EHUSI.

AHanu3 HanpsuKeHHO-AS(POPMUPOBAHHOTO CO-
CTOSIHHMS TIPY UCIIOJIB30BAHUH TVIAJIKOTO IIMIINHAPH-
yeckoro npopuis (Dyy = 40 mm, B = 10 MM) BbIs-

BIWJI 3HAYUTENBHYIO HEOIHOPOAHOCTh CHIIOBOTO
nosisi. Octpble KpOMKH HHCTpyMeHTa (90°) BbI3bIBa-
10T 9()()eKT CUHTYISIPHOCTH, IPU KOTOPOM ITUKOBBIE
Hanpspkerus (830...835 MIla) cymiecTBeHHO mpe-
BBIILIAIOT TPE/e] MPOYHOCTH Marepuana [23]. Orto
NPOBOLIUPYET MHUKPOpPA3pYLICHWE TOBEPXHOCTH H

a?p, MIla
835,14 Max
742,36
649,58
556,8
264,02
371,24
278,46
185,68
92,004
0,12345 Min

835 MlIla

830 Mlla

a

OBRABOTKA METALLOV %

MHTEHCUBHOE OOKOBOE T€UEHUE MeTalia ¢ 00pa3o-
BaHMEM BBICOKMX HAIUIBIBOB, TOIZA KakK B IIEHTpE
30HBI KOHTaKTa MHTEHCUBHOCTb HAIPsDKEHUH CHU-
xaercs 1o 550 Mlla, ¢opmupys HexenareabHbIH
«ceanoobpazHblin» mpoduib aasiaeHus (puc. 9, a).
Jlnst crabunn3anuu mpouecca MpeayioReH Mo-
TU(GUIMPOBAHHBIN LUIUHIPUYECKUN POJIUK LIUPHU-
HOW B = 10 MM, KOHCTPYKTUBHBIE ITapaMeTpbl KOTO-
poro npuBeeHs! Ha puc. 10. IHCTpyMeHT ocHalleH
LEHTPAIbHBIM [UIMHIPUYECKUM yYacTKOM IIHpH-
HOM / = 3 MM, IJIaBHO MEPEXOAALINM Yepe3 TaaTeu
B OOKOBBIC YYACTKHU C YIJIOM HaKJIoHa o ~ 1° (paau-

anpHOE moHmwkeHue Az = 0,05 mm).

["anTensHbIC TIEpexonbl co3narT 3HPeKT ymnpas-
JSIEMOTO CTECHEHHsI B 30HE KOHTakTa. [limaBHO
orpaHuuYrBasi OOKOBOE TEUCHHWE MeTajlla, OHH Ha-
MpaBisAl0T Aedopmannio BIIyOb 3aroToBku [24].
B pesynbrare KpaeBble NMHUKH HANPSHKCHUH ITOJI-
HOCTBIO HUBEIMPYIOTCS, a B IeHTpe (IoJ IeH-
TpaJbHBIM [WJIWHIPUYECKUM yYacTKoMm) ¢op-
MHUpPYETCSl  paBHOMEpPHOE  TI0Jie  BPEMEHHBIX
C)KMMAIOIIUX HAMPSOKEHUH ¢ ONTUMAIBHBIMU 3HA-
yeHussmu 540...568,7 MIla (puc. 9, 0).

Paznuumst B pacnpeneneHuu IeiCcTBYIOIUX Ha-
npsbkeHu# (puc. 9) 3aKOHOMEPHO MPEAOIPENEISIOT
MaKpOTreOMEeTpHI0 o4ara Je)opMalui U XapakTep
(dbopMupoBaHusl ynpouHeHHOTo cios. s Harsa-
HOTO TIPEJCTABICHUS UCCIENyeMbIX (hU3uKO-Mexa-
HUYECKHX MMapaMeTPOB M UX JIOKAJIN3AIUHU B TIOTIe-
pPEYHOM CEYeHHH KOHTAKTa IOCTPOEHBI pacuyeTHBIE
npodWIM  MOBEPXHOCTH, TMPEICTaBICHHBIE Ha
puc. 11. KonndecTBeHHbIE MOKA3aTEIN, OTPAXKAkO-
[He BIUSHUE MPOQWIT HHCTPYMEHTA Ha Ka4eCTBO
MTOBEPXHOCTHOTO cJ10s, 000011eHbI B Ta0I. 3.

560 MIIa

568,7 MIIa

o;’, MIla
568,7 Max
505,52
442,34
37916
315,98
252,8
189,62
12644
63,264
0,084552 Min,

o

o B
Puc. 9. Tlons pacnpeacscHd NHTCHCUBHOCTU BPEMEHHBIX HAIIPSXKCHUH (Gi p) B IOINICPEUHOM CCHYCHUH 3arOTOBKU:

a — TIaAKU{ IMHAPUYIECKUH TPOQHIIb; 6 — MOAN(UIMPOBAHHBIHN MIIMHIPUYSCKUH IPO(MIIb

Fig. 9. Distribution fields of transient stress magnitude (cﬁr) in the cross-section of the workpiece:

a — smooth cylindrical profile; 6 — modified cylindrical profile
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B
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0.4
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OBOPYZIOBAHME. MHCTPYMEHTBI

Puc. 10. KOHCTpYKTHBHBIE MapaMeTpbl MO-

IUQHULIUPOBAHHOIO POJMKA C LEHTPAIbHBIM

LWIMHIPUIECKUM YYacTKOM M TalTesIsIMU
(o= 1°, Ah=0,05 mm)

Fig. 10. Design parameters of the modified roll-
er with a central cylindrical section and fillets
(o= 1°,Ah=0.05 mm)

[Tpod s noBepXHOCTH, MM

0.2 Ha kpomke koHTakra hy
0.0 ——A* Omax =320 MIla

|
-0.2 T

hymin

B uenrpe koHTakTa

gt =300 MIla

min
-0 \ \

25 20 -15 -1.0 -05

hymax

s

00 05 1.0 15 20 25
MIupuHa cnena, MM

0

Puc. 11. Cxema poduiis cieia v JJoKanu3anus (pU3NKo-MEXaHNIeCKUX MapaMeTpOB MOBEPXHOCTHOTO CIIOS:

a — DIaJKUK TIMHAPUYECKUH TPOGHIIb; 6 — MOAU(UIIMPOBAHHBII TPOPUIH

Fig. 11. Diagram of the trace profile and localization of the physical and mechanical parameters of the
surface layer:

a — smooth cylindrical profile; 6 — modified profile

Ananu3 gaHHBIX Tabn. 3 u mpodueit criena
(puc. 11) mokaspiBaeT, uTo Omaromapst >hdexry
YIPaBISIEMOTO CTECHEHHUS BBICOTA OCTATOYHOTO Ha-
IUTBIBA COKpamiaeTcs 6omee ueM B 5,5 paza—c 37,7
710 6,5 MKM OTHOCHUTENBEHO 0a30BOT0 HHCTPYMEHTA.
HecwmoTps Ha TO 4TO MUKOBAs TITyOUHA YIIPOYHCHUS
y TIQJIKOTO IMUIMHAPUYECKOTO TTPOQIIIST HECKOIb-
ko BbImIe (1,35 MM), OHa XapaKkTepU3yeTCs IKCTpe-
MaJbHON HEOJHOPOJHOCTBHIO C PE3KUM MaJCHUEM
B 1eHTpe KoHTakTa 10 0,4 MM. B cBOIO ouepenp,
UCIIOJb30BaHUE  MOJU(PUIIMPOBAHHOTO  MPOQH-
7 TapaHTUpyeT (OPMHpPOBAHUE PABHOMEPHOTO
YIPOYHEHHOTO CJIOS MPSIMOYTOJIEHON (hOPMBI TITy-
owunoit 1,015...1,020 MM 1o Bceil mmMpUHE 30HBI
00paboTKH.
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AHanornyHasi  TEHAEHIHWS  TMPOCIICKHUBACTCS
B pacHpeesieHny OCTAaTOYHBIX HaNpsKEHW: Mo-
TuUIMPOBaHHBIN TIpodmiib obecreuynBaeT Ccra-
OUNBHBIN ypOBEHb HANpsHKEHUH B JMara3oHe
300...320 MIla, torga Kak MIAOKUM TUIHMHAPU-
YeCKUi TMpo(uiIb JAEMOHCTPHPYET 3HAYUTEIHHBIN
rpagueHt 3HayeHuil (ot 180 mo 390 MIla) mexny
LIEHTpOM U niepudepueit konTakta. Takum oOpazom,
npeiaraeMasi KOHCTPYKIMSI HHCTPYMEHTa I03BO-
J5IeT JOCTUYb BHICOKOTO KaueCTBa M OIHOPOJHOCTH
COCTOSIHUSI TIOBEPXHOCTHOTO CJIOSI, UCKJTFOYasi Orac-
HbI€ KOHIEHTPATOPhl HANPSHKEHUH U 1e(eKThl Ma-
KpOT€OMETPHH.

CTabuabHOCTH HANPSXKEHHO-11E€(hOPMHUPOBAHHO-
IO COCTOSHUS M YAy4IIEHHas MaKpOreOMeTpHs
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TabOnuma 3
Table 3

CpaBHUTe/IBHBIN aHATU3 PU3UKO-MeXaHUYECKHX IapaAMeTPOB IOBEPXHOCTHOIO CJI0SI IOC/Ie YIPOYHEeHHsI
POJIMKOM € IVIAAKUM LWHJINHAPHYECKUM npoduiieM 1 MoAUGHIUPOBAHHBIM NpoduiemM

Comparative analysis of the physical and mechanical parameters of the surface layer after hardening by
a roller with a smooth cylindrical profile and a modified profile

I'naaxuii HMIMHAPUYECKUN .
I'pynmna mapameTpoB / | JIokanu3zarus mapameTpos / MoauhunnupoBaHHbIH
. npodtb / Smooth .
Parameter group Parameter localization S npoduis / Modified profile
cylindrical profile
Ha xpomxke crena /
h /h 37,7 mxm / 37.7 pm 6,5 MKkM / 6.5 pm
ey At the edge of the track ’ K ’ K
Ha kpomke xoHTaKTa /
1,35 MM/ 1.35 mm 1,02 mm / 1.02 mm
y_max " "h_max At the edge of contact ’ ’
B nenrpe xonrakTa /
h, 0,4 MM / 0.4 mm 1,015 mm / 1.015 mm
y_min © h_min At the center of contact ’ ’
Ha xpomke xoHTakTa /
50CT /_res P 390 MTa / 390 MPa 320 MTa / 320 MPa
max / Omax At the edge of contact
B nenTpe xonTakra /
SocT /res LCHTP 180 MITa / 180 MPa 300 MITa / 300 MPa
min/ “min At the center of contact
ciena, TOCTUTHYThIC TIPU UCTIONIb30BaHUU MOIUPHU- N, xonos hoer, MM
[IUPOBAHHOTO MPOQUISA B YCIOBHUSIX €IUHHUYHOTO 200 0.08
akTa 1e(hOpMUPOBAHUS, CO3AOT MPEANOCHUIKY st 180 0.07
3HAUUTENLHOTO YBEINYEHHUSI KPYTOBBIX 110/1a4 (SKp) 160 0.06
140 -
0e3 morepu kauecTBa nmoBepxHoctu. [Ipu nepexone 120 N Rocr 0.05
oT (POPMHUPOBAHUS OAMHOYHOTO Clie/la K HeTpephIB- ]; 0 0.04
HOU 00pabOTKe CIUIONIHOW MMOBEPXHOCTH BIUSHUC . 0.03
miara KpyroBO#l MOJaud Ha BBIXOJHBIE MApaMeTpPhbI &6 0.02
D
IpoIriecca CTAaHOBUTCS ONPENCIISIONNUM (PaKTOpOM. 4@ 0.01
Kax nokasano Ha puc. 12, B IUpOKOM Auamaso- i
HE KPYTOBBIX MOJa4 (SKp = 0,5...2,5 MM) BbICOTa 0.5 1.0 1.5 2.0 25 »% 3.5
MM

MHKpPOHEPOBHOCTEH COXpaHIETCS Ha CTAaOWIBHO
HuskoM ypoBae (0,002...0,005 mm) 3a cuet 3 dek-
Ta MEPEKPBITHS CIICNOB OT IEHTPAJIBHOTO IMJIHH-
JpUYECKOro ydactka. [Ipu 3ToM KoiMdecTBo HE0O-
XOIUMBIX pabounx X010B cokparraercs ¢ 189 mo 38,
YTO TMOJATBEPHKIACT BO3MOKHOCTD JIOCTHKCHUSI BbI-
COKOM MPOHM3BOIUTEIBHOCTHU IIPU COXPAHCHUH Tpe-
Oyemoro kauectBa. ONTUMAIILHBIM PEKUMOM SIBIISI-
ercs Kpyrosas momada  Syp 25 wMm,

o0ecreunBaroIias MakKCUMaJIbHYIO 3PPEKTUBHOCTh
npouecca. JlanpHelee yBeJInYeHHE 11ara nojgadu
cBbie 3,0 MM NPUBOIUT K PE3KOMY CKaukooOpas-
HOMY POCTY HAger 110 0,072 MM BCJIEACTBHE TIPEBHI-

MCHWA IMUPUHBI HHCTPYMEHTA U IMOTCPH CIIJIOIIHO-

Kp’

Puc. 12. BausiHue mara KpyroBoi nogauu (SKp) Ha BbI-
COTy OCTaTo4HOro rpedemka (A . ) ¥ KOJIMYECTBO pa-
60ounx xo0m0B (N) mpu 06paboTKe MOIU(DUITUPOBAHHBIM
npoduiem
Fig. 12. Effect of the circular feed step (S,) on the re-
sidual ridge height (%) and the number of passes (V)
during processing with a modified profile

ctu oOpabotku. Takum oOpazom, MpemIoKeHHAs
KOHCTPYKIHMSI TalTEIbHOIO pOJHMKA I103BOJISET
peann30BaTh BHICOKOMPOU3BOIUTENBHOE AedopMHu-
pOBaHME B YCJOBHUSX YHPABISEMOIO CTECHEHHS,
rapaHTupysl paBHOMEpPHOE YIPOYHCHHWE W MHHHU-
MaJIbHYIO IIEPOXOBATOCTb.
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Ooo0warowuil ananu3 u meopemuueckoe 000-
cHosanue IPgekmusnocmu KOHMAKMHBIX RPO-
duneii pavouux uncmpymenmos. CpaBHUTEIbHbBIN
aHaJI3 TEXHUKO-KOHOMHYECKHX TIOKa3aresei,
MPEICTaBICHHbIX B Taln. 4, BbIABHI (hyHIaMEH-
TaJbHbIE pa3IUYMsI B MEXaHHUKE (OPMHUPOBAHUS
MOBEPXHOCTHOTO CJIOSi B 3aBHCHUMOCTH OT peasu-
3yeMbIX YCJIOBHM KOHTaKTUPOBAHUS WHCTPyMEHTa
C 3aroToBKOM. Vcmonb3oBaHHWe pa3HBIX BapHUAHTOB
npoQUINPOBAHUS POJIHKA OMpPEAETseT CHEIUPUKY
KOHTAKTHOTO B3aUMOJICHCTBUS — MEPEXO/] OT TOYeU-
HOTO KOHTaKTa K JIMHEWHOMY, UYTO HampsIMyIO BIIU-
seT Ha HaINpPsHKEHHO-1e()OPMUPOBAHHOE COCTOSTHUE
MeTajia B oyare aepopMariii.

Kak nokaspiBaioT nanHbie Ta0n. 4, mpuMeHEeHUe
ToporaansHoro ponuka (Ry, = 5MM) obecneunsa-

OBPABOTKA METAJIJIOB

eT HauOomnpllyto TIyOuHy yrpouneHus (1,15 mm)
U MaKCHMaJbHBIH ypOBEHb OCTaTOYHBIX HAIpsDKe-

) OCT
HUI (cmax) . OnHako B cuiy crieuu(uku KBa3uTo-

YEYHOTO KOHTAKTa ATH JKCTPEMaJbHbBIC 3HAUCHHUS
KOHIIEHTPUPYIOTCS UCKJIFOYUTENBHO B IICHTPE Ovara
nedopmaruu, obpasys HepaBHOMEPHBIN Mpoduib
Mukpopenbeda. Kpome toro, nannas cxema tpeody-
€T Ha3HAYCHUS MaJIbIX IIaroB KPyroBOH MOma4u
(SKp = 0,5 MmM) 11 00eCrIeYeHHsI CILTOIIHOCTH 00-

OBOPYZIOBAHME. MHCTPYMEHTBI

paboTKU. DTO HEU30EKHO MPUBOJIUT K 3HAYUTEIb-
HOMY YBEIMYEHHUIO KOJHMYECTBA PAaOOYHMX XOJIOB
(N =188) u nemaet nmporiecc KpaitHe HU3KOMPOU3BO-
JTTEITHHBIM.

B kauecTBe anmbTepHATHBBI HCIOIB30BAHUE TIPO-
¢umpHOTO pomika (R, = 15,5 Mm) ¢ kordopMHEIM

KOHTAKTOM TIO3BOJISIET KapIMHAIBHO TTOBBICUTH ITPO-
U3BOMUTENBHOCTE (N = 31 X0m) M JTOCTUYh MHUHHU-
MajbHON mepoxoBatoctd (Myer = 0,7...1,2 Mrm).

Tem He MeHee pacnpenenenue ycunus aedopMupo-
BaHUS MO 3HAYUTENIbHO YBEJIWYEHHOW IUIOIIAIN
KOHTAKTa HEU30€KHO TMPUBOIUT K CHUKECHHIO
YAEJIBHOTO J1aBJICHUSI HM)KE KPUTHYECKOIO IOpora,
HEOOXOMMOro JUIsl TIIyOOKOHM IIacTHUecKou Jie-
¢dopmanuu. Kak creacrsue, ryOuHa yIpOYHEHHO-
ro ciosg MajaeT A0 MHMHUMAJIbHOIO 3HAueHUs
0,91 MM, a ypOoBEHb OCTAaTOYHBIX HAIPSKEHUH (OKO-
a0 270 MIla) oxa3siBaeTcs HEIOCTATOYHBIM JIJIS
o0ecrieueHrs1 BBICOKOW yCTaIOCTHOW MPOYHOCTH TS~
&KeJoHarpy)eHHbIX jaetaneil. Takum oOpaszom, mpo-
(UIBHBIN PONHMK pelIaeT 3a/1ady NPOU3BOAUTEIBHO-
CTM W KauecTBa IOBEPXHOCTH, HO IPOMIPHIBACT
B 00€CTIE€YeHNH MPOYHOCTHBIX XapaKTEPUCTHK.
Pa3pernienrie BBISIBIEHHOTO TEXHOJOTHYECKOTO
IIPOTUBOPEUHsl JOCTUTAETCSl MPU HCIOJIb30BAaHUU

Tabnuna 4
Table 4

CBojHAasl OlIeHKA TEXHHKO-3KOHOMUYECKHX NOKa3aTeseil B 3aBUCUMOCTH OT npoduiisa padouero
HHCTPYMeHTA

Summary evaluation of the technical and economic indicators depending on the working tool profile

Circular feed (S,)

THokasatens / TOpOI/i,ZIaHBHLII/I Hpo_(meLHLm MomuhHupoBaHHBII
Indicator (RHp =5mm)/ (RHp =155mm)/ npo¢ b /
Toroidal (pr = 5.0 mm) | Profiled (Rpr =15.5 mm) Modified profile
Kpyrosas nonaa (SKP)/ 0,5 MM/ 0.5 mm 3,0 MM/ 3.0 mm 2,5MM /2.5 mm

['myOuna yrpodHeHws (hy) /
Hardening depth (4,)

1,15mm/ 1.15 mm

0,91 MM/ 0.91 mm 1,02 MM / 1.02 mm

oct
OcrarouHble HaIPsKEHUs (Gmax) /

Number of passes (V)

365 MIla/ 365 MPa 270 MIla /270 MPa 320 MIla/ 320 MPa
Residual stress (Gﬁ‘fﬁx)
Bricora mukponeposnocrei (4, ) /
Surface roughness 4...8MxkM/4...8 um 067'7"1’122MK11;41/ 2..5mMkM/2...5 um
height (&) ke
KomnuectBo pabounx xomoB (N) / 138 3] 38

150  Tom 28 Ne 2 2026



EQUIPMENT. INSTRUMENTS

MOIU(GUIIUPOBAHHOTO MJIMHIPUYECKOTO POt
(Sxp = 2,5 mm). TlpenoxenHas reoMeTpus ¢ raj-

TEIbHBIMU TIEPEXOJaMH peau3yeT MEeXaHU3M Jie-
dbopMupoBaHUs B yCIOBHUSIX «YIPaBIsSEMOrO CTeC-
HEHUS, YTO MO3BOJISET 00BEAMHUTD TPEUMYIIIECTBA
0a30BbIx cxeM. [Ipu Mpou3BOUTEIHHOCTH, CONOCTA-
BUMO# ¢ MpomIbHBIM HHCTpyMeHTOM (N = 38 Xo0-
JIOB), MOIU(HUITMPOBAHHBIN MPOoQHIIE 0OecIeunBaeT
m1youny ynpounenus 1,02 mm (uro Bcero Ha 10 %
yCTyTaeT MoKa3aTessiM TOPOUIATbHOTO HHCTPYMEH-
Ta), COXpaHssi IPU ITOM BbICOTY MUKPOHEPOBHOCTEH
Ha HU3KOM ypoBHE (Ayer = 2,0...5,0 mxMm) 3a cuer

BBIIIA)KMBAIOIIETO  JICHCTBHUSI  LIMIMHIPUYECKOTO
yuacTka. KitroueBbIM Hay4YHbIM JTOCTHKEHUEM SIBIIS-
eTcst TpaHc(hopMals MOPbI paclpeieeHus 0cTa-
TOYHBIX HANpsDKEHUH W3 MUKOBOM B KBa3HIIPSIMO-
yroneHyto Gopmy ¢ ypoBHeM 320 MIla (puc. 11, 6).
OTO CBUIETENBCTBYET O (POPMUPOBAHUH OIHOPO/I-
HOT'O YIPOYHEHHOTO MaccUBa («MOHOJUTA»), KOTO-
PBIN JIMIIEH 30H JIOKAJbHOM KOHLIEHTPaLUH, CBOM-
CTBEHHBIX  TOPOMJAJIBHOM  cXeme, M  30H
HEJIOCTAaTOYHOM MpOpabOTKH, XapaKTEePHbIX IS
IpOQHUILHOTO POJTUKA.

[lepcrieKTUBHBIM HampaBIE€HUEM AalbHEHIINX
UCCIICIOBAHUIN SIBISETCS SKCIIEPUMEHTAJIbHAS Be-
pudUKaLUsA MTOTYyYSCHHBIX YUCIECHHBIX Pe3ysIbTaToB,
a TakXKe U3y4eHHEe YyBCTBUTEIILHOCTHU INPEJIOKEH-
HOW MOJENM K BapualMu (PU3HKO-MEXaHMUYECKUX
CBOMCTB 00pabaThIBaeMbIX MaTeprasoB (B TOM YuC-
Je JUIs cTajel ¢ pa3iuyHbIM YPOBHEM NPOYHOCTH).
JUis monTBEpXkKAEHUS aJeKBaTHOCTU pa3paboTaH-
HOW MaTeMaTHYeCKOH MOJeNU IIaHUPYEeTCsl Hpo-
BE/ICHUE HATYPHBIX SKCIEPUMEHTOB C U3MEPEHUEM
OCTATOYHBIX HANpPSKEHUH METOAOM PEHTTEHOB-
CKOW HU(PaKTOMETPHUH, a TAKXKE C UCCIEeOBaHU-
€M paclpe/esIeHuss MUKPOTBEPIOCTH MO IITyOHHE
ynpouHeHHoro cios. Kpome Toro, npeanosnaraer-
Csl OLIEHKa Tonorpadguu u napameTpoB IIEpOXOBa-
TOCTH 00paOOTaHHBIX MOBEPXHOCTEH C MpUMEHe-
HUEM COBPEMEHHBIX METOJIOB MpOo(UIOMETPHUH.
[TomyueHHbIe pe3ynbTaThl MO3BOJIAT MOATBEPAUTH
JIOCTOBEPHOCTh TEOPETUYECKUX BBIBOJOB M yTOU-
HUTh NapaMeTpbl pa3pabOTaHHOM KOHEYHO-3Je-
MEHTHOUW MOJIEIIN.

BriBoabl

B coorBeTcTBHM € 1I€7BbI0 PabOTHI Ha OCHOBE
YUCJICHHOTO MOJEIUPOBAHUS U PELICHUs JIBYXKpHU-

OBRABOTKA METALLOV %

TepUATBLHOM 3a/1a9M ONTUMHU3AINH CPOPMYTUPOBA-
HBI CIIEAYIOIINE BBIBOIBI.

1. B xoae mo»’TanmHOro aHajln3a yCTaHOBJIECHO,
qTo paI_[I/IOHaJ'II)HBIM FeOMeTpI/IquKI/IM napaMeTpOM
JUTSL TOPOUIAIBHOTO TPO(MIS SBISETCS pPaaNycC
Ryp=5 mm, a ngna mpodumbHOro pomuka —

Ryp =15,5 mm. Tpu 5ToM BBIABIEHO, YTO IIAAKUI

WJIHHAPUIECKUI TPO(DUITh, HECMOTPS Ha TEOPETH-
YEeCKUE MPEHMYIIECTBA JIMHEHHOTO KOHTAaKTa, Ha
HpPaKTUKE JEMOHCTPUPYET KPUTHYCCKUI HEA0CTa-
TOK — (POPMUPOBAHKE BHICOKOTO MIACTHYESCKOTO Ha-
isiBa Ha kpomkax (hy = 37,7 MkM) u KpaiiHe He-

OJTHOPOJIHOE I10JIE HAIIPSIKCHUM.

2. CpaBHuTeNbHAs oOLEHKAa 3(deKTUBHOCTH
KOHTAKTHBIX MpoQuUiIel Mmokasana, YT0 HU OJIHA U3
0a30BBIX CXEM HE MO3BOJISIET KOMIUIEKCHO PEIIUTh
TEXHOJIOTHUECKYI0 3ahady. B dacTtHOCTH, cxema
C TOPOMAAIBHBIM MPOQUIEM, BEIUTPHIBAS MO TITY-
oune ynpouHenus (1,15 mMm), KpUTHUYECKU MPOU-
IpbIBaeT Mo npousBoauTenbHocTH (N = 188 xo0-
JI0B), B TO BpE€M$ KaK UCTIOJIb30BaHHUE MPOPHUIBHOTO
ponuka obecreunBaeT BBICOKYIO CKOPOCTb 00pa-
0otku (N =31), HO HE CO37aeT JOCTATOYHOTO JIaB-
JeHUs [ JOCTHXKEHHMs TpeOyeMod TIITyOHHBI
(hy <1,0 mm). HakoHer, miaakuii IHIAHAPHYE-

CKUH TpO(HIb OKa3bIBACTCS HEMPUTOMHBIM IS
Ka4eCTBEHHOH O0OpabOTKM M3-32 BBIPAXKEHHBIX
KpaeBbIX 3P (PEKTOB.

3. O00cHOBaHUE MPEUMYIIECTB MOIUDUIIUPO-
BAaHHOH IeOMETpHH MPO(UIISA JOKA3bIBAET, YTO pas-
paboTaHHasi KOHCTPYKIIUS TaNTEILHOTO POJIHKA T0-
3BOJISIET MPEOJOJIETh OTPaHUYEHUS] 0A30BBIX CXEM
3a CYeT peaH3aluy MeXaHu3Ma Ae(OpMUPOBAHHSI
B YCJIOBHUSIX «YTPABISIEMOTO CTECHEHHs». DTO TeX-
HUYECKOE pelieHre 00eCneymio MHUHUMH3AIHIO
BBICOTHI IJIACTUYECKOT0 HaruibiBa ¢ 37,7 MkM (y Oa-
30BOT0 IMIUHAPUYECKOTO Tpoduis) 10 6,5 MKM,
YTO TO3BOJIMJIO YBEJIUYUTH KPYTOBYIO MOAAYY JI0
Sp = 2,5 MM Oe3 yxynurenus GpuHaIbHOM I1epoxo-

BatocTH (Myer = 2...5 MkMm). B pesynsrare moctur-

HyTa KOMIUIeKCHas 3((eKTUBHOCTh: C(hOPMHUPOBAH
YIPOYHEHHBIN ciioi ryounou 1,02 MM ¢ ogHOPOI-
HOUM (KBa3UIPSIMOYTOJIBHOW) AMIOPOM pacrpeserne-
HUS  CKHMAIONIMX  OCTaTOYHBIX  HaNpsHKEHUI
(300...320 MIla) npu npou3BOAUTEILHOCTH, TIPAK-
TUYECKH B TISTHh Pa3 MPEBBILAONICH MOKa3aTeln
CXEMBI C TOPOUTATBHBIM PODUIEM.
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Introduction. The paper is devoted to the selection and justification of rational geometric parameters for the
contact surface of an annular roller used in line-by-line surface plastic deformation (SPD). The relevance of this
work stems from the need to enhance the service performance of machine components while ensuring high surface
quality and processing productivity. The purpose of the study is to determine a tool working profile geometry that
provides maximum hardening depth and compressive residual stress levels with minimal distortion of the surface
microgeometry under conditions of overlapping single deformation tracks. Methods. To solve the formulated
problem, the finite element method (FEM) implemented in the ANSYS Workbench software package (Transient
Structural module) was employed, using a bilinear isotropic hardening model for Steel 45 (41SI 1045). A com-
parative analysis of three roller profile types was performed: convex (toroidal), concave (profiled), and straight
(cylindrical). During the computational experiment, the tool profile radius and the circular feed step were varied.
The efficiency was evaluated based on the criteria of hardened layer depth, residual stress magnitude, and the
height of plastic pile-up at the boundaries of adjacent processing tracks. Results and Discussion. It is established
that the rational profile radius for the toroidal profile is 5.0 mm, and for the profiled roller — 15.5 mm. The dis-
advantages of the basic geometries are identified: the toroidal roller provides a hardening depth of 1.15 mm but
requires small feeds (resulting in low productivity); the profiled roller allows for increased feed, but the hardening
depth decreases to 0.91 mm. It is shown that the use of a modified cylindrical profile with fillet transitions enables
the effect of “controlled constraint” of plastic deformation. This geometry ensures the formation of a uniform
hardened layer with a depth of 1.02 mm, residual stresses of 300-320 MPa, and a micro-irregularity height of
2-5 um. Conclusions. The application of the developed tool makes it possible to increase the productivity of the
SPD process by 5 times compared to the toroidal roller without loss of surface layer quality. The obtained results
can be recommended for the design of technological tooling for the finishing and hardening treatment of critical
machine components operating under cyclic loads.

For citation: Zaydes S.A., Le T.C. Selection and justification of geometric parameters of the roller contact surface for line-by-line surface
plastic deformation. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science, 2026, vol. 28,
no. 2, pp. 136-156. DOIL: 10.17212/1994-6309-2026-28.2-136-156. (In Russian).
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