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ITpy IpoBeACHUHU HCCICAOBAHUIT HCTIONb-
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AHHOTALNUA

BBenenne. B orminune oT TpaJUIIMOHHEIX BEMHUTAIOIINX TEXHOIOTHI aJqUTHBHOE Ipou3BoicTBO (AIl) mme-
eT CIeIyIolue INPEeUMyIIecTBa: COKpAlIeHHEe BPEMEHU H3TOTOBICHHS JeTallell M yBEIHYEHHE CPOKOB CITY)KOBI
MatepuanoB. OHO TaKKe XapaKTePH3YeTCsl IydIleld SKOIOTHIHOCTBIO, IPEXK/IE BCETO BCIEACTBHUE MOBBIMICHHS KO-
a¢dunueHTa UCTIONB30BaHMS MaTepuaa (CHIKSHHS KONUYECTBA CTPYKKH). IIpOBOTOYHBIE 3IEKTPOHHO-Ty4YeBbIC
TexHonoruu All 001anaroT HECOMHEHHBIM MIPEUMYIIECTBOM, CBSI3aHHBIM C BEICOKOH IIPOH3BOAUTEIBHOCTEIO H Ma-
TEPHAIOEMKOCTBI0. C IPYTOif CTOPOHEL, CYIECTBEHHBIM OTpaHMYCHHEM, CICPKUBAIOIINM BHEAPEHUE IIPOBOIOIHO
JNIeKTPOHHO-ITyueBoi TexHonoruu AIl (EBAM), sBisieTcs HU3Kasi pa3MepHasi TOYHOCTh U OOJIbIIast IEepOXOBaTOCTh
noBepxHocTH 3D-HanedaranHbIxX fgeraneil. Ileab paGoThl: mog0Op ONTHMANbHBIX 3HAYCHUH PEKHMHBIX IIapaMe-
TpoB (pe3epoBaHus (YACTOTHI BpaIlleHUs, TOAAYH U MIUPHHEI (hpe3epoBaHisI) Ha OCHOBAHHU OHOBPEMEHHOM! OLICH-
KU IIepOXOBAaTOCTH oOpabaThiBacMOil MOBEPXHOCTH U CKOPOCTH ynaleHHs MarepHana. MeToabl H MAaTepHAIBI.
B pabote uccnenoBanu 00pasibl, MONYIEeHHbIE ¢ TOMONIBI0 TexHOonorun EBAM. MexaHudeckue CBOWCTBA OIIpe-
JIeTISUIU IyTeM HUCTIBITaHWIl Ha OMHOOCHOE PAacTsDKEHHE Ha dIEKTPOMEXaHHYECKOU HCHbITaTenbHOH Manmue. Cury
pe3aHus oIpeneNsu ¢ nomonibio auHamomerpa Kistler 9257B. HcenenoBanus no (ppe3epoBaHUIO 3arOTOBOK He-
prkaBeromei crar EBAM 321 BEIMONHSNN Kak Ha cTallMoHapHOM craHke Oe3 nmpumenenust COX, tak u Ha mmpo-
ko(popmarHoM (pesepHoM cTanke ¢ UITY ¢ npumenennem COX. Pe3yiabrarsl u 06cyxaenue. [TokazaHo, 4yTo s
HOBBIIIEHUS IPOU3BOUTENFHOCTH (CKOPOCTH yIalleHHsI MaTepHalla) U CHIDKCHUS CHIIBL PE3aHHs Ha CTallHOHAPHOM
cranke 0e3 nmpumenenus: COX menecooOpa3sHO yBenIHMIUBATh CKOPOCTH (ppe3epoBaHUs, HE YBEIUYUBAS IPH 3TOM
BeJIMUUHY nozaun. IIpu uccnenoBaHuu B3aUMOCBSI31M CKOPOCTH YAAJIEHUs MaTepHraia 1 MIepOXOBaTOCTH OT Mapame-
TpoB (pe3epoBaHms Ha MHpokopopmaTHOM (peseproM UITY-cTaHKe ¢ HEBEICOKOH JKECTKOCTHIO OPTAIBLHON PaMbl
u ¢ npumeHeHneM COXK npenoxeHbl MOAEIH JIMHEHHOW MHOXXECTBEHHOU PErpeccud M HeMHHEHHbIe MOJeNU Ha
OCHOBE HEHpOHHBIX ceTeil MpsAMoro pacrnpocTtpanenus. [lokazaHo, 4ToO Ui MPOrHO3a ONTUMAJBHBIX IaPaMETPOB
(pe3epoBaHUs TOCTATOYHO HCIOIB30BaTh JTHHEIHBIE perpeccHoHHbIe Momenu. OnHako HEOOXOAUMO yd4ecTb, YTO
HCCIIeIOBaHUS TIPOBOIMIINCH B Y3KUX paMKax IIAISIINX PEXUMOB IIPU MaJbIX BpeMeHaX MeXaHOoo0paboTku u Oe3
ydeTa BO3MOXKHOTO M3HOCA MHCTpyMeHTa. [l 3THX ycloBuii (orpaHHYeHHil) JaH IPOTHO3 ONTHMAIBHBEIX Iapa-
MeTpoB (pesepoBanus Hepxkasetomein crann EBAM 12X18H10T: npu gacrore Bpamenus 4500 o6/mMuH, nmogaue
S = 404 mm/muH n mmpuae B = 0,43 MM IporHosupyeMas IepoxoBaTtocTs Ra coctaBut 0,648 MKM, a CKOPOCTH
yHalneHus Mareprana — 695 MM’/MHH.

Jlnst murupoBanusi: OnperenieHne oNTHMANIBHEIX ITapamMeTpoB (pesepoBanust Hepkaseromer craan 12X 18H10T, u3roroBieHHOH MeTOIOM
MIPOBOJIOYHOTO AIIEKTPOHHO-ITy4eBOT0 a1 TuTUBHOTO pou3BozcTea / M. [{u, C.B. [1aunun, /1.1O. Crenanos, M.B. Bypkos, L1. Uxan // O6paboTka
METaJIOB (TEXHOJIOTUs, 000pynoBaHue, HHCTPYMEHTEI). — 2025. — T. 27, Ne 4. — C. 116-130. — DOI: 10.17212/1994-6309-2025-27.4-116-130.

*Anapec TSI TepPenucKH

Hanun Cepeeii Bukmoposuu, I.T.H., ipodeccop
WuctutyT $u3uky npoynocTr u Marepruanosenernst CO PAH,

Ip-T AKageMHuIeckuii 2/4,
634055, . Tomck, Poccnst

Tea.: 8 (3822) 286-904, e-mail: svp@ispms.ru

116  Tom 27 Ne 4 2025

BBenenne

TpaHI/ILII/IOHHO BBIICJIAIOT IIATh KJIACCOB HCPIXKA-
BEIOWICH CTanu: ayCTeHUTHas, (eppuTHas, Mmap-
TEHCUTHAsl, TyIJIEKCHAs U JHUCIIEPCUOHHO-TBEP/E-
omas. AyCTEHUTHBIE CTald MPEICTaBISIOT co00i
caMylo KpYyNHYIO TPYIIy HEp)KaBEIOLIUX CTajei;
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TECHNOLOGY

OHM TIPOM3BOJATCS B OOJbIIEM OObeMe, HEXeIu
Bce ocTanbHble rpymnmsl [1]. Kpome Toro, Hepxka-
Berorrast ctans 12X18H10T (anamor AISI 321) 06-
JAJIaeT MPEBOCXOHON CTOMKOCTHIO K MEXKKPHUCTA-
JUTHOW KOPPO3UHU U CTAOUIBLHOCTHIO CBOMCTB MPH
MOBBILIEHHBIX Temreparypax. Ilo coBokymHOCTH
yKa3aHHBIX MPUYMH ayCTEHUTHAs HeprKaBeroulas
cranb 12X18H10T yacto ucnonas3yercst B ) KECTKUX
YCIIOBUSX IKCIUTyaTallid, TAaKUX KaK MOBBILIECHHAs
TeMIIepaTypa, BEICOKOE JIaBJIe€HHE, BO3ICHCTBUE pa-
JUAIMU U KOPPO3HOHHBIX cpex [2, 3].

B ominune OT TpagMIMOHHBIX BBIYUTAIOIIMX
IIPOM3BO/ICTBEHHBIX TE€XHOJIOTUH aJIUTHBHOE IPO-
u3BozcTBO (All) obnagaer crneayoUUMU IpEeUMy-
[IECTBAMH: COKpAIlEHHE BpPEMEHU HU3TOTOBJIIECHMUS,
yBenuYeHue Kod(QuIMeHTa HCIONb30BaHUs Ma-
TEpPHUAJIOB, a TaKXKe BO3MOXKHOCTh CO3JJaHUS 3a/1aH-
HOTO BHYTPEHHETO CTPOCHUS AeTalieid. AJITUTHB-
HO€ IMPOU3BOJCTBO METANIMYECKUX MaTepUajoB
BKJIIOYAaeT B ceOsl pa3iMyHble METOJbl, TAaKHE KaK
CeNIEKTUBHOE Ja3epHoe maBineHue (SLM), cenek-
TUBHOE JJIEKTPOHHO-ITyueBoe IianineHue (EBSM),
npoBoJIoyHOE JasepHoe crutaBieHue (WLAM),
poBoJioyHas ayroBast HariaBka (WAAM), mpoBo-
JIOYHOE ANIEKTPOHHO-ITyueBoe cruiaieHne (EBAM)
[3—16] u nmp. Ilo cpaBHeHnto ¢ WLAM u WAAM,
meton EBAM obGnagaer 6osee BBICOKOW MPOU3BO-
JIATEITbHOCTRIO: 10 12 Kr/gac [7], a Takke IO3BO-
JISIeT CHU3UTD 3arpsI3HEHNUE OKPYXKAIoeh cpesl [8]
U yMEHbIIAeT pa30pbI3rUBaHUE pPACILIABICHHOTO
¢dbunamenta [9, 10].

B nocnennue roaer AIl cTpeMuTenbHO paciin-
pser cdepy cBoero mpuMeHeHHs Onarojaps psamy
MPEUMYIIECTB. DTOT METOJl MPOU3BOACTBA MO3BO-
JISIET CO3/1aBaTh TN CIIOKHOM (hOPMBI C BHICOKOM
TOYHOCTBIO, MCHOJb3Yys Pa3lIUYHble Marephayibl —
OT IUTaCTUKAa JI0 MeTajlla, IPU ATOM 3HAYUTENHHO
COKpallasi Bpemsi U 3aTparbl 10 CPaBHEHHIO C Tpa-
JTUIMOHHBIMH TPON3BO/ICTBEHHBIMU TEXHOJIOTHSIMU
[1-4]. B 3aBucumoctu ot TpeOOBaHUN K KOHEUHOMY
MPOAYKTY CIIEUATNCThI IPUMEHSIOT pa3HbI€ TEXHO-
noruu All. AKTUBHOE pa3BUTHE TEXHOJIOTHH Al IH-
TUBHOTO MPOU3BOJCTBA MPUBOJAUT K YICIIECBICHUIO
POAYKLNH, MPOU3BOIUMON ¢ MX moMoInbio. OHO
MO3BOJISIET OBICTPO M3rOTaBIIMBAThH JETad U 3aro-
TOBKH HE TOJIBKO CI0XHOU (popMBI, HO 1 OoJee mpo-
CTOH (POPMBI U3 TOPOTOCTOSIINX MaTEPHUAIIOB |5, 6].
[Tpumepom Takux JieTajneil MOryT ObITh (IaHIIbI U3
JKapOCTOMKMX Marepuanos. [Ipm wncnonbs3zoBaHuM
AIl Her HEOOXOIMMOCTH W3TOTABIMBATH OTBEP-
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CTHE; KpOME TOT0, COKpallaercsi 00beM MaTepuasa,
yIAJIsIeMOTO 3a CYeT CyOTpakTHBHOW OOpabOTKH.
Oto nenaet npuMenenue All skoHomuuecku 00o-
CHOBaHHBIM. M3roroBiieHue ¢uiaHIEeB C MOMOIIBIO
ATl BO3MOXHO MOJ KOHKPETHBIN TUIOpa3Mep, YTO
JlaeT ele OONbIIYI0 SKOHOMHIO BPEMEHH M 3aTpaT
B CPAaBHEHUU C M3TOTOBJIEHUEM aHAJIOTMYHOM JeTa-
J1 U3 Tipokara [7-9].

OTnenbHBIM OTpaHUYEHUEM, CIAEP>KUBAIOLIUM
BHEJJpEHHE NPOBOJIOYHOW TEXHOJIOTUU aJJIUTUB-
HOTO TIPOM3BOJICTBA, SIBIISETCS HHU3Kas pa3MepHas
TOYHOCTb M BBICOKasl IIEPOXOBATOCTh MTOBEPXHOCTHU
3D-naneuatanueix neranei [14]. [TopomkoBsie Ba-
pUAHTBl TEXHOJIOTUU aJINTUBHOTO MPOM3BOJICTBA
(B wactHocTH, SLM) MO3BONSIIOT WM3rOTaBIUBATh
JIeTaJId C BBICOKOI pa3MepHON TOYHOCTHIO U HU3-
KOM 11epoxoBaTocThio. OTHAKO JaKe OHU HE MOTYT
CPaBHUTHCSA 110 BEJIMUYMHE IEPOXOBATOCTHU C YUCTO-
BBIM TOYCHHEM U (WJIM) YUCTOBBIM (hpe3epoBaHUEM
[16], uTOo 00ycnOBIMBaEeT HEOOXOAMMOCTH TPHMeE-
HEeHUS 171 HUX (QUHUITHONW MEXaHOOOpaOOTKH.

C npyroil CTOpOHBI, 10 CPABHEHHUIO C IOPOII-
KOBBIMH BE€pCUAMM IpOBOJOYHas peanuzanus All,
B uactHoctd Metonq EBAM, oOnamaer Oonee BEI-
COKOI MPOU3BOAUTENHLHOCTBIO U JYYIIE MOJXOTUT
JUIS W3TOTOBJIEHUS KPYMHOTa0apUTHBIX H3AETUi
[6—10]. TToaTOMy meTayin, W3TOTOBJIEHHBIE MPOBO-
nounbiMu All, o0s3aTenbHO TPEOYIOT MPOBEACHUS
MOCTIEAYIONMEeH MeXaHn4ecKkor oO0paboTku. Takum
o0pa3om, pa3BUTHIO THOPUIHBIX TEXHOJIOTHH, 00b-
eIUHAIOINX aJJUTHUBHBIE U CYOTpaKTUBHbBIE MPO-
1[eCChl M3TOTOBJICHUS JIeTalel, yaensercs 00abiIoe
BHHMAaHHE B HAYYHO-TEXHUYECKOM uTeparype [16].

AJIUTHBHOE MPOU3BOACTBO TaKXKe UMEET Ipe-
MMYIIIECTBa B KaCTOMHU3AlLIUU, MPOTOTUITUPOBAHUU
U U3TOTOBJICHUHM KOHCTPYKIUH CIIOKHOU (DOpMBI.
OnHako OHO OOBIYHO HE TOAXOAUT ISl KpyITHOMAC-
MTAaOHOTO MAacCOBOTO TMPOW3BOJICTBA, TPEOYIOIIETO
B TOM 4HCJI€ TMPUMEHEHHUS JOPOTrOCTOSALIEr0 CTa-
LIMOHAPHOTO 00OpYNOBaHUS ISl MHOTOKOOPAWHAT-
HOW MexaHooOpaOoTrku. Ilpum 3ToM mHOITyHmpOMBIII-
JICHHbIE (JIETKHEe, YHUBEPCAJIbHbIE) CTAHKH JEIIEeBIIE
u Oosee ruOKHe B MEPEHACTPONKE, YEM TPaJAULIMOH-
HbI€ MTPOMBIIIIEHHbIE YCTpoiicTBa. OHM 0OBIYHO HC-
MOJIB3YIOTCS JITIsl METIKOCEPUHHOTO POU3BO/ICTBA 110
WH/IMBUYaJIbHOMY 3aKa3y JIM00 MOTyT ObITh 3¢ dek-
TUBHBIMU Ha 3Tarie OTpabOTKH PEKHUMHBIX Mapame-
TPOB MOCTIIEYaTHON MEXaHUYECKON 00pabOTKH.

[IpyarMass BO BHHUMaHUE BOCTPEOOBAHHOCTh
MIPOBOJIOYHBIX AJJIUTUBHBIX TEXHOJOTUH, Tep-

Vol. 27 No. 42025 (117



Cm

CIIEKTUBHBIM  TPEACTABISETCS  HCIOJIb30BaHUE
MOJIYTIPOMBIIIUICHHBIX (JIETKUX, YHUBEPCAJIbHBIX)
¢bpesepubix ctankoB ¢ UIIY B enuHoM TexHO-
JOTUYECKOM IMKJIE ¢ ycTaHOBKamu 3D-meuarn.
OTO MO3BOJUT HE TOJIBKO AJANTUBHO MOJAOHUPAThH
nmapaMeTpbl MEXaHO0OPaObOTKH (popMUPYEMBIX 3a-
TOTOBOK, MpPEXJ€ BCEro MO KPUTEPUSIM yiyulle-
HUS TOYHOCTH M CHMJKEHHS LIEPOXOBAaTOCTH, HO
U YCTaHABIMBaTh B3aUMOCBSI3b MEXKIY PEKUM-
HBIMHU TapaMeTpaMH aJJUTUBHOIO MPOU3BOJACTBA
u oOpabatsiBaeMocThi0 pe3anueM. I[lociegnee
TaKXe MOKET MUHUMHU3HPOBATh 00beM HeoOX0u-
MBIX CTPYKTYPHBIX UCCII€OBaHUI.

B 37Ol CBSI3M CTAHOBUTCA AaKTyaJbHBIM IPO-
BEJIEHWE HCCIICIOBaHUI 00pabaThIBAEMOCTH pe3a-
HUEM ayCTEHUTHOW Hepxkaseromie cranu EBAM
12X18HI10T u omnpeneneHue ONTHUMAJIBHBIX pe-
KUMHBIX TTapaMEeTPOB pe3aHus Mpu 00pabOTKe Kak
Ha ctarnuoHapHoM (B ToMm uucie 6e3 COX), Tak u
Ha TOJYIPOMBIIUICHHBIX (YHUBEPCAIBHBIX, JIETKO
nepeHacTpanBaeMbixX ) ctankax ¢ UITY, mis koTopeix
COOTBETCTBYIOLLIME PEKOMEHJALMU IPOU3BOIUTE-
JIeil pexxyIIero HHCTPYMEHTA He BCETia MOTYT ObITh
HaNpSMYIO UCIOJIb30BaHbI.

Ienvto oannoit pabomet sBnsSETCS MOAOOP OII-
TUMaJbHBIX 3HAYEHUH PEXKHUMHBIX [apamMeTpoB
¢uHuIHOrO (pe3epoBaHusl (4actora BpaLICHMUS,
nojaya U ImmMpuHa ¢Gpe3epoBaHusi) HA OCHOBAHUU
OJTHOBPEMEHHOM OIICHKM IIEPOXOBATOCTH 00Opa-
0aTpIBa€MOM TMOBEPXHOCTH U CKOPOCTH YIAJICHUS
Marepuajga mpu MEeXaHOOOpabOTKe 3aroTOBOK He-
pxaBeromieid  aycreHutHoM ctamum  12X18H10T,
copmupoBannsix metogom EBAM. [Ins noctike-
HUS IaHHOM LI€IM B ITPOLIECCE UCCIIEOBAHUS pellla-
JIUCH CIEAYIOLINE 3a0auu:

— ONpezesIeHue MEXaHUYECKUX CBOWCTB HEpKa-
Beroneit cranu EBAM 12X18H10T;

— HCCJIEJOBAHUE BIMSIHUSI CKOPOCTH pe3aHus
U TIOJIaY¥ Ha CHJIy PE3aHHs IpU MEeXaHooOpadoT-
K€ Ha CTallMOHAPHOM CTaHKe 0e3 HCIOIb30BaHUS
COX;

— HCCJIEJOBAHNUE B3aUMOCBS3H CKOPOCTHU yJale-
HUSl MaTepuaia U IIEPOXOBATOCTU OT MapaMmeTpoB
(dbpesepoBanus TpU MeXaHOOOpaOOTKEe Ha TOJY-
MPOMBIIIJICHHOM IUpPOKo(opMaTHOM (ppe3epHOM
UIIY-cranke ¢ ucnonszoBanueM COXX mpu momo-
I MOJIENIM JIMHEMHONM MHOKECTBEHHOUM perpeccuu
Y HEJIMHEMHBIX MOJEJIENH Ha OCHOBE HEUPOHHBIX CE-
Teil MPAMOro pacpoCTPaHEHHUS.
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MeToauka uccjaeI0BaHui

B kadecTtBe (pmaMeHTa UCIOIB30BAIIH IPOBOJIO-
Ky Hepkaseromen cramu 12X18H10T nuamerpom
1,2 MM. B kauecTBe MOASI0KKY BBIOPAIH IMJIACTUHBI
u3 cranu Mapku 12X18HI10T rommuuoit 5 mwm. Ile-
pell HauajaoM Ie4aTH MOAJIOKKH MOBEPIIINCH IUIN-
(oBKe U MOCIETYIONIEH OUUCTKE alleTOHOM.

Jns m3roToBiaeHHs 3aroToBok metonoM EBAM
UCIIOJB30BAJIA  YCTAHOBKY  DJIEKTPOHHO-IIy4€BO-
ro aJJUTHBHOTO NPOM3BOACTBA, pPa3pabOTaHHYIO
B UDIIM CO PAH [17]. 3arotoBkH B (opme TOI-
CTOl cTeHkH pazmepoM 85x20x25 MM (puc. 1) us-
TOTaBIMBAJIN Ha SKCIIEPUMEHTAIBHON YCTaHOBKE
EBAM c 00beMOM BakyyMHOM kKamepsl 8 M. IIpo-
necc 3D-medat OCyIIECTBISUIM IIPU  aBIECHUH
5-107 Ia. Yckopsroliee HanpsKeHHUE JJIEKTPOH-
Horo myuka cocrasisiiio 30 kB, ncnonb3oBanach
KOJIbLIEBAsl pa3BEpPTKa IEKTPOHHOIO Iy4Ka Juame-
TpoM 4 MM ¢ yactoToit 1 kI'1. Tok myudka cocTaBiisn
75 MA npu nedaru nepsoro ciosd u 50 MA npu ne-
4aTy MOCJEIYIOIINX CI0EB; TOJNIUHA CJIos — | MM.
[leuars BeIMONMHSNIM cO ckopocThio 400 MM/MuH,
CKOPOCTb I10JIa4¥ MPOBOJIOKH cocTaBisiia 1768 mm/
MUH. XMMHAYECKUHA COCTaB Marepualia MPOBOJIOKH
NoKa3aH B Ta0m. 1.

Puc. 1. ®ororpadmus 3arotoBku (B HopMe CTEHKH)
cramu EBAM 12X18H10T

Fig. 1. Photographs of the 3D-built
EBAM 0.12C-18Cr-10Ni-Ti sample

MuKpOTBEPIOCTh U3MEPSUIA € NTOMOLIBIO ABTO-
MaTHYeCKOTO0 KOMIUIEKca Ha 0a3e MHKpPOTBEpIOMe-
pa EMCO-TEST DuraScan-10. 3mepenus nposo-
JWIIACH 110 MeToay Bukkepca mpu Harpyske 1 krc
u Beliepkke 10 c. McnplTaHus Ha OIHOOCHOE pac-
TSKEHHE BBITNOIHSIIN Ha AJIEKTPOMEXaHUYECKOM HC-
neitatenbHor MamuHe UTS-110M-100. Cxopoctb
NEpEMEILEHUST TIOIBJKHOIO 3axBaTa COCTaBJIsAjIa
2 MM/MWUH.
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TabGnuna 1
Table 1
XHMHUYEeCKHU cOCTaB NMPOBOJIOKHU U3 HepxkaBeromeii craau 12X18H10T
Chemical composition of the 0.12C-18Cr-10Ni-Ti stainless steel wire
Xumunyeckuit cocrtas, Bec. % / Chemical composition, wt %
Fe Cr Ni Mn Ti Si Cu Mo Co
65,3 19,6 11,5 0,8 0,7 0,7 0,5 0,32 0,7

O®pesepoBanne 3D-HamedaTaHHBIX 00pa3lOB
JUIS  CTAallMOHAPHBIX YCIIOBHM MEXaHOOOpaOOTKU
BeIoOHUIM Ha ctanke FU 251(Poccust) 6e3 COX.
Cuity pe3aHust ONPEeNisuid ¢ TIOMOIIBIO JHHAMOME-
tpa Kistler 9257B (IlIseitnapus) (puc. 2, a). Ananu3
JAHHBIX TPOBOAMIM C HUCIOJB30BaHHEM MPOTpaM-
MHOro obecnedenust DynoWare. UyBCTBUTENTBHOCTD
JMHaMomeTpa cocrasiseT 7,5 H, nmorpemHocts us-
mepenus +0,005 %. Ilpu usmepenun cuin pezaHus
B Pa3IMYHBIX KCIIEPUMEHTaX (C MepeyCTaHOBKOM 3a-
TOTOBKH HJIU ()pe3bl) IPU OHUX MapaMeTpax pazopoc
cocTaBysi1 He 6omee 15 %. IIpu o6paboTke pezaHuem
ATO JJOCTATOYHO XOPOIIIasi MOBTOPSIEMOCTb, YIUTHIBAs
CJIO)KHOCTB CaMOTr'0 MpoLIecca Pe3aHusl U HEOTHOPOI-
HOCTB CBOMCTB 3arOTOBKHY B Pa3HBIX 30HAX.

Ha puc. 2, 6 mokazansl napamerpsl pesepona-
HUSl, BKITIOYAs 110/1a4y, CKOPOCTh Pe3aHusl, TIIyOHHY,
IMPUHY U HaNpaBlIeHUE MPUIOKCHHS CHIIBI pe3a-
Husl. Vcnonp30Banyu TBEPIOCIUIABHBIE KOHIIEBHIE
dpessr (UP210-S4-12030) nuamerpom 12 MM mpo-
u3BoactBa komnanuu GESAC (Kuraif), yron Ha-
kjoHa cripanu o = 35° (helix angle), anmuna pabo-
yeit yactu 30 mm, oOmias qiuHa 75 MM, iepeTHui
yrou 7°, 3aaauit yron 5°. 3BecTHO, 4TO BEJIMYMHA

a

CHWJIBI pE3aHMsI IOUTHU BCETAA HAIIPSIMYIO 3aBUCUT OT
00pabaTbIBAEMOCTH MaTepuasa.

HccnenoBanus 1o (pe3epoBaHUIO 3arOTOBOK
Hepkaseroweld cranu EBAM 12X18HI0T ¢ npu-
MeHenreM COXX BBIMONMHIM Ha IIMpPOKopopmar-
HoM ¢pe3epHoM cranke ¢ UITY RMO813 (Purelogic
R&D, Poccus) (puc. 3, a). DTOT CTaHOK W3HAYAIIb-
HO TpeAHa3Ha4YeH I (ppe3epoBaHMs, CBEpIICHUS,
I'PaBUPOBKU U PACKpOsl AETajlell M3 LIBETHBIX Me-
TAJJIOB M 00Ja/aeT CIEAYIOIIUMHU XapaKTepHCTHU-
KaMH: MOIIHOCTh Ha mmmuuHzaene 2,2 kBT, pa3zme-
pbl paboueit 30HBI (X*xY*Z) 1300x800%200 MM,
TOYHOCTh No3uuoHupoBanusa 0,1 Mm Ha yuyacTke
qHbel 100 mm. VMcnonb3oBaiiv TBEpAOCIUIaBHbBIE
koHueBsle ¢pe3pl (VSM-4E-D8.0) auamerpom
8 mm mpoumsBoactBa kommnanuu ZC-CCT (Kurtait).
IlepeMeHHBIN yroJl HAKJIOHA CIMPAIU COCTABIIAI
o = 38°/41°, nnuHa paboueit yactu 20 MM, oOras
mHa 60 MM, iepeanuit yroa 7°, 3aguuit yron 10°.
[lepoxoBarocTh Ra GOKOBOM MOBEPXHOCTH 3aroTo-
BOK (Itociie (pe3epoBaHusi) U3MEPSIH C TIOMOIIBIO
KOHTAaKTHOTO (cTHiycHOro) mpodumiomerpa TR200
(Kurait) (puc. 3, 6). J1ns IOBBIIICHHUS] TPOU3BOIU-
TENBHOCTU U CHWKEHUS CUJIbl PE3aHUS B YCIIOBUAX

o

Puc. 2. O0muii Bu yCTaHOBKH, 3aKPETUICHHON Ha CTallMOHAPHOM CTaHKe (a), cxeMa
¢dpeszepoBanus (0)
Fig. 2. General view of the setup fixed on the milling machine (a), milling scheme ()
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Puc. 3. TTomynpoMbIIIeHHBIH UpokoGopMaTHbIid PpesepHsiii ctanok ¢ YITY RMO0813-01S2 (a),
npuMep IpoduIIst MOBEPXHOCTH 3ar0TOBKH MOCIIE GUHUIIHON MeXaHOOpaOoTKH (0)

Fig. 3. The RM0813-0152 CNC machine (a), an example of the surface profile after milling (6)

npumenenns COX ucnomnb3zoBanu 0osiee BHICOKUE
BEJIMUMHBI CKOPOCTH PE3aHMsI U OJauH.

Jng nnaHupoBaHMS 3KCIIEPUMEHTOB IO pe3a-
Huto npuMensuin Metoa Taryuu (Taguchi Method),
B KOTOPOM KPUTEPHEM ONTUMHU3ALNHU CIIY)KUT COOT-
HoOIIeHHe «curHan/mym» (Signal-to-Noise Ratio,
SNR). Ilocnemnee wucmonb3yeTcss s OIECHKH
YCTOMYMBOCTU M HAJEKHOCTH BBIXOIHBIX Hapame-
TPOB (NIPEXJIE€ BCErO LIEPOXOBATOCTH) U NPUMEHS-
eT oproroHanpHble Marpuibl (Orthogonal Arrays)
KaK MHCTPYMEHT yXO/a OT MOJHOTo (hakTOpHOro
skcriepuMmentTa [18, 19]. B onmybiaukoBaHHBIX B Ha-
CTOsilIlee BpeMsl CTaThbsIX MeTO/ Tarydu B OCHOBHOM
UCIONIB3YETCs NIl aHalIM3a BIMSHUS PAa3IUYHBIX
napamMeTpoB 00pabOTKM Ha Ka4yeCTBO MOBEPXHOCTH
[20]. beuta BeIOpaHa oproroHasibHas marpura L9,
peXUMHBIE MapaMeTpbl ¢pe3epoBanHust ((akTopbl:
YacToTa BpallleHUs IIMUHIENS, Tofada U IUpUHA
(dbpesepoBanus) 111 KOTOPOW MPUBEICHBI B Ta0MI. 3.
Jlnst Kak1oro U3 HUX ObUIO BRIOPAHO IO TPH YPOB-
HS, YTO, B CBOIO O4YE€pENb, OIMPENESIO CKOPOCTh
yaasneHus marepuana. KiroueBbIM BBIXOJHBIM ITapa-
METPOM SIBJISLIACH IIEPOXOBATOCTD.

Pe3yabTarnl 1 X 00CyKIeHUE

3HayeHUsT TBEPIOCTH U  JAepopManroHHO-
MPOYHOCTHBIE XAPAKTEPUCTUKH HCCIEAOBAHHBIX
o0pas31oB mpuBeaeHbl B Tabn. 2. BumHo, uTo He-
pxkaseromias cranb EBAM 12X18HI0T o6nana-
€T BBICOKMMH 3HadeHusiMH TiactuaHocTH (70 %),
npenena npounoctd (570 Mlla) u TBepmocTu
(191 HV). ITpouHOCTHBIE CBOMCTBA JIMCTOBOT'O MPO-

120  Tom 27 Ne 42025

kara cramu 12X18HI10T Obutu BEIIIE, YeM y an-
mutuBHoi EBAM 12X18HI10T, sTto oOycnoBieHo
TEM, YTO JIUCTOBOW INPOKAT UMEET 00Jiee BBICOKOE
conepxkanue ¢geppura, Oonee MeIKue 3epHa u 00-
Jiee BBICOKYIO IUIOTHOCTH auciokanuud [21]. s
EBAM 12X18H10T npu nocnoiiHOM BblpalliiBa-
HUW ayCTCHHWTHAS CTallb UCHBITHIBACT MHOTOKpPAT-
HbIC IMKJIBI HArpeBa-OCTHIBAHWS, YTO IMPUBOIUT
K 00pa30BaHUIO CTONOYATHIX 3epeH. OMHAKO CIIey-
€T OTMETUTh, YTO CKOPOCTH KOPPO3WUHU JIUCTOBOTO
npokara 12X18H10T npumepHo B /1Ba pa3a BBIILIE,
9eM IS QI JUTUBHOM CTaJIH.

Hccneooeanusn oopadamvieaemocmu
HA CMAayuoOHAapHOM (hpe3epHom cmanke

Kak mokazano B Ta0:1. 3, 1715 KiCCTIeIOBAHUS pa3-
HUIIBI B BEJIMUMHE CHJIBI PE3aHUs 3aTOTOBKH HEpKa-
Betonieit cranu EBAM 12X18HI10T ucnons3oBanu
NEBSITh PEXKUMOB (hpe3epoBaHUs, KOTOPbIE BKIIIO-
Jajau B ce0sl MaJIyl0 CKOPOCTh M OOJBIINYIO TO/a-
4y, OOJIBIITYI0 CKOPOCTh M MAJIyIO MO/ady, a TaKkKe
CPEIIHIOI0 CKOPOCTh U CPEIHIONO MOIavy U T. 1.

Bribop mapamerpoB Qpe3epoBaHHS OCHOBaH
Ha PEKOMEHIAIUAX MPOU3BOAMUTENS MHCTPYMEHTA.
OTMeTHM, YTO BBICOKOTPOM3BOIUTENBHBIN PEXKIM
(dbpesepoBanus (OOJBIITIOE COOTHOIICHUE ITUPHHA/
r1yOuHa, cM. Talll. 3.) MO3BOJISET CHU3UTH BEPOST-
HOCTb OBICTPOTO M3HOCA HUHCTPYMEHTA.

Ha puc. 4, a moka3aHo BIUSHUE Pa3INIHBIX pe-
KUMOB (ppe3epoBaHUs HA CHIIy pe3aHUs JJIsl 3aro-
ToBKM Hepxagewmiet cranu EBAM 12X18HIOT.
J171s OIIEHKU CHIIBI pe3aHUsI UCTIONb30BaJIl CyMMap-
HYIO0 CHITy Tpu (pe3epoBaHUU 3aTOTOBKH:
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Tabnuma 2

Table 2

Mexanu4yeckue XapakTepucTuku Hep:kaBewlnei craau EBAM 12X18H10T
Mechanical properties of the EBAM 0.12C-18Cr-10Ni-Ti sample
IIpenen
[Ipenen OTtHOCHTENBHOE
O6pa3zupl / Samples npounocTu, MIla / TEKYHOCTH, yanuHenue, % / Toeprocts, HV'/
’ MIla / Yield ’ Hardness, HV

Tensile strength, MPa

1 o
strength, MPa Elongation, %

EBAM 12X18HI10T /

0
EBAM 0.12C-18Cr-10Ni-Ti 570+10 208 + 10 70+£2% 19145
[poxkar 12X18H10T / Wrought 0
0.12C-18Cr-10Ni-Ti 700+ 10 250 =10 63+3 % 230+ 5
Tabnuma 3
Table 3

Pe:xnMHbIe mapaMeTpsl (ppe3epoBaHus ISl HCCJIE0BAHUS CUJIBI Pe3aHUsl HA MPOMBIIIEHHOM
¢pe3epHoM cTaHKe

Parameters applied for studying the cutting forces during milling using the industrial machine

CxopocTb pe3anus V,
Howmep/ (M/MuH) / Ionaua S, (mm/mun) / | Illupuna B, (Mm) / I'my6una ¢, (Mm) /
Number Cutting speed V, Feed rate S, mm/min Width B, mm Depth ¢, mm
m/min

1 25 50

2 25 160

3 25 250

4 50 50

5 50 160 8 0,5

6 50 250

7 75 50

8 75 160

9 75 250

F,

e Fmax

TCpBAJIC aHaJIn3a.

2 2 2
e = (5 (),

— MaKCUMaJIbHOC 3HAYCHUEC CUJIbI HA UH-

bruio oOHapyxeHo, uto npu pexume Ne 4 cuna
pe3aHus sBiseTcs HauMmenbluel (£ = 188 N).
xyz
Ha puc. 4, 6 noka3zaHo BIMSIHHE CKOPOCTHU pe-

3aHMS M TOAA4M Ha CWIIy pe3aHus mpu oOpadot-
ke 3aroroku EBAM 12X18HI10T. Bugno, uro
B mporecce (pe3epoBaHUS TPOYHOCTH U TBEP-
JOCTh cTanu, copMupoBaHHOU TexHomoruen All,

CYHICCTBCHHO BJIMAKOT Ha CUIIY PC3aHMHA. Huskas
CKOpPOCTb pe3aHusi U BBICOKas Mojaya MPUBOJIMIH
K YBCIIMYCHUIO CUJIBI pC3aHUsl, a BBICOKAsA CKOPOCTb
pe3aHust ¥ HU3Kas rojavya, Ha000POT, YMEHbBILIAH €e.

B nenom HaGmiomaroTcs OBE TEHACHIUH: MPU
YBEJIMUEHUU CKOPOCTH PE3aHUA €€ CUjla YMEHbIa-
CTCA; IPU YBCIIMUYCHUHN BCIUYUHBI ITOJAYN — HaO60-
pot. Korna sxe miyOMHa W MIMpUHA OCTAIOTCS He-
W3MEHHBIMH, OOJBIIIasl 1MO/Ia4a 03HAYaeT OOJBIITYIO
MPOU3BOIUTENIBHOCTD. [10 3TOM MpuyuHe npu mexa-
HooOpabotke ctanu EBAM 12X18H10T, nomnyuen-
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Puc. 4. BmusHue pa3inyHbIX peXKMMOB pe3aHUA Ha CUITY pe3aHus (@), BIUSIHUE CKOPOCTH PE3aHus U MOJauu
Ha CHIJTy pe3aHus MPU MexaHooOpaboTke (0)

Fig. 4. The effect of different cutting modes on the cutting force (a), the effect of cutting speed and feed rate
on the cutting force during machining (6)

HOM TexHonoruen All, 1ysi MOBBIIIEHUS! POU3BO-
JATEIIBHOCTU U CHHMKCHUSI CWJIbI PE3aHUS CIIEIYET
UCTIONB30BaTh 0ojiee BBICOKYIO CKOPOCTb, HO HE
YBEJIMYMUBATh MIO/1AYY.

Hccneoosanusa na wiupoxogpopmamunom
¢pezepnom cmanke ¢ 4I1Y RM0813

M3BecTHO, 4YTO MIEPOXOBATOCTH 3aBUCUT OT
MHOT'OYHCIICHHBIX I1apaMETpPOB, CPEIU KOTOPBIX
CKOPOCTh pE€3aHUs, Mojada, IIIyOWHAa, W3HOC HH-
crpymenTa [22]. B Tabn. 4 mokazaHsl mapameTpsl
(bpe3epoBaHus AT UCCIIECAOBAHUS ILIEPOXOBATOCTH
U CKOpOCTH ynaneHus marepuana MRR, BKitoyas
94acTOTy BpameHus (pessl, mogady U NryOuHy.

Kaxk 6b110 0TMEUYEHO BbIIIE, MEXaHOO00PaOOTKA
Ha mupokopopMaTHOM ¢pe3epHoM ctaHke ¢ YITY
MOKET NPOBOJUTHCA HA PEKUMAX, OTIIMYAFOIIMXCS
OT PEKOMEHJALMI TIPOU3BOJUTENECH PEXKYILEro UH-
ctpyMeHTa. [10 3TOM NpuYnHE aKTyaJIbHO pa3BUTHE
MOAXOJ0B, MO3BOJSIOIIUX pelarh 3a7ady OIpele-
JICHHSI ONITUMAJIBHBIX PEKUMHBIX TApaMeTPOB (pe-
3epOBaHMUs IIPU MUHUMAJIbHBIX 3aTpaTax BPEMEHH U
pecypcoB. OLieHKa ONTUMAaJIbHBIX AapaMETPOB pe-
3aHMS MOXKET PacCMaTpHUBATHCS KaK 3a]ada IOMCKa
TaKUX PEXHUMOB (pe3epoBaHUsl, IPU KOTOPBIX JO-
CTUI'AETCs YCIOBUE ONTUMAIbHOCTH.

B kauecTBe KpUTEpHs ONTUMAIBHOCTH JOJIKHA
BBICTYIIATh KOMIUJIEKCHAsl OLIEHKA KaK CaMOro IIpo-
necca (pesepoBaHMs, TaK M KauecTBa H3JEIUS.
Cpenu XapakTepUCTHK JaHHOIO IpolLiecca aHalu-
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3UpOBaJIM CKOPOCTh yaaneHuss marepuana MRR,
a OLEHKY KayecTBa M3JeJUsl HauiaydlluM oOpa-
30M XapakTepU3yeT LIEPOXOBAaTOCTb IOBEPXHOCTH
nocie oOpaboTku Ra. 3a paMKH JaHHBIX SKCIe-
PUMEHTOB BBIBEJCHA €LIE OJHA Ba)KHAs XapaKTe-
pucTHKa npoiiecca ¢ppe3epoBaHusi — U3HOC UHCTPY-
MEHTa, TaK KaK BbIOpaHHbIE DPEXHUMBbI SBISIOTCS
IAIAIIMMH, aBPEMSHAOTIOICHHS CITMIIIKOM KOPDOTKHM.
B utore kputepuii ONTUMaNIBHOCTH MOXKET OBITH 3a-
IIMCaH B BUJIE CUCTEMBI ITPE/IEIIbHBIX BBIPAKECHUMN:

Ra(S, B, N) - muH,
MRR(S, B) - makc.

Ha ocHoBe BbIpaxkeHHs (2) MOXXHO ITOCTPOUTH
6onee hopManIbHBIA KpUTEPUI CyOONTHUMAILHOCTH
B BHJIC CUCTEMBI HEPABEHCTB:

Ra(S, B, N) < Ra,
MRR(S, B) > MRP,

2

(3)
rne Ra uw MRP — npenenbHble MHHHMAJIbHOEC
U MaKCUMaJIbHOC 3HAYCHUS  XapaKTEPHCTHK.
Oo6macte 3Hauenuii mapamerpos (S, B, N), ynos-

JIETBOPAIOIINX CUCTeME HepaBeHCTB (3), OyzneM Ha-
3bIBaTh OOJIACTBIO CYOONTHUMAJIbHBIX MapaMeTpoB
(COII) [23].

Pesynbrarsl aHamm3a 3HaYSHHIA IOy CTUMBIX TTa-
paMeTpoB pe3aHus MpUBeACHBI B Ta0. 5. Mcmonb-
30BaHHas Mozienb «Regressy o0nagaeT cieayromu-
MU CTaTUCTHKaMHU: KO3(UIMEHT neTepMUHALUN
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Tabnunoa 4
Table 4

Pexumpbl (l)pesepOBa}mﬂ Ha NOJYIPOMBIINJIEHHOM CTAHKE 110 IIJIAaHY Tary'm
U pe3yJibTaTbl OLCHKHA OﬁpaﬁaTblBaeMOCTH

Milling parameters for the semi-industrial machine, determined using the Taguchi method
and machinability assessment results

Yacrora IMonaua S, [Iupuna B, | Tny6una ¢, [Hepoxo- MRR,
BaTOCTh Ra, 3
Howmep / BpareHus N, MM/MHH / MM / MM / ik / Surfa MM”/MHH /
Number 00/muH / Spindle Feed rate S, Width B, Depth ¢, urtace MRR,
) roughness Ra, 3
speed N, rpm mm/min mm mm um mm° /min
1 1000 200 0,1 0,46 £ 0,02 80
2 1000 400 0,3 1,29 +£ 0,04 480
3 1000 600 0,5 2,57+0,23 1200
4 2500 200 0,3 0,59 +0,03 240
5 2500 400 0,5 4 1,01 £0,04 800
6 2500 600 0,1 0,88 + 0,04 240
7 4000 200 0,5 0,63 £0,03 400
8 4000 400 0,1 0,40+ 0,01 160
9 4000 600 0,3 0,75+ 0,03 720
Taonuma 5
Table 5

Oo0sacTu aHaJu3a: nmapamMeTpbl pe3aHusd, XapaKTCPUCTUKU U3ACTUA U MPoLecCa (])pesepOBaHnﬂ,
HUX NPEACTbHbIC 3HAYCHUS

Limiting ranges and suboptimality boundaries for the milling parameters and analyzed characteristics

MapaseTpet u xapaxrepucTii / I[onyCTH.MI?Ie npezessl / I'panuns! (.Zy60.HTI/IMaJ]I>H0.CTI/I /
Parameters, characteristics Perm}ss1ble limits Sub-opt.lmallty boundaries
Mus / Min Maxkc / Max | Mun / Min Makxkc / Max
Ilapamempuol / Parameters

Yacrora BpatuieHus N, 00/MuH /

Spindle spied N, rpm 500 5000 a a
[Tomaua S, Mmm/mun / Feed rate S, mm/min 100 800 - —
Iwnpuu B, mm / Width B, mm 0,1 1 - —

Xapaxmepucmuxu / Characteristics

[lepoxoBarocTs Ra, MKM / 4 B 0.8
Surface roughness Ra, pm ’
MRR, mm’/MuH / MRR, mm’/min 2000 300 -

R’ = 0,884, HOpMHpOBaHHAs CpeAHEKBaJIpaTHye-
ckas omubka NMSE = 0,214 u ypoBeHb 3HaYUMO-
ctu p = 0,0089. Ilo nanHOM Mozenu B 00IacTH J0-
MyCTUMBIX 3HAUCHUH IMapamMeTpoB (pe3epoBaHUS
paccuMTaHbl MPOTHO3HBIC 3HAYCHHS IIECPOXOBATO-
ctu, BeiieneHa oomacte COIl, ymoBneTBopsitoias

ycioButo (1), u mocTpoeH rpaduk moBEpXHOCTH 00-
nactu COII (puc. 5, a, 8). Hecmotpst Ha monydeH-
HBIC BRICOKHE ITOKA3aTe)IH KaueCTBA PETPECCUOHHON
MOJIEITH, Jjajiee MPOBEPsIIach THUIOTE3a O HEIHHEH-
HOW B3aUMOCBSI3H IIEPOXOBATOCTH C MapaMeTpaMu
bpe3epoBaHusl.
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Puc. 5. [lapameTpbl IKCIIEPUMEHTOB M 00JIaCTH CYOONTHMAIBHBIX [1APAMETPOB, TOCTPOCHHKIC
L o - 3
1o (@, 8) TMHEWHOU perpecCHoOHHON Mozeny, u (0, 2) monenb FFNN mpu p = 300 Mm™/MuH,

Ra = 0,8 MxM™ (a, 6) n Ra = 0,6 MxMm (8, 2)

Fig. 5. Milling parameters and the SOP regions plotted using the linear regression model (a, 8)
and the FFNN model (6, 2) at p =300 mm*/min; Ra = 0.8 um (@, 6) and Ra = 0.6 um (s, 2)

[To naHHBIM JEBSTH SKCHEPUMEHTOB MO IUIAHY
Taryuwu (Tabn. 4) METOIOM HAUMEHBIINX KBAIPATOB
MpoBeJIeH pacyeT K03 PHUIMEHTOB TUHEHHONH MHO-
JKeCcTBeHHOU perpeccuu [24-26]. IlonyueHno ypas-
HEHUE [IEPOXOBATOCTH:

Ra =0,2014 — 0,00028N +
+0,0021S + 2,039 B. (4)

B kauecTBe HenMHEHHOH MOIENH, CIOCOOHOMN
00001IUTh PE3yNIbTaThl HATYPHBIX SKCIEPUMEHTOB,
Obul BBIOpaH MyTh HEHPOCETEBOr0 MOJEIMPOBa-
Hus [27, 28]. Mozaens co3naBanach Ha 0aze cerei
npsimoro pactpoctpaneHust (FFNN). Apxurexry-
pa cetu moadMpanachk MO MPUHIMUITY OT MPOCTOTO K
cinoxkHoMy. OOyuaromiasi BeIOOpKa (hopMHpOBaIach
U3 DKCTICPUMEHTAIBHBIX JaHHBIX (Tabn. 3) ¢ HOp-
MHUPOBKON BXOAHBIX M BBIXOJHBIX JAHHBIX B JIOITY-
CTUMBIE Mpezensl comtacHo Tabdn. 5. Hawmyumas
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CKOPOCTb CXO/IMMOCTHU 00y4YeHHsI ObUIa JOCTUTHYTA
IpU BBIOOpE JIOrapu(pMUUECKOr0 TaHIeHCa B Kaye-
CTBE aKTHBALIMOHHBIX (PYHKIHIA 1 METO/IA O0yUYESHHS
JleBenbepra — MapkBapara. Beibop konmudecTta
CJIOEB U HEWPOHOB B CJIO€ ONHUpAJICA HA aHAIU3 T10-
cTpoenHoi mozaeinbto obmactu COIL

Cpemn Bcex pPacCMOTPEHHBIX BapHAaHTOB BBI-
OpaHa ceTbh U3 OJHOIO CKPBITOTO CJIOSl C TPEMs HEl-
pOHaMH, MoOKa3aBiliasg Haubojiee MPOCTyI U MpaB-
nonono0nyto obmacte COII (puc. 5, 6, 2). Janunas
MOJIeNTb 00JIaAaeT MK (TI0 CPaBHEHUIO C pe-
TPECCHOHHON MOJETbI0) XapaKTEPUCTUKAMHU CO-
OTBETCTBHS MpPOTHO3a M OOYyYaromeill BBHIOOPKH:
MSE = 0,00049061, R* = 0,99504.

CpaBuenue obnacreit COIl mis aByx moxeneit
¥ JIByX OTpaHMYECHHH 110 IEPOXOBATOCTH MOKA3hIBA-
€T, YTO MOJIEJTb HEUPOHHOM ceTH I OOJBIINX 3HA-

yeHuil mopora mepoxosaroctu (Ra > 0,65 Mrm)
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orpannunBaeT cBepxy o6macte COIl moBepxHO-
CTBI0, OJIM3KOM K JTMHEHHOM, HO OTIMYACTCS OT MO-
JIeJIH JIMHEWHOM perpeccuu 0OIbIINM YIIIOM HaKJIo-
Ha. lHaue roBops, HEHUPOHHAs CETh BKIIIOYAET
B o0acte COII mapamerps! hpesepoBanus ¢ 00Jb-
e MUPUHOW M OOJbIIEH CKOPOCTBIO YIAJCHUS
Marepuana B O0JacTH HU3KHX 3HAYEHUH MOJauu.
Onnaxo 17151 60J1€€ HU3KMX 3HAaYEHUH [TOpOora epoxo-
BaTroOCTH (R_a < 0,65 mxm) mozenb FFNN orpannun-
BaeT cBepxy obmacte COIl HenuHeHOW MOBEpXHO-
CTBI0, IPUBOJISILEH K 00paTHOMY 3 eKTy: 3 00acTu
COII uckmrovarorcs mapameTpsl hpe3epoBaHus C BbI-
COKMMH 3HAYECHUSIMU IIUPUHBI U YACTOTHI BPAILICHHUSI.

Jl71s mpoBepKHU BBISIBICHHBIX Pa3HOIIACHM MPO-
BOJMIAach Bepu(uUKanusa pa3paboTaHHBIX Mojeneit
NyTeM TMPOBENCHUS HATYPHBIX HKCIEPUMEHTOB
Y CONOCTABIICHUS POTHO3HBIX U PeaIbHBIX HAOMIO-
JIeHuil 1mepoxoBarocTu. [lapameTpsl skcrepuMeH-
TOB BBIOMpANKCh U3 CIEAYIOLUX YCIOBHIA: 3Haue-
HUSl BHE 00nacTu mporuozupyemoii odmactu COIL
(Ne 10, Tabn. 6), rpaHUYHBIE 3HAYEHUS OOIACTH
COII (Ne 11, Tabm. 6) 1 BHyTpeHHss TOUKA 00IACTH
COII (Ne 12, Tabmn. 6). B Tabn. 5 npuBeaeHbl Takxke
MIPOTHO3HBIE 3HAYEHUS IEPOXOBATOCTH U PE3YIbTa-
ThI SKCIIEPUMEHTOB.

YcTaHoBieHO, 4TO 00e MOAenH O0ecHmeduan
OIIHUOKY C MPUEMIIEMBbIM OTKJIIOHEHHWEM, HO IO Be-
JUYMHE CPEAHMX OTKIOHEHUU Ooyiee BBICOKYIO
TOYHOCTbH MOKa3aja JIMHEeWHas perpecCuoHHas MO-
nenb. Ee mporuo3 onTuManbHbBIX TapaMeTpoB dpe-
3epoBaHus: npu yactoTe BpamnieHus 4500 o6/mMuH,
S =404 mm/muH u B = 0,43 MM ¢ TPOTHO3HPYEMOit
niepoxoBarocTbio 0,648 MKM U CKOPOCTBIO yhalie-
HUs MaTepuana 695 MM’ /MHUH.

OBRABOTKA METALLOV %

B pab6ore [29] onTumanbHble TapameTpbl pe-
3aHUS TpU (pe3epoBaHUN HEPIKABEIOLIEH cTaau
12X18H10T nmoxbupanu ¢ momomsio mMetona Ta-
ryun. [Ipu 5TOM yuuTHIBaNIM BIHUSHUE YAaCTOTHI Bpa-
mieHus: ppesbl, BETUUMHBI TOJIAYM U TITyOUHBI (pe-
3epOBaHMsI Ha IEPOXOBATOCTh MOBEPXHOCTH, U3HOC
MHCTPYMEHTa M CKOPOCTh YJaJeHHsl Marepuana.
B pa6ore [30] mis cpaBHEHUsT M3HOCA MHCTPYMEHTA
U CWJIbl PE3aHMsI UCIOJIb30BAJIM Pa3IUYHbIE TeOMe-
TPUUYECKUE XaPAKTEPUCTUKU HHCTPYMEHTA, CKOPOCTh
U BEJIMYMHY TO0/1a4H, @ TAK)KE COOTHOIICHUE MEXITY
nIyOMHOM M mmpuHOU pe3anusi. [lokazaHo, 4TO BBHI-
00p mapameTpoB (hpe3epoBaHUs SBISETCS CIIOKHOM
MHOTOKPUTEPHAIBHON 3a1a4eil M CONpsihKeH ¢ HeoO-
XOIMMOCTBIO IPOBEIEHHS OOJIBILIOTO YHCIA IKCIIE-
pUMEHTOB. B kauecTBe MepCHEKTHBHOIO HampaBiie-
HUS JJAHHOTO MCCIIE0BAaHUSI CTABUTCS LIENBIO OLIEHKA
(haxTOpOB, BIUSIONIMX HA IIEPOXOBATOCTH MOBEPX-
HoctH oOpa3ia EBAM 12X18H10T, nmpu obecneue-
HUH BBICOKOW CKOPOCTH y/IaJI€HUs Marepuania.

B nenom comocraBieHue JaHHBIX OLEHKU 00-
pabaTeIiBAEMOCTU JI1 MPOMBIIIIEHHOIO M IIHUPO-
kodopmarHoro ¢pesepHoro cranka ¢ UIIY mpu
YHCTOBOM (hpe3epOBaHUN HEP)KABEIOUICH CTall
EBAM 12X18H10T noxkazasno, 4To AJisi MOJIy4eHUs
0osiee BBHICOKON CKOPOCTH yZajeHHUsl mMarepuana u
CHIDKEHHUSI IIEpOXOBAaTOCTH, a TAaKXe CUJIbl pe3a-
HUS CJEyeT YBEIUYUTh CKOPOCTh PE3aHus IPH CO-
XpaHeHWU BeMW4YMHBI nogadn. C Apyroil CTOpOHHI,
paspaborannsie monmenu «Regress» u FFNN mnsa
MOJTyCTAllMOHAPHOTO CTaHKa IMO3BOJISIOT IpelCcKa-
3BIBaTh ONTHUMAJIbHBIC PEXMMHBIC MTApaMETPhI, YTO
KpaifHe aKTyaJlbHO B Cly4ae OTPaOOTKH PEKUMOB
3D-nevatu, CONMPOBOXKAAIOIIUXCA  H3MEHEHUEM

Tabonuma 6
Table 6

Pexxumbl ppesepoBanusi Ajisl BepupruKanuu Mojesieil, peajibHble H IPOTHO3HbIE Pe3yJIbTaThl

Milling parameters for model verification, along with experimental and predicted results

ITapametpsr ppezepoBanms / XapaKkTepucTuKu /
Milling parameters Characteristics
No / YacTtoTa [Monaua S, [upun B, 5 LllepoxoBaroctb Ra, MKkM /
MRR, mm°/
No. Bpanienus N, MM/MHUH / MM / Surface roughness Ra, pm
: . muH / MRR,
00/muH / Spindle | Feed rate S, Width B, 5, Dkcnepument / | Perpeccus /
. mm?® /min ) FFNN
speed N, rpm mm/min mm Experiment Regress
10 4000 100 0,5 200 0,333 0,3117 0,6115
11 4000 600 0,5 1200 1,193 1,3617 1,0429
12 4500 400 0,3 480 0,425 0,3889 0,5224
Cpennee otkionenue / Average deviation 0,0753 0,1753
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CTPYKTYpbl UM MEXaHMYECKHX CBOWCTB IOCJIOWHO
BBIPALICHHBIX 3aTOTOBOK.

B 10 ke BpeMsi U3HOC MHCTPYMEHTa TaKXke SIBJIsI-
ercs BaXHbIM (DakTOpoM IpU OlleHKe 0OpalarhiBa-
emocti Marepuana. lllepoxoBarocTh MOBEPXHOCTH
YBEJIMYMBAETCS C TEUYEHHEM BpEeMEHU 00pabOTKU
BCJIEJICTBHE N3HOCA PEXYIIEro MHCTpyMeHTa. B Oyny-
IIUX UCCIIEIOBAaHUAX IIAHUPYETCS UCTOB30BaTh JIU-
HEWHYI0 PErpeCCHOHHYI0 MOJENb Al ONpeeNICHUs]
ONTUMAJIBHOTO JWana3oHa MapaMeTpoB C MOCIEy-
IOIIUM U3Y4YE€HHEM BIMSHHS BpeMeHH 00paboTKU Ha
M3HOC MHCTPYMEHTA U IIEPOXOBATOCTh MOBEPXHOCTH.

OBPABOTKA METAJIJIOB

BuiBoabI

1. HepxaBeromasi ctane EBAM 12X18H10T,
chopmupoBannas Texnonorueit All, oOnagaeT BbI-
COKUMHU 3HaueHUsAMU mnactTuanocTH (70 %), mpene-
na npouyroctH (570 MIIa) u TBepnoctu (191 HV).

2. IlokazaHo, 4TO Ui MOBBIIICHUSI TPOU3BOIU-
TEIBHOCTHU (CKOPOCTHU yAalleHUsl MaTepraa) U CHU-
JKEHHSI CUJIbI pe3aHMsl Ha CTAIllHOHAPHOM CTaHKe 0e3
npumeHenuss COXK pexkoMeHIyeTcsi yBEJIU4YMBaTh
CKOpOCTb (ppe3epoBaHMsl, HO HE TIOBBIIIATH BETHYH-
HY MOJIauH.

3. Ilpu uccnenoBaHUM B3aMMOCBS3U CKOPOCTH
yIaJeHus Marepuaia U MIEpOXOBAaTOCTH OT Mapa-
MeTpoB (pe3epoBaHUs HA TMOIYMPOMBINIICHHOM
mpokoopMatHoM  ¢pesepHom cranke ¢ UITY
(c HEBBICOKOM KECTKOCTHIO MOPTATBHON paMbl) IPH
npumeHennn COX ucrnonb30BaHbl MOAEIH JIUHEH-
HOM MHOXXECTBEHHOW pPErpeccuu W HeJIHMHEHHbIE
MOJIEJIM Ha OCHOBE HEHPOHHBIX CETEeH MPSIMOTO pac-
npoctpanenus. [lokazaHno, 4To A7 MPOrHO3a OMNTH-
MaJbHBIX MapaMeTpoB (ppe3epoBaHHs JTOCTATOUHO
UCIIONIb30BaTh JTMHEIHBIE PErPeCCHOHHBIE MOJEIH.
OnHako HEOOXOAMMO y4YecTb, YTO HCCIIETOBAHUS
MIPOBOJIMJINCH B Y3KUX paMKax MIAIALIUX PEKUMOB
IIPU MaJIbIX BpeMEeHax MexaHooOpaboTku u 6e3 yue-
Ta HM3HOCA MHCTPYMEHTa. B 3THX OrpaHUYeHUAX
JIlaH MPOTHO3 ONTHUMAJbHBIX MapaMeTpoB (pesepo-
Banusit EBAM 12X18H10T: npu yacroTe BpamieHus
4500 06/muH, S =404 mm/MuH u B = 0,43 MM ¢ TIpo-
THO3UPYEMOM M1IEpOXOBATOCThI0O Ra = 0,648 MkMm
U CKOPOCTBIO yaaneHus Matepuania 695 MM’ /MHH.
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Introduction. Unlike traditional manufacturing processes, additive manufacturing (4M) offers
improved efficiency while being environmentally friendly. A significant limitation hindering the adoption
of wire-based electron beam additive manufacturing (EBAM) technology is the relatively low quality and
high surface roughness of 3D-printed parts. The purpose of this study is to establish the optimal values
of milling process parameters (rotational speed, feed rate, and milling width) based on the simultaneous
evaluation of the surface roughness of the machined surface and the material removal rate. Methods and
materials. This study investigated specimens fabricated using EBAM technology. Uniaxial tensile tests were
conducted on an electromechanical testing machine. Cutting forces were determined with a Kistler 92578
dynamometer. Milling studies of EBAM 321 steel workpieces were performed on a semi-industrial CNC
milling machine. Results and discussion. It was shown that in order to increase the material removal rate and
reduce the cutting force on a milling machine without the use of coolant, it is recommended to increase the
milling speed, but not to increase the feed rate. To investigate the relationship between material removal rate
and surface roughness relative to milling parameters on a semi-industrial machine (with an average stiffness
of the portal frame), multiple linear regression models and nonlinear models based on feedforward neural
networks were employed. It was demonstrated that linear regression models are sufficient for predicting
optimal milling parameters. However, it should be noted that the study was conducted within a narrow range
of gentle machining conditions, with short processing times and without accounting for tool wear. Under
these constraints, the optimal milling parameters for EBAM 321 steel were predicted as follows: spindle speed
of 4,500 rpm, feed rate .§ = 404 mm/min, and cutting depth B = 0.43 mm, resulting in a predicted surface
roughness (Ra) of 0.648 um and a material removal rate of 695 mm?/min.

For citation: Qi M., Panin S.V, Stepanov D.Y., Burkov M.V., Zhang Q. Optimal milling parameters of 0.12 C-18 Cr-/0Ni-Ti stainless steel
fabricated by electron beam additive manufacturing. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and
Material Science, 2025, vol. 27, no. 4, pp. 116-130. DOI: 10.17212/1994-6309-2025-27.4-116-130. (In Russian).
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