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®opMo06OpasoBaHIie 9BOIBBEHTHBIX 3yObeB C IIOMOIIbI0 HAKATHNMKOB SIB/LSIETCSI BBICOKO-
[POU3BOAVUTENIPHOM TEXHOJIOTMEl IIPOM3BOACTBA 3yOYaTBIX KOJ/eC, ObOecrednBarolel
yIpouHeHMe pabodell MOBEPXHOCTU 3y6a B COYETAHMM C MX OKOHYATETBHOI OTHEIKOIL
[Ipumenenne B kadecTBe (popMOOOPA3yIOI[Er0 NHCTPYMEHTA IMIIEPOOIOMAHBIX HAKATHNU-
KOB I103BO/IsSI€T YMEHBIINTb OCHOBHBIE HEJOCTATKY TPAAMIIVIOHHBIX TEXHOJIOTMII HAKaTKN
3y6beB. IIpuBeieHbl Pe3y/IbTaThl 9KCIIEPUMEHTATBHOTO MCC/IETOBAHNMS BIVISIHUS KOHCTPYK-
TVUBHBIX 1 TEXHO/IOTMYECKUX [IaPaMeTPOB IIPOllecca HAKaTKM 3y0UaThIX KoyeC rumepboso-
MJHBIM HaKaTHUKOM Ha XapaKTep M3MEHEHMs U LIEPOXOBATOCTh paboduMx MOBEPXHOCTEN
3yobeB. IIpollecc HakaTKy pealn30BaH Ha 3ybo¢pesepHOM craHke 5[132. [lnsa usMepeHus
IIEpPOXOBATOCT MUCIO/Ib30BaH nmpodunorpad-mpodunomerp Talysurf 5 System. Viccnenye-
MbIM [IapaMeTpPOM SIB/IS/IACh ILIEPOXOBATOCTh pabodeil MOBEPXHOCTV M3TOTOBIEHHBIX
HAKaTKOJl 3y0ObeB, He3aBUCHMBIMI IIapaMeTpaMy — JelUTeIbHbI AMaMeTp HaKaTHUKA,
yCuIne HaKaTKU U MICXOJHBII TapaMeTp IIePOXOBATOCTH. Y CTAHOBJIEHO, YTO B 3aBUCUMOCTH
OT 3KCIUTyaTalMOHHOTO Ha3HA4YeHMsl 3yO4YaThIX Ilepefiad IyTeM BapbUPOBAHVS YCUIIV
HAKaTKM MOXKHO 00eCIednTh M3MeHeHIe IIePOX0BAaTOCTU pabodeil IOBEPXHOCTI 3yObeB B
mupokoM amanasone (0,025...0,80 mxm). Vicnionb3oBanue fns GpopmoobpasopaHus 3y0beB
HAKaTHMKOB PAa3HOTO AMaMeTpa I03BO/IseT M3MEHsTb [apaMeTp LIepoxoBartoctu B 1,19-
6,0 pas. ITo pesymbpTaTaM 06pabOTKM 9KCIEPUMEHTA/IbHBIX Pe3y/IbTATOB MIOTy4eHa SMIIUPU-
decKas 3aBMCUMOCTD, OIMCHIBAIOIAs B3aXMOCBSI3b IapaMeTpa IIepPOXOBATOCTH C KOH-
CTPYKTMBHO-TEXHOJIOTMYECKVIMY IIapaMeTpaMu Ipolecca popMoobpasoBaHus 3yObeB I'Mi-
11ep6OTONAHBIM HAKATHIUKOM.

EDN: CQFELU, https://elibrary/cqfelu

KirroueBble c10Ba: KauecTBO pabouux MOBEPXHOCTENL, 3y0d4aToe KO/IeCo, IIacTuIecKoe je-
¢dbopMupoBaHye, HATYPHBII SKCIIEPUMEHT, HaKaTKa 3yObeB, IMIIepOOIONIHBII HAKATHUK

The use of knurling tools in the formation of involute teeth is a high-performance technolo-
gy for the production of gears, which makes it possible to ensure strengthening of the work-
ing surface of the tooth in combination with their final finishing. The use of hyperboloid
knurling tools as a forming tool makes it possible to reduce the main disadvantages of tradi-
tional tooth knurling technologies. The paper presents experimental results of a research of
the effect of design and technological parameters of the process of knurling gears with a hy-
perboloid knurl on the nature of the change and the value of the roughness of the working
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surfaces of the teeth. The process of rolling the samples under research was carried out on a
gear hobbing machine model 5D32. To measure the roughness, a Talysurf 5 System pro-
tilometer was used. The roughness of the working surface of the teeth produced by knurling
was taken as the parameter under research; the independent parameters were the pitch di-
ameter of the knurls, the knurling force, and the initial roughness. It has been established
that, depending on the operational purpose of the gears, by varying the knurling force it is
possible to ensure a change in the roughness of the working surface of the teeth in a wide
range from 0.025 to 0.8 microns. The use of knurling knurls of various diameters for form-
ing teeth makes it possible to change the roughness value by 1.19...6.0 times. Processing of
experimental results made it possible to obtain an empirical relationship describing the rela-
tionship between the roughness value and the design and technological parameters of the
process of forming teeth with a hyperboloid knurl.

EDN: CQFELU, https://elibrary/cqfelu

Keywords: work surfaces quality, gear, plastic deformation, full-scale experiment, teeth
knurling, hyperboloid knurling tool

Hakatka — coBpeMeHHas BBICOKOIIPOV3BOMAM-
Te/IbHas TeXHONMOrusA GopMoobpazoBaHus 3yObeB,
IpUMeHseMas MpY U3TOTOBJICHMM 3yO4aThIX KO-
nec. MeTo/[0M XOJIOHOTO HAKAaThIBAHMUS M3TOTaB-
IMBAOT 3y0YaThle Kojeca C MOAYIeM [0
1,5...2,0 MM (momyckaercs mo 4,0 MM), MeTOJOM
ropsivero HakateiBaHusi — g0 10 mMM. To4HOCTB
HAaKaTKM 3yObeB KOJleC B OCHOBHOM 3aBUCUT OT
HakaTHOro MHcrpyMeHra. CymecTByeT 6osblIoe
KOJIMYECTBO TAaKMX MHCTPYMEHTOB M CIOCOOOB
HaKaTKy 3yObeB [1-6].

Yamie Bcero HMpUMEHSIOT HaKaTHMKM Ha Oase
LVIVHAPUYIECKOTO OCHOBHOTO YepBsKa KaK Ham-
Oonee mpocTble B M3roToBIeHMN. OJHAKO OHMU
VIMEIOT TaKMe HeJOCTATKM, KaK CJIOXHOCTb KOH-
CTPYKLIMY OCHACTKY ¥ TIPUCHOCOO/IeHNMII, HeJOoCTa-
TOYHAsA IPOM3BOAUTEIBHOCTb 1M HEOOXOAMMOCTD
IOTIO/THUTEbHOM MeXaHN4ecKoil 06paboTKu mo-
BEPXHOCTH 3y0ObeB, YTO Pe3KO CHIDKAeT 9¢d(deKT oT
IpeabIAyLIell Olepaluy HaKaTKN.

KavecTBO M3roTOB/IeHNA 3yObEB MOXKHO IIOBBI-
CUTb NPVMMEHEeHMEeM HOBBIX KOHCTPYKIL[MII Hakart-
HMKOB Ha 6a3e runepboIoNIHOrO OCHOBHOTO 4ep-
Bsika — runepbonongHbix HakaTHrKoB (['H) [7-9].

OCHOBHBIMM T€OMETPUYECKVMI IapaMeTpaMu
I'H saBnsmooTCA 4MCI0 3aX0[10B BUTKOB (3yObeB) zi,
YTON MX 3aXOfa Y;, HOPMAaIbHBII MOZYIb M, U
[e/UTe/IbHBI AMaMeTp B HaMMeHbIeM (ropro-
BOM) cedeHuy rutepbononsa dy .

ITpn Hakatke 3y6beB (puc. 1) I'H ycranasmu-
BAIOT Ha LINMMHJe/e CTAHKa TaK, 4To6s! ocu I'H n
3arOTOBKM CKpEIUBAINCh B IPOCTPAaHCTBEHHOM
CTAaHOYHOM 3allelUIEHUM HOJ YIIOM \f, KOTOPBIi
3aBUCUT OT TeoMeTpudYeckux mapamerpoB ['H.
[Tpu msrorosnenuu 3yopeB I'H mepememjaercs
TOJIBKO C 0CeBOIl S; (BHOJb OCY 3arOTOBKM) IO-
madeit. 'H Bpamaerca ¢ yrmoBoil CKOPOCTBIO ()

(rmaBHOE [OBVMKEHME), a 3aTOTOBKAa — (0, (JBIDKe-
HUe JeJIeHus).

[Tpumenenre T'H pmnsa msrotoBneHus 3yObes
II03BOJIsIeT B 3HAYUTENbHOI CTelleHN COBMECTUTD
TEXHO/IOTMYECKNe OIlepaluy yIpoyHeHMs pabo-
4eil IOBEPXHOCTM 3yOa 3a CyYeT IUIACTMYECKOTO
nedbopMUpOBaHMS C OKOHYATENbHON OTHENTKOIA.
[Tapamerp wnIepoxoBaTOCTM 00pabOTAaHHOI IIO-
BEepXHOCTM 3yba IpM  XOJNOJHON  HakaTke
Ra= 0,04...0,63 MKM.

Kpome TOro, 1cnonb3oBaHMe TONBKO OJHOI
nofauy obecrieynBaeT pe3Koe IOBBILIEHNE TPOU3-
BOAMTENBHOCTM pabodvero Iporecca, Tak Kak I103-
BOJISIET OCYILECTB/IATh HAKAaTKy CPa3y HECKOJIbKUX
3yb4yaThIX KO/IeC C OJHONM YCTAaHOBKM (TaKeTHas
HaKaTKa).

Bonpocsl Teopuu CuHTe3a reOMeTpUYECKUX Ia-
pamerpoB I'H pns ¢dopmoobpasoBanusi 3BOJb-
BEHTHBIX 3y0ObeB PacCMOTpEeHBI B pabote [9].

OpHyUM 13 BaXKHBIX ITapaMeTPOB KadyecTBa pa-
6oueil MOBEPXHOCTU 3yObeB, OIpeNe/NANINM KX

Puc. 1. Cxema HaKaTKu 3y0ObeB:
1 —TI'H; 2 — 3aroroBka



#12(789) 2025

M3BECTUA BBICIIMX YYEBHBIX 3ABEIEHNN. MAIIMHOCTPOEHUE 29

paboTOCIIOCOOHOCTb, ABJIAETCS  HIEPOXOBATOCTD
[10-15]. B TO >ke BpeMs OLieHKa BIUAHUA XapaKTe-
PUCTUK TeXHOIOTMYECKOTO Ipolecca U rumepbo-
noupgHoro ¢GopmoobOpasymollero MHCTPyMeHTa Ha
KauecTBO pabouux IOBEpXHOCTEN HaKaTbIBaeMbIX
3y0beB TEOPEeTUYECKUMY METOfjaMM IPeNCTaByIsieT
co00J1 CTOXKHYIO, @ B psifie CTydaeB HepaspeliMyo
3ajiayy.

Ilenp paboThl — 3KCIIEpPUMEHTAIbHOE MCCTIENO-
BaHMe BIVSHUS KOHCTPYKTUBHBIX Iapamerpos I'H
Y TEXHOJIOTMYECKNX IIapaMeTpOB IIpollecca HaKart-
KJ Ha Ka4eCTBO pabo4MX IIOBEPXHOCTEN 3yObeB.

Marepuansl M MeTOAbI. [Ipy mnposeseHNu
HaTYPHOTO 9KCIIepMMeHTa ucnonb3oBaH I'H, BbI-
NOIHEHHbII U3 ObICTpopexymeit cramu P6M5
TBepocTbio 61...63 HRC. KoHcTpykTuBHBIE Xa-
paktepuctuky I'H: 4umciro 3axomoB  BUTKOB
zy = 17; yron 3axoja BUTKOB Y; = 16° HOpMasb-
HBIl MOZYNb M, = 1,5 MM; [JeTUTENbHbIN JaMeTp
ds = 37,50; 54,42 u 72,15 MM; apameTp IIepoxo-
BaTOCTU paboyeit moBepxHOCTU Ra = 0,25 MKM.

HakaTky BpINOMHA/MM ITyTeM 06paboOTKM IIpef-
BapUTEIbHO HAPE3AHHBIX LMIMHAPUYIECKUX Ips-
MO3YOBIX KOJeC 8-i CTelleHM TOYHOCTU CO CTIefy-
IOIMMM TTapaMeTpaMm: 4ucio 3ybneB 2z, = 100;
HOPMa/IbHBIA MORYNb m, = 1,5 MM; MCXOIHbI
mapamerp Imepoxosaroctu Ra” = 0,25...3,00 MkM;
Marepuan — cTanb 45 TBeppocTbio 280...
320 HB.

TexHOMOrMYECKNIT MPOLleCC HAKATKN peasn-
30BBIBa/IM Ha 3ybodpesepHOM cTaHke 5]132 6e3
MOJlepHI3ALMY, MMeEIOLleM JIOCTaTOYHYI0 JKeCT-
KOCTb mJid IpoBefieHnsA 9KcnepuMeHTa. Ilpu
HaKaTKe 3y04aThIX KOJIeC IIPYMEHA/IM BOJOCMEIN -
BaeMyl0  CMAa304YHO-OXJIKJAMIYI0  KUAKOCTDb
Yxpunan-1 (TY 0258-016-23693454-2009).

B kauecTBe 3aBuUCMMOrO (MCCIeAyeMOro) mapa-
MeTpa BBICTYIIa/I IIapaMeTp LIepOXOBaTOCTH pabo-
4ell MOBEPXHOCTU 3yObeB IOC/Ie HAKAaTKM, He3aBl-
CUMBIMM IIapaMeTpaMM SABJANNUCH [eTUTEeNbHbIIN
puamerp I'H, ycunme HakaTKyu M MCXONHbBIN Iapa-
MeTp HIepOXOBATOCTH.

Jlna M3MepeHus LIepoXoBaTOCTU pabodert MHO-
BEPXHOCTM MCIO/Ib30Bamu npoduorpad-npodu-
nometp Talysurf 5 System.

Pesynbratel m oOcyxpeHme. BmusHue ycwmus
HaKaTKM U JenuTenbHoro auaMerpa I'H Ha mapa-
MeTp IIepOXOBATOCTY IIOBEPXHOCTell o6paboTaH-
HBIX 3y0ObeB ITI0Ka3aHO Ha PUC. 2, TJje TOUKM — IKC-
IepMMeHTalbHble JaHHbIE, KPUBbIE — Pe3yIbTaThbl
pacyera 110 SMIIMPUYECKOT 3aByucumMocTu (1).

' MM

0,2

1 1 1

0 200 400 600 F,H

Puc. 2. OxcniepuMeHTaNbHbIE (TOYKM)

U pacdeTHble (KpUBBbIe) 3aBUCUMOCTHI
IapaMeTpa LIepOXOBaTOCTY IIOBEPXHOCTEN
06paboTaHHBIX 3y0beB Ra OT ycymmsa HakaTky F
IIpY ieNTUTeNbHOM fiuamerpe dg = 37,50 (1),
54,42 (2) n 72,15 mm (3)

BupgHO, 4TO C yBenmYeHMeM YCUIUA HAKaTKU
IPOVICXOANT IIOBBIIIEHNE KadecTBa pabovmx Io-
BEpXHOCTell 3yObeB — yMEHbLIEHME IapaMerpa
HIepOXOBAaTOCTH. XapaKTep M3MeHEeHNs epoXoBa-
tocty ipu yeunun F =50...300 H aBnsaerca Henn-
HEHBIM, HO IIpM Ja/JbHENIIEeM YBEINYEHUN
HArpysKy CTAaHOBUTCS O/IM3KUM K JITHETHOMY.

Taxast 3aKOHOMEpPHOCTb M3MEHEeHM)s ITapaMeTpa
IIEPOXOBATOCTY XOPOIIO COIVIAcCOBaHa C (uamde-
CKOJl IPUPOJON KOHTAKTHOTO B3aMMOMEVICTBUA
nosepxHocrell. IIpyu yBenmdeHnn ycunms HaKaTKu
HPONCXOAUT COMVDKEHNMe KOHTAKTUPYIOIMX IIO-
BEPXHOCTENl ¥ IUIacTMdecKoe edopMupoBaHye
MUKPOHEPOBHOCTEI, YTO BBISHIBAET yYMEHbIIEHNE
mepoxoBaTocty. COMVDKeHMe KOHTAKTUPYIOLINX
MIOBEPXHOCTEll OIpefenseTcs BbIpaKeHMeM [16-
18]

d=cF™,

roe ¢ — Ko3dduimeHT, 3aBUCAIUIT OT reOMeT-
pUYECKNX MAPaMeTPOB MOBEPXHOCTU ¥ CBOJICTB
Marepuana; F — Harpyska; m — IIOKasareab
CTeTleHN.

Takum 00pa3oM, mapamMeTp II€POXOBATOCTH
Oyzmer 0OpaTHO IIPONOPLMOHATEH CONMVMKEHNIO
KOHTAKTUPYIOLIMX MTOBEPXHOCTEl, YTO M ITOKAa3bI-
BAaIOT Pe3y/IbTaThl 9KCIIepUMeHTa (puc. 2).

B pab6otax [16, 17, 19-22] moaTBep>KzieHa 3Ha-
9UTeNbHAs [OMSA  IUIACTHYeCKOoil  AedopMariym
MMKPOIIPOGWISL PV HAYa/IbHOI HAarpysKe.

ITo pesynpTaTaM CTaTUCTUYECKON OOpabOTKM
pe3y/IbTaToB 9KCIepuMeHTa (CM. puc. 2) mojydeHa
SMIMPHUYECKast 3aBUCUMOCTbD [23], KOTOpast CBA3bI-
BaeT IapaMeTp IIepOXOBATOCTM O0OPabOTaHHBIX
3yObeB C KOHCTPYKTMBHBIMM XapaKTe€PUCTUKAMU
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Puc. 3. DxcniepuMeHTaNbHbIE (TOYKM)

U pacdeTHble (KpyUBbIe) 3aBUCUMOCTH [IapaMeTpa
IIepPOXOBATOCTH ITIOBEPXHOCTEN 06pabOTaHHBIX
3y6beB Ra OT MCXOJIHOTO IIapaMeTpa
I1epOXOBATOCTH Ra™ mpu ycymmu HaKaTKu
F=400(1)u 500 H (2)

I'HH 1 cunoBbIMU IapaMeTpaMy TEXHOIOTUYECKOTO
Ipoliecca HaKaTKY CIeAYIoUM 00pasoM:

Ra=2,029—-0,00731d, —0,353InF +
+0,00196d, InF. (1)

OMnupuyeckass 3aBucUMOCTb (1) ommchIBaeT
B3aJ/IMOCBS3b VCCIIElyeMbIX IIapaMeTpPoOB C K0ag-
¢unyenrom koppemanyu R = 0,991...0,999 u cran-
HapTHOI ommoKoii 2,4...3,7 %.

CrieryeT OTMETHTD, YTO 3aBMCUMOCTD (1) 1103BO-
JIsIeT OLIeHVBATh LIEPOXOBATOCTb paboyeil IMOBepX-
HOCTY 3yObeB B IPUHITOM [Mana3oHe M3MeHEeHNs
He3aBMCUMBIX [TAPAMeTPOB.

BnusHme McXomHOTO IapameTpa IIEpOXOBATO-
CTM 3arOTOBKM M YCWIMs HaKaTKM Ha HapaMeTp
[IEPOXOBATOCTM IIOBEPXHOCTEN  0OpabOTaHHBIX
3yObeB IOKa3aHO Ha pUC. 3, Ifie TOYKM — IKCIIe-
PMMeEHTA/IbHBIE NaHHbIE, KPUBbIe — Pe3y/lIbTaT MX
anmpokcumanuu B cpefie MathCAD. Otnenounyro

JInutepatypa

00paboTKy IpefBapUTEIbHO Hape3aHHbIX 3yObeB
npoogwmt I'H ¢ penurenpHbIM — [juaMeTpoM
d; = 72,15 Mmm.

Hambonblitee yMeHbllleHNe IapaMerpa ILIepo-
XOBATOCTY ITOBEPXHOCTM IOC/Ie HAaKaTKy Habmoza-
eTCs IIPY ICXOTHOM ITapaMeTpe Ra® > 0,25 MKM.

I[Ipn Ra* = 0,50 MKM IapameTp IIepOXOBaTO-
ctu 06paboTaHHBIX 3yObeB CHIDKaeTcsa B 2,14-
3,33 pasa, a npu Ra* = 2,00 MM — B 3,6...8,9 pa-
3a. YBenudeHue ycunua Hakatku ¢ 400 go 500 H
(B 1,25 pasa) mo3BoOJIsieT CHU3UTD MTapaMeTp LIepo-
xoBarocTi Ra B 1,46...2,6 pasa u 6oree.

Takoit xapakTep M3MeHEHVs I[IePOXOBATOCTH
00yC/IOB/IEH JTy4llleil BO3MOXXHOCTBIO IIacTUYe-
cKoro aedopMupoOBaHMs MUKPOHEPOBHOCTEN IO-
BEPXHOCTM C OOJbIeil MCXOFHONM ILIEPOXOBATO-
CTBIO.
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