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Abstract

This article has been devoted of experimental study of the friction in the slide burnishing process when unhardened low-alloy steel is
subjected to burnishing by means of synthetic diamond with spherical tip. An extended experimental design, based on an optimal composed
second-order design with 24 experimental points, has been used. A regression analysis has been conducted and a model of the friction
coefficient, depending on the burnishing parameters, has been obtained. The influence of the factors on the model has been studied through
both analysis of variance (ANOVA) and sections of the hyper-surface of the model by hyper-planes.

Keywords: slide burnishing, slide friction, friction coefficient, experimental design.

BBBEJIEHHUE

JloOpe n3BecTHO e, 4e yMOpHaTa JIbJIroTPaiiHOCT Ha Me-
TAHUTE MH)XCHEPHH KOMIIOHEHTH CE€ yBElIHW4YaBa, KOraTo B
MOBBPXHOCTHHUTE MM CJIOEBE, KOMTO Ca Hali-HATOBapEHH, ca
BBBE/ICHU MMOJIC3HU OCTATHYHU HOPMAJHU HAMPEXKECHUS Ha
HATHUCK MOCPEICTBOM CTy/eHa riactuuHa faedopmanust [1-
3]. Enun ot mMeToauTe, Ype3 KOUTO Ce MOCTUTra HHUCKA rpa-
MaBOCT, MMOBUIIIEHA MUKPOTBBPJOCT M OCTAThYHHU HAIPEXKe-
HUS Ha HATHCK B TIOBBPXHOCTHHUTE cioere e slide diamond
burnishing [4-6]. CpimHOCTTa Ha MeTOIAa ce 3aKI0YaBa B
€JIACTUYHO-TIACTUYHO JleOpMHUpaHE Ha MOBbPXHOCTHHS
CIIOH, CITCNICTBUE MPUTHCKAHE Ha JAC(OPMHUPAIIUS EIEMEHT
KbM 3aroTOBKAaTa MOJ JCHCTBHE HA HOPMAlHA eIacTHYHA
CHJIa, IPU KOETO TPUCHETO € MPH TUTh3raHe.

VBeIuUYeHHETO Ha KOS(HIMEHTa HA TPHEHE TPH ILTh3ra-
HE JOBEX/a 710 MHTEH3WBHO M3HOCBAHE U HAIIMYUE HA Hale-
U 110 MaMaHTHHS 1e(hOPMHUPAII] eIEMEHT, KaKTO U J0 BJIO-
[1aBaHe HAa Ka4eCTBOTO Ha 00paboTeHaTa TOBbPXHUHA.

KoeduipeHTsT Ha TpHEHE NPU JUAMAHTHO 3ariaKaaHe
BKJIIOYBA JIBE KOMIOHEHTH — JIe()OpPMAIIMOHHA U a/IXE3UOH-
Ha, Karo MPHHOCHT Ha MbpPBaTa KOMIIOHEHTA CHCTABISBA
15+40% ot meaawmst koedumuent Ha TpueHe [7]. Cropen
[4] To3m koeduImieHT pu 00pabOTBAaHE HA CTOMAaHH € B
unrepBasia (0.02-+0.08. B [8] ce mocouBaT aHalIOrMYHU
CTOMHOCTH 3a KOe(UIMEHTA Ha TPUEHE (0_03 +0,08), a

criopen [7] untepBansT Ha u3menenue e 0.03+0.12.

Cpl1ecTByBaT EMIIMPUYHH 3aBUCUMOCTH 32 ONpeeisiHe
Ha Je(opMalOHHATa KOMIIOHCHTAa IPH MaJIKU CKOPOCTH.
Cnopen [7] Ta3u KOMIIOHEHTa 3aBHCH OT pajuyca Ha cde-
pUuHMS Kpail Ha aedopMHUpaIIus AUaMaHT U OT JbJI00YH-
HaTa Ha NPOHMKBAaHE B 3aroTOBKara, peci. oT burnishing
force. Anxe3noHHaTa KOMIIOHEHTa HE 3aBHUCH OT Iapame-
TPUTE Ha Ipolieca U € B uHTepBana 0.025+0.05.

[To oOmupHM u3CIEeABAaHUSA BBPXY KOe(HULIUEHTa Ha
TpUEHE NPU JMaMaHTHO 3aIyIaKAaHe ca IpaBeHu B Pycus B
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kpas Ha 20-tu Bek [7-9]. OOeKT Ha M3cIeqBaHE ca IMPEIUM-
HO TBBPIIU BUCOKO-JITHPAHU U BUCOKO-BBITICPOIHU CTOMA-
HU. BiusHUETO Ha pasznuyHU MapaMeTpHu BBPXY KoehuIm-
€HTa Ha TPHEHE € HM3CJIEeNBAaHO NPEAUMHO 10 METOAA one-
factor-at-the time.

He3aBrucumo oT TOBa, JIMIICBAT PEIPECHOHHNA MOJEIH 3a
Koe(UIeHTa Ha TPUEHE C YYaCTHETO Ha YETHPUTE OCHOB-
HU IapaMeTpH Ha Ipolieca: paauyc, Cuia, nogaBaHe, CKO-
poct Ha turk3rane. Jlurncsa chino uHGOpMAaIUs 3a Koehu-
[MEHTa Ha TPUCHE NpU 00pabOTBaHE HA PEJICOBU CTOMAaHHU
R260 u 76.

3aBrcuMOCTTa Ha KOS(UIMCHTa HA TPUCHE OT ITapaMeT-
pHUTE Ha Mpolieca € BakKHA B [[BA acIleKTa:

- 3a KpaifHO-€JIeMEHTHH CHMYJAllM{d Ha TIpoleca aua-
MaHTHO 3arfiakJaHe (TepMo-MeXaHW4YeH Ipobiem) ¢
IleJ ONTHMH3MpaHe Ha IMapaMeTpuTe Ha ITpolieca 3a
MTOCTUTAHE Ha eJaHO Ka4ecTBO Ha 00paboTeHHs MO-
BBPXHOCTEH CJIOH (HalpHMep OCTaTHYHU HAIIPEKEHHUS);
3a MHOTOKpUTEpHATHA ONTHMHU3AIIKS Ha IPoIeca Jua-
MaHTHO 3arjiaXkJIaHe, ThH KaTo, caM 1o cede CH, KO-
e(UIMCHTHT HAa TPUCHE € ONTUMHU3AIHOHCH KPUTEPUI
— ¢ HaMaJsIBaHE HA TO3U KOC(UIMCHT, KAYeCTBOTO Ha
o0paboTeHaTa MOBBPXHUHA ce mopumara. OCBEeH TOBa
KOMOWHAIATa OT Koe(pHUIIMeHTa Ha TpUEHE, CUIIaTa Ha
MPUTHUCKAHE W CKOPOCTTa PE3yJlTHpa B MOIIHOCT Ha
CHIIATE Ha TpreHe. Ta3u MOMIHOCT € MspKa 3a TeHepH-
paHaTa TOIUIMHA, KOSTO (HE3aBHCHMO OT HAIIMYHETO
Ha OXJIaXX[IaIlla TEYHOCT) HaJ OIpeleleHa TpaHHIa
MIPUYMHSBA TEPMO-TIACTHYHU JIedopManuud Ha odOpa-
0OTBaHUsI TOBBPXHOCTEH clod. Te3u nedopmarmu
MPOMEHST Pa3MPEICICHUCTO Ha MOJIC3HUTE OCTAThYHU
HAIPEKECHUsT B 00pabOTEHUS] MOBBPXHOCTEH CJIOW B
HEraTUBHA MOCOKA.

B HacrosmaTa cTaThs € HalpaBeHO CKCICPUMEHTAITHO
MoOJIeNMpaHe Ha KOe(UIMEHTa HA TPHUEHE B CHCTEMAara Jie-
(hopmupan eIeMeHT — 3ar0TOBKaTa Ha IMpolieca JHaMaHTHO
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3arjax/jaHe. 3a 1enTa € U3MOI3BaHO YCTPOHCTBOTO U TEO-
peTUYHHUTE TIOCTAaHOBKH, HarpaBeHH B [10]. 3a moiydaBane
Ha PErPECHOHCH MOJICT Ha KOC(UIIMECHTA Ha TPUCHE C yJac-
THETO Ha TMapaMeTpUTe Ha Ipoleca JHAMAaHTHO 3ariax-
JlaHe, € CHHTE3NpaH eKCICPUMEHTANICH UIaH ¢ 55 eKcrepu-
MEHTaJIHU TOYKH. BnusHuero Ha (akTopute BEpXY Koe(u-
[MEeHTa Ha TPUEHE € YCTAaHOBEHO MOCPEICTBOM CEUCHHS Ha
XHUIEPIIOBbPXHUHATA Ha MOZEJa Ha KoeQHIINeHTa Ha TpHe-
HE C XUTIepPPaBHUHHU.

2. EKCHEPUMEHTAJIHO OIIPEJEJISSHE HA
KOE®UIIMEHTA HA TPUEHE

2.1. EKCHIEPUMEHTAJIHA YCTAHOBKA

[lokazana e Ha Qur. 1. EKClIepUMEHTHT € U3BBpILICH
BBpXy yHuBepcaneH crtpyr Cl1. 3a usmepBaHe Ha IpPOBH-
CBAaHETO w/(f,£) Ha TPejiaTa ca H3NON3BaHH TEH30/1aTYHIIHA

CBBP3aHU B cXeMa IbjieH MocT. Kopenanusra Mex 1y n3mMe-
PEHOTO NPOBUCBAHE M KOS(HUINEHTHT HA TPHEHE € IOITyde-
Ho B [10]. Cxemara Ha cBbp3BaHe € n30paHa Taka, 4e 1a oT-
YHUTa HATHCKOBOTO YCHJINE BbB BbpXa Ha Tpeara u Ja MpH-
TeXaBa HaW-TOJsIMAa YYBCTBHTEIHOCT IO OTHOIIEHHWE Ha
MIPUIOKEH OrbBaIll MOMEHT. V30paHO € I'bBKaBO JICTIHIIO,
OCHTYPSIBAIll0 BB3MOXKHOCT 32 IWHAMHWYHU H3MEPBAHUS C
Taka peanu3upaHaTta u3MepBarenHa cucrtema. CHUTHAIBT,
IIPOTIOPIIMOHANIEH Ha IPOBUCBAHETO, CE M0JaBa Ha aHAJO-
roB Bxo Ha USB DAQ board, 0TKbIeTO MOCTHIIBA B Ch3/1a-
JICH BUPTyaJleH MHCTPYMEHT, pa3paboreH upe3 Labview.
OCHOBHa XapaKTEepUCTUKa Ha BHUPTYaJHUS WHCTPYMEHT €
BB3MOKHOCTTA JIa 3aIIMCBA U BU3yalM3Upa B peaHO BpeMe
M3MEpPEeHOTO NpoBUCBaHe. YecToTara Ha ceMIUTUpaHe (sam-
pling frequency) Ha curnana e 50 Hz, kosito e u3bpana B
CHOTBETCTBHE ¢ TeopemaTa HalkyHcT 3a 1uckpeTnsanms Ha
CUTHAJIH.

|

Que. 1. Excnepumenmanua ycmanoska 3a onpeoensine Ha Koeguyuenma Ha mpuexe npu nib32ane

2.2. TIPEJAIIVIAHUPAHE HA EKCIIEPUMEHTA

dakropure, 0T KOUTO 3aBUCH KOe(UIIMEHTA HA TPHEHE,
ca:

® paauyC Ha 3aKpbIJICHWE Ha CHEPUYHHS IMAMaHTCH
BPBX;

e clulaTa Ha MPUTHCKaHE HA TUaMaHTa KbM HOBBPXHH-
HaTa Ha 3ar0TOBKATa;

e [To/1aBaHe 32 000POT HA MHCTPYMEHTA;

® CKOPOCT Ha IUTBb3raHe MeXIy IHaMaHTa U 3aroTOB-
Kara.

HanpaBeno e ckanmpane Ha ()akKTOpPHOTO NPOCTpaH-
CTBO C LeJI MOJy4aBaHe Ha IpeIBapUTeNIHa MH(OPMAIH
3a BIMSHHUETO HA (haKTOPUTE BHPXY KOe(hUIIMEHTA HA TPHE-
He. [Ipunoxen e merona one-factor-at-a-time, T.e. ycTaHo-
BEHO BIIMSHUETO Ha BCEKU (haKTOP MOOTAEIHO, 33 OTACITHU
CIly4ay, IpU KOUTO OCTaHAJIWTe (haKTOpU 3aIa3BaT IOCTO-
SIHCTBO — C JIDYTH JlyMH HalpaBEeHH Ca HAKOM CEYCHUS Ha
XHUIEPIIOBbPXHUHATA Ha IejieBaTta QyHKIHs (KoeHIIUeH-
THT Ha TPHEHE) C XUIEPPaBHUHHU (Ie(UHUPAHH Ype3 CHOT-
BETHHTE ITOCTOSHHU 3HAYEHUS! Ha OCTaHAIUTE (HaKTOPH).
Ta3u npensapurenHa nHpopmays € HeoOX0IUMa 3a Ch-
IIMHCKOTO H3CJIEABAaHE MOCPEICTBOM IUIAHUPAH EKCIEepH-
MEHT.

30

3a choTBEeTHaTa KOMOMHANNSA OT (AaKTOPH € TOIy4CH
3aIIc Ha MPOBUCBAHETO W(t, & ) , TIPOMEHSIIIO C€ BBB Bpe-
MeTo. THnMYeH BUI Ha Ta3W 3aBUCHMOCT € IIOKa3aH Ha
¢ur. 2. 3a ycraHOBeHaTa 4acT € HaMepeHa CpPeIHO-apHT-
METHYHATA CTOHHOCT Ha MPOBUCBAHETO W(f) Upes anro-
PUTBMBT, 1oka3zaH B [10], e U3UMCIIEH CHOTBETHHS KOe(H-
LMEHT Ha TpueHe [/ . Taka ompenencHUAT KOC(QULIHUEHT €
CyMa OT a/IXe3MOHHA U JIe()opManoOHHa KOMITIOHEHTH.
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Ynpaenasawu gpakmopu u nHusa Tabauya 1
HuBa Ha ¢daxTopute
YupausBamu Gpakropu -1 0 +1
Paguyc Ha 3aKkpbIVIeHHE HA TMAMaHTEHUS BPBX, ¥, N X, 1 3 5
Cuna na nputuckane, P, , N X2 100 300 500
Ilonagane, f, mm/ rev X3 0.075 0.15 0.225
CKopoCT Ha IuTb3rane, v, m/ min X, 80 110 140

2.3. INTAHUPAH EKCIIEPUMEHT

C uen nonyuyaBaHne Ha JIOCTOBEPEH E€MIIMPUYEH MaTe- (bakTopu U TEXHUTE HUBA, I0Ka3aHU B Ta0I. 1, ca nedunu-
MaTH4eH MOJIE] Ha KOe(DUIMEHTa Ha TPUECHE NPH ILTh3TaHe paHu Ha 0a3a Ha MpeJBapuTeNHATAa MH(pOPMAIHs (BHK T.
/L , € IPOBEJICH IIaHUPaH EKCIIEPUMEHT. Y IIPaBIIABAILMTE 2.2).

Excnepumenmanen nnan Tabruya 2

NQ xl x2 X3 X4 /’l

1 -1 -1 -1 -1 0.1925
2 1 -1 -1 -1 0.0661
3 -1 1 -1 -1 0.2100
4 1 1 -1 -1 0.0270
5 -1 -1 1 -1 01197
6 1 -1 1 -1 0.0934
7 -1 1 1 -1 0.0739
8 1 1 1 -1 0.0453
9 -1 -1 -1 1 02016
10 1 -1 -1 1 0.0543
11 -1 1 -1 1 0.1555
12 1 1 -1 1 0.04R0
13 -1 -1 1 1 0.1442
14 1 -1 1 1 0.1023
15 -1 1 1 1 0.0632
16 1 1 1 1 0.0326
17 -1 0 Q Q 0.1129
18 1 0 0 0 0.0404
19 0 -1 0 0 0.0808
20 Q 1 Q 0 0.0551
21 0 0 -1 0 0.0778
22 Q 0 1 Q 0.0721
23 0 0 0 -1 0.0631
24 Q 0 Q 1 0.0573
25 1 -0.5 -1 -1 0.0201
26 1 0 -1 -1 0.0232
27 1 0.5 -1 -1 0.0299
28 1 -0.5 1 -1 0.0570
29 1 0 1 -1 0.0696
30 1 0.5 1 -1 0.0451
31 1 -0.5 -1 1 0.0648
32 1 0 -1 1 0.04R6
33 1 0.5 -1 1 0.0778
34 1 -0.5 1 1 0.0670
35 1 0 1 1 0.0606
36 1 0.5 1 1 0.0485
37 0 -0.5 0 (0] 0.0597
38 0 0 0 0 0.0410
39 Q 0.5 Q Q 0.0428
40 0 -1 -1 -1 0.0544
41 Q 1 -1 -1 0.0507
42 0 1 1 -1 0.0545
43 Q 1 1 -1 0.0735
44 Q -1 -1 1 0.0594
45 0 1 -1 1 0.0861
46 Q -1 1 1 0.0792
47 0 1 1 1 0.0785
48 Q -1 Q -1 0.0792
49 0 1 0 -1 0.0489
50 0 -1 0 1 0.0519
51 Q 1 Q 1 0.08R7
52 0 -1 -1 0 0.0569
53 Q 1 1 Q 0.0679
54 0 -1 -1 0 0.0668
55 Q 1 1 0 0.0451
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MarepuansT Ha 00pa3LuTe € He3aKaJleHa HUCKOJIETH-
paHa koHcTpykuumonHa cromasna 37Cr4 ¢ tBbpmoct 220
HB. TIpoBenenusr indentation test (3a CBITHOCTTa Ha Ta-
KbB TecT BIX Hampumep [11]) mokasa, e moBeneHHETO Ha
MTOBBPXHOCTHIAT CJIOM Ha Ta3W CTOMaHa € aHAJOTWYHO Ha
TOBa Ha pencoBuTe ctoManu R260 u 76. B Hacrosmusr
eKCIIepUMEHT € u3moi3BaHa ctomana 37Cr4, T Kato €
No—pa3npocTpaHeHa mnoj (opmara Ha IPOKAT, KAKBBTO €
HEOOXOAMM 3a W3paboTBaHE Ha POTAIIOHHU OOpa3IH.
ITocnennute ca ¢ auamersp 36mm. Hauannara rpanaBoct
Ha 00pasuuTe € B MHTEpBaNa 1.2+ 2.4,m 1O KpUTEPHH

Ra, cniopen npenopbkute, Hanpasenu B [4]. W3mon3BaH e

CHHTETHYEH Ne(OpMHpaIl AUAMAHT ChC CPEpHUIEH BPBX.
ExcriepuMeHTHT € MpoBeleH BbPXY KOHBEHIMAIEH CTPYT

C11. U3momsBana e Makemo-oxiIaxaama TeaHoct Haku-
form 70-19.

OnTrManeH KOMITO3WIMOHEH IUIaH ¢ 24 eKCIeprMeH-
TaJHU TOYKHU € pa3lIMpeH 10 55 eKCHEpUMEHTAIHU TOUKU
(Tabn. 2) ¢ men mpoBeXXJaHE M HA NPENBAPUTEIHUTE W3-
cienBanus (BWXK T. 2.2), M3MOI3BalKKH MeToa ,,one-factor-
at-the time” ¢ MOHE TP EKCIIEPUMEHTATHH TOUKH.

2.4. PE3YJITATHU U U3BOJIN

IocpencTom QstatLab [12] e mpoBeneH perpecnoneH
aHaJ M3 Ha MOJyYEHHUTE eKCIIEPUMEHTAIHH Pe3yNTaTH. 3a
ueneBara QyHKUMA (KOeQULUMEHTHT Ha TpueHe [I) e mo-

JIYUCHO!:

1 =0.0541—0.0426x, — 0.0087x, — 0.0109x; +0.0041x, + 0.0319x2 +0.008x +

+0.0065x; +0.0233x,x; —0.0078x,x;

Hucniepcroner ananmu3 (ANOVA) e mpoBeqieH mocpe-
ctBoM QstatLab 3a 1a ce oneHH 3HAYNMOCTTa Ha (HaKTOpU-
Te B Mojena (1). [maBHHUTEe eexTr Ha paKTOpHUTE ca IMOKa-
3aHd Ha Qur. 3. OueBUIHO Hail-3HAYNM (DaAKTOP € pasyc-

BT Ha BbpXa Ha JHAMaHTa *1, a nonasanero %3 ¢ mait-
HE3HauuM. 3a Jla ce IOy4Yd MHUHUMAJIHA CTOHHOCT Ha KO-
eduIeHTa Ha TpHEHe € HeoOXOUMO paJuychT IIPH BbpXa
Ha aMaHTa Ja € MaKCHMaJleH, a OcTaHaluuTe (GakTopu Ia
NpUeMaT CTOMHOCTH, OKOJIO CPEAHUTE B MHTEpBala Ha Ba-
pHUpaHe Ha ChOTBETHUS (pakTop.

@ur. 4 moka3Ba ceueHUs Ha XUIEPIOBBPXHHHATA Ha
Mojiesia Ha KoeUIMeHTa Ha TPUCHE C Pa3IM4YHU XHIIEp-
paBauHH. OT uerwpure (akTopa HAaH-TOISAMO BIHSHHE
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BBPXY KOe(hUIIMEHTa Ha TPUCHE NMa PATUyChT HA AUaMaH-
Ta. YBEJIMYaBaHETO HA TO3W paauyc oT 1 10 5 mm JoBexX-
la 0 peAyKIus Ha KoeHIMEeHTa Ha TpUCHE 10 4 IBTH.
Ot ¢u3nyHa IIIeHa TOYKa TO3H (DAaKT He € HeOYaKBaH, Thid
KaTo C yBEJIIMYaBaHE Ha paJnyca IHI00YNHATA HA IPOHHK-
BaHE Ha JuaMaHTa B oOpabOTBaHWS MaTepwal HaMalsiBa,
KOETO JIOBEXJa 10 PeAyKIMs U Ha JBETEe KOMIIOHEHTH Ha
KoeuIeHTa Ha TPHEHEe — aJXe3MOHHA U Jie()OpMaIMOH-
Ha, a OT TaM M Ha oOmus KoepuuueHt. dur. 4 NOTBbPKAA-
Ba, ye KopenauusaTa MeXIy paauyca ¥ NoJaBaHeTo € Haii-
3HAYMMa, KaTO TCHCHIMATA € MMO-U3pa3cHa 32 MAJKH I10-
JTABAHUSL.
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