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AHHOTANUA

BBenenune. AIMTUBHBIC TEXHOIOTHN MPOU3BOACTBA MPUOMIKCHHBIX O TEOMETPUUYECKOI (opMe 3aroTOBOK
TpeOyroT NocToOpabOTKH. ITO OTHOCHUTCS K MPUMEHEHHUIO PEXKYIIEr0 HHCTPYMEHTA Ha Omepaiusax (hpe3epoBaHust
npu 00pabOTKE OTBETCTBEHHBIX MOBEPXHOCTEH. K mocneqHUM mpeabsBiIsioTCs BBICOKHE TPEOOBAHUS MO TOYHO-
CTH JINHEHHO-YIVIOBBIX Pa3MEPOB M KAauyeCTBY IMOBEPXHOCTHOTO CJIOS. AKTyalbHOH 3afaueil ocTaércst yBeNnueHue
IPOU3BOAUTENBHOCTH 00pPaOOTKU TIPU PETHCTPAlUH CHJI Pe3aHHs M IIEPOXOBAaTOCTH MOBEPXHOCTH IS BHIPAOOT-
KU TEXHOJIOTHYECKHX pekoMeHaaiuil. Ileas paboThl: dKCIepHMEHTaNbHOE ONpeielicHHe PEeKHIMOB pe3aHus, ooe-
CIIEYHBAIOIIUX HAMOOMBIIYIO IPOU3BOAUTEIFHOCT IPH (hpe3epoBaHUH KOHIEBBIMU TBEPAOCIIABHBIMH (pe3amMu
LMD-3arotoBok (Laser Metal Deposition) u3 cranu 12X18HI10T npu coxpaneHHHn paboTOCTOCOOHOCTH (pe3b
u TpebyeMoii mepoxoBaTocTH. B paboTe mMceieqoBaHbl CBOWCTBA M MHUKPOCTPYKTYpPBI 00pa3LOB, MOTy4eHHbIE
BZIOJIb M MONEPEK HANpaBICHHs BHIPALIMBAHUA. YCTAaHOBICHO M (POpPMAIN30BAHO BIMAHUE MOAAYHM (TIPH JBHKECHUU
(pessl nonepék U BAOIb HAIPABICHHUS BBIPALMBAHMSA), ITyOHHBI H HIIUPHHBI (Pe3epOBaHHs, a TAKKE CKOPOCTH Ha
COCTaBIISIIOIIHE CUJIBI PE3aHUsI U [IEPOXOBATOCTh 00PabOTaHHBIX MTOBEPXHOCTEH IIPU BCTPEeUHOM (hpe3epoBaHUH 3a-
rotoBok u3 LMD-cranu 12X18H10T konuesbiMu ¢pesamu u3 tBépaoro crasa H10F auamerpom 12 MM 6e3 u3HO-
COCTOMKOTO MOKPHITHA. MeTogaMH Hec/1e0BAHMS ABIISIOTCS JUHAMUYECKOe H3MEepEHHE BceX TPEX COCTABIIAIONINX
CHJIBI pe3aHUs C HCIOIb30BaHUEM TPEXKOMIIOHEHTHOIO AUHAMOMETpa M M3MEpeHHe IIepoXoBaTOCTH NpoduaoMe-
TpoM-nipodunorpadpom. CoCTOSIHHE U MUKPOT€OMETPUH PEXYIINX KPOMOK KOHTPOJIMPOBAIIUCH JI0 U Tociie (pese-
POBaHUs C UCHONB30BAaHUEM CKAHUPYIOIEH ONTHYECKOM M PacTpOBON AIEKTPOHHONW MHUKPOCKONMU. Pe3ysibTarsl
U obcyxaenue. IlokazaHo pasnuune B CHJIaX Pe3aHHs B 3aBUCHMOCTU OT CXEMbI (pe3epoBaHHs — BIOIb U IOIIe-
péK HampaBieHUs BhIpaluBanus. McciaeoBanus nokasany, 4To NyorHa (hpe3epoBaHis 1 CKOPOCTb PE3aHHs Mao
BIIUSAIOT Ha OOKOBYIO H OCEBYIO COCTaBISIOIIME CUIIBI pe3aHus. CHila MOoJauH CyIIeCTBEHHO YBEIUYHBACTCA IPU
YBEJIUUYCHHU ITyOUHBI pe3aHus, 0COOCHHO IMPH Mofaue Monepék HapapieHus BeIpalUBaHus 00pasia. YcTaHoBIe-
HO, YTO BCE TPH COCTABJISAIONINE CHUIIBI Pe3aHUsI IPAMO HPOIOPIUOHANBHBI BEIMUMHE MUHYTHOH nofaun. [lomydens
ypaBHEHHs pacyeTa BceX TPeX COCTABILIOMIUX CHIbI Pe3aHHs IPY U3MEHEHUH MUHYTHOU MOa4u.

Jns murupoBanus: MccienoBanue cui pe3aHus U 00pabaThIBAEMOCTH TIPH (Ppe3epOBAHUH MTOPOIITKOBON KOPPO3UOHHO-CTOWKOM CTaJIH, MO-
JIy4eHHOU O TEXHOJOTHH IpsMoro jasepHoro Beipammsanusi (LMD) / A.C. ba6aes, B.H. Ko3nos, A.P. Ceménos, A.C. IlleBuyk, B.A. OB-
yapenko, E.A. Cynapes // O6pabGoTka MeTayuioB (TexHOJOrus, o0opynoBaHue, HHCTpyMeHTHI). — 2024, — T. 26, Ne 2. — C. 38-56. — DOI:
10.17212/1994-6309-2024-26.2-38-56.
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BBenenue

Poct konmmuecTBa TEXHOJNOTMA W MaTepuaioB
JUTSL QJTATHBHOTO TIOJYYEHHS 3arOTOBOK COIPOBO-
JKIACTCSl TIOBBIICHUEM TPEOOBAHUIN K TTOHUMAHHIO
ocobeHHocrel GhopMooOpazoBanus (yHKIIMOHAb-
HBIX M3/CJIUNA, 3aKOHOMEPHOCTEH U MPOIECCOB CyO-
TpakTUBHOU 00pabotku [1]. BHe 3aBucuMocTu OT
NPUMEHSEMON AIUTUBHON TEXHOJOTHH MOJyYe-
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HUS 3aTOTOBKU TMOCJEHSS HYK/IaeTcsl B TOCTOOpa-
0O0TKE — TEPMHUECKON, XUMUYECKON MU C UCTIOIb-
30BaHHEM CYOTPAaKTHUBHBIX METO/IOB [2—4]. MeTomabl
TepMUUYECKOM 00pabOTKHU (OTKUT, HOpMAJIU3alus U
JIp.) TIO3BOJISIIOT 0OecneunTh (ha3oBhIE MpeBpallie-
HUSl B CTPYKType MeTaijia, a TakKe CyIIECTBEHHO
BJIMSIIOT Ha (PU3MKO-MEXaHUYECKHUE XapaKTepUCTH-
KU MaTepHuaya 3aroTOBKHM U, KaK CJIEJCTBHE, Ha CO-
poTHUBIeHHE 00paboTKe pezanueM [5-9].

C uenpro mpuaHus KOHEYHOU (HOPMBI, COOITIO-
JIEHUS] T€OMETPUYECKON TOUYHOCTH M LIEPOXOBATO-
CTH MOBEPXHOCTEW aJTUTUBHAS 3aroTOBKA IO/IBEP-
raercsi cyOTpakTUBHON 00paboTKe, T. €. 00paboTKe
¢ yaaneHueM Marepuaia. K stomy Tumy obpabort-
KU MOTYT OBITh OTHECEHBI MPOLECCHl JE3BUUHOMN
u abpa3uBHON 00pabOTKM pe3aHueM. BakHo mo-
HUMaTh, YTO yJaJeHHUE «JIHUILIHEro» marepuaia (Ha-
Mycka WM TPHUIYCKa) COMPOBOXKIAETCS TaMMOI
crienurYecKux sIBICHUH, TaKUX KaKk o0pa3oBaHue
CTPY’KKH, BO3HUKHOBEHHE U JIMHAMUYECKOE W3-
MEHEHHE CUJI pe3aHMs, U3MEHEHUE TeMIIepaTypbl
B 30HE pe3aHus, MOCTENeHHOe (POpPMHUpPOBAHUE H3-
HOCa pabovMX MJIOMIAJ0K PEXYIIEro HHCTPyMEHTa
u 1p. [10-21]. Ocoboe BHUMaHUE YIETSAETCS OCO-
OCHHOCTSIM B3aUMOJEUCTBUSL Mapbl «MHCTPYMEH-
TaJbHBIA MaTepuand — oOpabaTbIBaeMblii MaTepu-
am». HabGnronenue u u3yyeHune yka3aHHbIX SBJIECHUIN
CITOCOOCTBYIOT BBIPAOOTKE HAyYHO OOOCHOBAHHBIX
peKOMEeHIaIui TI0 BEIOOPY U Ha3HAUYCHUIO yCIIOBUMA
JIe3BUHHON 00pabOTKH, 0COOCHHO KOT/ia pedb HIET
00 00paboTKe HOBBIX MaTepUajiOB WM 3arOTOBOK,
MOJTYYCHHBIX aJINTUBHBIMH METOJaMH, — CTaHO-
BUTCS BO3MOXKHBIM KOCBEHHO OIIEHUTHh 3KOHOMHU-
YeCKHe 3aTpaThl Ha MPOU3BOJCTBO MOITHO(DYHKIHO-
HaJIbHOTO m3Aeius [4].

B Bompocax cuHTE3a Hep)KaBEIOIIMX cTayiel
pa3IMYHBIMU QJITUTHBHBIMA METOJJAMH JIOCTHTHYT
CYIIECTBEHHBIN MPOrpecc, KOTOPHIN MO3BOJISIET HC-
MOJIb30BaTh MOJyYaeMble 3arOTOBKH CTaOMIJIBHOTO
Ka4ecTBa /IS JaJIbHEHUIIeH TepMudeckoi o0padboT-
KM, a TaK)Ke MPpHUIaHus TpeOyeMoro KOHCTPYKTHBHO-
IO UCIIOJTHEHHMS], IIEPOXOBATOCTH, TOYHOCTU (DOPMBI
U pa3MepoB 3a CU€T ymalieHus mpumycka [22-25].
B pabote [26] komIeKTHBOM HCCeAOBaTENEH W3-
ydaercs BIMSHUE aJJUTHBHOIO NPOMU3BOJCTBA Ha
pa3BUTHE KOCMHUYECKOM OTpaciv. ABTOPBI IIPUXO-
JIST K BBIBOAY, YTO MOBTOPSIEMOCTH M TTOCTOSTHCTBO
MEXaHUYECKHUX CBOMCTB rOTOBBIX JIeTajlel aTuTHB-
HOTO MPOMU3BOJICTBA €lII€ MOJHOCTHIO HE W3Y4YEHBI,
U yKa3bIBaIOT, 4YTO 0CO00€ BHHUMAaHHE HEOOXOIUMO
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YACTUTh pa3padOTKe CTaHAAPTOB, CEPTH(UKATOB U
MIPOTOKOJIOB TIPOBEPOK.

BonpocaM aHHM30TpONUU CBOMCTB alTUTUBHBIX
METANINYECKUX MaTepUaoB MOCBSIIEHbl HAyYHbBIE
pabotsl [ 15, 27-29]. B 0630pH0ii pabote [29] BbIae-
JICHBI OCHOBHBIE (DAKTOPBI, ABJISIFOIIUECS PUIUHON
MUKPOCTPYKTYPHBIX OCOOEHHOCTEHl M HEOIHOPOI-
HOCTH MEXaHUYECKHX CBOMCTB: MOp(doIiorus 3epHa,
Kpuctaymiorpaduyeckas TEKCTypa, Ie(eKThl OT-
CYTCTBUA CIMsHUS, (pa3oBble MpeBpalleHus, Irere-
pOTeHHAs PeKPUCTAJUIN3AIINS, TI0JI0CYATOCTh CIIOEB
U MUKpPOCTPYKTypHOE orpyoinenue. Kak cnencrsue,
AQHM30TPONHSI CBOWCTB CKa3bIBACTCS Ha COMPOTHB-
JICHUU MaTepuaia 00paboTKe pe3aHueM.

Jlns pacuera 3yObeB (pe3bl Ha MPOYHOCTH IO-
MHUMO cwi pe3aHust Pz, Py m Px, HeHCTBYIOIIMX
Ha 3y0 (hpe3bl, HEOOXOAMMO 3HATh pacipeneieHre
KOHTAKTHBIX HAMpsOKCHW Ha MepeaHedl MoBepx-
HOCTU U (acke M3HOCA MO 3aJHEH MOBEPXHOCTH.
Apropamu pabotsl [30] Obuta pa3zpaborana MeTo-
JTUKa TIOCTPOCHHUS JITIOP KOHTAKTHBIX HANPSOKEHUN
Ha TIEpeJHeH MOBEPXHOCTH PEXYIIETO KIWHA IPH
TOYEHHUH CTaJId, HO OHA TaKXe MpPUMEHUMA U IMPHU
dbpesepoBanuu. J{ns 3TOro HE0OXOAUMO 3HATH JIJTH-
HY KOHTAaKTa CTPYXKHU C MepenHed MOBEPXHOCTHIO
3y0a ¢pe3pl npu HauOoONbIIEH TONIIMHE Cpe3a,
T. €. ISl BCTPEYHOTO (Ppe3epoBaHUs IIEpE/T BBIXOJOM
3y0a U3 KOHTAKTa C 3arOTOBKOW. DTy JUIMHY KOHTAK-
Ta ¢ MOXKHO HE TOJILKO U3MEPUTh, HO U ONPEAEIUTh
1o rpapukam ¢ = f(a, v) [30], 3Has TonmuHy cpesa
a (MM) B KOHIE KOHTaKTa 3y0a C 3aroTOBKOIl:
a .~ sz~2(t/aD”2, e s, — mojada Ha 3y0, MM/3y0;
t — myouna (¢pesepoBanus, MMm; d — quameTp ¢pe-
3bl, MM; Y — IEPETHUI YTOJI PeKyILero KiInHa.

0Oo0o3Hauenus

P, ., — MOLIHOCTb JIA3€PHOTO M3Iy4cHusl, BT;
aser

Dia,, , — nuaMeTtp TsTHA J1a3epa, MM,

X ., — CMEIIEHHE BAJIMKOB TI0 IIIUPUHE, MM;
— CMCIIICHHUEC BAJIMKOB ITO BBICOTC, MM,

— ckopoctb LMD, mm/c;

— pacxoJi MOPOoIIKa, T/MUH;

width
hwidth
1%

LMD
onwder

G, — ipezen Texyyectu, Mlla;
o, — IIPeJIeNt MPOYHOCTHU npH pacTsukennu, MIla;
8, — OTHOCHTENBHOE YIIMHEHHE, Yo,
2
KCU — ynapnas BA3KOCTb, J[K/cM™;

Ra — cpennee apudmMeTHueckoe OTKIOHEHHE
pOodUIS MEePOXOBATOCTH, MKM;
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Cm

d — muametp Qpesbl, MM;

d, — IMameTp XBOCTOBHUKA (peE3bl, MM;

| — nnmuHa paboyeil yacTu Gppesbl, MM;

L — nonnas nivHa Gpessl, MM;

oL — 3aJTHHUI YTOJI, Tpaz;

Y — IepeaHU yrodi, rpan,

® — yToJI HAaKJIOHA CTPY>KEYHOM KaHaBKH, IPa;
Z — 9UCII0 3yObeB, IIT.;

p — paauyc OKpyIIeHHs (OCTpOTBI) pexyllei
KPOMKH, MKM;

Ra (p) — cpennee apumMeTHUECKOE OTKIOHEHUE
npoQUIIst HIEPOXOBATOCTH HA PEXYILEH KPOMKE, MKM;

B — yron 3a0cTpeHus pexXyLIero KiIuHa, Tpa;

¢t — TiryOuHa (hpe3epoBaHus, MM;

B — mmpuHa ¢pe3epoBaHusi, MM;

V' — ckopocCThb pe3aHus, M/MHH;

1 — 9acToTa BpalleHus, 00/MuH;

Jr — MUHYTHaS 01242, MM/MUH,

0O — obweM cpezaemoro marepuana (Ipou3BOaU-
TENBHOCTD PE3aHHs), MM /MHUH.

TEXHOJIOI'UA

MeToauka IKCHICPUMECHTAJTIBbHOI'0
HCCJICA0BAaHUA

3azomoeka (¢popma, ceoiicmea, cmpykmypa)

3aroToBKy Ui MPOBEACHUS HUCTBITAHUN I10-
Jy4ady MO TEXHOJOTHH MPSIMOTO JIa3epHOTO BbI-
pamuBanus (LMD — Laser Metal Deposition) u3
HOPOIIKOBOTO ChIpbsi cucteMbl Fe-Cr-Ni-Ti. HM3me-
HEHHUE MapaMeTpoB O0IydeHus: (MOIIHOCTh Ja3epa,
CKOPOCTH OOJTyUeHUsI U PACCTOSTHIE MEXKIY CIOSMH )
BJIMSIET Ha pa3Mep BaHHBI paciulaBa U MOPHCTOCTb
CTPYKTYpBI TOJYy4aeMOTo Marepuaja, a ClieloBa-
TEJIbHO, U HA MEXaHMYECKHE CBOWCTBA aJTUTHBHO
M3TOTOBJIEHHBIX 3aroToBOK [31]. [ToaToMy 3arotoB-
KU TONy4YaJld Ha OTPabOTAaHHBIX PEXKUMAX, B OJH-
HAKOBBIX YCJIOBHUSX, W3 TOPOIIKA OJHON HapTHH
NIOCTaBKH, IIOCIIEOBAaTEIbHO Ha OJWHAKOBBIX pe-
*uMax (Tabsa. 1) v mo ogHON U TOH K€ TPACKTOPUU
BbIpamuBanus (puc. 1).

OO0pa3s1pl MoTyyaly Mocae10BaTeIbHBIMU OJTHO-
HanpaBJICHHBIMH BEKTOPaMHM 3aTlOJTHEHUS: MMoJavyei

Tabauma 1
Table 1

Pe:xxuMbl uzrorosjienus niaeanii u3 craau 12X18H10T ¢ ucnoan3osanuem Mmerona LMD
LMD modes for steel 0.12-Cr18-Nil0-Ti (AISI 321) products manufacturing

Cmuas / Alloy Br Dia MM X

laser® laser®

widthy MM Py MM 4

L p» MM/C onw Jors T/MHH

12X18H10T 2400 2,7

1,67

0,8 25 16

Puc. 1. Cxema cTpareruu 3arojiHeHUs IpY BbIpallUBaHUH
o6pasnoB u3 ctamu 12X18H10T

Fig. 1. Scheme of the filling strategy for growing specimens
from steel 0.12-Cr18-Nil0-Ti (AISI 321)
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BJI0JIb 00pasia co CKOPOCThIO V), . 3aTeM mojadeit
nornepek odpasia Ha BenuuuHy y = 1,67 MM, U Tak
JI0 TIOJTyYEHHUS IIEPBOTO CJI0S; Aajiee EPEMEIICHUEM
Ha TOJIIIMHY OJTHOTO CJIOS (hwi = 0,8 MM), mepeme-
IIICHUEM K TOYKE Hayaja CHHTE3a IEepPBOro cjos, 3a-
TIOJIHEHUEM BJIOJTb JUTMHHOW CTOPOHBI 00pa3ua u T. 1.

Bce 3arotoBku ObUIM MOMYYEHBI U3 CMECH IIO-
pOILIKa, MACIIOPTHBIM U aTTECTOBAHHBIM COCTAaB KO-
TOpOH MpHUBE/EH B Ta0I. 2.

[lomydyeHHass 3aroToBKa IOCJE BbIpAIlMBAHUS
umena pasmepsl 190x100x14 mm. Kopky Ha 3aro-
TOBKE YAAJISAJIN ITyTEM 3JEKTPOIPO3HMOHHOU PE3KH.
[locnenHee MoO3BONMIO MCKIIIOYUTH IOSIBICHHUE Ha
00pabaThIBa€MBIX MOBEPXHOCTIX MCKAKEHHS BHY-
TPEHHUX HaIPSKEHUN.

W3 HecKoNBbKHUX 3aroTOBOK BBIpE3aid 00pa3Iibl
TSt GU3UKO-MEXaHMUYECKHUX UCIbITaHuid. Bo m30e-
*KaHue pazdpoca 3HAYEHUH, BBI3BAaHHBIX PACIOJIO-
KEHHEeM o0pa3lia OTHOCHUTENBHO 3aroTOBKH, IPO-
BOJIMJIM IIPOBEPKY, MIPU 3TOM MECTO PaCIOIOKEHUS
00pa31oB A7l UCTIBITAHUH OTPENEISTH U BBIPE3an
CllydaifHbIM 00pa3oM. ATTecTaluio oopas3ioB mpo-

OBRABOTKA METALLOV %

M3BOJIWIIM TP KOMHATHOM TemIeparype ¢ HCIOib-
30BaHMEM pa3IMYHOTO HCCIIE0BATEIbCKOTO 000-
pynoBanusi. B pe3ynbprare ObUM NOTY4YEHbI TaHHBIC
0 TemIopU3N4YeCKNX U (U3NKO-MEXaHUYECKUX
cBoiicTBax (Tabim. 3). MexaHn4eckue CBOWCTBA CTa-
mu 12X18HIOT B MCXOOHOM COCTOSSHUM M TOCIE
TepMoobpaboTku coorBercTByrOT OCT 95-29-72
«3aroToBKH U3 KOPPO3UOHHOCTOUKHUX CTaJIEH».
HenocpenctBenno anst ¢ppe3epoBaHusi UCHOIb-
30BaJIM 3ar0TOBKHU ¢ pa3Mepamu 160x80x8 MM.
Omnpenenenne TEIIOPU3NIECKUX CBOMCTB CTa-
mn 12X18H10T npousBogwiu mpu TeMmmeparype
20 °C. bbum 1OIy4YEHBl CIEAYIOLIIUE 3HAYECHUS:
miotocts 7,91 r/em’; K03()(UIIMEHT TEeIIoNnpo-
BogHoctu 14 B1/M-°C; ynenbHas TEIIOEMKOCTb
473 JIx/xr-°C.
Ha puc. 2 npexncraBieHa MUKpPOCTPYKTypa 00-
pasua B INIOCKOCTH ZY U B 110CKOCTH ZX.
HccnenoBanue  MHUKPOCTPYKTYpBI — TOKa3ajo
IByX(a3HOCTh aJJUTUBHBIX OOpa3LOB: AyCTCHUT-
Has MaTpuUla Ha OCHOBE y-Fe ¢ rpaHelleHTpupoBaH-
HOM kyOouueckoii pemetkoit (I'LIK) u BeIcOKOTEMITE-

Tabnuma 2
Table 2
XHUMHYECKHU COCTAB MOPOIIKA 3aT0TOBKH
Chemical composition of the powder
XuMH4ecKui amemMeHT, Macc. % /
Chemical element, mass. %
Fe Cr Ni Mn Si Ti Cu A% Mo C
OcransHoe / Bal. 18,19 10,67 1,14 0,54 0,51 0,18 0,10 0,17 0,06
Tabnuma 3
Table 3
Mexannuyeckue cBoiicTBa ctajau 12X18H10T
Mechanical properties of steel 0.12-Cr18-Ni10-Ti (AISI 321)
Hamnpasnenue
orbopa s TeepmocTh /
Cocrosiaue / HMCIIBITAHUH H;)riliness Gy, c, 5. KCU,
Condition 00pasIoB MlIla MIla 5 70 Jlx/om”
HB
(cm. puc. 1)/
Sampling direction
[Tnura (OCT 95-29-72) - ~180...190 246 520 37 215...372
o ocn X/ 412420 | 627+34 | 482+ 1,5 | 271+ 18
X axis
LMD p 77 193...205
oocn 387+ 16 | 606+28 | 512+2 | 28621
Z axis

Vol. 26 No. 2 2024 41



OBPABOTKA METAJIJIOB

Cm

a

TEXHOJIOI'UA

0

Puc. 2. MuxpocTpykTypa obpasia B IIocKocTH ZY (a), B Iockoct ZX (0)

Fig. 2. Microstructure of the specimen in the ZY plane (a), in the ZX plane (6)

paTypHBIM pEeeUHbIl U BEPMUKYISIPHBIA O-(heppuT
¢ 00BEMHO-IIEHTPUPOBAHHOM KyOMYECKOW peIIeT-
koii (OLIK), uyTo Taxke MOATBEP)KIAETCA C TTOMO-
nipio audpakrorpammel 0bpasmnos (puc. 3). Ilpe-
UMYIIIECTBEHHO O-(heppuT oOpasyeTcst Ha TpaHUIIax
criaBieHus. B oOpasmax mpucyTCTBYIOT KapOuabl
tutana TiC.

Pesrcywquii uncmpymenm u e2o 2eomempus

B kauecTBe pexyliero MHCTpyMEHTa HCIOJb-
30BalIUCh TBEPJOCIUIABHbIE KOHIIEBBIE (pe3bl
C YHHBEpCAJIbHOW TeoMeTpHueill moa o0padoTKy
craneit u3 rpynnsl P (puc. 4, ta6n. 4). Teepuprit
ciiaB Mapku HI10F umen crnenyromme Xxapakre-
puctuku: =~ 89,4 macc. % kapOumoB Boib(pama,
no 0,6 Macc. % cMeIIaHHBIX KapOWJIOB U OKOJIO
10,0 macc. % koOambTa B KadyecTBe CBS3KH. Pa3-

Mep 3epHa kapOuaHoit dazer 0,5...0,6 MKM, Tipeaen
npoyHocTu Tipu u3rube =~ 3200 MIla, TBepmocTh
HRA 92.

Bcero nns pabotsl Ha nuinMgoBabHO-3aTOU-
HOM CTaHKe 0e3 mepeHajaaku ObUIO MOcienoBa-
TEIbHO M3rOTOBIEHO 5 ¢pe3. TBepmocmiaBHbIe
3arOTOBKH JUIsl U3TOTOBJIEHUS ObUIH B3STHI U3 O-
HOM MapTUM MOCTaBKHU. JTO MO3BOJIMUIIO U30€XKaTh
MOSIBJICHUS] HEXENaTeNbHOTO (hakTopa — BIUSHUS
HEOJHOPOAHOCTH KayecTBAa MHCTPYMEHTAJIbHOTO
Marepuaiia. Bo u3bexxaHue BIMSHUSA H3HOCA IO
3aJHE TOBEPXHOCTH Ha IOJy4aeMble JaHHbIE
UCIIOJIb30BaIH (pe3bl, OTpaboTaBIIne 10 LIUPH-
HBI (hacKu U3HOCA IO 3aJHEH MOBEPXHOCTH HE 00-
snee 0,10-0,12 mm.

Kak wu3BecTHO, mapaMeTpbl MUKpPOT€OMETPUU
OKa3bIBalOT YCTOWYHMBOE BJIMSHHE Ha MEXaHUKY

Puc. 3. Tummanas mukpoctpykrypa LMD cramm 12X18H10T
Fig. 3. Typical microstructure of LMD steel 0.12-Cr18-Nil10-Ti (AISI 321)
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|

=

1

Puc. 4. Cxemarnueckoe n3odpakeHre Qpesbl ¢ yka3aHHEM OCHOBHBIX T€OMETPHUYECKUX XapaKTEePUCTUK

Fig. 4. Schematic representation of a mill with indication of the main geometric characteristics

Tabnunoa 4
Table 4

3HaYeHNs] OCHOBHBIX FeOMeTPHYECKUX XapaKTepucTHK ¢pe3bl U3 TBepaoro cniiasa H10F

Values of the main geometric characteristics of the H10F carbide mill

d, MM d,, MM [, MM L, Mm

1°

a, rpan ¥, TpajI ®, Tpaj z, TIIT.

12 12h6 26 84

+10 +8 40 4

U JUHAMHUKY TMpolLecca pe3aHus, U3MEHAs Mpu
9TOM YCIIOBUS TPEHHS U U3HOCA PEXKYIIEH KPOM-
ki [21]. Bo u3zbexxanue BiausHHS 3TOro (pakropa
Ha pe3yabTaThl JaHHOW paboThl ObLIa Mpou3Bee-
Ha OIICHKA COCTOSIHUSI MUKPOTC€OMETPUU PEKYIIUX
KpOMOK. [[7151 mMOHUMaHUsI COCTOSTHUSI MUKpPOTeOMe-

TPUHU PEXYLIUX KPOMOK IIPOBOAMINCH U3MEPEHUS
c ucrnonb3oBaHueM npubopa EdgeMasterX mpo-
uzBoautenss Alicona (IlBeitnapusi). HM3mepenus
MPOU3BOAMIN Ha BCeX pabO4YMX KpPOMKax, pacro-
JIO)KEHHBIX Ha BUHTOBOW MOBEPXHOCTH, IIPU 3TOM
OTCTYNHMB OT TOpua Ha 2—3 MM (pHcC. 5).

Puc. 5. Cxema n3MepeHnii U mpuMep NpeAcTaBIeHHs TapaMeTPOB MUKPOTEOMETPHUHN PEKYIIUX
KpOMOK

Fig. 5. Measuring circuit and example presentation of cutting edge microgeometry parameters
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JKcnepumenmanvHvlil CMeHo u naan paoom

HenocpeacTBeHHO HCIBITAaHUS  OCYIECTBIIS-
TUCh Ha (Ppe3epHOM 00pabdaTHIBAIOIIEM IIEHTPE MO-
nemn DMU 50 nmpousoactea DMG (I'epmanus).
ComnacHO NacHOpPTHBIM JIaHHBIM U MIPOU3BOJ-
CTBEHHOMY OIIBITY CTaHOK O0JaZaeT JOCTaTOYHO
BBICOKOW JKE€CTKOCTBIO ISl YEpHOBON 00paboTKu
CTajii Ha peXUMaxX C YCKOPEHHBIM ChbEMOM Marte-
puana. MakcumanbHas 4acTOTa BpaIeHUS IIMHH-
nenst cocramsier 10 000 muH CKOpOCTb MOJIa4H —
10 30 000 Mmm/MHH.

3aroToBKa 3aKperisiach B CHEIHAILHOM IpPHU-
CHOCOOJIEHUH, YCTaHOBIEHHOM B IIpenenax OmHop-
HOU MOBEepXHOCTH JuHaMomeTpa (puc. 6). Ilpensa-

a

TEXHOJIOI'UA

PHUTENBHO MPOBOAMIOCH MOJEIUPOBAHUE YCIOBUMN
3aKpeIJICHUs C LIETbI0 MPEAYPEKICHUS KOJUTH3UN
BO Bpemsi ucnbiTanuii. lunamometp Kistler mog.
9257BA nis u3MepeHuit Cui pe3anusi Obl1 yCTaHOB-
JIEH HETIOCPEICTBEHHO Ha CTOJ (PPEe3epHOTO CTAHKA.

O®pe3epoBaHUE 3arOTOBOK BBIMOJHSIU KAk
BIOJIb, TaK W TMONEPEK HAaIMpaBICHUs BBIPAIINBA-
Hus (cM. puc. 1). B Takom ciyyae BaXKHO OTCIIEIUTh
BIIMSIHUE HAlpaBlieHHUsI pocTa oOpas3ia Ha W3MeHe-
HUE CHJI PEe3aHHs M IIEPOXOBATOCTH 00pabOTaHHOM
MOBEPXHOCTH. J[Isi MUHUMH3AIMK BIUSHUS (ak-
TOpa OXJAXKICHHS M CMa3blBaHHUS 30HBI PE3aHUS
dbpe3epoBaHUe MPOBOAWIM 0O€3 HCIOIB30BaAHUS
CMAa304YHO-OXJIAXAAI0MIeH JKUIKOCTU. PexXumel
pe3aHus MPUHUMAINCh COITIACHO Tabi. 5 ¢ 1eNbio

o

Puc. 6. Monens (a) u BHemIHUH BUJ (0) 3KCIIEPUMEHTAIBHOTO CTEHIA C YCTaHOBICHHBIM
JIMHAMOMETPOM, 00pa3iioM u (pe3oit

Fig. 6. Model (a) and appearance () of the experimental stand with an installed dynamometer,
a specimen and a mill

Taonuma 5
Table 5
Pexumebl ¢ppesepoBaHust
Milling modes
Ne (?HLITa/ 1, 06/MuH v, - t B, 3Q,
Experiment No. M/MHH MM/MHH MM MM MM /MUH
1 120 840
2 240 { 1680
3 480 3360
2000 75
4 5950
5 2 7 11 900
6 850
2,5 14 875
7
8 2500 94 3 17 850
9 1050 22 050
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JKCTIEPUMEHTAIBHOTO OIpeeeHNs HauOobIei
BO3MOKHOU TOJauu MO MPOYHOCTU (Ppe3bl U ee
3yObeB, T. €. YBEJIMYEHHOTO OOBEeMa cpe3aemMou
CTPYXKKH Q.

[TonbITKK yBEIMUYEHUSI CKOPOCTH pe3aHUsl U TO-
JTau¥l BBILIE TAOIUYHBIX 3HAYEHUII HEMUHYEMO TIpU-
BOJIMJIM K BBIXOAY (pe3bl U3 CTPOs MOCIEe MEPBBIX
ceKkyH[ paboTsI (puc. 7).

[Ipy wucobITaHUSAX MPUMEHSIIOCH BCTPEUHOE
bpesepoBaHue 1O cxeme, H300paKEHHOM Ha puC. 8.

OTAMYuTEeTbHOH OCOOCHHOCTBHIO BCTPEUYHOTO
bpesepoBaHus OT MOMYTHOTO SBISETCA TO, YTO
IpU BCTpeyHOM (hpe3epoBaHMM TOJIIMHA cpe3ae-
MOTO CJIOSl BO3pacTaeT OT HyJNs 10 MaKCHMallbHO-
ro 3HaY€HHs B MOMEHT BBIXOZa 3y0a M3 KOHTAKTa

OBRABOTKA METALLOV %

C 3aroTOBKOW. DJTO MO3BOJISIET B TEUYEHHUE KOPOT-
KOTO MPOMEKYTKa BPEMEHU 00ECHEeUUTh IIaBHOE
HarpykKeHue pexyleid KpOMKH — B OTIMYHE OT
MOMYTHOTO (pe3epoBaHUsl, KOrJa HPHUCYTCTBYET
CKauKooOpa3Hasi Harpy3ka B IEpBble MTHOBEHHUS
pe3aHusi, 3a4acTyl0 NpHUBOIALIAsS K TpPEKIeBpe-
MEHHOMY pa3pyLIeHUIO PEXYIIUX KPOMOK.

CocraBistoniye CHJIbl pPE3aHUs H3MEPSIIUCH
C HCIIOJIb30BAaHUEM TPEXKOMIIOHEHTHOTO JMHAMO-
Metpa monenu 9257BA dupmer Kistler (I1Iseiia-
pus) (puc. 9). [IpogomKUTENHHOCTh ITUKIIA CHATHUS
JAHHBIX COCTAaBJSIa 5 CEKyHJ ¢ MOMEHTa yCTaHO-
BUBILIETOCSl pe3aHus, T. €. BXOJa B 3arOTOBKY BCEX
3yObeB (ppesnl. Perucrparus cui ocymiecTBisiach
¢ yacToTou noinydenus curaana 10 xl'm.

Puc. 7. Bueunuit BuI Qpesbl, IPEXIEBPEMEHHO CHITOM C HCIIBITAHUHN, U ()parMEHT U3HOCA
peXylen KpOMKHU

Fig. 7. Appearance of a mill prematurely removed from testing and a fragment of the
cutting-edge wear

Puc. 8. CxemarnuHOe M300pakeHme
napaMeTpoB (pe3epoBaHus

Fig. 8. Schematic representation
of milling modes

Bpamienue ¢pe3sbl Bcerna BBIMONHIOCH 110 Ya-
COBOM cTpenke. Bo BCTpOGHHOM mMpOrpaMMHOM
obecrnieuennn auHamomeTpa Kistler mcmomb3yror-
csl cienyrone 0003HAUYCHHs: CUMBOJIBI FZ (TaH-
TeHIIMaJbHas COCTABISAIONIAsl CHIIBI pe3aHus, T. €.
JEUCTBYIOIAsl BEPTHKAJIBLHO BHHU3 TPU OOBIYHOU
TOKapHOW 00paboTke), Fx (oceBas COCTaBIISAIOMIAS
CWJIBI pe3aHus, T. €. JeCTByIOIIasi B TOPU30HTAIIb-
HOM IUIOCKOCTH BJOJIb OCH BpPAILEHUS LIMHHAEISA
TOKapHOTO CTaHKa CJeBa HalpaBO MpPHU OOBIYHOMN
TOKapHOU 00paboTke), /'y (panuanbHas COCTABIISIO-
asi CUJIbl pe3aHus, T. €. IEHCTBYIOIAsi B TOPU30H-
TaJIbHOM TJIOCKOCTH MEPHEeHIUKYISIPHO OCH Bpallle-
HUS IIUHAEIS TOKAPHOTO CTaHKa MO HApaBICHUIO
K oIepaTopy Nnpu OOBIYHOW TOKapHOH 00paboTKe).
Taxkum 006pa3zom, ykazaHO HallpaBJIEHUE CHJI, XapaK-
TepHOE I KJIACCUYECKOH TOKapHOW 00paboTKH,
CHUMBOJIaMH KOTOPBIX 0003HAYAIOTCs TpadUKH H3Me-
HEHUS 3TUX COCTABJISIONUIMX HA MOHUTOpE JUHAMO-

Vol. 26 No. 2 2024 45



Cm

OBPABOTKA METAJIJIOB

TEXHOJIOI'UA

Puc. 9. Cxema gelicTBus CHIT pe3aHusl Ha ppe3y OTHOCUTEIBHO CUCTEMBI
KOOpJIMHAT AHHAMOMETpa

Fig. 9. Flow pattern of cutting forces on the mill relative to the coordinate
system of the dynamometer

MmeTpa. Ha puc. 9 orn 0603HauEHBI IEPBBIMHU 10 T10-
psaaKy cumBonamu Fz, Fx, Fy. Ilpu ¢ppesepoBaHuun
HEBO3MOXXHO H3MEPUTH (BBLACIUTH) C TMOMOIIBIO
JUHAMOMETpa TaHT€HLUAIbHYI0 Pz U paiuaibHyI0
Py cunpl pe3anus, AecTByroIMe Ha 3y0 Qpe3sl u
COOTBETCTBEHHO OT 3y0a (pe3bl Ha TUHAMOMETD,
n3-3a noBopora (BpamieHust) ¢ppessl (puc. 10).

[Ipu ¢pe3epoBaHUN MOXKHO H3MEPHUTH TOJBKO
CWJIbI, JeHCTByIOLIME OT (pe3bl HA TUHAMOMETD:
CUJTy moaayu Ph, NeHUCTBYIOIIYIO BAOJIbL Hampaslie-
HUS TIOJIaYM CTOJNA, U OOKOBYIO cHily Pv, NeHCTBY-
IOLYI0 MEPHEHAMKYJIIPHO HAIpPABICHUIO IOJayu.
IIpu 3TOM JUIMHHAs CTOpOHA JUHAMOMETpPA JIOJIXK-
Ha OBITh YCTAHOBJIEHA CTPOTrO NEPIEHIUKYISPHO
(wu cTporo napasuiesibHo) nojade crona. O6o3Ha-
YEHMsI 3TUX COCTABJISIONIMX 3aBUCAT OT HaIpaslie-
Hus nopadu crtona. Ilpu ycraHoBke nTuHamomerpa
JUITMHHOW CTOPOHOM CTPOTO MEPIEHAUKYIISIPHO MPO-
JI0JIbHOM Tof1aue ctona (puc. 9, 10) aTu cocTapsito-
M€ CHJIBI PE3aHUsl UMEIOT CIeNyroIue 00o3Haue-
Hus (yKa3aHbl BTOPBIMH IO MOPSIIKY CUMBOJIAMU):
Fz=Px, Fx= Ph, Fy = Pv.

[Tpu manoit mmyoune pesanus ¢ = 1 MM, cyIie-
CTBEHHO OoJibIieM auamerpe ¢ppessl d = 12 MM (co-
otHomenue #/d < 0,1) U HanmpaBIEeHUH MHUHYTHOU
nojla4yu CTona f,  TIOIEPEK HAMOMETPa STH Ha-
IIPABJIEHUSI COOTBETCTBYIOT JPYroil cucreme cui,
JIEHCTBYIOIMX Ha 3aroToOBKYy CO CTOPOHBI 3y0a
¢bpe3sl B MOMEHT Bpe3aHus 3y0a ¢ppe3bl B 3ar0TOB-
Ky (yKa3zaHbl TPETbUMH 110 MOPSAKY CHMBOJIAMH):
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Puc. 10. Cxema pasnmoKeHHUsI CHII PE3aHUS B IIIO-

CKOCTH, TICPIICHIUKYJISIPHON OCH BpalieHus Gppe3sl

Fig. 10. Scheme of decomposition of cutting forces

in a plane perpendicular to the axis of rotation
of the mill

Fz = Px = Px, Fx=Ph= Pz, Fy = Pv = Py. Otumu
e nBeTamu (Fz — puoneToBbId, FX — CHHHH, Fy —
KpacHBIi1) yKa3aHHbIE CHIIbI U TpadUKHU UX U3MEHe-
HUs 0003HAYAIOTCS HA MOHUTOPE.

[lepexoast Kk cucteme CHil, ACMCTBYIOIIMX HA 3a-
TOTOBKY CO CTOPOHBI 3y0a ()pe3bl B MOMEHT Bpe3a-
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Hus 3y0a B 3arOTOBKY, OyIyT HCIIOJIb30BaThCs Clie-
nyoue npubnuxenus: Px = Fz, Py = Fy, Pz = Fx.
Takum 00pa3oMm, HY’)KHO TOHHMAaTb, YTO B HHTEP-
deiice nporpammuoro obecneuenus Kistler Dyno
Ware B MOMEHT Bpe3aHus 3y0a ¢pe3bl B 3arOTOBKY
[z 03Ha4aeT, 4To Ha caMoM Jielie 310 Fx; [y 03Havya-
€T, UTO Ha CaMoM Jiefie 3T0 Fy; Fx 03HauaeT, 4To Ha
caMoM Jiejie 310 Pz.

N3mepenus miepoxoBaToCcTH MOBEPXHOCTH 00-
pabaTpiBaeMbIX 00pa3lOB MPOU3BOIWINCH C HC-
nojp30BaHueM Tnpoduiomerpa moxenu SJ-210
¢bupmbr Mitutoyo (Snonus) (puc. 11). U3mepenus
BBITMIOJHSUIMCH B IISITH TMPOU3BOJBHBIX yUacTKax Ha
MCXOJHOW 3aroToBKe mepen (hpe3epoBaHUEM U TO-
Clie yOaJeHus CcJos TOJNIIMHON, paBHON IIMpPUHE
dbpesepoBanus B (cMm. puc. 8). s uamepeHuit u
00pabOTKH JTaHHBIX MCXOIHOTO MPOQUIS IIEePOXO-
BaTOCTU HCIONB30Balach MeTonuKa cormacHo EN
ISO 4288.

[TomydaeMble B poriecce perucTpaluy JaHHbIe
00pabaTpIBalUCh C NPUMEHEHHEM KJIACCUYECKUX
MOJIOKEHHUI MaTeMaTHYeCKON CTaTUCTUKHU U TIIaHU-
pPOBaHHUS SKCIIEPUMEHTA, a JIJIsl aBTOMATU3alluU pac-
4E€TOB UCMOJIH30BAIOCH MPOTPAMMHOE 00ecIieueHUE
STATISTICA.

Pe3yabTaThl U UX 00CY:KIeHUE

Hwuxe mnpencraBieHbl pe3ynbTaTbl HCCIENO-
BaHMs (ppesepHoil 0OpaboTku obpasna U3 crajiu
12X18H10T, nosyueHHOro Mo TEXHOJIOTMH IPSAMO-
IO JIA3EPHOTO BHIPAIIMBAHUS U3 MTOPOIIKA.

OBRABOTKA METALLOV %

Puc. 11. Cxema mporecca U3MEpEeHUH IEPOXOBATOCTH
MOBEPXHOCTH O0pa3iia Mocje BBIMOJHEHUS (pe3epo-
BaHUA

Fig. 11. Process flow diagram of measuring the surface
roughness of a specimen after milling

W3mepenus napameTpa IIepoxoBaTocTH Ra B 3a-
BUCHMOCTH OT PEXKHUMOB (hpe3epoBaHuUs U HAIIpaBIIe-
HUSI BBIpAIIBaHUs 00pa3loB NPUBEICHBI B Ta0I. 6.

upuna ¢pesepoBanus Oblaa mpuHsAta B =
= const = 7 MM IIpH TOJIILIMHE [UTACTUHBI /1 = 8,5 MM,
T. €. 3yObs pe3bl Ha ee TopIle BCeraa y4acTBOBAIU
B 00paboTke. MunyTHas mojada f  W3MEHSIACh
IIPpU TPOYMX OAMHAKOBBIX YCJIOBHUSIX pe3aHus (pe-
xuMax o0padotkn). [Ipu moctpoennu rpagukoB mo

Tabnuna 6
Table 6

3HaveHHs IEPOXOBATOCTH Ra B 3aBHCHMMOCTH OT HanpaspJieHHs ¢pe3epoBaHNA M Pe:KMMOB Pe3aHus

Roughness values Ra depending on the milling direction and cutting modes

Ne ompita / v, S t, B, | Ra, mxm (dbpesepoBanue | Ra, MkM (ppe3epoBaHue
Experiment Ne M/MHUH MM/MUH | MM | MM | Baonb) (milling along) noriepek) (cross milling)

1 120 2,013 +0,24

2 240 i 0.817 % 0.15 1,589 £0,15

3 75 480 1,203 0,20

4 0,775 +0,24

5 2 7 0,566 = 0,20 0,699 £ 0,11

6 850 55 0,496 +0,18 0,566 =0,10

7 ’ 0,438 £0,23 0,510+£0,15

8 94 3 1,495 +0,32 0,922 +0,32

9 1050 1,220 £ 0,22 1,979 £ 0,34
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SMIIUPUUYECKUM JIaHHBIM HCIIOJIb30BAIN METO/ Hau-
MEHBIIINX KBaJPaTOB.

Ha Bcex rpadukax y4uThIBAIHCh W3MEHEHUS
HauOONbIIeH BEMMYUHBI ATHX cui (puc. 12—14).

I'paduxu u3meHeHus cuiel nonauu P/ (Hampas-
JIeHue cuibl Ph 1eHCTBYeT BIOJIb BEKTOpA HaIpaB-
JIeHUs 1oa4un) U OOKOBOM cuiibl PV (HampaBlieHUE
CWJIBI PV TIepIeHANKYIISIPHO HAMPABJICHUIO BEKTOPa
T0Ja41) IIPY M3MEHEHUH MUHYTHOH MOa4u f  10-
KazaHbl Ha puc. 12. Ha puc. 13 noka3zansl rpaduku

TEXHOJIOI'UA

W3MEHEHUSI 0CEBOU CUJIbI Px (IeUCTBYET BAOIL OCH
¢bpe3ssl, T. €. IpU KOHIIEBOM (hpe3epOBaHUN — BEPTH-
KaJIbHO), @ /111 CPABHEHUS Ha 9TOM I10JI€ pa3MELIeH
U rpaduK U3MEeHEHHsI OOKOBOM CHIIBI Pv.

Ha puc. 13 rpadux Px  nmeer neperud
npu nopade f, = 240 mm/mMun. CuuTaeM, 4T0 MOXK-
HO yTIPOCTUTH XapaKkTep 3TOro rpaduka u mpoBecT:
MPSIMYIO JIMHUIO Yepe3 BCE YEThIPE TOUKH (JTHMHHUS 4
Ha puc. 13), npuHUMast HE3HAYUTEIbHOCTb MTOTPELLI-
HOCTH IPY TaKOM JOMYIICHUU.

Puc. 12. Tpaduk u3mMeHeHNS HAaMOONBIINX 3HAYCHUN cril pe3anus Ph, Pv u Px (H) B 3aBucuMocT
or moxauu f (MM/MuH) (B =7 MM, V' =75 m/muH, t = 1 Mm)

Fig. 12. Graph of changes in the highest values of cutting forces P# u Pv (N) depending on the feed
/... (mm/min) (B =7 mm, V=75 m/min, = 1 mm)

Puc. 13. T'paduk n3meHeHus: HaMOOIBIINX 3HAUYCHHUH cuil pe3anus Pv u Px (H) B 3aBucumocTn

OT Toz1au f

MHWH

(MM/MuH) (B =7 MM, V=75 M/MuH, t = 1 MM)

Fig. 13. Graph of changes in the highest values of cutting forces P4 u Px (N) depending
on the feed f . (mm/min) (B =7 mm, V=75 m/min, /= 1 mm)
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Puc. 14. llpumep rpadmka U3MEHEHHUS COCTABIISIOMIMX CHIIBI OT BpEMEHH pe3aHusl B polecce GppesepoBanust

BZOJIb HAIIPaBJICHUs BhIpamuBanus (B =7 mm, V=75 m/muH, ¢ = 1 Mm, £,

= 120 MmM/Mun)

Fig. 14. Example of a graph of changes in the force components from the cutting time in the milling process

along the build direction (B =7 mm, V=75 m/min, t =1 mm, f

HccnenoBanne BnusiHUS TIyOMHBI (hpe3epoBa-
HUS ¢ HAa CHJIBI Pe3aHMs ITOKa3aJIo MPSMYIO MPOIop-
[IUOHANLHOCTH CHJ P/ OT miryOuHBI Qpe3epoBaHus
(puc. 15).

Heo0xonumo oTMeTUTS, YTO cujia v HalpaBiieHa
OT oreparopa — B TPOTHUBOMOJIOKHYIO CTOPOHY
HanpasieHus ocu OY, T. €. 3y0 Gpe3bl OTTaTKUBAET
3aroTOBKY OT OIeparopa, TaK Kak NMpU W3MEPEHUH
OHa O0TOOpa)kaeTcs Ha MOHUTOpPE AMHAMOMETpa CO
3HaKoM MuHYyc (—). Ha puc. 12 cuna Pv yka3aHa Ha
MOJIOKHUTENBHOM OCH, 4YTOOBI HE PUCOBATH €IIIE OJTHY
ock. HecMoTpst Ha OoTpULIATEIbHYIO BEJIUYUHY CHJI
Pv u Px, yautbiBaeTcs UX aOCOJTIOTHOE 3HAUYECHUE —
YyeM OHO OOJIBbIIIE, TEM OOJIBIIE CHJIA.

3HaK cwibl P/ NONOXUTENbHBIN, T. €. HallpaB-
JICHWEe CHJIbl COBIAJAeT C HampaBieHuem ocu OX
(cm. puc. 9). 3Hak cuibl Px OTpHUIIATENbHBIN (—), 3TO
TOBOPUT O TOM, YTO OHA HampapjeHa B MPOTUBOIO-
JIOXHYIO CTOPOHY OT HanpasiieHus ocu OZ, T. €. 3y0
(bpe3bl TIHET 3aroToBKy BBepX (CM. puc. 9) u3-3a
MIOJIOKUTENIBHOTO yTiIa HAKJIIOHa BUHTOBOM KaHAaBKH
o (cM. Taom. 4).

[Ipsimass  mpOMOPLUMOHANBHOCTH  IpadUKOB
Ph_ = ) PV = S ) OT BETMYMHBI MH-
HyTHOM nojauu f  (cM. puc. 12) mo3Bosser npu
t =1 MM W yKa3aHHBIX OCTaJbHBIX PEXKHMax pe-
3aHUS UCIOJIb30BaTh YPaBHEHHSI, OIMHCHIBAEMBIE
JMHEWHOM 3aBUCUMOCTBIO:

thax TIoriepex - 266’4 + 0’556]1‘\41le ) (1)
Ph_ . om = 200 + 0,545 (2)
Pvmax rorepex - 100’4 + 0’899f1:/11/m ) (3)
PV om = 46,2+ 0,135 . 4)

=120 mm/min)

min

ITpsiMasi IPONOPLUHUOHATIBLHOCTE TPAQUKOB X =
= Af,,) OT BEIMYMHBI MHMHYTHOH moOAa4M (CM.
puc. 13) no3BonseT npu £ = 1 MM U yKa3aHHBIX OCTaJIb-

HBIX PCIKUMaX PE3aHus UCIIOJIb30BATh YPABHCHUA
Px =10,8+ 0,162/

max norepex

)
(6)

Bo Bcex paccMOTpeHHBIX CiayyasXx BeJIMYMHA
cun Ph_, Pv_ W Px_  Tpy HAPABJICHUM TT0JA49H
BJI0J1b HAIIPABJICHUS IOJJaYy [TPU CUHTE3€ 3ar0TOBOK
HEMHOT'0 MEHBbIIIE, YEM IIPH NEPIEHIUKYISIPHOM Ha-
IpaBJIeHUuH noaa4u (cM. puc. 12 u 13).

AHanu3 puc. 14 moka3bpIBaeT, 4To XOTS MPH TITy-
OuHe pe3zanus ¢ = 1 MM y 4eThIpEX3y00ii hpes3bl 1071-
’KEH ObITh KOHTAKT C 3arOTOBKOM TOJIBKO OTHOTO 3y0a
U TOATOMY CHJIBI JAOJKHBI YMEHBIIAThCS 10 HYJI,
HO 3TOT0 HE npoucxonut. Hambomnee oTu€TinBo 310
BUIHO 1O rpadukaM W3MEHEHHs CWIBI nojadu Fh
(cunmit uBer rpaduka). [Ipu yBenmueHnn nomaqu
MUHUMaJbHAsl BEJIMYMHA CHUJIBI P/ yBETUYMBAET-
cs1. Bo Becex ciyuasix OTYETIMBO BUAHBI 110 YETHIPE
IMKa ¥ BHAJWHBI, YTO TOBOPUT O paboOTe YeThIPEX
3yObeB. Pa3zHas BenMUYMHA 3TUX MUKOB CBHJIETENb-
CTBYET O HAJIMYUU HEOOJBILIOTO pagraIbHOro Oue-
Hus 3yObeB. i ucnonb3yemMoi (hpesbl 1Ba JTHOOBIX
COCE/IHUX 3y0a MMEIOT OJMHAKOBOE PACCTOSTHUE OT
ocH BpalieHus ¢ppe3bl, 0 4eM TOBOPUT OIMHAKOBAsI
BEJIMYMHA HauOoJbIIel cuibl Ph. DTO CBUIETEINb-
CTBYET O TOM, YTO UMEETCSI HECKOJIBKO pa3HOE pac-
CTOSIHUE PEXYLIeH KPOMKU 3yObeB OTHOCHUTEIBHO
OCH BpALLEHUS IINHUHJIEI, a HE CMELIEHUE OCH
(bpe3sl Ipu ee 3aKpeIUIeHUH B IIAHTOBOM TaTpOHE.
To ectp HaOmogaemasi MOTPEIIHOCTh IOSBUIACDH
IIPU U3TOTOBIIEHUU (pE3bl, @ HE IPU €€ YCTaHOBKE
B [IaTPOHE.

Px

max BOOJIb

=3,97+0,128f

MHH"
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Puc. 15. Cocrapmstrone cuiel pe3anust Ph, Pv u Px (H) npu dpeseposa-
HHUM Ha Pa3JInYHBIX PEKUMAX B 3aBUCUMOCTH OT TIIyOHHBI pe3aHus ¢ (MM)
npu B =7 mm

Fig. 15. Components of the cutting force Pk, Pv and Px (N) when milling
in different modes depending on the cutting depth ¢ (mm) when B =7 mm

Kpytusna nogbema u cnaaa rpaduka cuisl Ph,
KaKk HanOoJjee XapaKTepHOro, XOPOLIO BUJUMOTO U
BaKHOTO, IPUMEPHO ONMHAKOBa (cM. puc. 12, 13),
XOTSI 0)KMJIaJI0Ch, YTO YMEHBIIEHHE JIOJKHO IPO-
UCXOJUTH Oojiee OBICTPO, TaK Kak MpU BCTPEUHOM
¢bpe3epoBaHUU BBIXOA 3y0a MMEET OYeHb MaJIbIi
nepuos BeIxoa (ObIcTpee yMEHbIAeTCsl TOJILIMHA
cpes3a Iepesa MOJHBIM BBIXOAOM 3y0a M3 KOHTAKTa
C 3aroTOBKOM) MO CPaBHEHHUIO C MEPUOJIOM YBEJH-
YyeHUsl TOJIIMHBI cpe3a. Hamu oObscHseTcs 310
SBJICHUE M3MEHEHHEM HalpaBlIeHUs CUJIbl Pz Kak
OCHOBHOW CWJIBI MpHU yaaJieHuW mpumycka. Ilepen
BBIXOJIOM 3y0a M3 KOHTaKTa cwia Pz moBopauuBa-
eTCsl 10 X0y BpalieHus (pesbl U B OoJblIel cTe-
MeHU yBeIn4yuBaeT cuity Pv, a ue Ph (cMm. puc. 12).
[TosToMy yMmeHbIIEHHE BETWYHMHBI CUIbl P/ Tpo-
UCXOJUT HE TaK OBICTPO, TaK KakK 3TO YMEHbILIEHUE
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HauMHAEeTCs paHee, elle 10 IMoaxo/a 3yda K TOUke
BBIXO/1a NIABHOM PEKYyLIEN KPOMKH M3 KOHTakTa. K
TOMY K€ Y (pe3bl UMEETCsI HAKJIOH PEXKYIIEH KPOM-
KU C yIJIOM ® (B HEKOTOPBIX MHOCTPAHHBIX MCTOU-
HUKaX 3TOT yrojl 0003Ha4yaeTcsi CHMBOJIOM [3), UTO
HE Ja€T BO3MOKHOCTU BCEU PEXKYILEH KPOMKE BBI-
WTH U3 KOHTAKTa C 3arOTOBKOM OTHOBPEMEHHO. UeMm
Oompie mmpuHa Pppe3epoBaHuss B U OOIbIIE yroi
®, TeM OoJsee IIaBHBIM OyJIeT YMEHBIIEHHE BCEX
cui. [loBopoT BekTOpOB cuit Pz 1 Py npu BpalieHuu
(pe3bl ¢ OIHOBPEMEHHBIM YBEIMYEHUEM TOJIIUHBI
cpes3a Mpu BCTPEUHOM (pe3epOBaHUU MPUBOIUT K
HEeOO0JIbIIOMY HECOBIAACHUIO IO (pa3amM U3MEHEHUS
cun Phwu Pv (em. puc. 14).

[Ipu yBenuueHun ckopocTH pe3anus ¢ 75 1o 94
M/MHH IIpY OJMHAKOBOW mopade cwisl Ph ..

u Ph MeHb1Ie (cM. puc. 15, cpaBHUTH Tpa-
max IOIepeK



TECHNOLOGY

buku [ u 5; 2 u 6). YBenuuenue ¢ pu V =75 m/
MHUH TPUBOIUT K MEHEE CYIIECTBEHHOMY YBEIH-
YCHHIO CHIIBI Pv, o (em. puc. 15, rpaduk 3),
a cwia Pv npu V=75 M/MUH 1axe HEMHOTO
max B/10JTb
yMeHbInaercs (cMm. puc. 15, rpaduk 4), X0Ts CHIIBI
Pv uPv . TIpY pa3HBIX CKOPOCTAX pe-
max BJ10JIb max Mornepex

3aHMSI MaJIO OTJIIMYAIOTCA JIpYyr OT Jpyra (CM. puc.
15, cpaBauTh Tpaduku 4 u 6; 3 u 7).

IIpu cxopoctu pesanus V = 94 m/mun cuna Pv
npu (¢pe3epoBaHUU B TONEPEUHOM HalpaBlICHUH
OTHOCHUTEJIbHO HAIIPaBJICHUs NOJAYu NpPU CHHTE3E
AT (Pv .) HE U3MEHSETCS NpU yBEINYEHUH

max TIOTICPCK

ryOuHsbl (ppe3epoBanus ¢ (cM. puc. 15, rpadux 7).
[Ipy TponONBHOM HampaBleHHUH TOAAYM CHUJIA

v NPaKTUYECKH HE U3MEHSAETCS TPU YBEJIH-

max BJ10JIb

YEHUU IIyOMHBI pe3aHMs !/ 1 HE3HAYUTEIHHO 3aBH-
CHUT OT CKOpOCTH pe3aHus (cM. puc. 15, rpaduxu 4
u 8). Takoe OTCYTCTBHE BIMSHUS TITyOUHBI pe3aHHs
t OOBsCHSETCS HAMH YBEIWYCHHEM CHIIBI PV yxke
B CTOpPOHY Olleparopa Ha MOCJEeIHEN CTaJuu pe3a-
HUSL TIPU TIOBOPOTE (pe3bl, T. €. 3y0 Pppe3bl HaunHa-
€T TAHYTb 3aT'0TOBKY K OII€paTopy, a HE OTTaJIKUBaTh
ee, KaKk B Ha4yaJIbHOM CTag uM.

Tonbko cuna Ph CYLIECTBEHHO YMEHb-

max TIOmnepeK
H1aeTcs NpU yBEJIUYEHUHN CKOPOCTHU pe3aHus V (cm.
puc. 15, rpaduxu [ u 5), cuna Ph_ - ymMeHb-
IaeTCsl He3HauuTenbHO (cM. puc. 15, rpaduku 2
u 06), a OCTaJbHBIE COCTaBisgwoe — Pv
max BI0JIb
M PV oneper (M- PHC. 15, rpaduku 4 u 8, 3 u 7),
Px o wrom B PX oy voneper (rpacduku He mpeacTaie-
HBI B CBSI3M C OTCYTCTBHEM HM3MEHEHHS BEIMYMHBI
ATUX CWJI IIPU YBEIMUYEHUU CKOPOCTH PE3aHUs) — HE
U3MEHAITCA. BO3MOXKHO, 4TO NpU CYyIIECTBEHHO
Oonpielr ckopoctu pesanus (6omee 130 m/MuH)
CHIIBI OyIyT YMEHBIIAThCS, KaK 3TO HAOIIONACTCS
IIPY TOUYEHUU B OTCYTCTBHE HApOCTa M3-3a YBEJU-
YEeHUSI CKOPOCTH JedOopMalud B 30HE TMEPBUYHOM
TUTACTHYECKON NeopMallil U YMEHbLICHHUS ILa-
CTUYHOCTH B IPOTUBOBEC YBEJINYEHUIO TIACTUYHO-
CTH 00pabaThIBaEMOro MeTajia M3-3a YBEIHMUCHHS
temneparypsl [30]. YBenuuenue ckopoctu aedop-
MalMyd TPUBOJAUT K YMEHBIIECHHUIO IJIACTUYHOCTH
MeTajjla U, KaK CJIEJCTBUE, K YMEHBUICHUIO 30HBI
NEePBUYHON MIacTUYEeCcKoil nedopmalyu, 4To U BbI-
3bIBA€T YMEHBIICHUE CUJIbI PE3aHMSL.

3akjao4yeHmne

HpI/I INOATOTOBKE U B XOA€ BBIITOJIHCHUA HACTOs-
mero ucCjacaoBaHusd yaajaoCb AOCTUYb MHHHUMMH3a-
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IIUH BIUSHUS CTOPOHHHUX (DAaKTOPOB HA PE3YIBTaThI
3a Cu€T BCECTOPOHHETO M3Y4YCHMs KaK IapaMeTpoB
3arOTOBKHU, TaK U MHCTPYMEHTA, U YCIOBUN TEXHO-
JIOTHYECKOW Cpelbl ISl BBIMOIHEHHS (pe3epoBa-
Hus. Ha 0CHOBaHUM BBIMOJIHEHHOTO HCCIEIOBAHUS
ClI€JIaHBbl CIEIYIOLINE BHIBO/BI.

OmnpeneneHsl npeneibHbIE PeXUMBI (Ppe3epo-
BaHMs, KOTOphIE 0O0ECHEUMBAIOT OTCYTCTBHE pas3-
pylIeHus: TBEPAOCIIABHBIX (pe3 B mpoliecce Jie3-
BUIHOHN (cyOTpakTHBHOI) 00paboTku LMD cranu
12X18H10T xak BOoib, Tak U MONEPEK HaAIpasJe-
HUS BBIPALIMBAHUS.

[Tpu u3ydyeHuun cusl pe3aHusi ObUIO yCTAHOBIIE-
HO, YTO YBEIMYEHHE IOAAYU f B JUANasoHe OT
120 no 850 MM/MUH IPUBOAMT K MPSIMO MPOTIOPLIHU-
OHAJIBLHOMY YBGHHHGPHw cun Ph_., Pv_ wmPx_ .,
OIMCHIBAEMBIX TMHEWHBIMU YPaBHEHUSMHU.

VYBenuuenue ryOuHBI (pe3epoBaHus ¢ B 2,5
pasza MpUBOIUT K CYIIECTBEHHOMY POCTY CHIIBI HO-
naun Ph_ ., ocobenno Ph_ nonepex. A0 1580 H, =HO
IpU ATOM IIyOMHA (pe3epoBaHUS HE OKa3bIBACT
CYIIECTBEHHOI'O BIIMSHUS Ha M3MEHEHHE OOKOBOM
Py . woceBon Px . cHIL

[lepoxoBarocTh Ra 00pabOTAaHHON MOBEpPX-
HOCTH 3aBUCHT OT HAIPaBICHHUS BbIpAIUBAHUS
aJTUTUBHOM 3aroToBKUM MU Tpu (pe3epoBaHUM HA
pexxknmax (cM. Tabm. 5) B Oonbiei Mepe 3aBUCUT OT
MoZlaYM U CKOpOCTH pe3anus. I[Ipu 3ToM HanMeHb-
e 3HadeHus Ra = 0,438 + 0,23 mxm (mipu dpese-
poBanuu B1osb) U Ra = 0,510 £ 0,15 mxm (ipu dpe-
3epOBaHUM IONEPEK) HAOIIOMAIOTCS Ha PEXKHMAX
V=94 m/mun; f = 850 mm/Mun; £ = 2,5 mm;
B ="T7wMM.
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ABSTRACT

Introduction. Additive manufacturing technologies for the production of geometrically approximate
workpieces require post-processing. This applies to the use of cutting tools in milling operations when machining
critical surfaces. The latter are specified strict requirements to accuracy of linear and angular dimensions and quality
of the surface layer. An urgent task remains to increase machining productivity when recording cutting forces and
surface roughness to develop technological recommendations. Purpose of work: experimental determination of
cutting modes providing the highest productivity when milling LMD-workpieces (Laser Metal Deposition) made
of steel 0.12-Cr18-Nil0-Ti (AISI 321) by carbide end mill, while maintaining the milling cutter operability and
required roughness. The properties and microstructure of the specimens along and across the build direction are
investigated. The influence of feed (when the mill moves across and along the build direction), depth and width
of milling, speed on the components of the cutting force and roughness of the machined surfaces during counter
milling of LMD-workpieces made of steel 0.12-Cri18-Nil0-Ti (AISI 321) with end mill made of H/0F carbide with
a diameter of 12 mm without wear-resistant coating is established and formalized. The research methods are the
dynamic measurement of all three components of the cutting force using a three-component dynamometer and the
measurement of roughness with a profilometer. The condition and microgeometry of the cutting edges were monitored
before and after milling using scanning optical and scanning electron microscopy. Results and Discussion. The
difference in cutting forces depending on the milling pattern (along and across the build direction) was shown.
Studies showed that the milling depth and cutting speed have little effect on the lateral and axial components of the
cutting force. The feed force increases significantly with increasing depth of cut, especially when feeding across the
specimen build direction. It is found that all three components of the cutting force are directly proportional to the
value of the minute feed. The equations for calculating all three components of the cutting force with a change in the
minute feed are obtained.

For citation: Babaev A.S., Kozlov V.N., Semenov A.R., Shevchuk A.S., Ovcharenko V.A., Sudarev E.A. Investigation of cutting forces
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oborudovanie, instrumenty) = Metal
26.2-38-56. (In Russian).
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