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lNosbiweHue nokazamenel kadyecmea GUHUWHOU
o0bpabomku sensemsacs akmyansHol 3adadel, mak
Kak nossilwaem ko3¢ ouyueHm none3Ho2o delicmeus
MexXaHu3Mos, CHuUxaem wyM, subpayuu, nossiwiaem
00/1208€4HOCMb MEXAHU3MOB, Co0epHawux 3ybya-
meie Koseca.

Lleneto uccnedosaHus Si6nSn0CL NOJyYeHUe Me-
MOOUKU  NPO2HO3UPOBAHUS  C€8A3U  Cmolkocmu
WAUGOBALHBIX Kpy208 U nokazamenel kayecmea
3y6yameix KoJIeC om 8JIUSHUS NapaMempos mexHo-
J102UYECKUX Npoueccos npu GuHuwHol obpabomke.

Lns docmuxeHus uenu pewanuce cnedyrujue
3a0ayu: onpedensinocs U U3y4anoch eausiHUe napa-
Mempoe mexHo/02Uu4ecko20 npoyecca npu GuHUL-
Holi 0bpabomke 3yb4yamelx KoaeC Ha NOKa3amenu Ka-
yecmea,; pazpabamelsanuce MemooOuUKU NOCMpOEHUS
npo2HO3a cmoukocmu Waugo8anbHo20 Kpyea Mexoy
npaskamu Ha 0CHOBE NOJy4eHHbIX OQHHBbIX.

lMapamempamu mexHosno2u4ecko2o npouecca 0415
uccnedogaHus onpedesieHsl wepoxosamocmes Ra,
paduanbHoe 6ueHue 3y6uamoz0 8eHud, hozpel-
HOCMb HanpassieHus 3ybbes, OMK/AOHEHUE Npopus
3yba om meopemuyeckoz0 380/1b8EHMHO020 NPOPU-
7.

Mo pe3ynsmamam o0bpabomku u cmamucmuye-
CKO20 GHANU3A Pe3y/bmamos 3KCnepuMeHma nosy-
yeHa MamemMamuyeckasi Mo0esb, ONuUCLIBAWAs U3-
MeHeHUe napamempa wepoxogamocmu Ra e sude
JIUHEUHOU yHKYUU OMKAUKA.
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ABSTRACT

FINISH GRINDING, PARAMETERS, TECHNOLO-
GICAL PROCESS, QUALITY, FORECAST, RESISTANCE,
CORRECTION OF GRINDING CIRCLE

Improving the quality of finishing is an actual
task, because it improves the efficiency of mecha-
nisms, reduces noise, vibration, increases the durabil-
ity of gears containing gears.

The purpose of the study was to obtain a tech-
nique for predicting the relationship between the
stability of grinding wheels and the quality of gears
resulting from the influence of process parameters
during finishing.

To achieve the goal, the following tasks were
solved: determination and study of the influence of
the parameters of the technological process at the
finishing machining of gears on quality indicators;
development of a methodology for predicting the
stability of the grinding wheel between corrections
based on the data obtained.

Parameters of the technological process for the
study determined the roughness Ra, the radial
runout of the sprocket, the error in the direction of
the teeth, the deviation of the profile of the tooth
from the theoretical involute profile.

Based on the results of processing and statistical
analysis of the experimental results, a mathematical
model is obtained that describes the variation of the
roughness parameter Ra in the form of a linear re-
sponse function.

The resulting ratio shows the relationship of the
roughness Ra of the machined surface with param-
eters such as wheel speed, radial feed and vertical
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TEXHONOMUA WU OBOPYAOBAHWME NEFKOWM MPOMBIWIEHHOCTU U MALMHOCTPOEHWUSA

lMony4eHHoOe coomHoweHue nokassisaem 63au-
Moceszb wepexosamocmu Ra obpabomarHoli no-
8epXHOCMU C MAKUMU Napamempamu, Kak CKopocme
Kpyaa, paduaneHas nodaya u 8epmuKkaneHas nodaya.
Ha napamemp onmumu3ayuu nepequcieHHsie ¢ak-
mopsl 87USKM NPONOPULUOHANILHO, HA YMO YKA3bI8a-
tom suHeliHbie 3¢gekmebl. [pu 3mom Haubonsuiee
8/IUSIHUE 0KA3bIBAEM CKOPOCMb Kpy2a U NAapHoe 83a-
umodelicmeue ckopocmu Kpyaa u paduansHol noda-
yu. HaumeHbwee 8nusHue okaswieaem eepmuKkase-
Has nooaya, u 4mo 0COOEHHO UHMepPecHo, NapHoe
83aumodelicmeue cKopocmu Kpyaa u 8epmuKanbHoll
nooayu 0Kaanocb He3HA4YUMbIM.

lMony4eHHble OaHHbIE N0380/190M MOOeAUpPO8aMb
U3MeHeHUs 0CHOB8HO20 napamempa kadecmsd Ra
nogepxHocmeli 3ybbes wecmepeH npu QUHUWHOM
3ybownuposaHus MemodoM HenpepsieHO20 0bKam-
HO020 3ybownupo8aHus.

Mo pe3ynemamam npogedeHHo20 IKCnepuMeHma
pazpabomaHa MemoOuKa npocHO3UpPOBAHUS CBS3U
cmolikocmu Waupo8sansHbIX Kpy208 U nokazamenel
Kayecmesa 3y64amsix Kosec om 8/USIHUSI KOMNOHEH-
mo8 MexHOM02UYECKUX NPOUeccos npu @UHUWHOU
obpabomke.

Onepauus 3y6ownndoBaHUa SBNSETCS OAHWUM
n3 MeToAoB GOUHMILHON 06paboTkM LMAUHApKYe-
CKMX 3ybyaTbix konec, obecneymBatoLLmMM BbICOKYH
CTeneHb TOYHOCTM 3BOSIbBEHTHOIO Npodmns 3ybbes
OCT 1643-81. 0becneyeHne cTabmMnbHOCTH NOKa-
3aTenei kayecTBa GUHULIHOM 06paboTku aBnseTs-
€S aKTyanbHOM 3aAavei, Tak Kak LWanMdoBanbHbIv
KpYr SIBNSIETCS MHCTPYMEHTOM C HeCcTabuibHbIMU
CBOMCTBaMM, NpU ero 3Kcnayatauuu HabnwopaT-
€S MPOLLECChl 3aTynaeHus, 3acanmMBaHUs, HepPaBHO-
MEpPHOro M3HOCa, YTO MPUBOAMT K YXYALIEHWIO Ka-
yectBa. Paboune ceorcTea wnndoBanbHbIX Kpyros
BOCCTAHAB/IMBAKOTCS MPABKOM, HO 3TO MPUBOAMT K
[LOMOJTHUTENbHBIM 3aTpPaTaM BPEMEHU U CHUXEHWIO
NpOM3BOAUTENBHOCTM.

Lenbto nccnenoBaHus 9BNSnoCb onpeneneHne
CTOMKOCTU WAMGOBANbHOMO Kpyra Npyu GUHULLIHOM
06paboTke 3BONbBEHTHOIO Npodus 3ybuaTbix Ko-
Nec Npu NOCTOSIHHbIX PEXMMax pe3aHus B npene-
nax nepuoga paboTbl Mexay npaBkamu. Kputepu-
eM notepu paboTocnocobHOCTU WANPOBANbHOIO
Kpyra siBnseTcs npeBbllueHWe MnokasaTenei Kadye-
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feed. On the optimization parameter, the listed fac-
tors influence proportionally, as indicated by linear
effects. In this case, the greatest influence is exerted
by the speed of the circle and the pair interaction of
the speed of the circle and the radial feed. The least
influence is exerted by the vertical feed, and what is
especially interesting is that the pair interaction of
the speed of the circle and the vertical feed was not
significant.

The obtained data allow modeling the changes in
the basic quality parameter Ra of the surfaces of the
gear teeth at the final gear grinding by the method of
continuous grinding gear grinding.

Based on the results of the experiment, a tech-
nique has been developed for predicting the relation-
ship between the stability of grinding wheels and the
quality of gears from the influence of the components
of technological processes during finishing.

CTBA LOMYCTUMbIX 3HAYEHWA.

MapamMeTpaMu TEXHONOMMYECKOro npoLecca ans
UCCNenoBaHUs onpeaenieHbl: paauanbHoe bueHue
3yb4aToro BeHLa, LepoxXoBaToCTb 3y6beB, morpeL-
HOCTb HanpaB/ieHus 3yObeB, OTKNOHEHME Npoduns
3yba OT TEOPEeTUYECKOrO 3BOSIbBEHTHOrO NPodus.

O6paboTka 3ybuaTtbix Konec npoBoAMNaCb Ha
cTaHke mogenu 5B833. MccnepoBanuch 3ybyatble
Kosieca co CieayLMMM napaMeTpamu: MOAyIb m
= 2,25 mm,uncno 3ybbeB z = 21, MaTepuan getanen
— ctanb 40X TOCT 4543-2016, cteneHb TOYHOCTH
6-B,TBepnocCTb 3ybbeB 46-54 HRC.

B Tabnuue 1 npuBeneHbl 3Ha4YEHUS LOMYCKOB
[N paHHoro 3ybuatoro koneca cornacHo [OCT
1643-81 [1].

B akcnepuMeHTe MCNONb30BaCS OLMH TUMN Kpy-
rOB M CMasblBaOLLE-OXNAKAAOLWEN XKUAKOCTU. Ta-
KMM 00pa3oMm, 3T napameTpbl 3aUKCMPOBaHBI, U
UX BAMSIHWE HA TOYHOCTb AeTanen UCKNKYanoch. B
KayecTBe NepemMeHHbIX NapaMeTpoB BbibpaHbl cie-
oyouwme:

- ckopocTb kpyra - V. m/c;
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Tabnuya 1 - fonycku 3y64amozo Koneca

Hopmbl

HaumeHoBaHue gonycka

[onyck Ha paguanbHoe 6GueHue

3HaueHue gonycka, MKkm

KnHemaTtnyeckom To4HOCTH 36
3ybuartoro seHua, F
OMYCK Ha NOrpeLwwHocTb Npoduns,
MnaBHOCTM paboThl flony P po 11
KoHTakTa 3ybbeB [onyck Ha HanpasneHue 3y6a,F/} 11

- pagMmanbHas nogava - Spaa MM/x00;

- BepPTUKanbHaa nogaya, S, Mm/0b. dem.

LWnndosaHne 3ybuaTbix Konec npoBOAMNIOCH
NMpu CNeaylLWmx TeXHONOrMYyecKux napameTpax:
Spaa = 0,02 mm/x00; Ssepm = 0,5 mMm/06. dem,;
V=315 m/c. Tpumenanca wnudosanbHit Kpyr U3
6enoro anekTpokopyHaa 24A 3epHuUcTocTblo 12-
25 n tBeppocTbto CM1.

MNepen npoBeneHWEM 3KCNEpUMEHTA MPOU3BO-
AMNnacb npaeka LWAMPOBANbHOMO Kpyra. PexxwuMbl
MPaBKMW Ha3HAYeHbl U3 UCTOYHMKA [3]:

- npogonbHas nogava 0,2 m/mun;

- nonepeyHasa nogaya 0,02 mm/08. xo0;

- uncno paboumx xonoB - 4;

— YUCNO BbIXAXKMBAKOLLMX XOA0B — 4.

[na KOHTpons TOYHOCTM 3yBuaTbix Konec u
nepenay CTaHAAPTOM NpefyCMOTPEH psf KOMMekK-
COB KOHTPONS,, COAEPXALMX KOMMIEKCHblE U
MO3/NEMEHTHbIE MOKa3aTeNu AN8 KaXAoW U3 Tpex
HOPM TOYHOCTM M BMAA conpskeHns [4].

PapmanbHoe 6ueHue 3ybyaToro BeHLA KOHTPO-
NMpoBanocb C nomoubk 6OueHemepa Mogenu
6-10M (pucyHok 1), norpewHoCcTb HanpaBaeHUs
3ybbeB - Ha npubope MNBEM-500 (pucyHok 2), oTkno-
HeHne npodung 3yba OT TEOPETUYECKOro 3BOSb-
BEHTHOro npodwunsa — Ha 3BonbBeHTOMepe KIY-M
(pucyHoK 3).

Bbuennemep (pucyHok 1) cOCTOMT U3 OCHOBAHUS
1, N0 HanpaengKLLMM KOTOPOro MepeMeLLatoTCs
6abkun 7 n 2. iamepsemoe 3ybuaTtoe Konieco ycra-
HaBMMBAETCS Ha Oonpaske B LeHTpax 3 u 6. OguH
M3 LLeHTPOB HEMOABWXXHbIW, BTOPOM YNMpaeTcs C
MOMOLLBI PYKOSITKM 8 U BO3BPALLAETCS B UCXOAHOE
MOSIOXKEHME C MOMOLLbIO NMPYXMHbI, KOTOPAsi HaXo-
AMTCS BHYTpU 6abku. N3meputenbHas 6Gabka 14
pacnofiaraeTcs nepneHanKynsapHO OCK LLeHTpoB. Ha
n3MepuTtenbHoi 6abke pacnonaraetcs kapetka 13,
HecyLlas M3MepuTenbHbl y3en. M3meputenbHbii
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y3en obecneynBaeT BO3BPATHO-MOCTyNaTenbHOE
nepemetleHue aepxatens 10, B KOTOPOM pblyarom
15 3akpennsercs U3MepuTenbHbIM HaKOHEYHUK 9.
[ing n3mepeHus nepemelleHns UCMOoNb3yeTCs MH-
omkaTop ™Mna 12.

Mpubop MBM-500 coctouT M3 ocHoBaHus 1. B
HenoaBuxHOM 6abke 2 npubopa pacnonaraercs
LeHTp 4 (pncyHok 2). LleHTp 8 HaxoauTca B NOABUXK-
HoM 6abke 9. lMocne oTBOAA LEHTP 4 pyKOSITKOM 3
Ha Hero ycTaHaBnMBaeTcs u3Mepsemoe 3ybuyaTtoe
KONneco Ha onpaske. 3aaHa9 6abka 9 npuasuraercs
K HenoaBWXHOM 6abke [0 KacaHus LeHTpa 8 C LeH-
TPOBbLIM OTBEPCTMEM ONpaBKK. 3aaHas 6abka Puk-
cupyetcsa pykosaTkoi 10. B usmMeputenbHyo CTOMKY
5 3akpennseTcs MHAMKATOPHAA ronoBka 7.

Mpodunb 3yba usmepsietca Ha npmnbope, Hasbl-
BaeMOM 3BOJIbBEHTOMepOM. Ha pucyHke 3 nokasaH
YHUBEpCanbHbIi 3BonbBEHTOMEpP KIY-M, y KoTopo-
ro TeopeTuyeckass 3BOSIbBEHTA BOCMPOU3BOAMTCS
3BOJIbBEHTHbIM KYN1akOM U PbIYXKHOM Nepesayven.

JBOMbBEHTOMEPbLI MpeAHa3HayeHbl Afig Ccono-
CTaBNEHUS [OEUCTBUTENbHOTO NpoPUAs CevyeHus
3yba C TeopeTMyecKoM 3BOMbBEHTOW 334aHHOM
OCHOBHOM OKpYXHOCTW. OTHOCUTENbHOE [ABUXe-
HWe M3MEepUTENbHOTO HAaKOHEYHWKA MO 3BOJIbBEHTE
OCYLLEeCTBSETCA NyTEM COMMACOBAHHOIO BpaLLEHUS
Koseca M NocTynaTenbHOro nepeMeLLeHns u3Mepu-
TeNbHOro YCTPOMCTBA.

Cxema KOHTpons nokasaHa Ha pucyHke 4. B
YHUBEPCANbHOM PblYaXKHO-KYNa4YKOBOM 3BOJIbBEH-
ToMepe mogenu K3Y-M obkart co3paeTtcs 3BOSb-
BEHTHbIM KyflakoM 1, TonkaTtenem 2 u pblyarom 3,
KOTOpbI MPUBOOMT B [ABWXEHWE U3MEpUTENbHYH
KapeTKy 6 C HAKOHEYHMKOM 5.

Hactpoiika yHMBepcanbHbIX 3BONbBEHTOMEPOB
Npon3BOAMTCS MO 6/10KaM KOHLEBbLIX MEp A/IMHbI 4
WK NO CTEKNSIHHOM NIMHEMHOW LUKane U OTCYETHO-
MYy MUKPOCKOMY.
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/, 14

15

PucyHok 1 - bueHuemep

PucyHok 2 - Cxema npubopa Nb6M-500

36 BECTHWMK BMTEBCKOIO FOCYAAPCTBEHHOIO TEXHOJSIOTMYECKOTO YHUBEPCUTETA, 2018, N2 1 (34)



TEXHONOMMS Y OBOPYAOBAHME JIETKOM MPOMBIWAEHHOCTM U MALUMHOCTPOEHMA
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PucyHok 3 - YHusepcanoHbili 380108eHmomep K3Y-M
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PucyHok 4 - CxeMa KOHMPOoJis 380/1b8EHMHO020 NPOGUASA 3y6Yamozo Koaeca
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TEXHONOTUA U OBOPYLOBAHUE NETKOM NMPOMBIWNEHHOCTU U MALUMHOCTPOEHMS

Mocne s3kcnepuMeHTa GbIIM MONYYEHDI CeaytoLme
3HaYeHus ucciesyeMblx NapaMeTpoB 3y6yaTbix KO-
nec. Pesynbratbl npuBeaeHbl B Tabnamuax 2 u 3.

AHanus pe3ynbraToB 3KCNEpUMEHTa MOKa3blBa-
€T, YTO HeobXOAMMOCTb MPaBKU LWAUPOBANBHOIO
Kpyra BO3HWKaeT OT notepu ero npoduns n3-3a He-
paBHOMEPHOCTH U3HOCA.

PabotocnocobHOCTb  WAUPOBANbHbBIX  KPYroB
onpepenseTcs psgoM napametrpoB. OCHOBHbIMM
napaMeTpaMu gBAAKOTCA pacxop, abpa3uBHOro ma-
Tepuana, MUHYTHbIW CbeM MeTanna, KoahdUUMEHT
wnnudoBaHus, KO3IOPULMEHT pexyLueit cnocobHo-
CT!.

KoadpdumumeHt wnudoBaHus onpenenarcs no

dbopmyne

O

; 1)
0,

Q, - obbeM abpasnBa, M3pacxof0BaHHOIO Ha CHA-
TMe MaTepuana 3aroToBku o6bemMoM Q, .

CornacHo OCT P 52781-2007 [5] koadduum-
eHT wandosaHma K npu wandosaHnm 3akaneHHom
ctanu 45 kpyramu 24AF46-F60 K-M 6 V ponxeH
ObITb HE MeHee 3,8.

Mpu wnmndoBaHMmM 3yB6uaTbix KOMEC OTLENbHbIE
yyacTkn npodwung abpasuBHOro MHCTPYMEHTa pa-
6OTalT C pa3HbIMKM Harpyskamu, TO eCTb CHWMa-
0T pa3nuyHble obbembl MeTanna. CnenoBaTenbHo,
MOXHO MpennonoXuWTb HEPAaBHOMEPHOCTb M3HOCA
WwnndoBanbHOro Kpyra v NosiBfieHMe norpeLHoCcTy
006paboTkM B BMAE OTKIOHEHWS OT 334aHHOMO Npo-
dwuns.

[lng OuEeHKM M NPOrHO3MPOBAHMUS TOYHOCTU 3y-
bownndoBaHua cnenyet BBECTU MOHATME MpuBe-
[eHHoro koadduumneHTa wnmdoBaHUs

rae Q,, - 0bbeM CHATOrO MaTepuana 3aroTOBKM;

=St

@
T Q4

Tabnuya 2 - Pe3ynemamel usmMepeHuli OMK/A0HeHUs HanpasaeHus 3yba u paduanbHo2o bueHus

OTK/I0HEHHe HanpaB/ieHuUs 3yobeB, | OTKIOHEeHUe paauaNbHOro 6ueHus
O6paboTaHHble WecTepHH
MM 3y6uaToro BeHLa, Mu
1 0,008 0,025
2 0,007 0,025
3 0,009 0,025
4 0,008 0,025
5 0,01 0,025
6 0,011 0,025
\ 7 0,01 0,025 y
Tabnuya 3 - Pe3ynemamsl U3MepeHuli omKaOHeHus npoguss 3y6a om meopemuyeckoeo 380/1b8EHMHO20
npoguns
06pa6o- OTknoHeHne npodunsa 3yd6a OT TEOPETUUECKOro 3BOJIbBEHTHOIO Npoduns, MM
TaHHble 1 | 2 | 3 | 4 | 5 1 | 2 | 3 | 4 | 5
lecrepHu JleBas noBepxHOCTb 3y6a MpaBas noBepxHOCTb 3y6a
1 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01
2 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01
3 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01
4 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01
5 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01
6 0,015 | 0,015 | 0,015 | 0,015 | 0,015 @ 0,015 | 0,015 | 0,015 | 0,015 | 0,015
N 0,018 | 0,018 | 0,018 | 0,018 | 0,018 | 0,018 | 0,018 | 0,018 | 0,018 | 0,018 )
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TEXHONOTUSA U OBOPYAOBAHWME NEFKOM MPOMbIWIEHHOCTU U MALIMHOCTPOEHUS

rae Q,,, — 06beM CHATOro MaTepuana 3aroToBKM Ha
OTAENbHOM y4yacTke npodung MexsybHow Brnaau-
Hbl; Q,,, — 06bem abpasuBa, N3pacXOA0BAHHOTO HA
CHATME MaTepuara 3arotoeku obbemom Q, . (pucy-
HOK 5).

HepasHoMepHOCTb npunycka npu 3ybownundo-
BaHWM BbI3BAHO CJIEAYIOWUMU NPUUYUHAMM:

- KMHEMaTWMKOM npouecca 3ybownndoBaHus
Kak npv MeToAe KOMWPOBAHMUS, TaK U MpU MeTone
obKaTKu;

- MOrPeLHOCTbI0 YCTAaHOBKM 3aroTOBOK;

- KOpobneHueM 3aroToBOK Mocne TepMUYECKon
06paboTku;

— NOrpeLHOCTb0 NpeaBapuTenbHon 06paboTku
3aroToBOK 3y6uatbix Konec (papuanbHoe OueHue
3ybyaToro BeHLa, NOrpeLlHOCTb Liara, NorpeLHoCTb
HanpaBneHus 3y6a).

MNpu npoBepeHun uccnenoBaHuin [6] nonyyeHa
3IMNMpUYecKkas MaTeMaTMyeckas Moaesb, ONUChIBa-
toLLas 3aBUCUMMOCTb U3MEHEHUS NapaMeTpa Lepo-

xoBaTocT Ra ot pexmMoB LIJJ'IVICI)OBaHMﬂ

Ra=0,3635 + 0,1065 Vi + 0,0455 Spao +

+ 0,0255 Vi Spao + 0057375 Spao Se . (3)

MaTtemaTuyeckas mMoaenb NokasbiBaeT B3aUMO-
CBSI3b LUepexoBaTocT 06paboTaHHOM MOBEPXHO-
CTM C TaKMMK NapaMeTpamu, KaK CKOpPOCTb Kpyra,
pagmManbHas nogaya M BepTMKanbHas nopada. Ha
LIepOX0OBaTOCTb 3BOMbBEHTHOrO npoduns nepe-
YncneHHble GakTopbl BAMSKOT NPOMOPLUOHANBHO,
Ha YTO YKa3blBAOT NiMHEWHble 3ddekTbl. [Tpn 3TOM
Hanbonbliee BAMAHWE OKa3blBAeT CKOPOCTb Kpyra
M MapHoe B3aMMOAEeNCTBME CKOPOCTU Kpyra u pa-
AnanbHOM nogayn. HaumeHbliee BAWSHWE OKasbl-
BaeT BepTMKanbHag Mopjaya, U 4To OCOBEHHO WH-
TepecHo, MapHoe B3aMMOAeNCTBUE CKOPOCTU Kpyra
W BEPTUKANbHOM NOAAYM OKA3aI0Ch HE3HAYUMBbIM.

PucyHok 5 - Cxema 0ns onpedesieHus npugedeHHo20 kKo3gguyueHma waugosarus (I — 0nuHa ysacmka npoguns
Mex3y6HoU 8nadursl, t — npunyck Ha wiugossarue, Q.. - 00beM CHAMO20 MAMepuand 3a20MosKu Ha

0mOenbHOM yyacmke npo@uisi Mem3yoHOU enaduHsil)
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TEXHONOMUA WU OBOPYAOBAHWME NEFKOWM MPOMBIWIEHHOCTU U MALMHOCTPOEHWUSA

[MonyyeHHble [AaHHble MO3BOAAKOT MOLENMPO-
BaTb M3MEHEHWS OCHOBHOrO MapameTpa KayecTBa
Ra nosepxHocTeit 3yObeB WecTepeH npu GUHMULL-
HOM 3y6owWIM(OBAHUM METOAOM HEMPEpPbIBHOrO
obkaTHoro 3ybolnmdoBaHus.

Mpu ncnonb3aHMmM mMaTeMaTMYeCKOM MOLENU M
[ONONHUTENbHBIX PACYeTHbIX AaHHbIX [7] MOXHO
6onee addheKTMBHO yNpaBnsTb onepaumen wimdo-
BaHMs 3ybuaTbix Konec npu nomoLuu cuctem YMy.
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