% OBPABOTKA METAJIJIOB

TEXHOJIOI'UA

Ob6paboTka MeTaa10B (TeXxHOAOTU: ® 00opyAoBaHMe ® MHCTpyMeHTs). 2024 Tom 26 Ne 3 c. 52-65
ISSN: 1994-6309 (print) / 2541-819X (online)
DOI: 10.17212/1994-6309-2024-26.3-52-65

Oo0paboTka MeTaLJI0B

(TexHos10THSA * 000PYIOBAHME * MHCTPYMEHTHI)

CaifT xypHana: http://journals.nstu.ru/obrabotka_metallov

MoaenupoBanue ¥ ONITUMHU3AIUS NMPoLecca HAaKAThIBaHUsA pojnkoM Al6061-T6
JJIs1 JOCTHKEHUS] MUHMMAJILHOTO OTKJIOHEHHS 0T KPYIVIOCTH, MUHUMAJIbHOM
IIEPOX0BATOCTH NMOBEPXHOCTH U NMOBbIIIEHUS €€ MUKPOTBEPA0CTH

1
Pawmu /leueeou

1,2,b
“, Aeunaw Comamrap , Camuw Yunyanuxap

S
f 2¢

1
YuuBepcuret TexHonorui 1 MexunuHckux Hayk IlIpu Carsst Can, Cexop, Manxes-IIpagem, 466001, Manns

2
WucTutyT nHbOpMAMOHHBIX TexHonoruii Bumsaxapmel, Konnsa (baapek), Ilyne — 411048, Maxapamrpa, Uaans

https://orcid.org/0000-0002-9755-5330,
https://orcid.org/0000-0002-4175-3098,

rashmidwivedi29@gmail.com;b https://orcid.org/0000-0002-2885-2104,  avinash.somatkar@viit.ac.in;

satish.chinchanikar@yviit.ac.in

HHO®POPMAILUA O CTATBE

AHHOTALUA

YIK 621.787

Hcmopus cmamou:

Hocrynuna: 09 urons 2024
Penensuposanue: 17 urons 2024
Ipunsra k negaru: 22 urons 2024
JoctynHo onnaifn: 15 centsops 2024

Kniouesvie crosa:
HaxkarbsiBanue ponukom
Al6061-T6

[IepoxoBaToCTh MOBEPXHOCTH
MHUKpOTBEPAOCTh
OTKJIOHEHHE OT KPYITIOCTH
OnruMu3anus

Beenenne. HakarpiBaHue pOIMKOM — OJWH M3 HaHOOJIee pacIpoCTPaHEHHBIX METOIOB ITOBBIIICHHS KadecTBa
MOBEPXHOCTH AETaleH, N3HOCOCTOMKOCTH, MHKPOTBEPIOCTH M KOPPO3HMOHHOHU croiikocTH. IIpomecc BKimogaeT
B ce0sI CoKaTHE U pasTIaKUBaHUE 3aTOTOBKH 1aBICHHEM 3aKaJICHHOTO PONIUKa. Ero 4acTo HCIONb3y 0T IS TOBBIICHS
IIPOM3BOAUTEILHOCTH IPOM3BOACTBA W CPOKA CIYKOBI JeTalled B TaKMX OTpacisiX, Kak aBTOMOOMJICCTPOCHHE,
a’pPOKOCMUYECKasl MPOMBIIUICHHOCTE M HPOM3BOACTBO MeIMIMHCKOro obopynosanus. Ilean pa6orsr. O630p
JHUTEpaTyphl IIOKAa3bIBACT, YTO IIPOLECC HAKATBIBAHHS PONUKOM J(Q(EKTHBHO yiaydInaeT oOmiee KadecTBO
MOBEPXHOCTH M TBEPHOCTH 3aroTOBKH. Kpome Toro, HakaTbIBaHHE POJMKOM paccMaTpHBaeTcsl Kak ITOCTYITHBIH
METO] TIOBBIICHUS (PYHKIIMOHAIBHOCTH U IIPOYHOCTH 00padaThIBaeMBIX JeTalell 3a CUeT CHIDKEHHS BEPOSITHOCTH
HOSIBICHUSI TIOBEPXHOCTHEIX Je(EKTOB, TAKUX KaK IaparmiHbl U TpemuHbl. OqHako OBUIO OIyONMKOBAHO OYEHb
MaJI0 MCCIICIOBaHUI 10 MOJCIMPOBAHHUIO M ONTHMH3ALMK HaKaThiBaHUS poirkoM Al6061-T6 mist moCTHXeHUS
MHHHMAJIEHOTO OTKIIOHEHHS OT KPYIIOCTH, MUHUMAJIBHOH NIEPOXOBATOCTH M BBICOKOH MHUKPOTBEpAOCTH. MeToabl
HccaenoBanus. B texymeil pabore HakareiBaHWe poskoM Al6061-T6 MomenupyeTcs M ONTHMH3HUPYETCS IS
JOCTIDKEHHS TpeOyeMBbIX 3HaYeHHII MHKPOTBEPIOCTH, OTKIIOHCHUH OT KPYIJIOCTH M MHHHMAIEHON IIEPOXOBATOCTH
HOBEPXHOCTH. B ycioBusax cyxoil pe3ku 3()(eKTHBHOCTh HAaKaTHIBAaHUS POIHMKOM 0Opa3mnoB Al6061 onennBanach
C TOYKH 3PEHUsI TEXHOJIOTHYECKUX (DAKTOPOB, TAaKMX KAaK CKOPOCTh PEe3aHMs, HOJa4ya W KOJIUYECTBO IPOXOIOB.
Ha ocHOBe pe3ynsraToB OKCIIEPHMEHTOB pa3pa0OTaHbl MaTeMaTHYeCKHe MOJETH JUIL HPOTHO3HPOBAHUS
IIEPOXOBATOCTH ITOBEPXHOCTH, MHKPOTBEPAOCTH M OTKIOHCHHS OT KPyIIOCTH. Pe3yiasTaTel M o0cy:XkaeHHe.
Koadpduipent koppensuun s pa3pabOTaHHBIX Mojeied okaszancs Omm3kuM K 0,9, 3TO CBHICTENBCTBYET
0 TOM, YTO UX MOXKHO HAIEXHO HCIOJIH30BaTh IUISI IPOTHO3HPOBAHUS M ONTHUMHU3ALMU HAKATHIBAHHS POIMKOM
B mponecce obpaborkn Al6061-T6. CorracHO 3TOMy HCCIIEIOBAaHUIO HCIOJIB30BAaHHE CICAYIOIUX I1apaMeTpOB
00pabOTKH NIPUBOANUT K HANMEHBIIEMY OTKIOHSHHUIO KpyriocTH (4,282 MkM), Hanbolee BRICOKOI MEKPOTBEPHOCTH
(119,2 HV) n Hammensmieil mepoxosaroctr noBepxHoctH (0,802 MKM): ckopocTh pe3anus 344 o6/muH, momadya
0,25 MM/00 u 4eThipe mpoxoaa. Kpome Toro, uccieoBaHUe MOKa3bIBACT, YTO YBEIMUCHHE KOJIMUECTBA MTPOXOI0B
(6osee geThIpex) He CII0COOCTBYET 3HAYUTEIILHOMY YIIyYIICHHIO IEPOXOBATOCTH HOBEPXHO CTH HITH MUKPOTBEPIOCTH.
OnHaKo 5TO NPUBOAWUT K HEOONBINIOMY YBEIHYCHUIO OTKIOHEHHS OT KpymiocTH. [losToMy mis IOCTHXKEHHS
OIITHMAJIBHBIX PE3Y/IBTAaTOB PEKOMEHIYEeTCs HCIIONIB30BAaTh MAKCHMYM YETHIpE IIPOX0/a IPH HAKAaTBIBAHUU POITMKOM
00pa3roB u3 Al6061 B ycloBusIX CyX0il pe3ku. DTH pe3yIbTaThl MOAPa3yMEBAIOT, YTO HAKATHIBAHUE POJIMKOM MOXKET
9 QEKTHBHO YIIy4IIUTE 00IIee Ka9eCTBO U TBEPAOCTh HOBEPXHOCTH 3aroTOBKH. KpoMe Toro, HakaTsIBaHHE POIHKOM
paccMaTpHBaeTcs Kak JOCTYIHBIH METOJ] IOBBIICHUS (PyHKIIMOHAIFHOCTH H IIPOYHOCTH 00pabaThIBaeMBbIX IeTaeit
3a CYET CHIDKCHUS BEPOSTHOCTH MOSIBIICHUS IOBEPXHOCTHBIX Ie(DEKTOB, TAKHX KaK IIaPalliHBI U TPEIHHEL.

Jos umtupoanusi: /Jeuseou P, Comamxap A., Yunuanuxap C. MonmenupoBaHHE W ONTHMH3AIMSA TPOIECCa HAKATHIBAHUSA POJTHKOM
Al6061-T6 mis MOCTHIKEHHS MHHUMAIBHOTO OTKJIOHEHHS OT KPYIJIOCTH, MUHHMATBHOW IEPOXOBATOCTH MOBEPXHOCTH U TOBBIIICHHS €€
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BBenenue

KadecTBO NOBEPXHOCTM 3aroTOBOK, IIOJIyYEH-
HBIX B pe3yJbTaTe pa3IMyYHBbIX MPOLECCOB 0Opa-
OOTKM METaJUIOB JaBI€HHEM M MEXaHWYeCKOH 00-
pabOTKH, NOBBIIIAETCS ¢ TOMOLIBIO TPAJAULIUOHHBIX



TECHNOLOGY

METO/IOB YJAJE€HUs CTPYKKHU — HUIM(OBAHUSA, 10-
BOJIKM M mabpeHus. Tem He MeHee Bce elle Ipo-
BOJIATCS MCCJIEIOBaHUs, HAlpaBICHHbIE HA MOMCK
HOBBIX CIIOCOOOB MPOM3BOJICTBA 3arOTOBOK 32 OJJUH
MIPOLECC U OTKA3 OT BTOPUYHBIX MPOLETYP OTIEIKH.
OTO CBSI3aHO C TE€M, YTO O0JIee BHICOKHE CTaHIaPThI
KauecTBa OTJEJKH, CHIKEHHE MPOU3BOJICTBEHHBIX
3aTpar U COKpallleHUe BPEMEHHU MPOU3BOACTBA IO-
BBIIIIAI0T KOHKYPEHTOCIOCOOHOCTb.

OpnuM u3 Haubosiee IHUPOKO MPUMEHSIEMBIX
METOZI0B 00pabOTKH MOBEPXHOCTEN SBISETCS IO-
JUPOBaHUE, KOTOPOE MPOBOAST HA Pa3IUYHbIX Me-
TaJUIMYECKUX 3aroTOBKaxX C IOMOIIBIO BAJIKOBBIX
u m1apoBsIx ¢popM. [TomupoBanue —31o nporecc, Ko-
TOPBIA CIIaXXUBAeT Ne(EKThl MOBEPXHOCTH METall-
J1a, yy4iias ero OJIeCK U IOJrOBEYHOCTh, U OOBIYHO
UCIIOJIb3yeTCs B TAKUX OTPACsAX, KaK aBTOMOOMIIe-
CTpPOEHHE, aBUAKOCMHUYECKas MPOMBIIUIEHHOCTh
U IIPOM3BOJCTBO IOBENMPHBIX m3nenuid. [Iponeny-
pa NOJIUPOBAHUS YITydIlIaeT KaueCTBO OBEPXHOCTHU
3aroTOBKM Ha MHUKPOCKOITUYECKOM ypOBHE 0e3 00-
pa3zoBaHUs CKOJIOB. DTO TUIIMYHBIA METOJ OTAEIKH,
TPUMEHSEMBII Ha (DPE3ePHBIX MM TOKAPHBIX CTaHKAX
JUISL TIOBBIIIEHUS] KauecTBa IOBEPXHOCTH, H3HOCO-
CTOMKOCTH, MUKPOTBEPIOCTH M KOPPO3UOHHON CTOM-
koctH [1]. Kpaiine BaxkHO JOOUTHCS BRICOKOTO YPOBHS
KaueCTBa TMTOBEPXHOCTH TTOCIIE TIOJIMPOBKH [2].

B couerannu ¢ MalIMHHOWN MOJadell HampsoKe-
HUE MOJUPOBAIBHOIO YCTPOICTBA, MPEBBIMIAOIIEE
npeaen TeKy4ecTH, MCKajkaeT MUKpOMaclITaOHbIe
BEPIIMHBI TTOBEPXHOCTH W 3aIOJHSET BIIAJMHBI Ha
nonupyemont jymmne |3, 4]. [lonupoBaHHbIE MaTepu-
aJIbl MPUOOPETAIOT OOJIEe YETKYIO BHEIIHIOKO (hOpMy
M3-3a TJIACTUYECKOW AedopMaiiu, 4eMy CIoco0-
CTBYET MOCTOSIHHOE BO3/ICHCTBHE MOIMPOBAIBHOTO
MHCTPYMEHTAa Ha MOBEPXHOCTb 3aroTOBKH. YCTa-
HOBJICHO, YTO NPHUKJIAJbIBAEMOE K 3aroTOBKE YCH-
JMe M KOJMYECTBO MPOXOJOB, COBEPIIAEMBIX IMPHU
MOJIUPOBAJIbHON OIEpaliy, HAIpsSIMYIO CBSA3aHbI C
TBEP/IOCTHIO 3arOTOBKH. Takoe nonupoBaHue oObIu-
HO BBINIOJIHSETCS 0€3 HMCIOJNIb30BAHUSA KaKUX-ITHO0
cMa3okK. PaznuuHble mapaMeTpsl mpouecca nojaupo-
BaHWsI, BKITFOYAs T B3aMMOJICHCTBHUS TIPH TTOJTUPO-
BaHUU, KOJIMYECTBO MPOXO/I0B, CKOPOCTh U ITyOMHA
MOJIUPOBaHUS (CYyXOro WJIM MOKPOTO), ObLIM Hpe.-
METOM Pa3JIMYHBIX UCCIEAOBaHMUM [5, 6].

OO6bearHMB MPOLIECChl HAKAThIBAHUS POJIMKOM U
AIEKTPOXUMHUYECKOTO TOUCHUs, D0eia u Dii-TaBui
(Ebeid and Ei-Taweel) [7] uccnenoBanu mepoxoBa-
TOCTb IOBEPXHOCTHU U YBEJTMUEHHUE CKOPOCTH yJale-

OBRABOTKA METALLOV %

HUs Marepuana mnpu oopabortke cruiasa Al-Zn-Mg.
g onpeneneHus Ay4yIIMX KauecTB ObUIM HCCIIe-
JIOBaHbI PE3yNbTaThl SKCIIEPUMEHTOB C MCIIOJIB30-
BaHMEM cTpareruu Taryuu. B cBoro ouepens, Jlyo
u 1ip. (Luo et al.) [8] uccrnenoBanu BIUsSHUE [TOAUH,
CKOPOCTH U TIIyOMHBI BX0J]a HA MOIIHOCTh (pOPMOO-
Opa3zoBaHus B MalIuHe g 00paboTku Jarynu H62
1 aFOMMHHEBOTO KoMmosura LY 12 ¢ npumMeHeHu-
€M HHCTPYMEHTA U3 NOJUKPUCTAIIIMYECKOTO Aparo-
LIEHHOTO KaMHs1. Pe3ynbprarel mokas3anu, 4To Ha CHITY
MOJIUPOBKH OOJIBIIIE BCETO BIUAIOT TaKHe (PAKTOPBI,
Kak T[IyOWMHa BHEAPCHHS WHCTPYMEHTa, Iojavya
U CKOPOCTb.

OHUM U3 JOCTHKEHUH B 00J1aCTH HAKATKH SIBJISI-
€TCsl OJHOBPEMEHHOE HCIOJIb30BAHUE CKOJIbKEHHUS
Y Ka4eHUs [T YITyY[ICHUs] Ka9eCTBa MOBEPXHOCTH
KPYIJIBIX H TTOJIBIX METAITMYECKUX 3aT0TOBOK, U3TO-
ToBNIeHHBIX K3 cTaned ASTM 2017 u ASTM 1055.
Brnusiare riryOWHBI BHEIPEHUST MHCTPYMEHTA, TT0/1a-
YU U CKOPOCTH OOpabOTKH Takke ObLIO pazIudyHO
JUTS 3aTOTOBOK M3 pa3HBIX MaTepuaiioB [9]. HakaTtka
ponukoM npumensnack CyHnapapamxanom u Ha-
rapapkanoMm (Sundararajan and Nagarajan) [10]
JUTSL YITy4IIICHUs] Ka4eCTBa TIOBEPXHOCTH 3aTOTOBKH
n3 cranmu ENS. IlomupoBanuwe mpoBOIUIIOCH MpPH
ckopoctu BpamieHus Bana ot 100 mo 2700 06/mun
Y TIPH TIOCTOSIHHOW CKOPOCTH TIO/Iauu. AHaIIN3 1IIe-
POXOBaTOCTU TOBEPXHOCTU U TBEPIOCTH CTaJU
C40E Bo Bpemst nonupoBanus nposenu Kymap u ap.
(Kumar et al.) [11]. [TapameTpamMu HakaTku OBLIN
CKOPOCTb, TI0/1a4a, IITyONHA BHEAPEHUSI MHCTPYMEH-
Ta ¥ KOJIMYECTBO MPOXOJIOB.

[Mmmobuibekuit  (Przybylski) [12] BbmmomaHun
MEXaHUYECKYI0 00paboTKy ¢ MOCIeAyIomeld HaKaT-
Koit. Ero mccienoBanme mokasajio, 9TO BEITIOITHEHHE
HaKaTKW cpa3y Ioclie MEXaHM4YecKol oO0padoTKu
Ha TOM € CTaHKE COKpalllaeT BpeMs COOPKHU U U3-
0aBII €T OT JONOJHUTENBHBIX ONEpaIfil OTIEIKH.
Mupcar u ap. (Shirsat et al.) [13] uccnenoBanu
MapaMeTpUieCcKoe BIUSHUE YCUIIHS, CKOPOCTH, TO-
Jla9H, IMUPUHBI 3aTOTOBKHU M rabapuTOB IIapuKa Ha
MMOBEPXHOCTh METAJUIMYECKOr0 MarepHalia mocie
HakaTKd. B uccnenoBaHUM HCIONB30BAJIUCh Mac-
na mapok SAE 20, 30, 40 u SAE 50. 1x uccneno-
BaHUE IMOKa3ajo, yTo npuMeHeHue macia SAE 30
o0ecredrBaeT HaAUJIy4lllee KauecTBO MOBEPXHOCTH,
a ycuiue, mpujiaraeMoe K 3aroToBKe€ MpU HaKaTKe,
OKa3bpIBaeT HauOoJblIee BIMSHUE HA FOTOBYIO IO-
BEPXHOCTH IO CPABHEHHIO C JIPYTHMHU MapameTpa-
MU Tpoliecca, KOTOPbIe paccMaTpUBAIIUCh B UCCIIE-
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JIOBaHUH. B 1IMKIIe HAKATKU POJIMKOM 3arOTOBKH M3
tutanoBoro cruiaBa TA2 FOans u ap. (Yuan et al.)
[14] mpencTaBuIM OpUTHHAIBHYIO METOAMKY BBIOO-
pa panroHATBHBIX TPAHUI] TOJUPOBAHUS, TAKHX KaK
CKOPOCTbh, MoJaya U IIyOWHA BHEIPEHUS MHCTPY-
MmeHTa. [lomy4yeHHbIe B pe3yabpTraTe MOACINPOBAHUS
TPaHMIIBl OTPAKAIOT HEPOBHOCTH IMOBEPXHOCTH H
MHUKPOTBEPAOCTh BHEIIHETO CJIOSI MOJTY4YEeHHOU 3a-
rotoBku. IIpoBeneHsl pa3nuyHble UCCIECIOBAHUS B
paMkax 3Toi kinaccudpukanyu [15, 16].

KobGanormy u O3tropk (Cobanoglu and Ozturk)
[17] uccnenoBany KauecTBO MOBEPXHOCTH M MH-
KpoTBepaocTh yruepoauctod cranu AISI 1040 B
npoliecce MONMpoBaHus ponukoM. Ilapamerpamu
00paboTKN OBLIM CKOPOCTb, MOJa4ya U CHJIA IOJH-
poBanus. [IpoOHbBIE HCTIBITaHUS ObUIM BBITOTHEHBI
¢ ucnoyib30BaHueM Mmetona Taryuu. [lns ompene-
JICHUsl BIUSHHS Ka)KJOrO MapameTpa Iporecca Ha
MOBEPXHOCTb U MUKPOTBEPAOCTH MPUMEHSJIICS TUC-
nepcuonHbiid aHanu3 (ANOVA). MccrnenoBanue no-
Ka3aJio, YTO BeTMYMHA MIOAA4H1 CYIIIECTBEHHO BIUSET
Ha Ka4eCTBO MOBEPXHOCTH B MPOILECCE MOIUPOBA-
HUSI poiMKoM. HeckollbKo HnccliieIoBaHui MOKa3au,
4TO pazpaboTaHHasl CHUCTEMa MOJUPOBAHUS yBEIH-
YHMBAET CPOK CIYXOBbl METAIIIMUECKUX M3IACIUN U
WX U3HOCOCTOMKOCTH [18, 19].

N3 paccMOTpeHHOW JIMTEPATyphl CIEAYET, 4TO
MPOIIECC HAKATKU POIUKOM 3((HEKTUBHO YIyUIIAeT
o0111ee KauecTBO MOBEPXHOCTH M TBEPIOCTh 0Opa-
OarpiBaeMoit netanu. Kpome Toro, Hakatka poiu-
KOM CYHMTAETCSl JOCTYIHBIM METOIOM IOBBIIICHHS
(YHKIMOHATBHOCTH M HAJEKHOCTH 0O0paboTaH-
HBIX JIeTaJIell 3a CUeT CHWKECHHUS BEPOSTHOCTH IIO-
SBJICHUA 1€(DEeKTOB MOBEPXHOCTH, TAKUX KaK Iapa-
NUHBI U TpemuHbl. OfHako ObUIO OMyOIHMKOBAaHO
OYEeHb MaJI0 MCCIIEIOBAHUM 1O MOJECTUPOBAHUIO H
ONTUMH3AIMH MPOLECCa HAKATKU POJIMKOM CILIaBa
Al6061-T6 myst momy4eHuss MUHUMAIIBHOH IIEPOX0-
BaTOCTH IOBEPXHOCTH, JIydlIed MHUKPOTBEPAOCTH
u kpymoctu. C amoit yenvio B paMKax IaHHOIO
UCclieIoBaHus Oblila MPOBE/IeHa HAKaTKa POJIMKOM
3arotoBku u3 craa Al6061-T6 nns moxenuposa-
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HUS ¥ ONITUMU3AIMH TIpoliecca, 00eCIeYMBaIOIIETO
BBICOKYIO MHUKPOTBEPAOCTh, MUHHUMAJIbHOE OTKJIO-
HEHHE OT KPYIIOCTH U MHUHHMAJBHYIO IIEPOXOBa-
TOCTh TIOBepXHOCTU. HakaTka 0Opa31oB U3 criaBa
Al6061 ponrkamu OIEHHBAIACH B YCIOBHIX CyXOTO
pe3aHusl ¢ y4eTOM TakuX (PaKTOpPOB, KaK CKOPOCTh
pe3aHus, mojgaya u KOJIM4eCcTBO npoxoaoB. Ha ocHo-
BE Pe3yNIbTAaTOB HKCIIEPUMEHTOB OBLITH Pa3padoTaHbI
MaTeMaTU4ecKhue MOJENU Ui TMPOTHO3UPOBAHUS
IEPOXOBATOCTH TOBEPXHOCTH, MHUKPOTBEPAOCTH
Y OTKJIOHEHHS OT KPYIJIOCTH.

MaTepnaﬂm H METOABI UCCJICAOBAHUA

B mHacrosimieM HccnenoBaHUM  MCIOJIB30BaH
amoMuHueBbl crutaB 6061 (Al6061-T6), umero-
1y obiiee mpUMEHEeHHe. DTOT CIUIaB M3BECTEH
CBOMM OTHOILIEHUEM IIpesieja MPOYHOCTH K BeECY,
KOPPO3MOHHOM CTOMKOCTBIO M CBapUBa€MOCTHIO,
YTO JIeJaeT ero MOAXOMALIUM JUIsl pa3IMuHbIX KOH-
CTPYKLUMOHHBIX KOMIIOHEHTOB U TOMYJSPHBIM B
IIPOM3BOICTBEHHBIX MpOIeccax. ITO JAUCIEPCHOH-
HO-TBEPJCIOIINI alFOMUHUEBBIN CIUlaB. Marnuii
U KpEeMHMH SBISIOTCSA AByMs HauOolsiee BaKHBIMU
€ro KOMIIOHEHTaMHU. [ J1TaBHOE MPEUMYIIECTBO alio-
MuHHEBOTO crutaBa 6061 — ero xoporasi cBapuBae-
MocTb. BeiOpanHsbIit 00pazen umeet guametp 30 Mm
u nuHy 160 MM, [{nHa kaxxaoit oOpabareiBaeMoi
noBepxHocTu cocrasisina 50 mMm. Takas perans-
IIPEJCTAaBUTENIb OYEHb YacTO BCTPEYAETCS B KOH-
CTPYKIHSAX camojeToB. CBOWCTBA M XUMHUYECKHUI
COCTaB aJIOMHHMEBOrO cruiaBa 6061 mnpuBeneHsbl
B Tabm. 1.

B Hacrosimiem uccienoBaHUU HCIIOJIB30BAJICs
OJIMH TBEPAOCIJIABHBIA HAaKaTHOW poiuk. Tep-
JIOCIUUIaBHBIN POJMK MOANPYKUHEH B JBYX OCe-
BbIX HaIpaBJIeHUSX U OOecreduBaeT HEoO0XOou-
MO€ J1aBJICHHE BO BpEMs Olepalyuy MOJIUPOBAHMUSL.
W3HOMEHHBI TBEPAOCILNIABHBIM POJUK MOYKHO
BOCCTAHOBUTh IYTEM MEPETOYKU/TIPUTUPKH, UYTO
IPOUIMT CPOK CIYyXObl HMHCTpyMeHTa. MHCTpy-
MEHT C TBEPAOCIUIABHBIM POJIMKOM MOJIXOAUT IS

Taomnuma 1

Table 1
Xumuyeckuii cocras criaBa Al6061-T6
Chemical composition of A16061-T6 alloy
OneMeHT Al Cu Cr Mg Mn Si Zn Fe Ti
KomnuectBo (Macc. %) 95,8 0,15 0,2 1,1 0,15 0,75 0,25 0,19 0,15
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BCEX HAPYKHBIX ITOBEPXHOCTEW BajlOB, KOHUYE-
CKHX BaJIOB, paJyCOB, YCTYIIOB U APYI'HX, OH MO-
JKET IPUMEHATHCA Ha TOKAapHBIX cTaHkax c¢ UIIY,
PEBOJIBBEPHBIX MM OOBIYHBIX TOKAPHBIX CTAHKAX.
C npenBapuTelbHO OOTOYEHHON OBEPXHOCTH T10O-
JUPOBAHMEM MOXKHO CHATH cJ10¥ TonmuHOMK oT 0,1
10 0,2 MkM. HCTpyMEHT 1JIsl HAKaTKU POJIMKOM,
UCIIOJIb30BaHHBIM B HACTOSILIEM HCCIEAOBAHUH,
MOKa3aH Ha puc. 1.

Puc. 1. IHCTpyMEHT IJis HAKaThIBAHHSI POJIUKOM, HC-
M0JIb30BAaHHBIA B HACTOAILIEM HCCIIEI0BAHUH

Fig. 1. Roller burnishing tool used in the present study

DKCIepUMEHThl POBOJWINCH MPH BapbUPOBa-
HUU TOAA4YH, CKOPOCTH, KOIUYECTBA IMPOXOIOB U
IIPU NOCTOSTHHOM TITyOWHE BHEIPEHUSI HHCTPYMEHTA
0,5 mm. ;1 mOHUMaHUST KPUTHYECKUX (PaKTOPOB,
BJIMSIIONIMX Ha MOKa3aTell yCTOMUNBOCTH (IIEpOXO0-
BaTOCTh MOBEPXHOCTH, MUKPOTBEPAOCTb U OTKJIOHE-
HUE OT KPYIJIOCTH), MCIIOJIb30BANU IJIAHUPOBAHUE
skcriepuMenTa (DOE). LlenTpanbHbIi KOMITO3HIIH-
oHHbd Tw1aH (CCD) mpumeHsics ajs pa3padoTKu
SMIOUPUYECKUX MOJENe M aHajau3a BCeX OTKIIU-

OBRABOTKA METALLOV %

KOB. [[1s1 Tu1aHMpPOBaHUS 3KCIIEPUMEHTOB MCIIOJIb-
30Bajach TECTOBas MaTpHIa C pOTATA0ENbHBIM
LEHTPAJIbHBIM KOMIIO3UI[MOHHBIM IJIAHUPOBAHU-
eMm (CCRD) co 3nauenuem anbda 1,6817. Kax-
JbI YHCIIOBOM IapaMeTp BapbUpPOBAJICS IO MATU
YPOBHSIM: IUTIOC M MUHYC ajbda (0ceBble TOUKH),
IUTIOC ¥ MUHYC enuHMIa ((pakTopuambHbIe TOYKH)
U LEHTpaJibHas Touka. B 3ToM uccienoBanuu ObLI0
IIPOBE/ICHO J1BAJLIaTh SKCIIEPUMEHTOB M0 HAKaTKe
pOJIMKaMH, BAapbUPYIOIIMXCA B 3aBUCUMOCTH OT
napaMeTpoB Iporecca, 1 pa3paboTKu Mojeseit
LIEPOXOBATOCTH IOBEPXHOCTH, MUKPOTBEPIOCTU U
OomMOOK OTKJIOHEHHUS OT Kpyrioctu. Koauposan-
HBIE€ YPOBHU M COOTBETCTBYIOIIHME MM (hakTUye-
CKHME 3HAu€HHUs [apaMeTpPOB PE3aHUs NPUBEICHBI
B Ta0m. 2.

CpenHue 3Ha4eHMsI IIEPOXOBATOCTH IOBEPXHO-
CTH M3MEPEHBI C NMOMOLIbI0 aBTOHOMHOIO YCTpPOH-
crBa Taylor Hobson Talysurf na obGopynoBanuu
Surtronic Duo. IllepoxoBaTocTh MOBEPXHOCTH W3-
MEpsUIM B TPEX PaBHOOTCTOSALIMX APYr OT Jpyra
TOYKaX M0 OKPY>KHOCTHU 3arOTOBKH I NIOJYUYEHUS
CTaTUCTUYECKU 3HAYMMOTO 3HaueHus. OTKIOHEHHE
OT KpymocTu usMepsnocs ¢ nomomsto KMM nop-
TaJbHOTO THMA (TMPOU3BOAUTENB: ZeiSs, MOIEIb:
Contura, nuamazon: 1200x800x800 mm). I'eome-
TPUUYECKHE OTKJIOHEHHS ObUIM TOIYyYEHBI IMyTeM
U3MEpPEHMS] OKPYIVIOCTH B JABEHAALATH CEUYEHUSIX
KaauOpyeMoil IJIoImaad C HCHONb30BAaHHEM MHU-
KpPOMETPUYECKOTO HMHJMKAaTOpa 4YacoBOIO THIA C
Mana3oHoOM u3MepeHust 12,5 M, 1eHOH neneHus
0,001 MM ¥ TpenenbHO IOMYCTUMOM IMOTPEIIHO-
creto (IIJI1) 4 MxmM. MUKpOTBEpAOCTH HU3MEPSIH
MHUKpPOTBEpAOMEPOM MO BuKkepcy ¢ HCIoib30-
BaHMEM aJIMa3HOTO WHJIEHTOpa ¢ yriomM 136° Ha
100 rpamm 1 BpemeHeM BbLIAEpK KU 20 CEKyH.

TaO0numa 2
Table 2
KonupoBanHbie ypOBHHM M COOTBETCTBYIOIIME (paKTHUYECKHE TAapaMeTPhI pe3aHus
Coded levels and corresponding actual cutting parameters
VYpoBHU U151 3HaUCHUS ajb(da, paBHOTO
[TapameTpsl
-1,6817 -1 0 +1 +1,6817
CkopocTthb pe3anus V, 06/MuH 100 200 300 400 500
[Monaua f, MM/00 0,1 0,15 0,2 0,25 0,3
KonuuectBo mpoxogos N (mm) 0,5 1 1,5 2 2,5
I'myOuna BHEOpEHUS, MM 0,5
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Pe3ynbrarsl M MX 00Cy:KIeHHE

B stoM pa3mene Ha ocHOBe pa3pabOTaHHBIX
YpaBHEHUN PErpeccHH OOCYKIAeTCs BIWSHHE Ta-
pamMeTpoB Ipoliecca HAaKaTKU POJIMKOM Ha peakluu
npouecca. KpuBble, NMOKa3bIBaIOLIME pa3IUYHbIE
pcaknuuu, MMOCTPOCHLI ITYTEM U3MCHCHUA OAHOI'O U3
BXOJHBIX MapaMeTPOB U COXPAHEHMs JPYrux Ia-
pamMeTpoB TOCTOSHHBIMHU, YTOOBI MOHATH (UUKY
mpolecca ¥ BIUsSHUE MapaMeTpoB pe3aHus Ha pas-
au4uHble peakuuud. Kpome Toro, ompeneneH BKIaj
napaMeTpoB pE3aHMsl B PA3IMUHBIE PEaKIMH, a
TAKIKC IOJYUCHBI JAHHBIC O BJIMSAHUU IMapaMCETPOB

TEXHOJIOI'UA

pe3aHus Ha pa3nuuHble peakuuu. Hakonen, aiis on-
TUMU3ALNAN TEXHOJIOTHYECKUX XapaKTEPUCTUK IIPU
HakaTke poiukamu ciiaBa Al6061-T6 ucnons3o-
Bajicid (PyHKIIMOHAIBHBIM MOAXO0J, OCHOBAaHHbIN Ha
JKEJIaTEIIbHOCTH.

bblin mpoBENEHBl AKCIEPUMEHTHI C H3MEHE-
HUEM CKOPOCTH DPE3aHMsl, MOAAYM M KOJIMYECTBa
IPOXOJOB (BXOJHBIX MapaMeTpoB). DKCIEPUMEH-
TallbHasi MaTpuUlla W pe3YyJIbTaThl ONPEIECICHUS
LIEPOXOBAaTOCTH IOBEPXHOCTHU, MHMKPOTBEPAOCTH
Y MaKCHUMAaJIbHOTO OTKJIOHEHUsS OT KPyIJIOCTH IIpU
HakaTke ponukamu criaBa Al6061-T6 npuBeneHs
B Tabm. 3.

Tabnuma 3
Table 3
Martpuua 3KcrnepuMeHTa HAKATHIBAHUA POJTUKOM
Roller burnishing experimental matrix
CxkopocThb TMonaua f, KolliaecTso [IepoxoBarocTh MUKPOTBEpIOCTS OTkII0HEHUE
pe3anus V, MIOBEPXHOCTH Ra, OT KpyIiiocTH Re,
MM/00 mpoxoqoB N HV

00/MUH MKM MKM
300 0,2 3 0,81 117 7,7
200 0,15 2 0,82 114 9,6
200 0,15 4 0,89 116 8,6
200 0,25 2 0,92 116 5,4
200 0,25 4 0,9 125 8,7
400 0,15 2 0,94 118 10,1
400 0,15 4 0,84 111 1,6
400 0,25 2 0,97 110 8.4
400 0,25 4 0,79 113 2,9
300 0,2 3 0,81 117 8,4
300 0,2 3 0,81 117 8,6
100 0,2 3 0,92 112 13,2
500 0,2 3 0,93 104 4,2
300 0,1 3 0,94 123 1,5
300 0,3 3 0,96 124 2
300 0,2 1 0,95 123 8,7
300 0,2 5 0,86 125 4
300 0,2 3 0,83 117 6,9
300 0,2 3 0,82 113 8,3
300 0,2 3 0,81 118 8,7

bputn nmonydensl ciieyromnme ypaBHEHNS :
Ra =0,9734 +3,38068 - 1074y —
~2,7693f +0,0563N —3,25- 10 Vf —

—4,125-107%YN - 0,425 /N +2,6136 107512 +
+12,9545 12 +0,02113N2; (1)
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HV = 119,534 +0,2611V —233,0681f —
~12,0056N — 0,425Vf — 0,0187VN + 42,5 N —
2,3636 107412 + 604,5454 12 +1,6363N%; (2)
Re = -9,525+0,01281V +157,125f +
+3,3937N +0,0925Vf — 0,0203VN +18,25 /N +
+2,125-10°97% =610/ —0,375N.  (3)



TECHNOLOGY

AJeKBaTHOCTh  pa3pabOTaHHBIX  ypaBHEHUH
OblJIa TIpOBEpEeHa METOAOM JIUCIEPCHOHHOIO aHa-
muza (ANOVA). R-kBaapar — 3T0 K03 HUIIUEHT
MHOYKECTBEHHBIX OTMpeeNieHul, KOTOpBIM H3Me-
pSeT MO0 Bapualui B TOYKax JaHHBIX. Bcerma
JKenareabHo, 4YTOObI KOA(DOUIIMEHT KOppEIAIun
(R-xBagpar (R-Squared)) Haxomwiics B AWarna3zoHe
oT—1 no+1. YpaBHeHUE UMEET CMBICII, €CITU R OYEHb
omm3ko k +1. CkoppekTHpoBaHHBIM R-KBajapar
(Adjusted R-Squared) — 3TO mMoKa3zareib CTETICHH
OTKJIOHEHHMSI OT CPEIHEr0 3HAYeHHUsI, OObICHIEMOTO
monenwto. [Iporanosupyemsiii R-kBaapat (Predicted
R-Squared) — 3TO MoKa3aTenb TOro, HACKOJIBKO XO-
pOILIO MOJAETh MPEICKA3bIBACT 3HAUYECHUE OTKIIMKA.
CKOppeKTUPOBAaHHBIE U TPOTHO3UPYEMbIE 3HAYCHUS
R-xBaspatra JOMKHBI OTIMYATHCS JPYT OT ApyTra
npumepHo Ha 0,20, 9ToOBI 00ECTIEUUTh «IpUEeMIIe-
MoO€e COOTBETCTBUE». Ecu 310 He Tak, To mpobiema,
BO3MOYKHO, CBsI3aHa JIN0O C JTaHHBIMU, TUOO C MOJIe-
nb10. JlocTaroyHas TOYHOCTH — 3TO MMOKA3aTeNb AUa-
Ma3oHa MPOTHO3UPYEMOT0 OTKJIMKA Ha CBA3aHHYIO C
HUM OIIUOKY, APYTUMU CJIIOBAaMH, OTHOIIEHHE CHT-
Ha/mym. Ero skemaemoe 3Ha4eHHE paBHO YETHIPEM
i 6omnee. Pesynsraret ANOVA 11t onpeneneHust
[IEPOXOBATOCTH MOBEPXHOCTH, MHUKPOTBEPIOCTH U
MOTPEIIHOCTH KPYIJIOCTH NMPHU NUTH(POBAHUU 3aro-
TOBKHM BaJIMKOM NpUBEAEHHBI B Tabn. 4. Pe3ynbrarsl
ANOVA nns omnpenesieHUsl IIepOXOBAaTOCTH TIO-
BEPXHOCTH MMOKA3bIBAIOT, YTO MOJIEIILHOE 3HAUYECHUE
F paBHo 46,91, — 5T0 03HA4aeT, 4TO MOJIEIb SBJISIET-
cs 3HaunMoii. 3Hauenus «Prob > F» menee 0,0500
YKa3bIBAIOT Ha TO, YTO YCIIOBHS MOJAENHU SBISIFOTCS
3HAYUMBIMU. B 3TOM ciiyuae f, N, VXf, VXN, fxN,
V,, f5» IV, ABJISIOTCS 3HAYMMBIMHU YCIOBHAMH MOJIE-
nu. Pesynbrarel ANOVA 15 onpenenieHus MUKpO-
TBEPJIOCTH TMOKAa3bIBAIOT, YTO MOJEIHbHOE 3HAUYCHUE

OBRABOTKA METALLOV %

F pasuo 11,99, cnenoBarenbHO, MOAEHb SIBISETCS
3HaYUMOM. BeposATHOCTH TOTO, YTO Takoe OONbIIOe
MoOJIeJIbHOE 3HaueHue F MOTJIO BO3HHKHYThH H3-3a
uryma, cocrasisieT Bcero 0,03 %. B atom cityuae V,
Vxf, VXN, fXN, V,, f,, N, SBIAIOTCS 3HaYMMBIMU
MOJICJIbHBIMU TIapaMeTpaMu. PesynbTarel aHanm3a
OTKJIOHCHHH OT KPYIJIOCTH, TOJYyYCHHBIE C TTOMO-
mp0 ANOVA, Toka3eIBaroT, YTO MOJIETEHOE 3HAUe-
Hue F, paBHoe 17,62, 03HayaeT, 4TO MOJEIb SBIISI-
ercst 3HaunMoil. B atom ciyuae V, N, VXN, fxN,
J, ABISIOTCS 3HAYMMBIMHM MOJIENIbHBIMU TEPMUHAMM.

3HaueHus R-kBajapaTa, KOTOPbIE H3MEPSIOT
JIOJIF0 BapHalMii B TOYKAX JAHHBIX, MPEBBIIIAIOT
0,9 nns Bcex pa3paboTaHHBIX Mozesei. Takum 00-
paszoM, pa3pabOTaHHBIC SMITMPUYECKUE YPABHEHUS
SIBJISTFOTCSI HAJICKHBIMH JIJIS1 TIPOTHO3UPOBAHMS IIIE-
POXOBAaTOCTH MOBEPXHOCTH, MUKPOTBEPAOCTH U OT-
KJIOHEHUS OT KPYIJIOCTH MPHU BaTBIIOBOH MOJUPOBKE
crutaBa Al6061-T6 (ypaBaenus (1-3)).

Jlns mydinero MOHMMaHHSI TyTEM H3MEHEHUS
CKOPOCTH PE3aHMs, TIOJaYM U KOJMYECTBA TPOXOJIOB
C UCTIOJIb30BaHNEM pa3padOTaHHBIX ypaBHEHUH (1-3)
COOTBETCTBEHHO TOCTPOEHBI JAByXMepHbIe (2D)
rpadukn. Kpusbie, moka3pIBaloIIKE MIEPOXOBATOCTh
MMOBEPXHOCTH, MHUKPOTBEPAOCTh U OTKJIOHEHHE OT
KPYTJIOCTH, CTPOATCS IyTEM U3MEHEHHsI OJTHOTO M3
BXOJIHBIX TTAPAMETPOB U COXPAHEHUS TTOCTOSHHBIMU
npyrux napamerpoB. Ha puc. 2, a mokazaHo uzMe-
HEHHE U3MEPECHHBIX XapaKTEPUCTUK B 3aBUCUMOCTH
OT CKOPOCTH PE3aHHus, MIOCTPOSHHOE C UCIIOIh30Ba-
HUeM 3HadeHus tojaun 0,2 MM/00 U TpeX IPOXOJIOB.
MOKHO BHJETH, YTO IIEPOXOBATOCTH MOBEPXHOCTH
YMEHBIIIAETCS C MOBBIMIEHUEM CKOPOCTH PE3aHus 10
360...380 o6/muH, a 3aTeM yBenuumBaeTcs. BumHo
TaK)Ke, YTO MUKPOTBEPIOCTh YBEIMUYUBAETCS C TIO-
BBIIIICHUEM CKOPOCTH pe3anusi. OTHAKO CyIIeCTBYET

Taonuna 4
Table 4

JAucnepcuonnsiii anaan3 (ANOVA) njst onpeaesieHus epoXo0BaTOCTH IOBEPXHOCTH,
MHKPOTBEPI0CTH M OTKJIOHEHHUS! 0T KPYIJIOCTH

ANOVA for surface roughness, microhardness, and roundness

[IIepoxoBarocTh MukpoTBepIOCTh OTkiIoHEHHNEe
DakTopbl

MOBEpXHOCTU Ra HV OT Kpymioctu Re
R-xBampar 0,9769 0,9152 0,9407
CKoppeKTHpOBaHHBIA R-KBaapar 0,956 0,8389 0,8873
[Iporuoszupyemslii R-kBaapar 0,8472 0,855 0,8933
AntexBaTHast TOYHOCTD 19,328 15,464 16,002
F-3HaueHue MoJeIn 46,91 11,99 17,62
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6

Puc. 2. OTKIMKY, N3MEHSIONTNECS B 3aBUCHMOCTH OT (@) CKOPOCTH pe3aHus, (6) monadu u (6) KOJTUIeCcTBa
MIPOXOZ0B

Fig. 2. Responses varying with (a) cutting sped, (6) feed, and (¢) number of passes

ONTHMYM, H €0 MOXKHO pacCMaTpUBaTh KaK YMEHbB-
MIAFOIIMIACS TTPY TIPEBBIIIICHUNA CKOPOCTH PE3aHMsI B
280...300 06/muH. C 1pyroii CTOPOHBI, OTKJIIOHEHHE
OT KPYIJIOCTH MOKET YMEHBIIATHCSI C YBEITHUCHUEM
CKOPOCTHU pPE3aHMUs.

Ha puc. 2, 6 nokazaHo U3MEHEHHE U3MEPEHHBIX
XapaKTEPUCTHK B 3aBUCUMOCTH OT TO/Ia4H, TOCTPO-
€HHOE C MCIOJb30BAHUEM 3HAYEHUSI CKOPOCTH pe-
3arus 300 o6/mMuH U Tpex mpoxomnoB. Ha puc. 2, 6
MMOKa3aHO M3MEHEHUE M3MEPEHHBIX XapaKTEPUCTHUK
B 3aBHCHMOCTH OT KOJMYECTBA MPOXOIOB, TOCTPO-
€HHOE C UCIOJIb30BAHMEM 3HAUYEHHUS CKOPOCTH pe3a-
ausa 300 06/mMuu 1 mogauu 0,2 MM/00.

Ha puc. 2, 6 MOXXHO yBU/I€Th ONTHUMAJIbHbIE 3HA-
YEHUS VIS OTKJTMKOB, U3MCHSTIOIIMXCS B 3aBHCUMOCTH
OT To1aui. MUHHMAIBHYO MOTPEIIHOCTh B IIEPO-
XOBaTOCTH U KPYIJIOCTH MOBEPXHOCTH MOXKHO TOJTY-
yuTh Mmpu Tmogade B auamnazone 0,18...0,22 mMm/00,
ckopoctu pe3anusi 300 0o6/MUH U Tpex MpPOXojaax.
IIpyn >TOM MakcUManbHOM MHMKPOTBEPAOCTH MOXK-
HO JOOWUTHCS, UCTIONB3Yys 0O0JIee BHICOKHE 3HAYCHUS
nonaun. [Ipu yBenmmyenuu momauu no 0,2 mMm/00
MOXXHO HaONOAaTh CHIDKEHHE IIEPOXOBATOCTH
MOBEPXHOCTH ¥ MHKPOTBEPIOCTH, a TaKXKE YBe-
JUYCHUE OTKJIOHEHMsI OT KpyriocTu. OmHaKO 3TH
peaKkI MOXXHO paccMarpuBaTh KaK HM3MEHEHUE
TEHICHIIMA, BBIXOISANINX 32 MPEISITbl 3HAYCHHSI T10-
nmaun 0,2 Mm/00.

MuHUMaNbHOE OTKJIOHEHHWE OT KpPYIJIOCTH U
MaKCUMJIbHYI0 MHKPOTBEPIAOCTh MOXHO TIOTY-
YHUTh, MCIIOJB3Ys KaK MCHBIIYI0, TaK M OOJBIIYIO
nonady. OpHaKO MHUHHMAJIBHYIO III€POXOBATOCTH
MMOBEPXHOCTH MOXKHO TTOJTyYUTh MPH T0Ja4ue B JTHa-
maszone 0,18...0,22 Mm/00. MOXXHO 3aMETHUTHL, YTO
IEPOXOBATOCTh TMOBEPXHOCTH yMEHBIACTCS C
YBEIMYCHUEM YHCIIa MPoxoaoB. OgHaKo MpU de-
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TBIpEX MPOXOAaX HE BUAHO CYLIECTBEHHOTO 3(-
(eKxTa B CHIKCHUU IIEPOXOBATOCTH MOBEPXHOCTH.
[lorpentHoCTh B ONpENENeHUU KPYIIIOCTU MOXKET
OBITH CBE/IEHA K MUHUMYMY TIpU YBEJIWYECHUU YHUC-
Ja IPOXOJI0B. AHAJIOTHYHBIM 00pa30M MaKCHUMallb-
Hasi MUKPOTBEPJIOCTh MOXET OBITh IOCTUTHYTA PH
00JIbIIIEM KOJTMYECTBE MTPOXO/IOB.

Pesynpratel ANOVA 11 F-3HaueHMi epoxo-
BaTOCTH MIOBEPXHOCTH, MUKPOTBEPIOCTH U MOT eI~
HOCTHU KPYIJIOCTH MpHUBENEHBI B Tabn. 5. DakTopsl,
KOTOpBIE OKa3aji CYIIECTBEHHOE BIUSHHE Ha pe-
3yJBTaThl, TOTYEPKHYTHl. AHAJIOTUYHO MPOLIEHTHbIE
JIOJIM PA3JIMYHBIX 3JIEMEHTOB, MOIYYEHHBIE IIyTEM
neneHust F-3HaueHUs COOTBETCTBYIOIIETO SIEMEHTa
Ha oOmee F-3HaueHue, TaK)Ke MPUBEICHBI B Ta0M. 5.
MO)XHO BHIE€Th, UTO HA IIEPOXOBATOCTH MOBEPXHO-
CTH B OCHOBHOM BIIUSIET 0ojiee BBICOKAsl BEIMYUHA
nofauu (moutu 30,76 %), 3a KoTOpoU ciexyer 00-
Jee BBICOKAs BEJIMYMHA CKOPOCTH pe3aHusi, a Tak-
xe 3(dexrT B3auMoAEeHCTBUS CKOPOCTH pe3aHHs U
KoiruecTBa mpoxoaoB (moutu 20 u 15,88 % coor-
BETCTBEHHO), IPH 3TOM CKOPOCTh PE3aHUs U MoJa-
Yya OKa3bIBAIOT HE3HAYUTeIbHOE BIUsHHE. OJHAKO
MOXXHO CUUTaTh, YTO KOJIMYECTBO IPOXOIOB MMEET
00JIbIIIOE 3HAYEHUE JJIS1 CHIDKEHHS ILIEPOXOBATOCTH
MOBEPXHOCTU. [IPOLIEHTHOE COOTHOIIEHUE ATUX
Ba)XXHBIX MapaMEeTPOB MOJEIU BBIJCIEHO >KUPHBIM
upudToM B TabI. 5.

UYro kacaeTcsi MUKPOTBEPIOCTH, CKOPOCTH pe-
3aHUS U B3AaUMOJEHCTBYIOIIMX 3JIEMEHTOB, TO
3¢ (deKThl U AIEeMEHTHl 0oJiee BBICOKOTO MOPSIKA
MOTYT pacCMaTpUBaThbCi KaK 3HAYMMBbIE B 3aBHUCH-
MOCTH OT IOJIa4¥ U KOJIMYECTBA MPOX0J0B. MOXHO
BUJIETb, YTO HA MUKPOTBEPAOCTH B OCHOBHOM BIIUSICT
6oJiee BBICOKHI ypOBEHb CKOPOCTH pe3aHus (IIOYTH
31,02 %), 3a KOTOpPBHIM CIIELYET CKOPOCTb PE3aHMs
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Tabnuma 5
Table 5

Jucnepcnonnsbrii anaans (ANOVA) nus onpenesienust F-3HaueHUil M1 NPOLEHTHOIO BKJIaja
Pa3JIMYHLIX IAPpaMeTPOB

ANOVA for F-values and % contribution of different parameters

[ITepoxoBarocTh OTKII0HEHUE
Mukpotsepaocts HV
MOBEPXHOCTH Ra 0T KpyIJIoCTH Re
ONEMEHTBI I — - — 0 —
F-3Hauenus POUCHTHRII F-3Hauenus POUCHTHRIH F-3Hauenus POUCHTHEIM
BKJIAJ BKJIAJ BKJIaJ

Cropocts pesammst | ) 330, 0,07 15,8251 16,91 402758 25,89

V, 06/Mun _— A

Tonaua £, MM/06 6,3512 1,23 0,6335 0,68 0,6619 0,43
Komasecrso 63.1738 12,25 15631 1,67 24,0589 15,47
npoxonoB N

IESX"‘;M"I‘GHCTB“E 12,7024 2.46 7.4668 7.98 1,4796 0,95
%f‘ﬁ“oﬂemmm 81.8517 15,88 5,8132 6,21 28.7154 18,46
BsaumoneiicTsue 21,7218 421 7.4668 7,98 5,7595 3,70
S*N

y? 103.2749 20,03 29,0338 31,02 09816 0,63
72 158.5728 30,76 11,8708 1,68 50,5574 32,50
N2 67.5406 13,10 13,9156 14,87 3,0571 1,97
Hrorosoe 5155274 100 93,5887 100 155,5472 100
F-3Hauenue

* BaxKHbIe 3JIEMEHTHI BBIACJICHBI IIOAYCPKUBAHUEM, a4 BKJIAAbI — ITOJYKUPHBIM H.IpI/I(I)TOM.

(moutu 16,91 %), GompIliee KOTMUECTBO MPOXOIOB U
nonava (rmoutu 14,87 u 12,68 % COOTBETCTBEHHO),
IIpU 3TOM 10Jja4ya U KOJUYECTBO MPOXOJOB MPAKTHU-
4YeCKH He BIMAIOT JIpyr Ha apyra (tada. 5). Ha mo-
IPEIIHOCTh KPYIVIOCTH OKa3bIBa€T CYIIECTBEHHOE
BJIMsIHHE OoJiee BBICOKUI MOPSIOK Mojaadu (MOYTH
32,5 %), 3a KOTOPBIM CIIeyeT CKOPOCTh pEe3aHUS
(moutu 25,89 %), a Takke COBMECTHOE BIIHSHHE
CKOPOCTH PE3aHUs U KOJIMYECTBA MPOXOIOB (ITOUYTH
18,46 %) u xonudecTBa poxoaoB (moutu 15,47 %).

Buano Takie, 4yTO KOJIMYECTBO MPOXOAOB CY-
HIECTBEHHO BIIMSIET HA IIEPOXOBATOCTh OBEPXHOCTH,
a CKOPOCTb PE€3aHMsl CYIIECTBEHHO BIIMSIET HA MUKPO-
TBEpAOCTb M TMOIPEIIHOCTh KpymiocTu. U3 puc. 2
¥ Tabll. 5 BUJIHO, YTO JAOMYCTUMBIE OTKJIOHEHHS IO
CBOEH MpUpPOAE NPOTUBOpEUYaT HapameTpam Ipo-
uecca. [loaToMy A mosydeHus! MOJIOKUTEIbHBIX
pe3ynbTaToB TpeOyeTcsi MHOTOIENeBasi ONTUMHU3A-
[[US 9TUX MPOTUBOPEYUBBIX TAPAMETPOB.

B nacrosmeit pabote mapaMeTpsl mporecca Ha-
KaTK{ POJINKOM ONITUMU3UPOBAHBI C UCIIOIB30BaHU-
eM MeTofa (PYHKUHUHU KeNaTelIbHOCTH AJs Moyde-

HUS MUHMMAJIBHOW IIEPOXOBAaTOCTH MOBEPXHOCTH,
MaKCUMaJIbHOW MHUKPOTBEPAOCTH U MUHHUMAJIbHON
MOTPELIHOCTH KpyriocTH. [Ipu TakoM nogaxoe kax-
nasi IepeMeHHasl peakuu npeobpasyercs B QpyHK-
LU0 JKENATEeJIbHOCTH, a ONTUMHU3AIUS HECKOIbKUX
MIEPEeMEHHBIX peakiuu mnpeodpa3yercs B ONTUMU-
3anMi0 ofHOW (yHKIMH kenarenbHocTH [20-22].
[lepemennble mpoliecca U auamna3oH (QyHKIHUNA pe-
aKIMU IPUBEJCHBI B TA0M. 6.

MuHUMallbHBIE W MaKCUMAJIbHBIEC TPEIEIIbl
LIEPOXOBATOCTH MOBEPXHOCTU, MHUKPOTBEPIOCTH
U OTKJIOHEHHSI OT KPYIJIOCTU MOJy4YE€Hbl HA OCHO-
BE€ DKCIIEPUMEHTAIBHBIX HAOMIONEHUN U OTPaKECHBI
B Tabn. 6. Kaxmas xapakrepuctuka mpeodpasyer-
CsS B COOTBETCTBYIOUIYIO (DYHKIMIO >KEJIaTEeNbHO-
CTH C TIOMOIIIbIO OJJHOCTOPOHHETO MpeoOpa3oBaHUs
[16]. B HacTosimem ucciaenoBaHUM Obllla IPOBEC-
Ha MHOTOLIEeJIeBas ONTUMU3ALUS MIPOIECCAa HAKATKU
POJIUKOM C KCIIOJIb30BAaHUEM MOAYIISI ONTUMHU3aLUU
nporpammHoro odecneuenust Design-Expert®. J{is
WCCIIEIOBAHMS ONTHUMHU3AIMU OBUIO PaccCMOTPEHO
okoio 100 Todek JaHHBIX, UMEIOUIUX PA3THYHbIC
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Tabmnuma 6
Table 6

OrpaHuyeHus JJisl ONTUMHU3ALMHU MAPAMETPOB MpoLecca

Constraints for optimization of process parameters

[TapameTpsi 3agaHHBI YPOBEHB MuH. npenen Makc. npenen
CxkopocTh pe3zanus V, 06/MuH B nunamazone 100 500
[Tomaga f, MM/00 B nuamasone 0,1 0,2
Konnuectro npoxonos N B nunamnaszone 1 5
[lTepoxoBaTocTh MOBEpXHOCTU Ra MuHUMH3UPOBATH 0,79 0.97
Muxkpotsepaocts HV MuHNMHU3UPOBATh 104 125
OTKJIOHEHHE OT KpPyIIIOCTH Re MUHUMH3UPOBATH 1,5 13,2

KOMOMHAIIMK TEXHOJIOTUYECKHUX [TapaMeTpoB, B Ia-
na3oHe, MOKa3aHHOM B Ta0i. 6. [ kaxmaoro ypos-
HSl HE3aBUCUMBIX IIapaMETPOB ObUIM PACCUMTAHBI
JKEJIaTEJIbHBIE 3HAUEHUs ILIEPOXOBATOCTH IOBEPX-
HOCTH, JKeJaTeIbHble 3HAYEHUSI MUKPOTBEPIOCTH U
KeJlaTesIbHble 3HAYeHUs MOTPEIIHOCTH KPYIVIOCTH.
3arem Obuta paccuMTaHa enuHas (QYHKLIUS Kela-
TEJIBHOCTH, a2 UMEHHO JKeJIaTeIbHOCTh MUHUMAJIb-
HOM I1€pOX0OBAaTOCTU IMOBEPXHOCTH, MAKCUMAJILHON
MUKpPOTBEPAOCTH U MHUHUMAJIbHON MOTPEIIHOCTH
Kpymioctd. B Tabn. 7 mpuBeneHsl ONTUMHU3UPO-
BaHHBIE MapaMeTphl Mpoliecca A MUHUMAJIbHON
IIEPOXOBATOCTH  MOBEPXHOCTH, MAaKCHMAaJIbHOM
MUKpPOTBEPAOCTH U MHUHUMAJIBHON IMOTPEIIHOCTH
KpymiocTH. B kauecTBe onTUMalIbHOTO HapamMmerpa
ObUIO BBIOPAHO pELIEHHE, UMEIOIee HAUBBICIIMN
YPOBEHb KEJIaTeIbHOCTH, KaK IIOKa3aHo B Ta0M. 7.
B xozne Hacrosimero uccienoBanus ObUIO yCTa-
HOBJICHO, YTO CKOpPOCTb pe3aHus 344 o6/MuH, CKoO-
pocts ogaun 0,25 MM/00 1 YeThIpe MPOXo/a SIBIIS-
IOTCSl ONTHUMAJIBHBIMHU MapamMeTpaMM JUIsl HaKaTKH
ponuKoM 3aroToBku u3 cruiaBa Al6061-T6, mo3Bo-
JSIOIIMMHU  NIOJyYUTh MHUHHMAJIBHYIO IIE€POXOBa-
tocTh moBepxHoctu 0,807 MKM, MakCUMAaJbHYIO
Mukpotsepaocts 119,2 HV u MuHunManbHyro mo-
rpemHocTh Kpyrocty 4,282 mxkm. Ha ocHOBe 3kc-
NEPUMEHTAIBHBIX HAOMIONCHUNA M HCCIIEOBAHUMA
[0 ONTUMM3ALMU ObUIO YCTaHOBJIEHO, YTO HaKaTKa
POJIMKOM SIBJISIETCSI JIyULIMM BapUaHTOM JJIS IOJY-
yeHusi 0oJiee COBEPILICHHON I'eOMETPUU 3arOTOBKH
u3 cmaBa Al6061-T6. OgHako 3TO yKa3bIBaeT Ha
HEOOXOIMMOCTh JaJdbHEUIINX UCCIEA0BAaHUHA B 00-
JacTU HaKaTKU poiukoM ciiaBoB Al6061-T6 c uc-
MIOJIb30BAHUEM PA3JINYHBIX METONOB OXJIAKIACHUS
JUIS TIOJTYYEHUs YIy4IIEeHHOW reoMeTpun obpado-
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TaHHOM TIOBEPXHOCTHU C MIEPOXOBATOCTHIO IMOBEPX-
HocTH, mpubmmkaromieiics x 0,3...0,4 MM, u Oornee
BBICOKOM MUKPOTBEPAOCTBIO.

BoiBoabI

B macrosmieli pabore Oblia mpeanpuHATa TO-
MIBITKA HCCIIEOBATh IPOLECC HAKAaTKH POJIHKOM
crutaBa Al6061-T6. MoxHO caenaTh Clenyrouiue
BBIBOJIBI.

1. IIlepoxoBaTroCTh NOBEPXHOCTH YMEHBIIAIACH IIPU
YBEIMYEHUH CKopocTH pe3anus 110 360...380 o6/mumH,
a 3aTeM yBeJIMYUBaJIaCh. MUKpPOTBEPIOCTh BO3pac-
Taja C yBEJIMYCHHEM CKOPOCTH pesaHusi. OmHako
IUIsL Hee ObUT HEKHd ONTUMYM, U TIPH JOCTH)KEHUH
ckopoctu pesanus 280...300 o6/MUH MHKPOTBEp-
nocte cHmkanack. C Ipyrod CTOPOHBI, MOTPEI-
HOCTh KPYIJIOCTH yMEHbBINATACh C YBEIUYCHUEM
CKOPOCTH PE3aHMsL.

2. MuHMManpHas NOrPEIIHOCTh I[IEPOXOBATO-
CTH W KPYIJIOCTH TIOBEPXHOCTH OBLIA TIONyUYSHA MIPH
3HayeHusIx rmogaud B auanaszone 0,18...0,22 Mm/00,
ckopoctu pe3anus 300 o6/MUH U Tpex MpPOXOAax.
OpHako MakcHMMaJlbHasi MHKPOTBEPJIOCTh Oblia
MoJlydeHa Tpu Oojiee BHICOKMX 3HAUCHHSIX I10J1a-
9i. YMCHBIICHHE IIEPOXOBATOCTH ITOBEPXHOCTH
¥ MHUKPOTBEPJOCTH, a TAK)KE YBEIWICHUE TTOTPEI-
HOCTH B OIPEIEIICHNH KPYIJIOCTH OBLIN 3aMEYCHBI
[P yBEJIMYEHUH BeIUUYMHBI ogadu 10 0,2 Mmm/006.
OnHako ObLIO 3aMEYEHO, YTO MPHU YBEIUUYEHUU Be-
JMYUHEL ogadn 10 0,2 MM/00 3TH ITOKa3aTenu u3-
MEHSIOTCS B JIYYIITYIO CTOPOHY.

3. MuHMUMaNbHAs TOTPEUIHOCTh  KPYIVICHUS
¥ MaKCHMaJlbHass MUKPOTBEPAOCTh OBLIN IOITyYe-
HBI [IPH HMCIIOJB30BAHUHU KaK 0ojiee HU3KHX, TaK U
OoJiee BBICOKMX 3HA4eHWH moxadn. OnMHAKO MUHH-
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Tabnuma 7
Table 7
CeMeilicTBO ONITHMU3UPOBAHHBIX NAPAMETPOB 00PaAGOTKH
A family of optimized process parameters

o | pesamn | ot | e | Mo | e
00/MuH Mm/00 poxomoB N Ra reepaocts HV IOCTH Re HocTh
1 344,48 0,25 4 0,807 119,2 4,282 0,7927
2 342,62 0,25 4 0,808 119,3 4,340 0,7926
3 348,05 0,25 4 0,806 118,9 4,172 0,7925
4 347,97 0,25 4 0,805 118,8 4,206 0,7914
5 355,29 0,25 4 0,804 118,2 3,950 0,7909
6 343,96 0,25 4 0,806 119,1 4,359 0,7906
7 345,53 0,25 3,99 0,807 119,1 4,273 0,7905
8 348,67 0,25 3,98 0,806 118,7 4,195 0,7886
9 344,31 0,25 3,97 0,808 119,1 4,346 0,7872
10 335,65 0,24 4 0,805 119,3 4,781 0,7835
11 336,95 0,25 3,94 0,811 119,5 4,623 0,7816
12 342,96 0,25 3,93 0,809 118,9 4,465 0,7799
13 308,15 0,24 4 0,815 121,1 5,762 0,7627
14 315,59 0,25 3,87 0,820 120,6 5,374 0,7610
15 336,65 0,2 4 0,795 116,6 5,236 0,7350
16 349,45 0,15 4 0,840 115,6 2,645 0,7111
17 359,16 0,16 4 0,838 115,1 2,346 0,7102

MaJibHasl IEPOXOBATOCTh MOBEPXHOCTH ObLjIa MOIy-
YyeHa IPU MCIIOJIb30BAHUN 3HAYEHUS MOJ]auu B Ma-
nazone 0,18...0,22 MM/006). beuto 3amedeHo, 4to
[IEPOXOBATOCTh MMOBEPXHOCTH YMEHBIIAETCS C yBe-
JMYEHUEM KOJIM4ecTBa MpoxoaoB. OaHako He ObUIo
00HapyXEeHO CYIIECTBEHHOT'O YJIYUILIEHUS B CHIKeE-
HUU LIEPOXOBATOCTH MOBEPXHOCTH IMOCIE YETHIPEX
poxo7ioB. OTKIIOHEHHE OT KPYIJIOCTU ObLIO CBeJie-
HO K MMHUMYMY IIPH YBEJIMYEHUU YHCIIa TPOXOJIOB,
a MakCUMaJlbHasi MUKPOTBEPAOCTh Obljia TOCTUTHY-
Ta IPU yBEJIMYEHUH YUCIIA TPOXOJIOB.

4. Ha 111epoxoBaToCTh MOBEPXHOCTH B OCHOBHOM
BiIMsIa Oojiee BBHICOKAas BEJIMYMHA MOAAa4YM (ITOYTH
30,76 %), 3a kKoTOpO# cienyeT OoJiee BbICOKAs BEJH-
YUHA CKOPOCTH pe3aHus u 3 (HEKT B3auMOICHCTBUS
CKOPOCTH PE3aHMs U KOJIMYECTBA MPOXOI0B (ITOYTH
20 u 15,88 % COOTBETCTBEHHO), IPU 3TOM CKOPOCTh
pe3aHuss M Mojaya OKa3bIBAIOT HE3HAYUTENbHOE
BiusiHUe. OHAKO KOJIMYECTBO MPOXOJI0B OBLIO CO-

YTEHO 3HAYUTEJIbHBIM ISl CHUKEHHSI LIIePOXOBATO-
CTH TIOBEPXHOCTH.

5. Ha MuUKpoTBEpI0CTh B OCHOBHOM BIIHSUT 00-
Jiee BBICOKUN YPOBEHb CKOPOCTH pe3aHus (IIOYTH
31,02 %), 3a KOTOpBIM clie10BaIa CKOPOCTh PE3aHUS
(moutu 16,91 %), KoIMYECTBO MPOXOIOB U BEJIUYMHA
nonaun (moutu 14,87 u 12,68 % cOOTBETCTBEHHO),
P 3TOM M0Jja4a U KOJIMYECTBO MPOXOAOB MPAKTHU-
YeCKH He BIUsIH (Tab. 5). beuto oOHapyx)eHo, 4To
Ha OTKJIOHEHHUE OT KPYIVIOCTU 3HAYUTENILHO BIUSET
Oosiee BbICOKasi BenuyuHa nomayu (moutu 32,5 %),
3a KOTOpPOHl CIEAyIOT CKOPOCTh pe3aHus (IOYTH
25,89 %), cOBMeCTHOE BIUSTHUE CKOPOCTH PE3aHUs
1 KoJn4yecTBa rmpoxoaoB (moutu 18,46 %) u xomauue-
CTBO Mpoxo0B (rmoutH 15,47 %).

6. CxopocTts pe3anus 344 06/MUH, CKOPOCTb I10-
naun 0,25 MM/00 1 YEeThIpE MPOXOJa SBJISIFOTCS OTI-
TUMaJbHBIMU MApaMeTpaMH ISl HAKaTKU POJIMKOM
3aroroBok u3 cmiasa Al6061-T6, uto mo3BoyseT
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Introduction. Roller burnishing is one of the most common methods of improving the surface quality of parts, wear
resistance, microhardness, and corrosion resistance. The process involves compressing and smoothing the workpiece using
the pressure of a hardened roller. It is often used to improve part performance and lifespan in sectors including automotive,
aerospace, and medical equipment manufacturing. The literature reviewed shows that the roller burnishing process effectively
improves the overall surface quality and hardness of the workpiece. In addition, roller burnishing is considered as an affordable
method to enhance the functionality and robustness of machined parts by reducing the likelihood of surface defects such as
like scratches and cracks. However, very few studies have been reported on the modeling and optimization of roller burnishing
of A16061-T6 for minimum surface roughness, better microhardness, and roundness. The methods of investigation. In the
current work, roller burnishing of 4/6061-T6 is modeled and optimized for superior microhardness, roundness, and minimal
surface roughness. Under dry-cutting conditions, the performance of roller burnishing of 4/6061 specimens is assessed in terms
of process factors such as cutting speed, feed, and number of passes. Mathematical models to predict the surface roughness,
microhardness, and deviation in roundness are developed based on the experimental results. Results and Discussion. The
coefficient of correlation for the developed models is found to be close to 0.9, which indicates that it can be reliably used to
predict and optimize the roller burnishing of the 4/6061-T6. According to this study, the use of the following cutting parameters
leads to the lowest variation in roundness (4.282 pum), the better microhardness (119.2 Hv), and the lowest surface roughness
(0.802 um): cutting speed 344 rpm, feed 0.25 mm/rpm and four passes. Further, the study reveals that increasing the number of
passes (beyond four) does not significantly improve the surface roughness or microhardness. However, it does lead to a slight
increase in the roundness deviation. Therefore, in order to achieve optimal results, it is recommended to use a maximum of four
passes during roller burnishing of 4/6061 specimens under dry cutting conditions. These results imply that roller burnishing
can effectively improve the overall quality and hardness of the workpiece surface. In addition, roller burnishing is considered
as an affordable method to increase the functionality and robustness of machined parts by reducing the likelihood of surface
defects like scratches and cracks.

For citation: Dwivedi R., Somatkar A., Chinchanikar S. Modeling and optimization of roller burnishing of A16061-T6 process for minimum
surface roughness, better microhardness and roundness. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and
Material Science, 2024, vol. 26, no. 3, pp. 52-65. DOI: 10.17212/1994-6309-2024-26.3-52-65. (In Russian).
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