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Beenenne. VccienoBana TeXHOIOINYECKasi BOSMOKHOCTh (Dpe3epOBaHis METALIOMATPUYHOIO KOMIIO3UTA Ha
ocHoge Inconel 625 ¢ no6asnennem NiTi-TiB,, monydeHHOro J1a3epHbIM criekanneM. KOMIO3MT nmpeHasHadaeTcs
JUTSL I3TOTOBICHHST TYPOMHHBIX JIOMATOK M MMEET MPOYHOCTHBIC XapakTepuCTHKH, Omuskue K Inconel 625, ognako
3a cuer jobapnenus TiB, obnanaer GOMBIIMMH KapONPOYHOCTBIO M H3HOCOCTOMKOCTHIO. JlaHHBIH Marepman
SIBJIIETCS HOBBIM, €ro oOpabarbiBaeMOCTb pe3aHueM He usyuyeHa. Lleab padorbl. OnpenenuTb TEXHOIOTHYECKHE
BO3MOXXHOCTH (Dpe3epoBaHMs KOHIEBBIMH (hpe3aMH JAHHOTO KOMIO3uTa. [l TOCTMKEHUs MOCTABICHHOM LEnn
BBITIONIHEHO (hpe3epoBaHHE HOBOTO KOMIIO3MTA KOHIEBBIMH (Dpe3aMH, IMOIYYCHbI PEKOMEHIALHUU IO BBIOOPY
CKOPOCTH pe3aHusi, NIyOMHBI U IIMPUHBI (pe3epoBanus. MeToabl HccieoBaHus. Vi3MepeHie H3HOCAa KOHIEBBIX
¢bpe3 u cuibl pesanust. U3Hoc oreHnBancs no dacke Ha 3aJHeil MOBEPXHOCTU C MOMOIIbIO MHKPOCKOIA, CHIIBI
pesanust u3mepsuich quHamoMerpom Kistler 9257B. ®dpesepoBanne BBITOMHIOCH Ha TpeX CKOpocTsx: 25, 35 u
50 m/mun. [l1s ompeseneHUs: ONTUMAIbHBIX MapaMeTPOB NIyOMHBI M IIMPUHBI (hpe3epoBaHUs HCIIOIB30BAINCH
cienyoume ux cootHommenus: 1: 1, 1:4; 1 : 16, npu 510M 00bEM CTPY)KKH, yAAISAEMbIH B €IUHUILY BDEMEHH, IS
BCEX COOTHOIICHMH OCTaBaJICs MOCTOSHHBIM. Pe3yJbTaTel M 00cy:kaeHue. VIHTCHCHBHEE M3HALIMBACTCS 3 THSS
MOBEPXHOCTh 3yObeB (pesbl. Ilocie mocTikeHus (acku H3HOCA 10 3a[HEH MOBEPXHOCTH BEIMYHMHBI, PABHOI
0,11...0,15 MM, BO3HMKAEeT pe3Koe YBEJIMUCHUE CHII M XPYIKOe paspylieHue 3yoa. dpezepoBaHue cO CKOPOCTHIO
25 m/MuH TapaHTHpOBaio 28 MHH CTAOMIBHOW PabOTHI, MOCIE Yero BEMHYMHA H3HOCA OBICTPO MPHOIMKAIACH K
KPUTHYHO# BennumHe, paBaoit 0,11 MM, npu ckopocTu pesanust 50 M/MUH KPUTHYECKHIT H3HOC HACTYIIAT Y)Ke uepes3
14 MuH. 3aBUCHMOCTH CHJIbI PE3aHUS OT BPEMEHH JUIS BCEX BBIOPAHHBIX CKOPOCTEH pe3aHust Ha BCEM MPOTSHKEHUT
BPEMEHH HCIBITAHUH MMEIOT HapacCTAIOIHil XapakTep, YTO CBHICTEIbCTBYET O BIMSHUM M3HOCA ()pe3 Ha CHIIbI
pe3aHusi. YCTaHOBJIEHO, YTO CTOMKOCTh (ppe3 pacTeT ¢ pOCTOM IUPUHBI M YMEHBIIEHUEM DIIyOUHBI (hpe3epoBaHms.

Jas uuruposanus: Mccnenosanne o6pabareiBaeMoCcTH (hpezepoBanreM kommnosurta Inconel 625 ¢ nobasnenuem NiTi-TiB,, nomyuennoro
nazepusM criekanueM / A.1O. Apmanos, C.1O. Bonkos, B.B. IIpomaxos, A.C. XKykos // O6padoTka MeTaIoB (TEXHOJIOTHs, 000pyOBaHHE,
nHCTpyMeHTHI). — 2021. — T. 23, Ne 1. — C. 21-32. — DOI: 10.17212/1994-6309-2021-23.1-21-32.

BBenenne

B HacTtosimee Bpems Bce OoJbliee pacrpocTpa-
HEHUE UMCIOT CIIJIaBbl METAJIJIOB 1 KOMIIO3UTHI, I10-
JIYYCHHBIC C IMOMOUIBIO aAJUTUBHBIX TEXHOJIOTHH.
Takue MaTepuaisl MOTYT 00JaaaTh 0oJiee BHICOKH-
MU TapaMeTpaMy MPOYHOCTH, TBEPIOCTH, H3HOCO-
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CTOMKOCTH B CpaBHEHHHM C MaTepHaslaMH, IOTy4YeH-
HBIMU KJIACCMYECKUM CIUlaBieHueM. Ha naHHbIHI
MOMEHT OKOJIO 29 MeTajsIoB M CIUIABOB IIPOU3BO-
JSTCS. B BUJIE TTOPOIIKOB, BKJIFOUAsl HEPXKABEIOLINE U
MHCTPYMEHTAJIbHBIE CTAJIH, AJIFOMUHHEBbIE CIUIABHI,
a Takxe sxaponpounsle cramu [1]. Co3pmanue mno-
POILIKOBBIX MaTe€pHaOB MO3BOJISIET MOJIyYaTh HO-
BBIE CBOMCTBA CIUIABOB 3a CUET U3MEHEHUS CTPYK-
TypBl MaTepuaia onpeeleHHbIM 00pa3oM.

B HacTosmiel cTarbe pacCMOTPEH KOMIIO3UT Ha
ocHoBe Inconel 625 ¢ noOaBieHnEM B €ro MaTpuUILy
kepamuueckux yactul NiTi-TiB,, momyuennsii a-
3epHbIM criekaHueM [2]. J[aHHBIA KOMITO3UT MOIY-
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YeH B JIa0OpaTOPHUH BHICOKOIHEPTETHUECKUX CUCTEM
Y HOBBIX TeXHOJIOTrHi ToMCKOro rocyiapcTBeHHOTO
YHUBEPCUTETA AJI1 U3TOTOBIEHUS TYPOMHHBIX JIO-
natok [1]. Jlomatku m nomacTu ra3oBbIX TypOWH
paboTaloT MpU BBICOKUX TEMIEpaTypax U HArpys-
kax. CrnaBbl, UCHOJb3yeMble Ui W3TOTOBICHUS
neTanei TypOoaBUraTene, 10KHBl 001a1aTh BbI-
COKOHM MPOYHOCTHIO, BLICOKOW yIapHOU BSI3KOCTHIO,
AKAPOMPOYHOCTHIO, KOPPOZUOHHON CTOMKOCTHIO [3].
B Poccuu ans usroroBneHus TypOMHHBIX JIOMIATOK
UCIIOJNIB3YIOTCS CIJIAaBbl HA OCHOBE HHKENs, Halpu-
Mep takue Mapku, kak XH35BTHO, XH55BMTKIO,
XH62MBKIOJI, XH67MBTHOJI, XH70MBTIOB,
XH75BMIO, XH80TBIO, KC6V] [4]. Xapakre-
PUCTHKHU STUX CIUIABOB HA CETOMHSIIHHMMA JACHb HE
BCEIJa YIOBIETBOPAIOT MPEAbsIBIIEMbIM TpeOoBa-
HusAM. B TO ke Bpems u3zenust Win 3aroTOBKH, I10-
Jy4YeHHbIE C TMOMOIIBI0 AJAUTUBHBIX TEXHOJIOTUH,
MOTYT MUMETh OoJiee BBICOKHMH Mpeaen MPOYHOCTH
Ha pacTsDKEHUE, pe/ies TeKy4eCcTH U HU3KHe 3Haue-
HUSl OTHOCUTEJIBHOTO YIJIUHEHHsSI MO0 CPaBHEHHIO C
o0Opasnamu, MoTy4YeHHBIMH JIMTHEM U MPpOKaToM [5].
HenocraTtkoM KOMIIO3UTOB, OTYYEHHBIX ITyTEM a/l-
JTUTUBHBIX TEXHOJIOTH, SIBISETCS HEPaBHOMEPHOE
pacnpezeneHue 100aBIsieMbIX YacTUI] BHYTPU Me-
TaJUIMYECKOM MaTPUIIbL, YTO CYLIECTBEHHO CHIKAET
uX (PU3UKO-MEXaHUUECKHE XapaKTepUCTUKU. MeToj
MOJTyYeHUs] KOMIIO3UTa, MPEIJIOKEHHBIN aBTOpaMu
[1], cBOIUT yKa3aHHBIA HEJOCTATOK K MUHUMYMY.
Jnst naHHOTO HCcnenoBaHus ObUTH B3STHI 00pa3Ibl
B BHJIe OPYCKOB, XUMUYECKUN COCTaB U HEKOTOPHIE
(bu3MKO-MEXaHUYECKHE CBOMCTBA KOTOPBIX Mpe-
CTaBJICHHI B Ta0NHUIIE.

[Tomy4yeHHsIit B icciieroBanu [ 1] koMImo3ut 00-
J1a/1aeT MOBBIIIEHHOW U3HOCOCTOMKOCTBIO U TEPMO-
CTOMKOCTBIO. Tak Kak mMarepual sBISE€TCS HOBBIM,
ero 00pabaThIBa€MOCTh pE3aHHEM IIOKa eIle He
uszydeHa. B Hacrosmel pabote mpuBeneHO Hcclie-
noBaHue 00pabaThIBAEMOCTH JTAHHOTO KOMITO3UTA
(bpeszepoBaHUEM.

[Ton TepmuHOM 00pabaTHIBAEMOCTh MOHUMAIOT
CBOICTBO METAJLJIOB MOJIBEPraThcsi 00padoTke pe3a-
Huem. CornacHo [6] OCHOBHBIMU MOKA3aTeNISIMU JJI5
OILICHKH 00pa0aThIBA€MOCTH CITy>KaT TaKue mapame-
TPBI, KaK CHJIbI pE3aHusl, KaYECTBO MOBEPXHOCTHOTO
CJ10s, U3HOC WHCTPYMEHTA, TEIJIOTa, BBIACISIO-
masics npu aedopmanuu MaTepuana cpe3aeMoro
CJI04, HAJIMYUE UM OTCYTCTBUE CKJIIOHHOCTH K Ha-
pocTo0Opa3zoBaHuIo, a TaKXkKe BU, (popma u pazMe-
PBI Cpe3aHHOM CTPYKKHU. B 3aBUCHMOCTH OT 3TUX
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XapaKTEePUCTUK BCE MaTepUaIbl
Ha 8 rpynn [4].

YuuteiBasi XUMHUYECKUH COCTAB HM3y4aeMOIo
MaTepuaia, 1Mo PEKOMEHJAIUsM U3 CIPaBOYHHKA
[4] xomnosuT Inconel 625 ¢ NiTi-TiB, crexyer or-
Hectn k V-VI rpynme o6pabareiBaemoctu. K atum
TpyIIaM OTHOCSTCS JKapoNpoUYHbIe, KapOCTOHKHE,
KHCIIOTOCTOMKHE CTajii, CIUIaBbl Ha HHUKEJIEBON M
KEJIE30HUKEIeBOM OCHOBE. YKa3aHHbIE TPYIIIbI
007a/1af0T OYEeHb HU3KOHW 00pabaThIBAEMOCTBHIO C
ko3pdunuenrom ot 0,16...0,08 B cpaBHEHUH CO
cTanbio 45, A5 KOTopoi 3TOT K03(h(PULIMEHT paBeH
equauIe. Huskas oOpabarbiBaeMOCTh CBsS3aHA C
BBICOKHM TPEAEIIOM MIPOYHOCTH U TBEPAOCTHIO, KO-
TOpBIE OKA3bIBAIOT 3HAYNTEIILHOE BIIMSTHAE HA CHITBI
pe3anust B mporecce 00padoTku. Cuiibl pe3aHus
pu 00pabOTKe CIEYEHHBIX CIIABOB MOTYT OBITh
0oJbllle, Ye€M CUJIbI, BO3SHHUKAIOUIME MpPHU PE3aHUU
AQHAJIOTUYHBIX CIUTABOB, TIOTYYEHHBIX KJIACCUYECKH-
MU MeTo/ilaMu [7], 4T0, CKOpee BCero, BRI3BAHO 0O-
Jiee BBICOKMMH TIPOYHOCTHBIMH XapaKTePUCTUKAMHU
MIOJTy4YE€HHOTO JIa3€PHBIM CIIEKaHHEM CILJIaBa.

Jpyroit 0cOOEHHOCTBIO U3y4aeMOTO KOMITO3H-
Ta SIBJISIETCS TO, YTO B €T0O COCTAB BXOAUT TUOOPHUT
tutana TiB,, obnanaroiuii BBICOKOH TBEPIOCTHIO
Y HETaTHBHO BIIMSIIONINI Ha CTOWKOCTBH pexXyIe-
ro MHCTpyMeHTa. PekomeHmamnuu mo BeIOOpPY pe-
KUMOB pE€3aHUs I METAJNIOMATPUYHBIX KOM-
MO3UTOB, TIOJYYCHHBIX aJAUTUBHBIMU METOAAMHU
13 MOPOIIKOB C 100aBIEHUEM KEPaMUKHU, OTCYT-
CTBYIOT.

N3-3a HU3KOTO KOADHUIMEHTA TETUIOMTPOBOIHO-
CTH TaKuX CIUIaBOB, TEIIO, MPOU3BOJUMOE B IPO-
necce o0pabOTKH, OOJbIIE MEpesaeTcss B UHCTPY-
MEHT, 4eM B oOpabaTbiBaeMyl0 JeTajlb, BBI3bIBAS
YpE3MEPHBIN HarpeB pexXyIeld KPOMKH U, KaK CIe/-
CTBUE, U3HOC MHCTpyMeHTa [3].

B mpomecce dpesepoBanus TpyaHOOOpaOaThI-
BaE€MBIX MaTepUaJiOB CKOPOCTh 0OPaOOTKH M BEJIH-
YHHA MOJauyu OKa3bIBAaIOT HaUOOJIbIIIee BIUSHUE Ha
CPOK CIyXObl MHCTPYMEHTA, LIEPOXOBATOCTH IO-
BEPXHOCTH U cuJjibl pe3anus [§]. CornacHo cripaBou-
HUKY [9] mpu 00paboTKe KapOIPOUYHBIX HUKEIEBBIX
CIUIaBOB (hpe3epoBaHUEM PEKOMEHIYETCS HCIOJIb-
30BaTh MHCTPYMEHT U3 TBEPOrO CILIaBa, POU3BO-
JTUTH 00pabOTKy Ha MaJIbIX CKOPOCTSIX PEe3aHUs OKO-
70 15...20 m/muH ¢ nogaueit 0,02 mm/3y0. OHAKO B
auteparype [10, 11] npu ¢ppesepoBanum xaponpou-
HBIX CIUJIaBOB PEKOMEHIYIOT OoJiee arpeccuBHbIE
PEKUMBI pe3aHUs TBEPIOCILIABHBIM HHCTPYMEHTOM

MOAPA3ACIISIOT
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Dusnko-MexaHneckue cBoiicrsa kommnosura Inconel 625 ¢ NiTi-TiB,
Physical and mechanical properties of the Inconel 625 and NiTi-TiB, composite

DU3HKO-MEXaHUIECKHE CBOWCTBA 3HaueHue
IInorHOCTB, r/em’ 8,3
IIpenen npounocTu npu cxaruu, Mlla 1830
IIpenen npounoctu npu pactsxxkenuu, Mlla 860
IIpenen nmpounocTu npu u3rude, Mlla 1320
IIpenen texyuectu npu cxxaruu, MIla 990...1090
IIpenen Texyuectu npu pactsokenun, MIla 110...160
Monyns ynpyroctu, I'Tla 290...330
Koapdpumment [lyaccona 0,29
Koaddunuent reronposognoctu, Br/m - K 12,5...13,6
I;;)ji;?;l;{ﬂ;;TKJ'{II/IHCI\;IHOFO TEeMIIEPaTypPHOT0 113..124-10°
Teepnocrts (H)), HRC 44....46

C U3HOCOCTOMKHUM MOKPBITHEM, @ UMEHHO 00pPabOTKY
clielyeT MPOU3BOAUTH 10 CXEMe IOIMyTHOTo (pese-
poBaHusl Ha ckOopocTH pe3anust oT 20 1o 50 m/mMuH
npu nogavax 0,10...0,15 mm/3y6. Kpome Ttoro, B
UcTO4YHMKE [12] ckazaHO, 4TO KepaMHYECKHE HH-
CTPYMEHTBI ITOKa3bIBAIOT OOJIBIIYIO CTOMKOCTh MPH
00paboTKe HEKOTOPBIX YKAPOIPOUHBIX CILJIABOB (Ta-
KuX, Kak Inconel 718), HO MOTOOHBIE HHCTPYMEHTBI
SBJISIFOTCSL TOpa3o OoJiee T0pOruMH.

JUia  ynydmenust oOpaOaThIBaeMOCTH Kapo-
IOPOYHBIX MaTepHalioB TNPUMEHSIOT HaJOXKEHHE
yABTPA3BYKOBBIX KOJICOAHMH Ha MHCTPYMEHT WIIU
JieTanb, 4YTO 00ECleYynBaeT CHIKEHUE CHII pe-
3aHMs, TeMIlepaTypbl U HW3HOCA MHCTpyMeHTa. B
pabore [13] u3maraercsi BO3MOXKHOCTh 00padoT-
KM MaTepuajoB Ha OCHOBE HHUKEJIS Ha CTaHKax
ULTRASONIC xomnannu DMG MORI. Oxgnako
aHaJIM3 JUTEpaTyphl IOKa3all, YTO JaHHYIO TEXHO-
JIOTHUI0 B OCHOBHOM HCIIOJIB3YIOT AJIsi 00pabOTKU
XpYNKUX MarepHalioB, CTeKJa M YIIEIUIACTUKOB
[14, 15]. Bmecte ¢ Tem B pabore [16] roBoputcs
O TIOJIOKHUTEIBHOM BIMSHUU YJIBTPAa3BYKOBBIX KO-
nebaHuil mpu ¢Gpe3epoBaHUU TPYAHOOOpabaThIBa-
emoro crutaBa Ti—6Al-4V.

Heo0xoqumMo OTMETHTh, UTO B JUTEpaType IO
BBIOOPY PEKMMOB pe3aHMs Jierye HaWTu HHPOp-
MAIUIo A7 BbIOOpa CKOpOCTeH pe3aHus u noaaqi,
a Mo BBIOOPY IIYOMHBI M IIUPHUHBI (pe3epoBaHUs
pEKOMEHJAMU MOYTH OTCYTCTBYIOT. ABTOpaMu
[17-21] omucan MeTon BBICOKOA()(PEKTUBHOTO
dpesepoBanus (High Efficiency Milling, HEM).
OTOT MeToJ| ImpeJHa3HaueH JUIs YepHOBOH oOpa-
OOTKH METAJIJIOB C UCIIOJIb30BaHUEM MaJION ITyOu-
HBI (pe3epoBaHus ¢ U OOJBIION MIMPUHBI ppe3e-
poBanus B. ®pesepoBanue, Npu KOTOPOM OOBIYHO
UCIOJIB3YIOTCS OOJIbIIIOE 3HAYCHHE ¢ U MaJIeHbKast
IIMpUHA B, BBI3bIBAaCT KOHLEHTPALIMIO TeIa B He-
OOJIBILION YAaCTH PEXKYIIEro HHCTPYMEHTA, YCKOPSI-
IOLIYI0 Mpouecc u3Hoca. Mcnonp3oBanue e Bcel
JOCTYIHOU JUIMHBI PexXyIlel yacTu Gppe3sl 03B0-
JSeT pacnpeneauTh U3HOC Mo OoJbLIeH mIomay,
YTO MPOAJIEBAET CPOK CIYKObI HMHCTPyMEHTa, a
TaK)K€ pACCEUBAET TEIUIO U CHUYKAET BEPOATHOCTh
nonomku ¢pe3. Meron HEM mpeamonaraer uc-
nonbs3oBanue 7...30 % nuamerpa ¢pessl B paau-
albHOM HANpaBICHUM U YABOEHHOTO JIUaMeTpa
(bpe3bl B OCEBOM B COYETAHUU C YBEIMUEHHOM CKO-
poctbio nogauu [17].
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Takum oOpazom, uccienoBanue oOpabarbiBae-
MOCTH JaHHOTO KOMIIO3UTa Ha OCHOBE HUKEJS C 10~
OaBleHUEM KepaMUKU HE U3YYEHO, I0ATOMY paboTa
SBJISIETCS AKTyaJIbHOM.

OcHOBHBIE 33a/1aul HACTOALICH pabOThI CleayIO-
Iue.

1. Onpenenenre TEXHOIOTUYECKUX BO3MOKHO-
creil 00pabOTKKM KOHIIEBBIMU (pe3aMH KOMITO3UTa
Ha ocHOBe Inconel 625 ¢ qo0OaBiIeHHEM B €T0 COCTaB
NiTi-TiB,.

2. OmpenieneHre CKOPOCTH Pe3aHusi UCXOAsS W3
YCIIOBUH MUHUMAJIBHOTO HM3HOCAa MHCTPYMEHTA U
MUHUMAaJbHBIX CUJI Pe3aHusi, BOZHUKAIOIIUX B MIPO-
necce o0paboOTKH.

3. Onpexnenenne Hauboliee ONTHUMAIBHOTO CO-
OTHOIIICHHUS TITyOUHBI U LIUPHUHBI (Ppe3epoBaHUs UC-
X0/ M3 YCJIOBHI MHUHHMAJIbHOTO M3HOCA MHCTPY-
MEHTa 1 MUHUMAJIbHBIX CHJI Pe3aHUsl.

OBPABOTKA METAJIJIOB

MeToauka uccjaeaoBaHuil

Bce paboThl BBIMOMHSINCH HAa BEPTUKAIBHO-
bpe3eprom obpadareiBatomiem nentpe ¢ YITY mo-
nemu VF1 ¢upmbr «Haas» (CIHIA). OGpabotky
MIPOM3BOJIMIIN IO CXEME IMOMyTHOTO (ppe3epoBaHusl.
B kadecTBe MHCTPYMEHTa HCHOJIB30BAIH LIEIHHO-
TBEpJOCIIaBHbIE KOHLIEBbIE (pe3sl D10 MM mone-
mu KT641 npousBonctsa kommnanuu «[1IK MUOH»
(Poccust), mpenHasHayeHHble IS 0OpabOTKH Ka-
POIPOUHBIX TUTAHOBBIX CIUIaBOB. OCHOBHBIE T'eO-
METpPUYECKHE TapaMeTpsl 3TON (Ppe3bl UMEIOT clie-
JyIOIMe 3HAYeHUs: TepeHui yron y = 4°, 3aaHuit
yroia o = 10°, yroa HaKkJIOHa BUHTOBOH JIMHUM 3y0a
o = 38°, uncno 3y0oneB z = 4. Vicxoas u3 pekoMeHa-
U 0 pexuMaM 00pabOTKH >KapOMPOYHBIX CILIa-
BOB /1711 ppe3nl XKT641 u ananusa nuteparypsl (4, 9,
11, 22] nnst sKCriepuMEHTOB ObLIa BhIOpaHa moaavya
Ha 3y0, pasHas S_= 0,04 mm/3y0. Dpe3sbl 3aKpers-
JIMCh B LIAaHTOBOM IaTPOHE C OJUHAKOBBIM BBLIETOM,
BEJIMYMHA KOTOporo cocrasisiia 24 + 0,5 mm. [Ipu
3TOM JUIsl KAYECTBEHHOM U KOJIMYECTBEHHOM OLICHKU
PEe3yJIbTaTOB HKCIIEPUMEHTOB U3MEPSUIIN U3HOC (pe3
U CUJIBI PE3aHusl.

W3HOC MHCTpYMEHTa OLEHMBAJIM MO (packe u3-
HOCa Ha 3a7Hel noBepxHocTu. dacky U3HOCA U3Me-
psuin Ha Mukpockorie YHMM 21 Ha kxaxaom 3y0e
¢dpe3bl. Cuibl pe3aHusi ONpEAeNsuld C MOMOIBIO
nuHamoMmetpa Kistler 9257B (Llseitapus). Uzme-
PEHHUS TPOBOIMIIUCH B TPEX B3aUMHO NEPIECHINKY-
JSpHBIX HanpasieHusx (puc. 1). J{ns ouenku pe-
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3yJIBTAaTOB
F = 1/sz + FJ? , JCUCTBYIOIIAsl B TUIOCKOCTH, TI€p-

NEeHAUKYIsIpHONH ocu (pesbl. Junamomerp, ycra-
HOBJICHHBIH Ha CTIEUAIbHYIO TUIUTY, 3aKPETUIsIICS B
CTaHOUYHBIX THCKax. [lepex HadamoM 3KcriepuMeH-
TOB B 3arOTOBKE OBUTM MOATOTOBJIEHBI KPETIEKHbIE
OTBEPCTHS, Yepe3 KOTOPHIE C MOMOIIBI0 YETHIPEX
BHUHTOB 3arOTOBKA 3aKpeIlUisIach Ha TUHAMOMETpPE
(puc. 1).

JUist pemieHus 3ajadd MO BbIOOPY CKOpPOCTH
pe3aHus BBINOIHSUIM 00pabOTKy Ha Tpex CKOpPO-
cTax pesanus: V, = 25 m/mun; V, = 35 m/Mun 1
V, =50 m/mun. IIpu sTOM of1a4a Ha 3y0, riiybuna
U MHUpUHA (Ppe3epoBaHUS OCTABAIUCH MOCTOSH-
ueivu: S = 0,04; B=4;t= 1. Yepe3 oauHaKOBbIE
MIPOMEKYTKH BPEMEHHU U3MEPSIICS U3HOC ppes.

Jli1st ompeieNieHnst ONTUMAIBHOTO COOTHOIICHUS
DTyOWHBI U IIMPUHBI (pe3epoBaHusl, IPU KOTOPOM
CTOHMKOCTh (pe3bl OynaeT HamOOIbINeH, OBUIO BHI-
OpaHO TpW BapuaHTa COOTHOIIEHUS { U B (t = B;
t=B/4; t= B/16) npu yclIoBHH OJJUHAKOBOTO OOBhEMa
Cpe3aeMoro cJiosl B €IMHHIly BPEMEHHU, T. €. IIPOU3-
BelieHue ¢ B, = t,B, = t,B, UIs BCEX TPEX BAPUAHTOB
BBIOPAHHBIX PEXHMMOB OCTAaBaJOCh HEU3MEHHBIM U
00eCreYrBaOMM OIMHAKOBYIO ITPOU3BOJUTEIb-
HOCTb 00paboTku. CKOPOCTh pe3aHHsl paBHsIACH
25 m/muH, ckopocTh nmogaun — S = 0,04 mm/3y0.
Cxembl pe3aHus IPEACTABIEHBI HA puUC. 2.

Tak, nns ¢pesst Ne 1 myOuna u mmpuHa ¢pe-
3€pOBaHUs PABHSUIUCH ¢ =2 MM U B = 2 MM COOT-
BercTBeHHO. J[nst pesbr Ne 2 mmyOmHa paBHsIIACh

HCIIOJIB30BajJ1aChb CyMMapHasa  CuJia

Puc. 1. 3arotoBka Ha AUHAMOMETPE

Fig. 1. Workpiece clamped in the dynamometer
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Puc 2. Cxembl GpesepoBanus

Fig. 2. Milling technique

t =1 MM, cleoBaTenpHO, IMUPHUHA YBEIUYUBAIACH
10 B=4mm. Y dpessr Ne 3 ipu £ = 0,5 mm mmpurHa
paBHs1achk B = 8 mm (puc. 2).

Jlns cObopa u aHanmu3a JaHHBIX HCIOJIB30Ba-
Joch mporpaMmHoe obecrneuenne DynoWare
(Kistler, IIsetimapus). O6paboTka BceX MONy-
YEHHBIX [JIaHHBIX BBIMOJNHSAJIACH B MPOrpaMme
Microsoft Excel.

Pe3ysibTaThl M MX 00CY:KIeHUE

Ha puc. 3 moka3aHbl 3aBUCHMOCTH BEITHYMHBI
M3HOCca 1o (acke Ha 3aJIHEH MOBEPXHOCTH 3yOa OT
BpeMeHH paboThl (pe3bl Al CKOPOCTEH pe3aHus
50, 35 u 25 m/muH (kpuBble /, 2 U 3 COOTBETCTBEH-
HO). U3 rpaduka BumHO, 4TOo (hpesa, paboraromias
Ha CKOPOCTH pe3aHusi 25 M/MHH, HCHbITajla Hau-
MEHBIIMNA HM3HOC Ha HCCIEIYEeMOM IPOMEKYTKE
Bpemenu. Tak, Ha 28-if MuHyTe paboThl (acka
M3HOCa M0 3a/IHEH MOBEPXHOCTH JIOCTUIIIA 3HAYe-
Hus 0,11 mm. ®dpesa, paboraronias Ipu CKOPOCTH
V=50 mM/MuH, UMe€eT HauOOJIBIINHA H3HOC, TaK KaK
BeJMUYrHA acku cTaHoBUTCS paBHOM 0,11 MM yxe
K 14 munyre.

OueBUHO, YTO POCT CUJ B UCCIEAYEMOM IPO-
MEXYyTKE BPEMEHH BBI3BaH W3HOCOM ¢pe3 (puc. 4).
®pesa, paboraromas Ha ckopoctu V = 50 m/MuH
(kpuBast /) NeMOHCTpUpPYeT Hauboiee MHTEHCHB-
HBI POCT CHJI BO BCEM HCCIIEAYEMOM JHaIla3oHe.
st hpes, pabotaromumx Ha CKOpoCTsiX 35 u 25 M/MuH,
POCT CHJI pe3aHHusi C TEUEHHEM BPEMEHH TaKkKe
KOppEeIUpyeT C BEJIMYUHOW H3HOCA, HO SIBISETCS
MEHee MHTEHCHBHBIM, YeM TPU PE3aHUH CO CKOPO-
cThio 50 M/MUH.

Ha puc. 5 npuBeneHsl 3aBUCUMOCTH H3HOCA, a
Ha pHc. 6 — 3aBUCUMOCTHU CUJI pe3aHMsl OT BpEMEHU
paboThI I Pa3IMYHBIX COOTHOIIECHUH TITyOUHBI U
mmpuHbl (pesepoBanus. [locne 40 munyT (pese-
pOBaHUsI HACTyHaeT KPUTHUYECKOE H3HALIMBAHUE
¢bpe3 Ne 1 u 2 ¢ BhIKpalIMBaHUEM PEKYILEH KPOM-
ku. @pesza Ne 3, paboraromasi Ipu COOTHOIIEHUU
1:16, npopaboTajna CyleCTBEHHO JOJIbIIE OCTalb-
HBIX — 117 MUHYT ¥ He ToABepIIach Karactpopu-
YECKOMY H3HOCY C pa3pylLI€HHEM KpoMKH. Peskoe
yBEJIMYEHUE WHTCHCUBHOCTU M3HOca ¢pe3pr Ne 3
MIPOU30IILJIO TOJBKO HAa 92 MUHYTE, MOCJE TOTO KaK
BenuuuHa (packu u3Hoca npessicuia 0,15 MM, B TO
BpeMs Kak ¢pe3bl No 1 1 2 TOCTUTIIN ATOM BETHYH-
HBI W3HOCa Ha 32 u 43 MUHYTaxX COOTBETCTBEHHO.
MaxkcumanbpHOe 3HaueHue (acku u3HOCca (pesbl
Ne 3 mocne 117 munyT padotsl cocraBmiio 0,28 mwm.
W3 rpaduka cun (puc. 6) BUAHO, YTO B UHTEpBaAIe
BpeMeHH paboThl (pe3 oT 0 10 40 MUH 1)1 pa3HBIX
COOTHOUICHHUM ITyOMHBI U HMIMPUHBI (ppe3epoBaHUs
CWJIBI UMEJIM OY€Hb ONM3KHE 3HAYEHHsI, YTO BIOJI-
HE OOBSICHMMO OJMHAKOBBIM OOBEMOM Cpe3aeMo-
ro cjos B eAMHUIlY BpeMeHH. OHaKo Kak TOJIbKO
M3HOC MEPEXOAUT TPAHUIy KPUTUUYECKON BEIUYU-
HBI, KOTOpas konebinercs B uHTepBaie ot 0,11 o
0,15 MM, TIPOMCXOAUT MOMEHTAJbHBIA POCT CHII.
Otcrona cnemyet, 4To OO HACTYIUIEHHS KpUTHYe-
CKOTO M3HOCA BIIMSHUE COOTHOILIEHUS UIMPUHBI U
DIyOuHBI (hpe3epoBaHUsST HA CHIIBI PE3aHUS OTCYT-
CTBYET, U U3MEHEHHUE CWJI AJI PA3IMYHBIX COOTHO-
IIeHHH ¢ ¥ B (IpU OAMHAKOBOM 00BEME CPe3aeMOoro
CJI0sl B €UHUILY BPEMEHH, T. €. B = constant, pu
S = constant) 0OBsSICHSIETCS TOJIBKO Pa3HBIM H3HOCOM
(bpe3, 4To TOITHOCTHIO TIOATBEP)KIAETCS PUC. S U 6.
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Puc. 3. I'padpuk 3aBUCHMOCTH BETMYMHBI H3HOCA OT BPEMEHHU Pa0OThI 1T (hpes:
1 — V=50 m/mun; 2 — V=35 m/Mun; 3 — V=25 m/Mun
Fig. 3. Dependence of flank wear on the machining time:
1 — V=50 m/min; 2 — V=35 m/min; 3 — =25 m/min
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Puc. 4. I'paduix 3aBUCUMOCTH CHJI pe3aHUs OT BpeMEHH 00pabOTKHU:
1 —V=>50wm/mun; 2 — V=35 wm/mun; 3 — V=25 m/Mun

Fig. 4. Dependence of the cutting forces on the machining time:
1 —V=50m/min; 2 — V=35 m/min; 3 — V=25 m/min

B Xonme uccrienoBaHMii yCTaHOBJIEHO, YTO H3HOC
IpeBaJIMpyeT MO0 3aJHEN OBEPXHOCTHU 3y0a (ppe3bl.
Crnenyet Takke OTMETHTb, YTO HEPAaBHOMEPHBIN 13-
HOC B OCHOBHOM BbI3BaH MEXaHMUYECKUM HUCTUPAHU-
em (puc. 7-9).

W3 ananu3a rpaKoB yCTaHOBJICHHBIX 3aBUCH-
MocTteit u ¢dororpaduil U3HOCA Ppe3 MOKHO cle-
JaTh BBIBOJ, YTO Hanbonee 3(pPeKTUBHON SABIIIETCS
cxeMa o0Opabotku ¢pe3oit Ne 3 ¢ cooTHOLIEHUEM
n1yOunsl M mmpuHbl 1:16. Ilpeanonaraercs,, 4to
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9TO CBSA3aHO C MEHBIIMM M3THOAIOIUM MOMEHTOM,
JeMCTBYIONIMM Ha (pe3y Bo BpeMs paboThl U ¢ 60-
Jiee paBHOMEPHBIM paclpeieIeHUeM TeMIIepaTypbl
pe3aHust BOJIb PEKYIIEH KPOMKH.

W3 rpadukoB cui BUIHO, YTO JJIsl Pa3HBIX CO-
OTHOUICHUH ¢ M B pu 0JJMHAKOBOM 00BEMeE cpe3ae-
MOTO CJI0sl BEJIMYMHBI CHJT PE3aHUs 10 HACTYIUICHUS
KPUTHUYECKOTO HM3HOCA MPUMEPHO OIMHAKOBBI, HO
€CJIM PaclpeielIEeHHYI0 Harpy3Ky BIOJb PEXYLIEH
KPOMKH 3aMEHUTh COCPENOTOYEHHON CHIIOHN, TOYKa
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Fig. 5. Dependence of flank wear on the milling configuration:
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Puc. 6. T'padmk 3aBUCHMOCTH U3MEHEHHS CHIT PE3aHHsI OT CXEMbI PaOOTHI:
1 — ¢pe3a Ne 1; 2 — dpe3a Ne 2; 3 — dpesa Ne 3
Fig 6. Dependence of cutting forces on the milling technique:
1 —mill No. 1; 2 —mill No. 2; 3 —mill No. 3

NPUIOKEHHS ATOW CHIIBI OyJIeT pa3HOM, KaK Ipoje-
MOHCTpHUpPOBaHO Ha puc. 10.

W3 cxembl BUIHO, YTO MPU COOTHOIICHUH TITyOH-
Hbl U UpUHBL 1:1 muedo cocpenoToYeHHOM CHIIbI
[, =23 mm Gosbie rieya /, = 20 MM Ipy OTHOILEHUH
1:16. CuemoBaTeibHO, M3THOAIOIMIMN MOMEHT, JCH-
CTBYIOIIMI Ha TepBYIO (pe3y, Oombire. J{mst Gppesbr
Ne 1 usrubarommii moment pasen M, = 2,75 Hm, a

ms ppessr Ne 3 M, = 2,26 H-m. [lna pacuera us-
rudaronero MOMEHTa 3HAY€HHE CHIIBI TOJTYYEHO
W3 DKCIEPUMEHTa, a IUIEYO JIEUCTBYIOLIEH CHJIBI
OTIpe/IeNICHO 10 CXeMe, IpeacTaBIeHHoi Ha puc. 10.
Wzrubarommii MOMEHT TepBO (pe3bl MOYTH Ha
20 % Ooupile, 4eM y TpPETbe. DTO MPUBOIUT K
Oonpliell aMIUIUTYZE KoleOaHWid W BUOpammsM
(bpe3bl, 4TO YBETMUUBAET €€ H3HOC, a MOCIIe JOCTH-
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Puc. 7. Dororpadus nznoca Gpe3nl Ne 1 mo nmepegneit (a) u 3amaHei (6) MOBEPXHOCTH
Fig. 7. Photo of the wear of the mill No.1 on the rake (a) and flank (6) surface

a 0

Puc. 8. ®ororpadus nznoca dhpessl Ne 2 o nepeaneit (a) u 3agHei (6) MOBEPXHOCTH
Fig. 8. Photo of the wear of the mill No. 2 on the rake (a) and flank (6) surface

Puc. 9. Dororpadus nzaoca Gpe3nr Ne 3 1o nmepegaHeit (a) u 3aaHei (6) TOBEPXHOCTH
Fig. 9. Photo of the wear of the mill No. 3 on the rake (@) and flank (6) surface
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Fig. 10. Application of point force for different depth
to width ratios

YKEHHSI KPUTUYECKOTO 3HAYEHUS] U3HOCA PE3KO BO3-
pacTaeT cwia, U TOTJA pa3sHHIA M3rHOAOIUX MO-
MEHTOB CTAaHOBHTCS €1lle OoJblIE.

Jpyroii NpuauHON Ype3MEPHOIO U3HOCA MOKET
ABJISITHCSL XapaKTep pacrpeiesieHusl TEMIIEpaTyphbl B
30He pe3anus. Tak, HanpuMep, P UCIIOJIB30BaHUU
MaJjiol MUPHUHBI U OOJBINON TITyOuHBI (hpe3epoBa-
HUSl TeMIleparypa B IMPOLIECCE PEe3aHUs JIOKaJIU3y-
eTcs Ha HeOOJBIIOM ydacTKe MHCTpymeHTta [17],
BbI3bIBasi yCKOpPEHUE Mpoliecca u3HamuBanus. [Ipu
YBEJIMYEHUH LIUPUHBI (Ppe3epoBaHUs TeMIeparypa
pacnpezensercs no OoJblIeH JUIMHE PexXyIlel Ja-
CTH (pe3bl, YMEHbIIIasi CKOPOCTh U3HOCA.

BriBOaBI

[IpoBeneHHoe wucCCeqOBaHWE TOKAa3aldo0 Clie-
Jyroliee.

1. Uccnenyemplii KOMIO3UTHBIM MaTepual BO3-
MOXXHO 3(]dexkTuBHO 00pabaTbiBaTh KOHIIEBBIMU
bpesamu, peaHa3HAYCHHBIMU JUTsI 00pabOTKH *Ka-
POTIPOYHBIX CTaNiell M TUTAHOBBIX CIJIABOB C T€OMe-
Tpuent v = 4°, a = 10°, o = 38°, z = 4, co ckopo-
cthto pezanus ot 20 7o 30 M/MuH U mogayel Ha 3y0
ot 0,02 1o 0,04 Mmm/3y0.

2. OnTuMabHOU 1711 pabOThI SBISETCA CXeMma
dpesepoBanusi, MpU KOTOPOW 3HAUYEHUE HIMPUHBI
dbpesepoBaHrss BO MHOTO pa3 OOJbIlNe TITyOWHBI.
CroiikocTh ¢pe3bl, paboTaromeii MpyU OTHOIICHUU
r1yOuHBI ppe3epoBanus K mupuHe 1 : 16, mpu mpo-
YUX PaBHBIX PEKMMaxX MOUYTH B 3 pasa BbIIIE, YEM

OBRABOTKA METALLOV %

pu otHoweHuu 1 : 1, u B 2 pasa BblllIE, YEM IIPU
oTHoleHuu 1 : 4.

3. OCHOBHOl M3HOC CKOHLIEHTPUPOBAaH Ha 3aj-
Heil moBepxHocTH 3y0a (pesbl. [Ipu BeIOpaHHBIX
pekumMax oOpabOTKHM KPUTHYECKOE 3HAYCHHE W3-
Hoca HaxoauTcs B amanaszone or 0,11 go 0,15 mmM.
[Tocne nocTmxeHus JaHHOM BeJIMYMHBI HaOM0AaeT-
cs1 Oosiee MHTEHCUBHBIM U3HOC M pa3pyllIeHue 3y0a

bpe3sl.

4. lo HacTyIUIEHHs KPUTHYECKOIO H3HOCA
0,11...0,15 MM cuibl pe3aHus pU pa3HbIX COOTHO-
HICHUSAX TIyOMHBI U IIUPUHBI U OJAMHAKOBOM O0B-
€ME CHUMAEMOrIO CJIOSl B €IMHULLy BPEMEHHU UMEIOT
Onu3Kue 3HaYeHus1, paBHble mpumepHo 70...86 H.
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Introduction. The processing capability of milling a metal-matrix composite based on Inconel 625 with the
addition of NiTi-TiB,, obtained by laser sintering, is investigated. The composite is intended for turbine blades
manufacture and has strength characteristics close to Inconel 625, however, due to the addition of TiB,, its” heat- and
wear resistance is higher. This material is new; its machinability has not been studied yet. The aim of the work
is to determine the technological capabilities of milling with end mills of this composite. Investigations. The new
composite is milled with end mills, and recommendations on the selection of cutting speed, milling depth and width
are obtained. Experimental Methods. Measuring end mill wear and cutting force. Wear is assessed by the flank
chamfer using a microscope, and cutting forces are measured with a Kistler 9257B dynamometer. Milling is carried
out at three speeds: 25, 35 and 50 m/min. To determine the optimal parameters of the depth and width of milling, the
following ratios are used: 1 : 1, 1 : 4; 1 : 16, while the volume of chips removed per unit of time remained constant
for all ratios. Results and Discussion. The back surface of the cutter teeth wears out more intensively. After reaching
the wear chamfer along the flank surface of a value equal to 0.11...0.15 mm, there is a sharp increase in forces and
brittle destruction of the tooth. Milling at a speed of 25 m/min guaranteed 28 minutes of stable operation, after which
the amount of wear quickly approached the critical value of 0.11 mm, at a cutting speed of 50 m/min, critical wear
occurred already after 14 minutes. The dependences of the cutting force on time for all selected cutting speeds,
throughout the test time, have an increasing character, which indicates the effect of wear of cutters on cutting forces.
It is found that the durability of cutters increases with increasing width and decreasing the depth of milling.
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