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Po3mipHa 00poOKa €IEKTPUUHOIO TYTOK0 O14HOT
MIOBEPXHI HAMMPSIMHOI'O POJIMKA 3 KOMIIO3UIIHHOTO
MaTepialy Ha OCHOBI PENIITY

BukoHaHO OOIPYHTYBaHHSI TEXHOJIOTIUHOI cXeMH (POpPMOYTBOPEHHs 30BHIIIHBOI OIYHOT MOBEpPXHI
HANpsIMHOTO POJIMKA, CIIOCOOOM pPO3MIpHOT OOpOOKH ENEKTPUYHOK IYrol0 3 ypaxyBaHHSIM OCOOJIMBOCTEH
(i3MYHUX MeXaHI3MIB IX YTBOPEHHsI Ta TiIpOAMHAMIYHUX SBUI B MDXKEJIEKTPOJAHOMY MPOMIXKY. BcraHoBneni
AHAIIITHYHI 3B’S3KH TEXHOJOTIYHHX XapaKTEPUCTHK IMPOIECY  PO3MIpHOT OOpOOKH EJICKTPUYHOIO IYTrOl0
TBepAOTO ciuiaBy «Pemit» 3 pexxnmamu 0OpoOKH 1 reOMETPUYHUMH TapaMeTpaMu.
€JIEeKTPUYHA IyTa, POJIMK, TBEPAU CIIaB, PEJIiT, TEXHOJIOTisl, 0012 IHAHHS

IToctanoBka mnpoOaemu. HampsiMHI poMuKM y BBIIHMX POJMKOBHX KOpOOKax
IpiOGHOCOPTOBUX JPOTSHUX CTaHIB EKCILTYaTyo. .........

AHaJti3 ocTaHHIX AocaiIKeHb i my0Jaikanii. OCHOBHUM HamlpaBlIEeHHSIM MiIBUIICHHS
3HOCOCTIMKOCTI IMTOBEPXHEBUX IIApPiB € HAHCCCHHS BUCOKOMIIIHUX 3HOCOCTIMKHMX MaTepialiB.
........................ IpiOHOCOPTOBUX  JIPOTSHUX  CTaHIB  CTPUMYETHCS  BIJIICYTHICTIO
EKCIePUMEHTATBHAX JaHUX IPO B3AEMO3B 30K TEXHOJOTIYHUX XapaKTEPHCTHUK JIaHOTO
npolecy 3 €JIeKTPUYHUM 1 €JIeKTPOJMHAMIYHUM peKUMaMu OOpOOKM Ta TreoOMETpUYHHMHU
napamMeTpamMH 30BHIIIHBOT OIYHOI TOBEpxHi, ska 00poOmoroThes. [Ipobmema 1me Oimbin
3aroCTPIOETHCS MPU OTPUMaHi OIYHOT MOBEPXHI 3 BUZHAYEHOIO HIOPCTKICTIO Ta MEXaHIYHUMU
BJIACTHBOCTAMU. ToMy po3poOka TexHousorii i obnamHanHs cioco0y POJl mis orpumaHHS
30BHIIIHBOI O1YHOI MOBEPXHI HAMPSIMHUX POJUKIB JAPIOHOCOPTOBUX IPOTSHUX CTaHIB €
aKTYyaJbHOIO.

IlocTanoBka 3aBaaHHA. TaKuM UYMHOM, METOIO ............

Bukiaag ocHoBHOro mMartepiany. B SKOCTI TeXHONOTiYHOI cxeMu (HOPMOYTBOPEHHS
BUOpaHa cxeMa 3a MPUHIMIIOM ITPOIIMBAHHA-KOMIIOBAHHA. XXXXXXXXXXXXXXXXXXXXXXXX.

a §)

a — mouarkoBa (aza 00poOku; 6 — mpomikHa ¢aza 00podku (1 — rpaditosuit EI; 2 — 3aroroBka;
3 — enexTpuyHa nyra; 4 — NIPOAYKTH epo3ii; 5 — riApoArHAMIYHUI MOTIK)

Pucynoxk 1 — TexHosorigna cxema popMOYTBOPEHHS Ta EMIOPHU MIBUIKOCTEH TOTOKY B ToprieBomy ME3
Licepeno: pospobaeno agmopom



Yci  ¢aktopu 3aJI0BOJIBHAIOTH YMOBH  KEPOBAHOCTI, OIEpaIliOHaIbHOCTI Ta
onHO3Ha4yHOCTI. [Hmi mapamerpu mponecy POJl Oynu 3adikcoBaHi Ha MOCTIMHOMY piBHI:
poboda pimguHa — OpraHigyHE CEPeOBHINE; IOJSIPHICTE OOpOOKM — mpsMa; marepian
eJIeKTPOAa-IHCTpyMEHTa — eNeKTpoepo3iitnuii rpadit mapku MIIT-7.

Tabmunsg 1 — IlonmiHoMiankHI MaTeMaTU4YHI MOJENI TEXHOJOTIYHUX XapaKTEePUCTUK
npouiecy PO/ 3pa3kiB HamIaBI€HUX PEIITOM
Maremaruusa MOJEIb Macura0Hi CIiBBiIHOIIIEHHS
(bakTopiB
Yuinoasipua PO/I 6iunoi noBepxHi 3pa3ka 3a popmyJior «rpagirosuii EI — pesir» 3
BHKOPHCTAHHSIM CIOCO0Y MPSMOro NpOKaYyBaHHSA

M =290,88 + 65,88x, —20,63x, —14,13x, —13,63x,

M, =293-0,245x, —0,17x, — 0,158x, — 0,073x, x, = (X, —100)/25
a=11,81+2,446x, + 0,88x, + 0,484x, + 0,124x, x, = (X, —1,25)/0,25
R, =14,625+2,5x, — 2x, +0,875x, +0,375x, xy = (X, —120)/40
5. =0,0425+0,00625x, —0,005x, +0,00375x, x, =(X,-30)/5

7, =5849+0,596x, —0,211x, + 0,109x, — 0,004x,
ne: X, >1,A; X, > P, ,Mlla; X, —>F,MM2; X,—»>U,B

cm

Ioicepeno: po3pobneno asmopom

BucnoBku. B pe3ynbraTi aHamizy cy4acHHX METOMAIB OOpOOKHM HANpSIMHUX POJIHKIB
JpiGHOCOPTOBOTO JPOTSIHOTO CTAaHY IMTOKA3aHO, XX. XXXXXXXXXXXXXXXXXXXXXXXXXXXXXX
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Dimensional Treatment by an Electric Arc of the Lateral Surface of a Guide Roller
From a Composite Material Based on Relit
The article is dedicated to development of technology and equipment of rough machining method by

electric arc of a guide roller side surface, as high performance alternative to traditional methods of rough
machining.



During operation, the damage to the surface of the hard alloys guide roller caliber occurs by abrasion and
chipping of carbide particles. The development of net shaped roll marks occurs by the occurrence of hotbeds of
accelerated cluster abrasion and chipping of smaller particles with subsequent growth of these areas and
unification in a closed net shaped roll marks. The turned out particles of hard alloy leave the machining marks on
the wire, in such a worn the hard alloy rolling roller does not meet the specified dimensions and it is reground to
a smaller diameter by grinding of diamond tool on the rough machining stage. It is proposed on the stage of
rough machining to remove the worn-out profile of a guide roller side surface with help of dimensional electric
arc, which allows you to remove big allowances of material at the lowest treatment costs. It is suggested to get
the lateral surface by dimensional electric arc with a given roughness of Ra = 10..20mkm, which allows you to
take great allowances material at the lowest cost processing time.In this case, the processing cycle of hard alloy
side surface decreased of 1,4...2,6 times. .

The justification of technical scheme of forming the guide roller side surface by electric arc sizing
method is done taking into account features of physical formatting mechanism and hydrodynamic phenomena in
the electrode gap. The analytical communication of technological characteristics of rough machining process by
electric arc made of composite material, based on relit, with the modes of processing and geometric parameters
are established. The obtained models allow to control the productivity and specific productivity, specific
electricity consumption, quality and surface accuracy which is processed, predicted and optimized given
characteristics. A technical solution is proposed that allows to expand the technological possibilities of
processing the guide roller.
electric arc, roller, firm alloy, relit, technology, equipment
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