Cm

OBPABOTKA METAJIJIOB

TEXHOJIOI'MA

ObpaboTka MeTaa408B (TeXHOAOTUs ® 00opysoBaHue ® uHCTpyMmeHThl). 2022 Tom 24 No 4 c. 6-17
ISSN: 1994-6309 (print) / 2541-819X (online)

DOI: 10.17212/1994-6309-2022-24.4-6-17

HIFTY
1

H3TU

(TexHOJIOTHSA « 000PYI0BAHME + HHCTPYMEHTHI)

Oo0paboTka MeTaLJI0OB

b OTKA
'ANINIOB

TERHONOTHA
‘OGOPYIOBAHH

E
WHCTPYMERTI

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

HcciienoBanne B3aMOCBA3M CHJIbI Pe3aHNUS U IIEPOXOBATOCTH 00pa0OTAHHOM
NMOBEPXHOCTH ¢ noaaveii Ha 3y0 npu ¢pesepoBanun marepuana EuTroLoy 16604,

noay4yeHHoro DMD-merogom

a,

Anexcandp /{ropazun , JImumpuii Apoauies b

1OxHO-Ypanbckuii rocyJapcTBeHHbIH YHUBEpCHTET, Ip. JIenuHa, 76, r. Yensounck, 454080, Poccust

https://orcid.org/0000-0001-6274-1953, (=] s.dyuryagin@mail.ru, b

https://orcid.org/0000-0002-8134-2525, (=] ardashevdv@susu.ru

NH®OPMAILIUS O CTATBE

AHHOTANUA

VK 621.914.1 + 621.9.015 + 621.767

Hcmopus cmamou:

Iocrynuna: 30 aBrycra 2022
Penensuposanue: 06 ceHtsiops 2022
[punsra k neyaru: 21 centadps 2022
JocrynHo onunaiin: 15 nexabps 2022

Kniouesvie cnosa:
Konuesoe ¢pesepoBanue
Cuua pe3anust
[IIepoxoBarocThb
MOBEPXHOCTH
Direct Metal Deposition
EuTroLoy 16604

o0OpaboTaHHOU

QuHancuposanue:
VccnenoBanue BBINOJIHEHO TIpH (u-
HAHCOBOM  mojiepkke MuHucTep-

CTBa HAayKM M BBICIIETO0 00Opa3oBa-
nust Poccuiickoit ®denepauuu (rpasHt
Ne FENU-2020-0020).

Beenenue. B HacTosimee BpeMs 3HAUUTEILHYIO JAO0MIO B MAITMHOCTPOUTENILHON OTPACIIH COCTABIAIOT SANHNY-
HbIE W3/1eTHs TU00 U3/IeIIHsl, H3TOTABINBAaEMbIe MEIKMMHU APTHAMHU. B CBSA3H ¢ 9TUM U1 COKpAIIEHNUs 3aTpaT Ha U3-
TOTOBJICHHE CHEIHAIBHON JOPOTOCTOAIEH OCHACTKY 3arOTOBUTEIBHOTO Mepe/iesia HAUMHAIOT aKTHBHO IPUMEHATh-
sl HHHOBAIIMOHHBIE TTOAXO/BI [JIsI IIOTyYeHHs TaKuX u3zienuii. K Takum TexHomorusM Mo>kHO oTHecTH MeTox Direct
Metal Deposition (DMD), cyTb KOTOPOTO 3aKJIH04ACTCS B OCAKAECHUN METAJUIMUECKUX YaCTHI] U3 ra30I0POLIKOBOM
cTpyH. JlaHHBIN MeTO[ HMEET MHOTO JOCTOMHCTB. OHAKO OJHHM U3 IVIABHBIX HEOCTaTKOB SBIAETCS TO, YTO U3-
JIeTIns TTOCTIe BBIPAIUBAHKS UMEIOT IpyOyIo HOBEPXHOCTD U HE COOTBETCTBYIOT TOUHOCTHBIM TPEOOBAHHUSM YepTeKa
roToBoii neranu. CrienoBarenbHO, n3enus TpeOyroT NajbHeiiel MexaHn4eckoit 00padoTku pesanuem. Bmecte ¢
TEeM BCJIE/ICTBHE HOBH3HBI MAaTEPHAJIOB IJIsI HUX OTCYTCTBYIOT P&KHMHBIE TApaMETpBhI Il MEXaHHIEeCKoi 06paboT-
Ku. B cBA3H ¢ 5TUM Ies1b paGoThl 3aKII0YAETCS B yCTAHOBICHHU (DYHKIIMOHAIBHON B3aHMOCBSI3U CUJIBI PE3aHUS U
LIEPOXOBATOCTH 0OPaOOTAHHOI MOBEPXHOCTH C MojIaueii Ha 3y0 rpu KoHueBoM (pesepoBanun Marepuaia EuTroLoy
16604, nonyyennoro DMD-mertoiom. B pabote nmpoBeieHO IKCIIEpUMEHTAIBHOE UCCIESJOBAHUE CHIIbI PE3aHUs U
LIEPOXOBATOCTH 00Pa0OTaHHOM MOBEPXHOCTH NMPU BapbUPOBAHUM IOJIaYM HA 3y0 NMpPU KOHLIEBOM (pe3epoBaHUM.
MeTo10M HcCIIe0BAHMS SBISIETCS SKCIIEPUMEHT 110 (hpesepoBanuio marepuana EuTroLoy 16604, nomy4yeHHoro
DMD-meTonom, ¢ u3MepeHreM BBIXOIHBIX ITAPAMETPOB IMpoliecca (Cuila pe3aHus U MIePOXOBATOCTh 00paboTaHHON
noBepxHOCTH). Pe3ysbraThl U 06cyxkaeHune. Vi3mMepeHHbIe 3HAYE€HNS CHIIbI PE3aHUs U IIEPOXOBATOCTH 00padoTaH-
HOI{ TIOBEPXHOCTH TO3BOJIMIIN YCTAaHOBUTH (DYHKIIHOHATIBHBIC U rpad)IuecKie 3aBUCHMOCTHU BBIXOJHBIX 1APAMETPOB
nporecca (Gpe3epoBaHus OT HOJAYH Ha 3y0. YCTaHOBIEHO, YTO IIPU MUCIONB30BAHHU (Pe3bl ¢ MEHBIIUM 3aJHUM
YIJIOM BO3HHMKAIOT MEHBIIIHE CHIIbI Pe3aHNUs H IOBEPXHOCTH IIPU ATOM MMEET MEHBIIYIO BEICOTY MUKPOHEPOBHOCTEH.
Takum o0pazom, pazpaboTaHHble (YHKIIMOHAIBHBIE B3AUMOCBS3U CHIIbI PE3aHUS U IIEPOXOBATOCTH 00paboTaHHOH
HOBEPXHOCTHU C IOJa4eil Ha 3y0 MO3BOJAT IPOTHO3UPOBAThH BBIXOIHbIE ITapaMETPhl IPOIECCa PE3aHus U MOBBICUTD
3G GEeKTUBHOCTH Olepaluy MEXaHU4eCcKoi 00paboTku pezanueM. [lepcrniekTuBHOE HanpaBiieHne AajbHeleil pado-
TBI BUIUTCSI B UCCIIEJOBAHUU OTHOCHTEIIBHOI 00pabaThIBA€MOCTH H OLIEHKE €€ KOJMYeCTBEHHOTO 3HAUCHHS.

Jns uutupoBauus: Jropseun A.A., Apoawes /. B. ViccienoBanue B3aMMOCBSI3H CHITBI PE3aHUS U MIEPOXOBATOCTH 00padOTaHHOH TOBEPXHOCTH
¢ monadeit Ha 3y0 npu Qpesepoannn marepuana EuTroLoy 16604, momyuernoro DMD-metonom // O6paboTka MeTauIoB (TEXHOJIOTHS,
obopynoBanne, HHCTpyMeHTHI). — 2022, — T. 24, Ne 4. — C. 6-17. — DOI: 10.17212/1994-6309-2022-24.4-6-17.

BBenenue

OTIU4UTEeTFHOM OCOOCHHOCTBIO COBPEMEHHOMN
MaIIMHOCTPOUTEIILHON OTpPACIU SIBIISETCS YBEJIH-
YEHUE YAENbHOW JONM €IUHUYHBIX W3IEIUN WIn
MenKocepuitHbIX naptuii [1]. B cBa3u ¢ 3TuM ak-
TUBHO HAYMHAIOT HCIIOJIb30BAThCSl MHHOBAI[MOH-
HBbIE TEXHOJIOTHH JIJISl TIOJYUYEHUSI TaKUX W3ICIUH.
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Merton BbIpalMBaHUs A€Talel CIOKHOU (OPMBI B
HACTOSIIIEE BpeMs sIBIIIeTCs Hanbomee OBICTPO pas-
BUBAIOIIEHCS MPOU3BOACTBEHHOM TeXHONOTHEH [2].
OnHUM U3 METO/IOB, OTHOCSIIIMXCS K JJAHHBIM TeX-
HOJIOTHSIM, SIBJISIETCS METOJT MECTHOTO OCaXICHUS
metaiia — Direct Metal Deposition (DMD). B nipo-
[[eCcCe HAIJIaBICHUS MAHHBIM METOJIOM Ja3epHBI
Jy4 CO3/1a€T BaHHY pacIljiaBa, B KOTOPYIO MOAAETCS
MeTtajumueckuil nmopomok [3]. B pesynbrare pac-
TJIaBJICHUS TIOPOIIKA W MaTepHayia MOMAJIOKKH CO3-
JTaeTCsl MPOYHOE COEIMHEHUE.

DMD-meTon 1mo3BossieT TOBBICUTHh KO3 dUIIH-
€HT HMCIOJBb30BaHMs Marepuaja 3a CUeT TOro, 4TO
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KOHEYHBIN MPOIYKT MOJy4atoT IpU MOMOIIU A00aB-
JIeHHs] HeoOXOIMMOrO KOJIMYecTBa MaTepuana, a He
yIaJICHUs €0 U3 LENbHOMN 3ar0TOBKU. MIMeeTcs BO3-
MOKHOCTb JIOKaJIbHOTO (MECTHOTO) HAHECEHHUSI CJIOS
Marepuana. ITOT METOJ] aKTUBHO MPUMEHSIETCS [
HAHECEHUsl TOKPBITHI, a Takke BOCCTaHOBICHHS
M3HOIICHHBIX MOBEPXHOCTEN MOpOIlKaMHu, o0naa-
IOIIMMU CIIeIIMaIbHBIMU CBOMCTBaMHU [4—6].

[Ipumenenne DMD-mMeTona conpsizKeHO ¢ mpo-
OneMoii, 3aKTI0YAIOIIEIiCS B TOM, YTO MOBEPXHOCTh
MOCJIe HAaHECEHHUs CJIo MaTepuaia 3a4acTyro He
COOTBETCTBYET 3a/JlaHHBIM KOHCTPYKTOPCKHUM Tpe-
OoBaHMAM, 4TO OBLIO BBISBIEHO B padotax [7—10].
Jlns cooTBeTCTBUSI 3aJaHHBIM TPEOOBAaHUSM HE00-
XO/lMMa JanbHelas Mexanuueckas oopaboTka pe-
3anueM. [Tockonbky DMD-MeTon He UCroNb3yeTcs
B MacCOBOM IPOM3BOJCTBE, IIO3TOMY B HOpPMAaTHB-
HBIX CIPAaBOYHUKAX OTCYTCTBYIOT PEKUMbI pEe3aHUs
UisE uX 00palboTkH. BONBUIMHCTBO MpeAnpusiTuit
00pabaTpIBalOT BBIpPAILIEHHBIE M3AETUS METOAOM
NPOOHBIX MPOXOAOB, MOAOUpas MPH ITOM IMOAXO-
JSIINE PeKUMBI PE3aHUS U PEKYIIUNA UHCTPYMEHT.
Opnnako Takass 00paboTKa HE MOXKET CUMTATHCS (-
(beKkTUBHOI1 BCIIECTBIE HEPATMOHAILHOTO pacxoaa
marepuana. /s atoro tpeOyercs mpoBeneHue Te-
OPETUYECKUX M DKCIEPUMEHTANbHBIX HCCIIEI0Ba-
HUM, 4TOOBl YCTAHOBUTH B3aMMOCBS3b PEKUMHBIX
napaMeTpoB C BBIXOAHBIMH [TapaMeTpaMu Mpoliiecca
pe3anus. JlaHHble, OTy4YeHHBIE B XOJE HCCIEIO-
BaHUH, MO3BOJIAT pa3paboTaTh HOPMATHUBHYIO 0azy
(pexoMeHaaMK) AJI HA3HAUEHUS DPALMOHAIBHBIX
PEKUMOB MEXaHHUYECKOH 00paboTKu pe3aHuemM
DMD-marepuanos.

BonbuimucTBO pabot, coaepkammx B cede Hc-
CIIEIOBAaHMS XapaKTEPUCTHK TpoOIecca MeXaHU-
YecKkol 00paboTKHM pe3aHHeM HOBBIX MaTepHalioB
[11-13], cBUAETENBCTBYIOT O 3aMHTEPECOBAHHOCTH
MaIIMHOCTPOUTEIBHON OTPACIU B HCHOIB30BAaHUU
JTaHHBIX MaTepHalioB JUIsl MPOM3BOJCTBA JETalleH,
TaKk Kak UM MOXKHO NPHUAATh HEOOXOAMMBIE CBOM-
ctBa. Tak, B pabote [14] mpoBeneHO SKCIIepUMEH-
TaJbHOE HCCIeoBaHUuEe 00pabaThiBAEMOCTH Mare-
puana Al/SiC-MMC. B xozxe TokapHOi 00paOOTKH
OBLJIO M3YyYEHO BIMSHUE TIIyOMHBI pe3aHus, Moja-
YU U CKOPOCTH pE€3aHUs Ha HIEPOXOBAaTOCTh 00pa-
0OTaHHOW MOBEPXHOCTH U cuiry pe3anus. [lomy-
YEHHBIE SKCIIEPUMEHTANIbHbIE aHHbIC MO3BOJIUIN
YCTaHOBUTDH B3aMMOCBSI3b CKOPOCTHU Pe3aHusl, Moja-
YW U [yOWHBI pE3aHUs C CUIJION pe3aHus U IIepo-
XOBaTOCTHI0 00OPa0OTaHHOM MOBEPXHOCTH, a TAK¥KE

OBRABOTKA METALLOV %

MOKa3aTh UX BIUSHUE Ha U3HOC PEXKYIIET0 UHCTPY-
MeHTa. Pe3ynprarel 3KCHepuMEeHTa MO3BOJIAIOT W3
MOJTyYEHHBIX 3aBUCUMOCTEH BBHIOpATh MOAXOASIINE
3HAYEeHUs TOAA4YM, CKOPOCTU pPEe3aHUsS U TITyOHHbI
pe3aHus Ui BBIIOJIHEHHS] TEXHOJOTMYECKHX Tpe-
OoBaHUM.

Eun-Jung Kim wu ap. [10] mpoBenu skcnepu-
MEHTaJIbHOE HMCCIEAOBAaHUE M0 MEXaHMYECKOH 00-
pabotke Hepkasetomerd ctanu 304L. beum omnpe-
JICJIeHbl YWCJICHHbIE 3HAUEHUs CUJIbl pe3aHusi u
IEPOXOBATOCTH 00pabOTaHHOW MOBEPXHOCTH IS
YCTaHOBJICHHS XapaKTEpPUCTUK 00pabaThiBa€MOCTH
Marepuana. B pabore [15] pa3paborana skcmnepu-
MEHTaJbHasi MOJENb B3aMMOCBS3H IIEPOXOBATOCTH
00paboTaHHON MOBEPXHOCTH C PEKUMAMH PE3aHUS
(yacToTa BpallleHUs! IIMUHJIEIS U CKOPOCTh MOja-
4yn) npu ToueHuu VT6 titanium alloy, momydeHHOTO
DMD-metonom. B paborax [16—18] npeacrasieHsl
uccienoBanus mpoiecca (pezepoBanus o0pasloB
n3 marepuasna IN718, momyd4eHHBIX C HMCHOJIb30-
BaHUEM aJJIUTUBHBIX TeXHONOruil. B pesynbrare
ObUIM W3y4Y€HBbI CUJIbl PE3aHMsI, U3HOC PEXKYIIETO
WHCTPYMEHTA, LIEPOXOBATOCTh 00pabOTaHHOI MO-
BEPXHOCTH W OCTATOYHBIC HAMPSKEHUS MpPHU pas-
JMYHBIX TEXHOJIOTUYECKUX YCIOBUSX.

Takum o6pa3om, oOpabaTHIBAEMOCTh, a TaKKe
MpoLecc MeXaHUn4ecKo 00pabOTKN HATUIaBIECHHBIX
MaTepuasoB IIUPOKO U3y4aloT BO BCEM MUpPE, CTpe-
MsCh C(pOPMUPOBATH HOPMATHUBHYIO 0a3y ¢ pekuMa-
MU pe3anus. [laHHbIe, TOTyYeHHBIE B XO/I€ IKCIIepHU-
MEHTAJbHBIX HCCIEIOBAaHU, MO3BOJAT MOBBICUTH
3¢ (}EeKTUBHOCTh MPOEKTUPOBAHUS OIEpalvii Mexa-
HUYEeCKON 00paboTKU pe3aHueM. DTO HalpaBlIeHUE
SIBIIIETCS AKTyaJbHBIM ISl MAIIMHOCTPOUTEIBHON
OTpacIIu.

enp paboOThl 3aKiIOYaeTcsl B YCTAHOBIICHUU
(YHKIIMOHAJIBHOW B3aMMOCBSI3U CHJIBI PE3aHUs U
IEPOXOBATOCTH 00pabOTAaHHOM MOBEPXHOCTH C
nojayeit Ha 3y0 mpH KOHIIEBOM (pe3epoBaHUH Ma-
tepuana EuTroLoy 16604, momydennoro DMD-
METOJIOM JJisl MOBBIIEHUS 3(PPEKTUBHOCTH Omepa-
I MeXaHU4eCKON 00pabOTKH pe3aHUEM.

Jl71s AOCTHKEeHMSI TOCTABICHHOM L€ pellaoT-
Csl CIIEAYIOIINE 3aJa4u.

1. [IpoBeneHne SKCIEPUMEHTAIBLHOTO UCCIIe-
JoBaHUSI 00pabarbiBaeMOCTH (pe3epoBaHUEM Ma-
tepuana EuTroLoy 16604 xoHueBsiMHu (hpe3amu ¢
Pa3IUYHBIMU YIIIAMU PE3aHUsl C U3MEPEHUEM CHUIIbI
pe3aHus U MIepOXOBAaTOCTH 00paboTaHHOU MOBEPX-
HOCTH.
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2. Pa3paboTka mMareMaTHueCKUX MOJENIEN B3au-
MOCBSI3U CHJIBI PE3aHUS U LIEPOXOBAaTOCTH 00pado-
TaHHOM MOBEPXHOCTH C Ioa4eil Ha 3y0.

OBPABOTKA METAJIJIOB

MeToanka uccie1oBaHum

OO6pasen ans vcciaenoBaHUs MPECTABISET CO-
Ooii cioit mopomrkoBoro Marepuana EuTroLoy
16604, HamIaBlIeHHOTO Ha CTAJbHYIO IUIACTHHY
¢ ucnonp3oBanreM DMD-metona (puc. 1). Hanece-
HUE CII0S MPOBOJIMIOCH B HAy4YHO-HCCIIEI0BATEIb-
CKO 71a00paTOpuu MEXaHWKH, JIa3epHBIX MpoIec-
COB U IU(POBBIX MPOU3BOIUTEIBHBIX TEXHOJIOTUI
Ha 6a3ze HOHO-YpallbcKOro rocyIapcTBEHHOTO YHU-
BEpPCUTETa C NPUMEHEHUEM KOMIUIEKCa JIa3epHOM
HarutaBku FL-Clad-R-4 [19]. B xauecTBe momioxKku
BBICTYMAET IJIaCTUHA U3 MaTeprasia Craib 45.

Puc. 1. O6pazelr HAIUIABJICHHOTO MaTepHalia

Fig. 1. A sample of deposited material

PesxnMbl HarutaBKy: MOIITHOCTH Jazepa — 1600 BT,
CKOpPOCTh CKaHUpOBaHus jazepa — 10 Mm/c, pacxon
nopouika — 10,5 r/muH, mar ckanupoBanus — 1,4 mm.

XUMUYECKUI COCTaB MOPOIIKA U Pa3Mep OCHOB-
HOM (ppakuuu npeacTaBieHsl B Ta0M. 1.

MUuKpOCTpYKTYpHOE HUCCIeI0BaHUE HAIJIaBJICH-
HOTO CJIOSI IPOBOJMIJIOCH HAa PAacTPOBOM 3JIEKTPOH-
HoM Mukpockorne JEOL JSM 7001-F ¢ ananusaro-

TEXHOJIOI'MA

POM JUTSL TIPOBENEHHSI PEHTIeHO(IYOPECIIEHTHOTO
SHEProaucIepcCHOHHOTO aHammn3a X-Max-80 Oxford
Instruments. M3mepenne MUKpOTBEPAOCTH IO IITY-
OWHE HAIIaBICHHOTO CJIOSl OCYIIECTBISIIOCH C UC-
0JIb30BaHuEM MUKpoTBepaoMepa Mapku HV 1000
B TPEX MeCTax.

DOKCHepUMEHT TI0 MEXaHWYeCcKoil 00paboTke
npoBomics Ha ¢pe3epHoM cranke ¢ UITY monenu
I'®2171C5. Ons dpesepoBanusi 0Opasma HCIIOIb-
30BaJINCh KOHIIEBBIC (Ppe3bl AMAMETPOM 8 MM H3
Marepuaia P6MS. Jlns cpaBHEHUs! BBIXOJHBIX Ia-
paMeTpoB mporiecca pe3aHus ObUIA MCIIONB30BAHbI
¢bpessl ¢ 3agaumu yoramu B 13° 1 19° B ToprieBom
cedyeHnH. KOHCTPYKTHBHO B OOJBITUHCTBE CITy4acB
KOHIIEBBIE (hpe3bl BBITOIHSIIOT C 3aJHUMH yIIIAaMHU
pe3aHus, BeIMYMHA KOTOPBIX Bapbupyercst oT 13°
1o 19°. lnsa npoBeieHUs: SKCIEPUMEHTAIbHOTO HUC-
clieZIoBaHMs OBLIM BHIOpAHBI TPAaHWYHBIC 3HAYCHHS
yIIIoB. PyKOBONICTBYsICH HOPMaTHBHBIM CIIPaBOYHU-
koM [20] mmst 0OpaboTKHM HEpKABEIOMIUX CTalleH,
ObuUTM BBIOpPAHBI COOTBETCTBYIOIIHE TEXHOJOTH-
YecKUe mapaMeTpsl mporecca (pes3epoBaHHs s
MIPOBEICHUS HKCIIEPUMEHTAIBHOTO HCCIICIOBAHUSI.
TexHomornueckne mapamerpsl MPOBOJUMOIO IKC-
MEPUMEHTA, BKIIIOYAs XapaKTEPUCTUKH PEXKYILETO
WHCTPYMEHTA, MIPE/ICTaBICHbI B TA0M. 2.

Jlnist u3MepeHust CHIIbI pe3aHHsl HMCIOIbh30BaJl-
csi quHamomeTtp Kistler 9257B, Ha kotopeiii OblIa
yCTaHOBJICHA IJIACTHHA C HAIJIABJICHHBIM MaTepua-
JI0M, 3aKperuieHHast BuHTaMu. O0paboTKa SKcrepu-
MEHTAJILHBIX JJAHHBIX MIPOBOJIMIIACH B CHICIIMATIHHOM
nporpaMmmHOM obecrieduennu DynoWare. [lepoxo-
BaTOCTh 0OpaOOTaHHOW MOBEPXHOCTH HM3MEPSIIACH
MIPH TIOMOIIH TPOPHIOMETPa KOHTAKTHOTO CTETICHU
tourocTu 1 mo 'OCT 19300—-86 monmenu 130. Jlist
pa3paboTKN MaTeMaTHu4eCcCKUX MoJIeNieii B3aUMOCBS-
3 [IEPOXOBATOCTH 00PaOOTAaHHON MOBEPXHOCTH U
CHJIBI Pe3aHus C TIoJjaueid Ha 3y0 MPUMEHSIICS OTHO-
(aKTOPHBIN PerpecCHOHHBIN aHAIN3.

Tabnunpa 1
Table 1

XHMHYeCKHIl COCTaB M pa3Mep OCHOBHOM (paKIMHU HCXOAHOTO MOPOIIKA /

Chemical composition and the size of the powder main fraction

XUMUYECKNN DIIEMEHT /
Chemical element

Pasmep ocHOBHO# (hpakuuu, MKM /

Fe | Co | ¢ | Mo The powder main fraction size, pm
Konmnentpanus, at. % / Concentration, at. %
68 15 15 2 40...120
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TECHNOLOGY OBRABOTKAMETALLOV ~ CM
Tabnuma 2
Table 2
Texnosornyeckue napamerpsl /
Technological parameters
CxkopocThb Marepuan
Huamerp
[logaua Ha 3y0 S, BpAaLICHUs IITTHH- ['my6una PEeXyIIEro
z uHCTpyMenTa D, MM /
MMm/3y0 / Feed per nenst n, 00/MuH / pe3anus ¢, MM / Cuttine tool MHCTPYMEHTA /
tooth S, mm/tooth Spindle speed n, Cutting depth 7, mm . £ Cutting tool
z diameter D, mm .
rpm material
0,01
0,02
1000 0.5 8 P6MS5 / HSS M2
0,03
0,04

Pe3ynbrarsl U MX 00CYyKICHUE

Ceoiicmea HAN1ABIAEHHO20 C105

[Ipn nmomomm pacTpoBOrO NIEKTPOHHOIO MHU-
kpockona JEOL JSM 7001-F ¢ ananuzaropom s
IPOBEACHUSI  PEHTI€HO(IIYOPECIIEHTHOIO  JHEp-
rogucnepcuonHoro a"aimmsza X-Max-80 Oxford
Instruments ObuTa ompesneseHa TONIIMHA HaIlJIaB-
JIEHHOTO cJ10s1 (puc. 2).

TonmmumHa HaIIABIEHHOIO CJIOSI  BapbUpPYyeTCs
B npenenax ot 1,36 mo 1,51 mm. [Ipu sToM HabGmrOna-
€TCsl OTHOPO/IHAS CTPYKTYpPa C HE3HAYNUTEIIbHBIMU HE-
METAJUTMYECKUMHU BKITFOUEHUSIMU B 30HE ITOJUIOKKH.

OnHOPOAHOCTH HATUIABJIEHHOTO CJI0s TOATBEPK-
JTaeTCsl U3BMEHEHHUEM MUKPOTBEPAOCTHU MO ITyOuHE.
Pesynprarel u3MepeHHs] MUKPOTBEPAOCTH Ipel-
CTaBJICHBI Ha pHUC. 3.

Cocmawmlomaﬂ CUJIbL pe3aHUA

DKCIepUMEHTANbHbIE 3HAYEHUs CHIIbI pPEe3aHUs
peructpupoBaiuck ¢ yactotoit curdana 0,1 c. [Tocie
KOHBEpTAIlMU MOJIYYEeHHBIX NIaHHBIX B DynoWare
MacCCHUB YHCJIEHHBIX 3HAYEHUI CHUJIBI pe3aHus o00pa-
OarpiBasicss B MS Excel. [Ipu moMoru BCTpOSHHBIX
GbyHKIMA ObUTM TTOCTPOEHBI TpadUKH COCTABIISIIO-
IEH CUJIBI PE3aHUS FyZ.

L 100pm JEOL
20.0KV COMPO SEM

9/9/2022

WD 10mm 10:27:44

Puc. 2. TonmuHa HAaILUIaBIEHHOTO CIIOS

Fig. 2. Thickness of the deposited layer
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Fig. 3. Microhardness of the deposited layer

Ha puc. 4-7 npencraBneHsl rpaguku u3MeHe-
HUsl COCTABJISIOLIEH CHIIbI PE3aHUS Fyz, HCIIONb3Y-
eMoi pu pacueTe Gppesbl Ha U3ruo, IS MOJIauu Ha
3y6 0,01...0,04 mm/3y6 coorBeTcTBeHHO. COCTaB-
nsomast £ ObuIa MOJTyYeHa IyTeM pacyera Io co-
CTaBJISIIOIIUM Fy u Fz.

®pesepoBaHUe MPOBOAMIOCH MEPIEHAUKYISAP-
HO HANpaBJICHUIO CKAaHMPOBAHUS Jiaepa C LENbIO
OTIpeJIeIeHUs] MaKCUMAJIbHBIX 3HAYE€HUI CHIIBI pe-
3aHUsl, BO3HUKAIOUINX MPU yaapax, T. €. JJIs uccle-
JTIOBaHUS ObUTH BBIOpaHbBI caMble HEOIaronpusTHbIE
ycnoBus. BenenctBue 3toro Ha rpadukax Hadmona-
IOTCS IMKU U BIAJIMHBI B 3HAYCHUSAX CUJIBI PE3aHUS.

[InkoBbIEe 3HAYEHMS CUJIBI pE3aHUs NMPUXOIATCS Ha
CEpeIUHY HAIJIaBICHHOIO BajMKa, a BIAJUHBI CO-
OTBETCTBYIOT IIOJIOKEHHUIO MEXAY HaIlJIaBICHHBIMU
BajMKaMu. Bo n30exxaHue pa3HOCTU B MOKA3aHUAX
CWJIBI pE3aHMsl U IIPUJIaHUs €l OAHOPOAHOIO Xapak-
Tepa U3MEHEHUs MEXaHHUYECKyI0 00paboTKy HeoO-
XOJIUMO BECTH B HalpaBICHUM CKaHUpoBaHus. M3
rpauKOB TaK)Ke MOXKHO 3aMETHTb, YTO yBEITUUCHUE
nojiayy Ha 3y0 MPUBOAUT K YBEJIWYECHUIO CHIIBI pe-
3aHMS. AHAJIOTMYHBIE PE3YJIBTAThl MOIYYEHbI B UC-
cienoBanuu [21].

Jlnst yctaHOBIIEHHS (PYHKIIMOHAIBHON 3aBUCHMO-
CTH COCTABIISIIONICH CHIIBI PE3aHUs U MO/Iauu Ha 3y0
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Puc. 4. I'paduku cocrapnsiomeii cuibl pezanus (S, = 0,01 Mm/3y0)

Fig. 4. Graphs of the cutting force component (S, = 0,01 mm/tooth)
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Fig. 5. Graphs of the cutting force component (S, = 0,02 mm/tooth)
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Puc. 6. I'paduku cocrapnsiomeii cuibl pezanus (S, = 0,03 Mm/3y0)

Fig. 6. Graphs of the cutting force component (S, = 0,03 mm/tooth)

ObLI IPOBEJICH PETPECCHOHHBIN aHanu3. s oToro  OoT mojadyu Ha 3y0 S JUId MHCTPYMEHTa C 3a-
ObLITM BBIOpAHBI MTATh MAKCUMAJIBHBIX 3HAYCHUM JUIsl  THUM yriioM pe3anus 13° u 19° cooTBeTCTBEHHO
KOKJI0M mopayu. 3HAYCHHS COCTaBISIONIEH Ccuibl  (puc. 8):
pe3aHus npeacTaBiIeHbl B Ta0I. 3. 0.65
H ) F,. =2037,49S8." (1)
O pe3ysbTaTaM IMPOBEIECHUSI PErpecCUOHHO yz »HIz
ro aHanu3a OBLIM TOJYYeHBI Trpaduyeckue 3a-
BHCHUMOCTHU U CTCIICHHBLIC HKIIMOHAJBbHBIC 3a- _ 0,98
by F,. = 9820,205%%, )
BHUCUMOCTH COCTaBJIAOIICH CHIIBI PE3aHUA Fyz
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Fig. 7. Graphs of the cutting force component (S, = 0,04 mm/tooth)

TabOnuma 3

MaxkcuMaJjibHble 3HAUEHUsI COCTABJSIIOLIEH CHJIbI pe3anust /

Maximum values of the cutting force component

WuctpymenT ¢ 3agauM yroM pesanus 13°/ Cutting tool with a 13° clearance angle

TEXHOJIOI'MA

Ilonaua Ha 3y6 S, CocraBiisirolnast CHIIbl pe3aHus F_H / Cutting force component F_,N
Fee dl\/;)hi/r?fo{[h s, Howmep Touku / Point number
mm/tooth 1 2 3 4 5
0,01 113,06 111,27 104,05 107,25 104,55
0,02 153 144,75 154,15 157,56 145,94
0,03 194,89 176,16 174,54 184,99 174,6
0,04 315,98 302,59 269,06 289,36 270,28

WHcTpyMmeHT ¢ 3aaanM yroM pesarns 19° / Cutting tool with a 19° clearance angle

[Tonava na 3y0 S, CocraBisrommas CHIIbI pe3aHust F_H / Cutting force component F_,N
MM/3y0 /
Feed per tooth S, Howmep touku / Point No.
mm/tooth
1 2 3 4 5
0,01 117,13 119,47 112,35 113,37 113,29
0,02 193,84 196,16 181,03 172,08 172,18
0,03 325,85 348,92 353,08 309,75 309,92
0,04 423,67 471,75 437,13 428,62 427,28
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Puc. 8. 3aBUCUMOCTH COCTABIISAIONICH CHUITBI PE3aHUS Fyz
OT mojauu Ha 3y0 S,

Fig. 8. Dependences of the cutting force component F,
on the feed per tooth S

Lllepoxosamocms 06padomannol
noeepxnocmu

3amepbl MIEPOXOBATOCTH (Ppe3epOBaHHOM IO-
BEPXHOCTH MPOU3BOIMINCH MATUKPATHO JUISL KaxK-
oM u3 nonad. Pe3ynpTaThl M3MEpeHUs IEpOXoBa-
TOCTH 00pabOTaHHOW MOBEPXHOCTU MPEIACTABICHBI
B Ta0:1. 4. 13 moiay4yeHHbIX JaHHBIX BUJIHO, UTO yBe-

OBRABOTKAMETALLOV ~ CM

JIMYEHUE MO1a41 Ha 3y0 MPUBOJUT K POCTY LIEPOXO-
BatocTu. [Ipu 3TOM mIepoxoBaToCcTh 00pPaOOTaHHOI
MOBEPXHOCTH JIsI MHCTPYMEHTA C OOJIBIIINM 38 THUM
YIJIOM pe3aHus MPU MaJIbIX MoAadax BbIILIE.

Jlis  yCTaHOBJEHHsS] B3aUMOCBSI3M LIEPOXOBa-
ToCcTH 00pabOTaHHOW MOBEPXHOCTH C TMojadeld Ha
3y0 ObUT IPUMEHEH TaK)Ke pEerpecCHOHHbIN aHau3,
KOTOPBIN MO3BOJIMII TOJyYUTh IpauuecKre 3aBu-
cuMocTtu (puc. 9) u creneHHble (PyHKIIMOHATBHbBIE
3aBUCHMOCTH MIEPOXOBATOCTH 0OpabOTaHHOM TO-
BEPXHOCTU Ra OT momauu Ha 3y0 S UL MHCTPY-
MEHTa C 3aJHUM yriioM pe3anus 13° u 19° coorser-
CTBEHHO:

Ra =93,9451019; 3)

Ra = 41,855%7°, 4)

Hcnonp3oBanne TMONYYCHHBIX 3aBUCUMOCTEH
MO3BOJIUT MPOTHO3UPOBATh BBIXOIHBIE MapamMeTpbl
rpolecca MEXaHMUeCcKoi 00paboTKH IpU BapbUpPO-
BaHUU MO/a4eil Ha 3YO0.

TaGuunna 4
Table 4
IllepoxoBaTocTh 00padOTAHHON MOBEPXHOCTH
Roughness of the machined surface
WHucTpymeHT ¢ 3aaauM yrioM pesanns 13°/ Cutting tool with a 13° clearance angle
IMonaua Ha 3y6 [IIepoxoBarocTh 00pabOTaHHOH NOBEPXHOCTH Ra, MKM /
S., MM/3y6 / Roughness of the machined surface Ra, um
Feed per tooth Homep Touku / Point number
S_, mm/tooth 1 %) 3 4 5
0,01 0,91 0,92 0,89 0,98 0,89
0,02 1,58 1,44 1,76 1,53 1,79
0,03 2,42 2,35 2,42 2,23 2,32
0,04 4,01 3,98 4,11 4,13 3,94
Wuctpymenr ¢ 3agqauM yriiom pesanuns 19°/ Cutting tool with a 19° clearance angle
INonaua Ha 3y6 [IIepoxoBarocTh 00pabOTaHHOH NOBEPXHOCTH Ra, MKM /
S., MM/3y6 / Roughness of the machined surface Ra, um
Feed per tooth Howmep touku / Point No.
S_, mm/tooth 1 5 3 4 5
0,01 1,44 1,43 1,45 1,46 1,40
0,02 1,75 1,78 1,74 1,80 1,74
0,03 3,11 3,33 3,12 3,14 3,21
0,04 3,93 4,11 3,85 3,95 3,81
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Ra= 93,94~Si’019

R’=093

3,5

Ra=4l,85-S(Z)’75

R’=0,92

0,04 Sz, Mm/3y6

Puc. 9. 3aBUCUMOCTH TIEPOXOBATOCTH 00pabOTaHHOMH
MOBEPXHOCTH Ra OT noja4u Ha 3y0 S,

Fig. 9. Dependences of the machined surface roughness
Ra on the feed per tooth S

BoiBoabI

1. [Tonyuennsie MaremaTudeckue Moaenu (1) u
(2) B3aUMOCBSA3M CHJIBI PE3aHUS U IIEPOXOBATOCTH
o0paboranHoi moBepxHOCTH (3) U (4) ¢ momauei
Ha 3y0 MMEIOT BUJ CTeNneHHOW 3aBucHMOCTH. Hc-
MOJIb30BaHUE Pa3pabOTaHHBIX MoOENeH MO3BOJIUT
MIPOTHO3UPOBATh IIEPOXOBATOCTH 00pabOTaHHOM
MOBEPXHOCTH M CHIIy PEe3aHusl, BOZHUKAIOIILYIO MPU
(dbpesepoBanny Marepuaia, mnoiaydeHHoro DMD-
METOIOB, IIPHU JAHHBIX TEXHOJIOTHUECKUX YCIOBHUSX.

2. V3mepeHHbIe CUITBI pe3aHHUsl TO3BOJIMIH yCTa-
HOBUTH, YTO TpU (HpEe3epoBaHUU C 3aTHUM YITIOM
B 13° u 19° npu usmenenuu nogauu ot 0,01 go
0,04 mMm/3y0 MakcuUMalbHBIC 3HAYEHHUs CHJIBI pe-
3aHus uU3MeHsaeTcs B mpeaenax 113,16...315,98 H
u 119,47...471,75 H cOOTBETCTBEHHO; IIEPOXO-
BaTOCTh 00paOOTaHHOW MOBEPXHOCTU MPU ITOM
m3Mmensiercs B mnpeaenax 0,89...4,13 Mxm u
1,4...4,11 MKM 11714 TI€pBOTO ¥ BTOPOTO MHCTPYMEH-
Ta COOTBETCTBEHHO.

3. Ha maunbIx mogauax 3aMeTHO pa3inyue B 3Ha-
YEHUSIX IIEPOXOBATOCTU 00pabOTaHHON MOBEPXHO-
CTH, CJeIOBaTeIbHO, MOXHO MPEINOJIOKHUTh, YTO
(bpe3bl C MEHBIINM 33 JHUM YTIIOM CJIEIYeT MpuMe-
HSTH Ha YUCTOBOM cTa/luu 00pabOTKH.

4. B nanpHeWIeM IIaHUPYETCsl UCCIEI0BAHUE
C BapbUPOBAHHUEM PA3IMYHBIX (PAKTOPOB IMpoliecca
pesanus. Pexxumnas 6a3za, chopMupoBaHHas B pe-
3yJabTaTe MPOBEACHHBIX U OYyIyIIUX HCCIEI0BaHUMH,
MO3BOJIUT palliOHAJIBLHO Ha3HAuaTh PEKHUMBI pe3a-
HUS IPU MEXaHUUYECKOM 00paboTKe HAIUIaBIEHHBIX
MaTepuaioB, YTO MOBBICUT A(PPEKTUBHOCTH MPO-
EKTUPOBAHUS TEXHOJOrHMYeckux omepamnuil. [Ipu
MIPOEKTUPOBAHUN MEXAaHUYECKUX OMepaluil yIUThI-
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TEXHOJIOI'MA

BAIOTCSI TAKHE OCHOBHBIC KPUTEPHUHU KauecTBa oOpa-
OOTKM, KaK TOYHOCTh, HAa KOTOPYIO OKa3bIBA€T BIIH-
SIHAE CWJIa Pe3aHMsl M IIepOXOBaToCTh. Benenacrue
3TOr0 HEOOXOIUMO HapabaThIBaTh TEOPETHUECKYIO
0a3y mo obpabarsiBaemoct DMD-marepuaios.
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Introduction. Currently, a substantial proportion of the machine-building industry is made up of one-off
products or products manufactured in small batches. In this regard, innovative approaches to obtaining such products
are being actively applied in order to reduce the cost of special, expensive tooling of the blanking process. Such
technologies include the Direct Metal Deposition (DMD) method, the essence of which is the deposition of metal
particles from a gas-powder stream. This method has a lot of advantages, but one of the main drawbacks is that
the products after growing have a rough surface and do not meet the accuracy requirements of the finished part
drawing. Consequently, the parts require further machining by cutting. However, due to the novelty of the materials,
there are no regime parameters for machining. In this regard, the aim of the work is to establish the functional
relationship between the cutting force and roughness of the machined surface with the feed per tooth during end
milling of EuTroLoy 16604 material formed by DMD-method. In this paper an experimental study of cutting force
and roughness of machined surface with varying the tooth feed during end milling is carried out. The research
method is an experiment on milling of EuTroLoy 16604 material obtained by DMD-method with measuring the
output parameters of the process (cutting force and roughness of the machined surface). Results and discussion.
The measured values of cutting force and roughness of the machined surface allowed establishing functional
and graphical dependences of the output parameters of the milling process on the feed per tooth. It is found that
using a cutter with a smaller clearance angle results in lower cutting forces and the surface has a lower height of
microroughness. Thus, the developed functional relationships of cutting force and roughness of the machined surface
with the feed per tooth allow predicting the output parameters of the cutting process and increasing the efficiency of
machining operations by cutting. A promising direction for further work is seen in the study of relative machinability
and evaluation of its quantitative value.

For citation: Dyuryagin A.A., Ardashev D.V. A study of the relationship between cutting force and machined surface roughness with the
feed per tooth when milling EuTroLoy 16604 material produced by the DMD method. Obrabotka metallov (tekhnologiya, oborudovanie,
instrumenty) = Metal Working and Material Science, 2022, vol. 24, no. 4, pp. 6-17. DOI: 10.17212/1994-6309-2022-24.4-6-17. (In Russian).
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