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Abstract: a method for determining the optimal diameter of the grinding wheel for sharpening shaped
milling cutters is proposed, based on computer 3D modeling of the grinding operation, taking into
account the restrictions on the formation of a seat on the tooth and a groove on the adjacent tooth. It
is proposed to take into account the results of modeling the sharpening operation when developing the
design of the shaped tool and its feasibility study by analyzing the operational characteristics and re-
source of the grinding wheel and the tool to be sharpened.

3artputoBaHKe NUTH(OBaHNEM 3yObeB (DaCOHHBIX (pe3 sSBISIETCS Hauboyiee TPYIOEMKOM,
CJIO’KHOM M OTBETCTBEHHOMW omepalfell, Ha KOTOpoil gocTuraercs TpedyeMasi TOUHOCTh U Kade-
CTBO M3rOTOBJIEHUS MHCTpyMeHTa. Hanbonblylo mpon3BOIUTENBHOCTh ONEpAaLUU 3aThLIOBA-
HUs 00€CreurBaOT LWIMHAPUYECKUE CIpoQuiIMpoBaHHble HUTH(OBaIbHBIE KpyrH. OnHako
YacTO HE yJaeTcsl MOJyYUTh 3aThUIOK, NMPOILIM(OBAHHBIN MO Beel AiaMHEe 3y0a MHCTPYMEHTa,
T.K. B KOHIIE pabodero xoja Kpyr MOXKeT 3aJeThb cocequuii 3y0. Hemober kpyra 4acto nmpuBo-
JTUT K 00pa3oBaHHIO «ceia» Ha 3y0e. V3BecTHbIE METO/BI pacyeTa HE BCera 00eCreunBaroT
BBIOOD JMameTpa NuM(pOBAIBHOTO KpyTra ¢ yUYETOM M3MEHSIOMINXCS MapaMeTpoB TITyOHHBI (a-
coHHOro mpoduist 3arburyemoil pesbl. PazpaboTaHHas METOaMKa MOJCTUPOBAHUS YCIOBUH
3aThUIOBaHUs (PacOHHBIX (ppe3 ¢ ucmoab30BaHNEM coBpeMeHHbIX BeKTOpHbIX CAIIP, ocHoBaHa
Ha TOCTPOCHHMU OKPY)KHOCTEH, 00pa3yroIuX Hapy>KHBIX KOHTYp mHpoduis nuimgoBaibHOTO
Kpyra, KacaTelbHbIX 00pa3yroleil 3aTblIka 3y0a B BHIOPAHHOM PaJHaIbHOM CEUCHUU U MPOXO0-
JSIIIIX 9epe3 COOTBETCBYIONIYIO TOUKY MPOdWIIsi Ha TIEpeTHEN MOBEPXHOCTH COCEIHETo 3y0a
(puc. 1). [IpakTnueckas peanusanus MpeUIOKEHHOTO METOJa MOAEIUPOBAHUS allpoOUpoBaHa
Ha (pacoHHBIX HacagHBIX (Ppe3ax st 00pabOTKKU TPAHUTHOTO CTATOpa JIMHEHHOTO IABUTATEIS
OAO «Inanap». CMonenupoBaHbl U MPOAHATU3UPOBAHBI ONEPALMM 3aThUIOBaHUS 3-X ¢pe3
D86 ¢ unciioM 3yObeB z = 12 1 yryioM BHaJuHbI CTpyke4uHoi kaHaBku 0 = 70°% z =18, 0=55°u
z =18, 6 = 45° (puc. 1, 2). AHanU3 KOHCTPYKTUBHBIX ITapaMETPOB, YCIOBUHN 3aTOYKU U PEXKU-
MOB pe3aHus (hpe3 mokaszai, uro ¢pes3a ¢ z = 18 u 6 = 45° obecreynBaeT yMCHBIIICHHE MAIIHH-
HOro BpeMeHH 00paboTku Ha 33%. OZHOBPEMEHHO pacTeT OOIIMH pecypc HMHCTPYMEHTa 3a
CYeT YBEIMYCHHs YHUCJIa TIEPEeTOYeK C 3-X 10 4-X 1O CPaBHEHUIO C TPUMEHseMOU (pe3oit
c z=12. Ilorepu pecypca numgpoBaIbHOIO Kpyra u3-3a yMEHbILIECHHS ONTUMAIbHOTO AUAMETPa
¢ V80 o D63 He3HaUUTENbHbI. AHAIU3 Pe3yIbTaTOB MOAEIMPOBAHNUS TOKA3bIBAET, YTO HA BbI-
00p IramMeTpa Kpyra BIHSET KpOME KOJIMUECTBa 3yObeB U 33/HETO yIila 3aTOUKU (hpe3bl, BBICO-
Ta IPO(MIIA U yToJl BIIAJAWHBI CTPYKEUHOH KaHaBKH. TakuM 0Opa3oM, 3aMeHa OMBITHBIX HUCTIBI-
TaHWW BUPTYaJIbHBIMU IO TPEIUIOKEHHOMY METOAY MPU PEIICHUH Mpo0IeM KOHCTPYHPOBAHHUS
U U3rOTOBJIEHUs! ()aCOHHBIX (hPpe3 MO3BOJIUT CHU3UTh UX CTOMMOCTh U OOIIME 3aTpaThl HA MOJ-
TOTOBKY ITPOU3BO/ICTBA.

Puc. 1 — Betbop nuamerpa Kpyra Puc. 2 — Monens 3aThbUIOBaHUS
(dpessi ¢ z = 18; 6 = 45°, kpyrom J63
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