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Annomayus. B pabome npedcmasnenvl pe3yibmanmul IKCHEPUMEHMATbHBIX UCCIe008AHUTE MOPDONO2UU CIPYICKU U Me-
XAHU3MA UBHOCA, 603HUKAIOWUX NPU (pe3eposanuu cniasa uHkouenb 625, nomyuenno2o no adoumuenol mexronozuu Electron
Beam Aadditive Manufacturing (EBAM). Obpasey 6vL1 nonyuer uz nposoIoKu Ha SKCNEPUMEHMATIbHOU YCMAHO8Ke ¢ NPUMeHe-
Huem ompabomanHvix mexHoaocuyeckux pexcumos. C ucnonb3o8anuem ammecmosanio20 AHAIUMULECKo20 000py008aHUs.
npoussedeHo UzyyeHue MUKpOCmpyKmypuvl u U3UKO-MeXaHuyeckux XapaKxmepucmux oopazya uz unkouens 0625. B kauecmee
pedicyujeco UHCmMpymMeHma Obliu UCHOIb308AHblI MEEPOOCHIABHbIE KOHYE8ble (pe3sbl, 00pabomKa 8eaach 6e3 ¢ CMA304HO-0XAa-
arcoaroweti HCUOKOCIU NO cxeme 8CMPeuHO20 ppe3eposaniis Nonepéx HanpasieHusi CUHme3d npu A0OUMUEHOM NPouU3B00Cmse.
B xo0e sxcnepumenmos omobupanu cmpysicky, KOmMopyro 3amem Uccred08dnu ¢ NPUMEHEHUEM CKAHUPYIOue20 3JIeKMPOHHO20
murpockona (COM) u obopydosarnus 011 penmeenocmpykmyprozo ananusa (PCA). Habarodenuem u aHanuzom HeuiHe2o 8uod
CMPYIICKU NPU PASTIUYHBIX YEETUYEHUSIX OMMEUEHO USMEHeHUe e€ (hopMbl U yeeluyenue Cmenenu niacmuyeckoll depopmayuu 6
3a6ucuMoCcmu Om UHmMeHcupuKrayuu pexcumos pesanusi. [loopobnoe uccredosanue na COM npupesyo6oii CmopoHbl CmpyicKu
HOKA3A7I0, YMO C NOGBIULEHUEM PENCUMOS Pe3anUsi HAOI00AemCst YCUNEHHbLIL NEPEHOC 3EPEH UHCIPYMEHMATbHO20 MAmepuald
WC na nogepxHocmos CmMpYICKU, YMO SGIAEMCsL NOKA3AMeNeM YCKOPEHHO20 USHOCA U NPENCOe8PEMEHHO20 6bIX00d U3 CIpPOsi
PedACYWUX KPOMOK 30 CHEéM pa3ynpoyHeHus Kobanbmosotl céasku. Taxce npu uzyueHuu pejrcyuyux KpoMox (hpesvbli Memooom
PCA 6vLu obnapyscenvt croicuwiti kapouo Cr23C6 u unmepmemannud NiW, komopwie npusoosim K uHmeHcUuGurayuy usHoca
pabouux niowadok gpesvl. Hzyuenue ocobennocmeil U3HOCa paboyux niowadox pexrcyuux UHCMpYyMenmos u Gopmupyemoti 6
npoyecce 06pabomKu CmpyjicKu n0360J1sem Gblpabomams peKoMeHOAYUY N0 NOBLIUEHUIO USHOCOCMOUKOCIU U ONPeOesieHUIO
PAYUOHATLHBIX PEACUMOB IKCIILYAMAYULL.

Krouesvie cnosa: EBAM, ¢dpesepoBanue, HHKOHENB 625, CTpyKKa

bnazooapnocmu: pabota BbInoNHEHA NIpU (GUHAHCOBOW mojznepkke Poccuiickoro nayunoro ¢onna, nmpoekt Ne23-79-
10166 (https://rscf.ru/en/project/23-79-10166).
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Chip morphology and wear process of the operating floor of a carbide
end mill in the treatment operation of inconel 625 alloy obtained
through EBAM additive technology
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Abstract. The paper presents the results obtained in experimental studies of chip morphology and wear process that
occur during milling of inconel 625 alloy obtained through additive technology Electron Beam Aadditive Manufacturing
(EBAM). The sample was obtained from a wire in a pilot installation using proven technological modes. The microstructure
and physical and mechanical characteristics of the inconel 625 sample were studied using certified analytical equipment.
Carbide end mills were used as a cutting tool, machining was carried out with no coolant according to the counter milling
operation across the synthesis direction in additive manufacturing. During the experiments, chipping was selected, which
was examined after that using a scanning electron microscope (SEM) and X-ray diffraction analysis (XRD) equipment.
Observation and analysis of chipping at various magnifications showed a change in its shape and an increase in the degree
of yield strain depending on the intensification of cutting modes. A detailed study with the help of SEM for the cutting side
of the facing showed that with increasing cutting modes, increased grain transfer of WC tool material to the facing surface
is observed. This is an indicator of accelerated wear and premature failure of the cutting edges due to softening of the
cobalt binding agent. Also, when studying cutting edges of the milling cutter using the XRD method, complex Cr23C6
carbide and NiW intermetallic compound were found. They contribute to increased wear on the milling cutter operating
floors. The study of the wear characteristics of the operating floors of cutting tools and facing formed within machining
operation allows making recommendations for improving wear resistance and determining rational operating modes.
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Beenenue MCTOYHHMKA HAarpeBa MCIHOJIb3YETCS JEKTPOHHBINA
My4oK. Beicokass CcTaOMIBHOCTH WHTEHCHBHOCTH
MOIIIHOCTH My4Ka MO3BOJISIET PACIIABIATH IPOBO-
JIOKY, MOJIaBaéMy1o B 30HY HarpeBa [2, 3]. TexHo-
norust EBAM mupoko npuMeHseTcsl B pa3aIndHbIX
OTpacisAX MPOMBIIUIEHHOCTH, TAKUX KaK aypOKOC-
MUYecKasi, JBUTaTejle- U aBTOMOOWJIECTPOCHUE
[4]. OmHako CJIOXXKHBIE SIBJICHHUS, BO3HUKAIOIIUE
n3-3a KOJieOaHWHW TMOJIeH TeMIiepaTypbl W, Kak
CJIE/ICTBUE, MEHSIOLIMECS YCIOBUS TEYCHUs

TexHonorus aaIuTHUBHOIO AJIEKTPO-Tyde-

BOTr0 mpoun3BoicTBa 3arotoBok (Electron beam ad-
ditive manufacturing, nanee — EBAM) u3 npoBo-
JIOKM UMEET MIHPOKOE PACTPOCTPAHEHUE CPEIU
KJIacca METOAO0B IIPSMOro NOABOAA SHEPTUU U Ma-
Tepualia M3-3a TEXHOJOTHYECKOM MPOCTOTHI pea-
nu3anuu npouecca [1]. OcHOBHOM mpUHIMIT pa-
0OTHI 3aKITIOYAECTCS B BBIPAIIMBAHUH OOPA3IIOB,
HAIpUMEpP, W3 TNPOBOJOKH, TJI€ B KayeCTBE
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pacruiaBa, CKa3bIBalOTCSl Ha HEPETYISPHOCTH MUK-
POCTPYKTYpHI, (popMmupyroueiics mpu JanbHEH-
el Kpuctau3anuu [S]. 9To NpUuBOAUT K HEU3-
0exHOMY (DOPMUPOBAHHIO AHU30TPOITUU XapaKTe-
puctuk. Bricokas TBepOCTh, HU3Kasl TEILIONPO-
BOJHOCTh U HEOAHOPOJHBbIE (PU3UKO-MEXaHUYe-
CKHE€ XapaKTEPUCTHUKH, IOJIy4aeMbI€ B IIpOLECCE
EBAM, npencTaBisitoT 3HaYUTEIbHBIE TIPOOIEMBI
JUTSL anmbHeneln o0paboTKH 3ar0TOBOK C UCIIONb-
30BaHMEM CYOTpPaKTHBHBIX METOJOB JIE3BHUHOM
00paboTKH, TaKMX KaK TOUCHHE, CBepiieHue, ppe-
3epoBanue [6, 7].

CynepcriiaBel Ha OCHOBE HUKENs o0uia-
JAI0T XOPOIIEH TEPMOCTOMKOCTHIO M, CJIEIOBa-
TEJIbHO, COXPAHSIOT BBICOKYIO MPOYHOCTH, TBEP-
JIOCTh, BA3KOCTh U KOPPO3UOHHYIO CTOMKOCTh IIPU
MOBBILIEHHBIX TemImieparypax [8, 9]. B mpouecce
00pabOTKM HHU3Kas TEIUIONPOBOJHOCTH MPUBOAUT
K TOMY, YTO TeMIlepaTypa pe3aHus MnepeaHen mo-
BepxHoctu gocturaer 1200 °C u 6omnee [10]. bo-
jee TOro, XMMHUYECKOe CPOJCTBO MaTepHalioB U
BBICOKAsl TBEPAOCTh KapOHI0B, BXOISIIMX B CO-
CTaB HUKEJIEBBIX CIUIABOB, YCUJIMBAIOT U3HOC UH-
CTpyMEHTa M BIIMAIOT Ha KaueCTBO 3aroTOBKHU
[11,12]. CynepcniaBbl Ha OCHOBE HUKEIst 0OBIYHO
00pabaTbIBalOTCA IPU CKOPOCTSIX pe3aHus He 00-
nee 50...100 M/MHH ¢ HCTIOJIb30BAaHUEM HHCTPY-
MEHTOB M3 TBEPJOTrO cIuiaBa 0e3 mokpeITus [12].
Hampumep, aBTopsr pabots! [13] mpoBenu skcrie-
pUMEHTAIbHOE HCCIE0BaHUE BBICOKOCKOPOCT-
Horo cyxoro toueHus Inconel 718 TBepaocruias-
HbIM uHcTpyMeHTOM (K20) m oOHapyxuiu, 4TO
W3HOC MHCTPYMEHTA B OCHOBHOM OBLT 00YCIIOBIJICH
abpa3uBHBIM U3HOCOM U TUIACTHYECKOH nedopma-
HUEN TPU YBEIMYEHUH CKOPOCTHU pe3anusd ¢ 40 mo
50 mM/MuH. Cueruisiomuiics cioi, 00pa3oBaHHBIN
Ha MOBEPXHOCTH MHCTPYMEHTA, IpeaoTBpaiial
abpaszuBHBIN U3HOC, HO YCHUJIMBAJ U3HOC, BHI3BaH-
HbIH 1uddy3ueit 3meMeHTOB.

[lenbto paboTHI SABJISETCS OMUCAHUE OCO-
6enHoctelt opMupoBaHUs MOP(HOIOTUH CTPYKKU
Y HaOJTIOICHUI N3HOCA PEXKYIINX KPOMOK TBEPIO-
criaBHbIX (cuctema WC—Co) koHueBbIX (pes,
BO3HHKAIOIIET0 pu (hpe3epoBaHUN CIIaBA HHKO-
Helb 625, MOJy4eHHOTO0 METOJIOM IMPOBOJOYHOM
ANEKTPOHHO-TY4YE€BON aJIMTUBHON TEXHOJIOTHUH.

MarepuaJbl 1 METOIbI

OO6pa3zern 11t MPOBEJECHUS UCCIEIOBaHUN
OBLJT OJTy4YeH 10 aJANTUBHON TexHonoruu EBAM
Ha J1abopaToOpHON ycTaHOBKE. B kadecTBe ncxo-
HOTO MaTepualia UCIOJIb30BAIM MPOBOJIOKY JAHa-
merpom 1,2 mm wmapkun OKAutrodNiCrMo-3

dbupmer ESAB (IIIBenmst). O6pazer; moiydanu Ha
JUCTE TOJNIMHOM 5 MM H3 CTAIM MapKu
12X18H10T, ciyxamum B Ka4yeCTBE MOIJIOKKH.
Pexxumbl cuHTe3a OBLTH TTOI0OpaHBI SKCIIEPUMEH-
TAIBHBIM NMYTEM C YYETOM paHee MPOBEAEHHBIX
uccienoBanuii [14]. B nanHom ciiydyae yckopsito-
niee Hamnpsbkenue cocrasisiio 30 kB, a Tok aiek-
tpoHHOro Jiydya 60 MA. CPoKyCHpOBaHHBINA Ty
nepemMeniaics no KpyroBoi pa3BepTke 1uaMeTpoM
6 MM, a CKOpPOCTh TeyaTu (IepeMenieHue croia ¢
o 10kKo#) coctapisia 300 mm/mMuH. Takum 00-
pazom, ObUT ToTy4YeH 00pa3en-3aroToBKa, u3 KoTo-
poro MmyTéM 3JIEKTPOIPO3UOHHON MPOBOJIOYHOU
pe3ku nmomydanu obpaser; 50x50x16 mm (puc. 1).

Puc. 1. O6pa3zen nmocJie 3JJeKTPOIPO3NOHHOMH pe3KH

Fig. 1. Sample after electroerosion cutting

B mpomiecce mpoBeaenust padot mo ppese-
POBAaHUIO HA PA3IUYHBIX PEXKUMAX OTOMpPAIH
CTPYKKY, U3HOILIEHHBIE (DPE3bI U UX OCKOJIKH, KO-
TOpBIE 3aTEM HUCCIICAOBAIH C IPUMEHEHUEM METO-
OB peHTreHocTpykTypHoro ananmusa (PCA) wu
CKAHMPYIOIIEH  DJIEKTPOHHOM  MHUKPOCKOIIUU
(CoOM).

Wnentudukamnus $hasz 3aroToBku U Gpe3 B
UCXOIHOM COCTOSIHMM, a TaKKe Ha MOBEPXHOCTHU
CTPY>KKH U OTPAOOTAHHBIX PEXKYIIUX KPOMKa (hpe3
BBIMNOJIHSIACH HA PEHTI€HOBCKOM JHU(paKkTOMeTpe
monenu IPOH-8H ¢upmer HIIIT «bypeBecTHuK»
(r. Cankt-IlerepOypr) ¢ HCMIOIB30BAHUEM UBITyYE-
Hus CuKoa ¢ marom 0,05 ° 1 BpeMeHeM BbLAEPKKU
20 c¢ na mar. IlosyyeHre CHUMKOB C BBICOKUM
KOHTPAcTOM U pa3pelieHrueM MPOBOIMIN Ha pacT-
POBOM 3JIEKTPOHHOM MHUKpockorie moaenn MIRA
3 LMU c¢upmer Tescan (Yexus), ocHAIIEHHBIM
MPUCTABKOM ISl SHEPTOIUCIIEPCUOHHOTO MUKPO-
anammza (EDX) ¢ 6e3a30THBIM JIE€TEKTOPOM MO/I.
Ultim MAX 40. lyist onpenienieHus MUKPOCTPYK-
Typbl, XHMMHUYECKOTO COCTaBa U  CBOWCTB
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UCXOAHOro o0pa3la MCMOIb30BAIN CTaHAAPTU30-
BaHHBIC METOAMKH MPOOOIOATOTOBKH, a TaKKe
aHaJTUTHYECKOe O00OpyIoBaHUE: MeTautorpadu-
Yyecknii MUKpockon Moenu. AxioObserver Al.m
bupmer Carl Zeiss (I'epmanus); mopTaTUBHBIN
pPEHTTeHO-(PIIyOpecleHTHbIH  aHanmu3zatop Sl
TITANSPX dupmer Bruker (CILIA); crammonap-
HbBIi MuKpoTBepaomep Durascan-10 u yHusep-
CalbHYI0 HcTbITaTeIbHy 0 MamuHy SO0ST Gupmbl
Tinius Olsen (CIIIA).

B kauecTBe pexyllero MHCTpPYMEHTa HC-
MOJIb30BATTUCH TBEPOCIUIABHBIE KOHIIEBBIE (pe3bl
Y608 12-18-74-1, npousBoactea kommnanuu OO0
«IIK MHUOH» (r. Tomck). MHCTpYyMEHTHI ObLTH

M3rOTOBJIEHHBIE M3 TBEpAOro cruiaBa mapku H10F
(= 89,4 % macc. WC, no 0,6 % macc. cMelIaHHbIX
kapounoB u okoso 10,0 % macc. Co B KauecTBe
CBSI3KM; pa3Mep 3epHa  KapOumHoW  (a3bl
0,5...0,6 MKM, mpenmen TPOYHOCTH TIPU H3THOE
~3200 MI1a, a TBEpnocTh HRA 92 6e3 mokpbITHS).

PaboTer o (ppe3epoBanmio MpOBOAMIA Ha
dpeseprom cranke mox. DMU 50 ¢upmer DMG
MORI (SInonwust) 6e3 mogaun cMa309HO-0XJIaXk1a-
folel xxuskoctu. GpezepoBaHre BBHIMOTHSIIM TO-
nepék HarpaBJIeHUs M01a4H, 3aJaHHOU ITPU MOJTY-
yeHun o0Opasiia 1o aJAuTUBHON TexHonoruu. Mc-
MOJIb30BAJIM CXEMY BCTPEYHOro (pe3epoBaHus

(puc. 2).

(pe3a

Puc. 2. CxemaTH4yeckoe n300pakeHue NnapaMeTpoB ¢pe3epoBaHusi:

a — aKCOHOMETpHUIECKast MPOEKIIHS; O — BHI CBEPXY

Fig. 2. Diagramming of milling parameters:
a — axonometric projection; b — top view

[IpunsaThIe B HacTOSIIEH paboTe PEKUMBI
dbpe3epoBanus, ykazanHele B Tabiuie 1, Obuin mo-
JYYCHbI OMBITHBIM IMYyTEM B XOJ€ IPOBEIACHUS
npenBapuTeNbHbIX paboT. OrpaHudeHueM B

BBIOOpE PEXHMMOB SBISAIACH NPEKICBPEMEHHAS
NOJIOMKa 3y0ObeB WM camMux (pe3 mpu padbote B
TeueHue nepsbix 10 c.

1. Peskumbl (ppe3epoBaHusi HHKOHEIb 625

1. Inconel 625 milling modes

Ne YacToTa BpalleHHsA CropocTs pe- MunyTsas mo- [ny6uia Iupuna pe- |  OO6BEM cpezaeMoit
3aHHA V, mada Svum, pe3aHus ¢, 3
OIBITA ¢pe3sl 1, 06/MUH 3aHus B, MM | cTpyXKu O, MM°/MUH
M/MUH MM/MHH MM

1 25 175

2 50 350

3 315 11,9 20 560

4 200 1400

6 50 350

7 630 238 80 560

8 200 1400
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OT60p CTPYKKHU B 3aBUCIMOCTH OT PEXKHU- Pe3yabTaThl 1 00cy:KIeHHE
MOB (ppe3epoBaHUs OCYIIECTBISUIN TOCTIE HACTYTI-
JICHUsI YCTAHOBHUBIIIETOCS PE3aHUs, T.C. BXOXKJE- ®a30BbIil COCTaB 00pasia, IOIyYCHHOTO
HUs BeeX 3yObeB dpesbl B oGpasew. OTO0p U3HO- no agauTuBHOM TexHosorun EBAM, mpencras-

neH Ha puc. 3. [luku qudpakuum, HabIIOAaEMBbIC
npu 43,5 °, 50,5 °, 74,5 ° u 90,5 ° Ha peHTreHo-
rpamMmme oOpaslia HHKOHENIb 625 B COCTOSIHUU J0
. dbpe3epoBaHUs COOTBETCTBYIOT KpHCTaJLIOTpadu-
HHUHU Ha peKUMax, OJIM3KHX K KPUTHYCCKHUM. YeCKUM TITOCKOCTSIM (1 1 1), (200)’ (220) " (3 1 1)
TBepaoro pactBopa y-Ni. Takum obOpazom,
v-Ni siBiisiercst 6a30Boit a3oit oOpasma.

HIEHHBIX (hpe3 UM OCKOJIKOB X pabounx 3JIeMeH-
TOB OCYIIECTBIISIIM B CIIy4ae CMEHBI pekuma 00-
paboTKH, a TaKkKe MPH MOJOMKE B XO/€ MCIIBITa-

(111)

90000

— 7] o y=Ni

3 N i

T n

560000

| ]

5 ]

[}

o] ]

m .

§ 30000

& ] (220)
.__%_j - J’L @

0 T . I ' T : T : ] L T . T ' T
20 30 40 50 60 70 80 90

2O (rpaa.)

Puc. 3. PenTrenorpamma o0pasna HHKOHeJIb 625 B cocTostHuM 10 (pe3epoBaHus

Fig. 3. X-ray image of the inconel 625 sample in the pre-milling state

®a30BbIii cocTaB peXyIIUX KPOMOK HOBOH (pe3bl mpeacrasieH asyms ¢azamu: WC u Co (puc. 4).
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Puc. 4. PeHTreHorpamMma noBepxHOCTH Pe:KYIIHX KPOMOK (ppe3sl 10 ¢pe3epoBaHus

Fig. 4. X-ray of the surface of the milling cutter edges before milling

®parMeHT MUKPOCTPYKTYpPBI U KapThl pacipese- puc. 5. Temnsle 06sacT Ha puC. 5 a, 6 ABISAIOTCA
JIEHHUs XUMHUYECKUX JIEMEHTOB B 00pa3le U3 WH- IpaHUIAMU AEHAPUTOB Y-N1, MOSBUBLIMECS TIOCIIE
KOHENb 625 B MUCXOJHOM COCTOSIHMM IIOKa3aH Ha XUMHYECKOIO TPABICHUEM.
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a)

Puc. 5. ®parMeHT MUKPOCTPYKTYPHBI 00pa3iia HHKOHeJIb 625:

a— 500x500 mxm; 6 — 50x50 MM

Fig. 5. Microstructure fragment of inconel 625 sample:
a — 500x500 microns; b — 50x50 microns

Pe3ynbrarel XMMUYECKOTO aHaiu3a MOJITBEp-
KJIAI0T COOTBETCTBUE CHHTE3UPOBAHHOTO 00pa3ia
criapy Mapku XH75MBTHO (ananor mHKOHENb
625) mo tpeboBanusM, npexbasiasiemMbiM ['OCT
5632-2014 «JlerupoBaHHbBIE HEPHKABEIOIINE CTAIN
Y CIUIaBbl KOPPO3UOHHOCTOMKHUE, KAPOCTOMKHUE U
JKaponpouHbie. Mapkmy.

Crexrp 4
=]

Mexaandeckre CBOMCTBA 3arOTOBKH HHKO-
HeNb 625 mocie UCTBITAaHUN Ha pacTsKeHue 00-
Pa3loB, BEIPE3aHHBIX MEPICHANKYISIPHO HaIpaB-
JICHUIO aJINTUBHOTO MOCIONHOTO BRIPAIIUBAHHUS,
MIpUBEJICHBI B TabIHUIIE 2.

2. HekoTopble MexaHHYeCKHe CBOIicTBAa 00pa3na U3 HHKOHeIb 625

2. Some mechanical properties of a sample made of Inconel 625

[Ipenen BBIHOCIUBOCTH
os, Mlla

[Ipenen Tekyuectu or,
MIla

OTHOCHTEIBHOE

yanuHeHue 0s, % Teépnocts HV, MIla

640 + 20 144 £ 14

56+3 200...246

Paccmorpum moapoGHee mukpodoTorpa-
¢ur 1 MOPQOJOTHIO XaPAKTEPHBIX CTPYKEK

\\
)

|
11,8 m/mun; 25 mm/mMuaa

4

(puc. 6), monmy4eHHBIX MpH (HPpe3epoOBaHUM HA Pe-
XKUMax u3 Tadi. 1.

g
MIRA3 TESCAN]

23,8 m/mun; 200 mm/Muan

Puc. 6. MukpodoTtorpadgun cTpyxex, I0OJy4eHHbIX HA PA3JTHYHBIX peskuMax Gpe3epoBaHus

Fig. 6. Micrographs of facing obtained in various milling modes
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[Tpu MaJIO CKOpPOCTH pe3anus
11,8 M/mun (n =315 06/MUH) IpU MUHYTHOM T1O-
mage 25 wmM/mmH @ (momawa  Ha  3y0
S; = 0,02 mMm/3y0) mpoumcxoguT oOpa3oBaHUE
CTPYXKKH JJIUHOH lerp = 0,3 MM, U3MepsieMoil B 10-
NEPEYHOM HAIPABJICHUU MEPICHIUKYISIPHO K
[JIaBHOM  pexyuieil kpomke 3y0a  ¢pess
(puc. 6, a). Ilo mupuHe cTpyXKa AEIUTCS HA 10-
CTaTOYHO JUIMHHBIE YacTH (berp = 4,5 MM), HO KO-
TOpBIC MEHBIIIE IMUPUHBI (hpe3epoBaHust B =7 MM

U JUIMHBI KOHTaKTa 3y0a ¢pe3sl ¢ BepTHUKAIbHON
B

(lKOHT.HOHH = sinw =109 MM)-
OTa MHUpPUHA CTPYXKKH OINPEAENSeTcs JIUHOMN
KOHTaKTa TJIaBHOW PEXYILEH KPOMKU C BEPTH-
KaJIbHOH TOBEPXHOCTBHIO  3arOTOBKU  YIJIOM
HAaKJIOHAa BUHTOBOM KaHaBKU (pe3bl @ = 40 °, Be-
JUYUHOM MOoJa4yu Ha 3y0 S: mpu HEOOJIBIION TITy-
Ooune ¢pesepoBaHus { = 1 MM, 4TO MPUBOJUT K
YMEHBIIECHUIO UPUHBI KOHTAKTa C OJJHUM 3yO0M

¢ mmpuHOH (pesepoBanus B 10 berp (puc. 7).

IOBEPXHOCTHIO

Puc. 7. Cxembl AJ1s1 onpefieJieHUs OCHOBHBIX NMapaMeT-
POB CTPYKKH

Fig. 7. Diagrams for determining the main parameters
of facing

IIpn yBenuM4eHUM MHUHYTHOH IOJA4YU 110
200 mM/muH (momada Ha 3y0 S, = 0,159 Mmm/3y0)
MpouCXonuT oOpa3oBaHue Oojee  JIIMHHOU
CTPYXKKH lerp = 1 MM, a MIMPUHA YBETUIHBACTCS
10 berp = 10 MM (puc. 6, 6). Ilo mupuHe cTpyx)Ka
HE JIeJIUTCS HA YacTH, HO HAa HEKOTOPBIX CTPYXK-
KaX MOSIBJISIIOTCA TIIyXHE TPEIIUHbI, IPE/IIECTBY-
IOI[Me pa3[ClICHUI0 CTPYKKH HAa YacTH IO

HIMpPUHE.

[Ipu yBenuyeHUU CKOPOCTH PE3aHHs 0
23,8 M/muH (n = 630 006/MHUH) TpU MaJO# MUHYT-
HOM mogade 25 MM/MuH (Toj1a4a Ha 3y0 MPU 3TOM
yMenbIaetrcsa 10 S; = 0,01 MM/3y0) mpoucxoaut
o0pa3zoBaHHe CTPYKKH IIUHOU lerp = 0,55 MM
(puc. 6, 6), uto B 1,8 paza Oomnblie, 4eM MpU TOH
e TmoJjiaye, HO ¢ MEHbIIEH CKOPOCTBhIO pe3aHus
11,8 m/mMuH (puc. 6, @). D10 ABICHUE YBEITUICHUS
JUIMHBI CTPYXKKHU MpPH YMEHBIIEHUWU TOJa4yd Ha
3y0 MOXeET ObITh OOBSICHEHO YBEIHMYECHUEM ILIa-
CTUYHOCTH 00pabaThIBa€MOT0 MaTepHajia MHKO-
Hellb 625 B 30HE pe3aHMs BCIEICTBUE yBEJIMYe-
HUS TEeMIEepaTyphl, BBI3BAHHOTO YBEIWYECHUEM
CKOpOCTH pe3aHus B 2 pasza. Ecinu npu MeHbei
CKOPOCTH pe3aHHUsl CTPY)KKa CBOpAuMBAcTCS B
TpyOOUKy (4TO 3aTPYyIHSET U3MEPECHHE €€ HCTH-
HOH JUITMHBI, HO o0yeryaeT e€ ynajeHue U3 30HbI
pe3aHusi), TO ¢ YBEIMYEHHEM CKOPOCTU PE3aHuUs
3TOTO yKe He mpoucxoaut. [lo mupune cTpyxka
uMeeT riay0oKHue TIyXue TPEUIUHBI, HO JIeNIeHue
€€ Ha OTIeJIbHBIE YaCTH €Ilé He HaOIgacTcs.

[Ipn yBenm4eHUM MHUHYTHOW TMOJA4d IO
200 MM/MUH TIpU CKOpOCTH pe3anus 23,8 M/MUH
(momaua Ha 3y0 S, = 0,08 Mm/3y0) mpoucxoaut
oOpazoBanne  Oojee  JIJIMHHOW  CTPYXXKKH
lerp = 1,55 MM, a O HIMPHUHE CTPYKKA JACIUTCA Ha
OTJIENbHBIE TOYTH OJUHAKOBBIC YACTH JUTHHOU
0,6 MM, crmabo CBs3aHHBIE MEXIy COOOMU
(puc. 6, 2). Takoe sBJICHHE MOXET BBI3BIBATH
YMEHBIIEHUE CUJIOBOI'O B3aUMOJCHCTBUS C Tie-
peaHeii moBepXHOCThIO 3y0a ¢ppe3sl. Ho yBenuue-
HUE CTPYKKH 10 JUTHHE U UCUE3HOBEHUE SIBIICHUS
e€ CKpY4YMBaHMS BBI3BIBACT yXYIIICHHE pa3Me-
HICHUS CTPY>KKHU B CTPY’KEUHOM KaHaBKe, UTO MPU
JTaTbHEHIIeM YBEIWYECHUU CKOPOCTH pe3aHus
WIM TOJa4Yd TPUBOJUT K IMAKETUPOBAHUIO
CTPY’KKH B CTPY>KE€UHOI KaHaBKe, MPUBapUBAHUIO
e€ K mepegHell MOBEPXHOCTH M BBIXOAY HMHCTPY-
MeHTa u3 cTtpos [15].

CTopoHa CTpYKKH, oOpaTHas MpHUpe3I0-
BOMW, MPEACTaBIACT COOOW THUIHMYHYIO CKJIaada-
TYI0 KapTHHY, (OPMHUPYIONIYIOCS MpPU 3HAUH-
TEeIBHON TuIacTHdeckor aedopmaruu (puc. 8).
HalGmronaercst TeHICHINS K YBETUYCHHUIO CKIIa/I-
YaTOCTH C POCTOM CKOPOCTH pe3aHHs U MOJIayu.
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a)

Puc. 8. Mukpodororpaguu COM cTpyXKKHU:

a — o0pa3oBaHue CKIaaYaThiX CTPYKTyp; 0 — popMUpOBaHHE U Pa3BUTHE MArHCTPAILHOM TPEIMHEI

Fig. 8. Micrographs of SEM facing:

a — formation of folded structures; b — formation and development of the main crack

IIpu paccMOTpeHUHM MOBEPXHOCTEH CTPYXEK Ha
COM c npumenenrem EDX nipu Gosibmux yBeu-
YEHHSIX Ha MPHUPE3NOBOI CTOpOoHE ObUTH OOHApY-
JKEHBI YJaCcTKH C cojiepkanuem 3epen WC, BHeI-
pEHHBIX B MOBepxHOCTH (puc. 9). C yBennueHrueM
PEXKUMOB (pe3epoBaHUs Ha MOBEPXHOCTH CTPY-
KEeK OOHApY>KMBAIOTCS JIOCTaTOYHO KpYIIHBIE

— o
100pm

a)

BKIt04YeHus (10 120 MkM 1 Oosiee) yacTUIl HHCTPY-
MEHTAJIFHOTO MaTepHaia. JTO KOCBEHHO YKa3bl-
BACT Ha aA€3MOHHO-YCTAJTOCTHON MU3HOC, PU KO-
TOPOM BBICOKHE TEMIIEPaTypbl W HAaNpsLKCHHS
IPUBOJAT K Pa3ypOYHEHHIO KOOATbTOBOW CBSI3KU
u iepeHocy 3épen WC.

— e
100pm

0)

Puc. 9. Mukpodortorpagun COM n EDX npupe3noBoii NoBepXHOCTH CTPY:KKH IPH CKOPOCTH pe3aHus 23,8 M/MHUH n

noaaye 80 mm/muH (@) u 200 mm/MuH 1 nogave 200 mm/muH (0)

Fig. 9. SEM and EDX micrographs of the chip cutting surface at a cutting speed of 23,8 m/min and a feed of 80 mm/min

(a) and 200 mm/min and a feed of 200 mm/min (b)

PCA pexymmx kpoMok ¢pe3bl mocie gppe-
3epOBaHMS IMOKa3aJl, 9TO KPOME HCXOJHBIX a3
WC u Co onu comepxar ¢asbl, GOPMHUPYIOIIHAECS
B PE3yJbTaTe TEPMOMEXaHUYECKOTO B3aUMOJCH-
CTBHSI XUMHUYECKHX JJIEMEHTOB  (pe3bl ¢

3JIEMEHTaMH 3arOTOBKH MHKOHENSA 625. O1u a3bl
BKJIIOYAIOT B ce0st crnoxkHbIi kKapouy Cr23Ce 1 MH-
tepmetauun NiW (puc. 10, @), a Takke 6ombI10€
CKOIUJICHHE HAJMIIIICH CTPYXKKH Ha pabovue Iio-
maaku ¢pessl (puc. 10, 6, ).
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Puc. 10. Pentrenorpamma (@) u mukpodgortorpaguu COM (0, 6) pexkymiux KpoMok ¢pe3bl nocie ¢ppesepoBaHus

Fig. 10. X-ray (a) and SEM micrographs (b, c) of the cutting edges of the milling cutter after milling

Jlnst uccrienoBaHUil BO3MOXHBIX CTPYK- IIPY Pa3IMYHBIX CKOPOCTAX pe3aHus U mojayax, a
TypHO-()a30BBIX MIPEBpAIICHUI 00pabaThIBaEMOT0 Takke o0o0paboTaHHON TOBEPXHOCTH 0OOpasma
MaTepHaia IpH BEICOKUX TeMIeparypax u aedop- (puc. 11).

Manusax npooauiii PCA cTpyXKH, MOTy4eHHOMN
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Puc. 11. PenTreHorpamMmbI:
1 — naKOHENH 625 mocne ¢peseposanus, 23,8 M/mMuH, 200 MM/MuUH; 2 — CTpyKKa, monydeHHas mpu 11,8 m/mun, 200 MM/MUH;
3 — cTpy*XKa, noxy4enHas mpu 11,8 m/mMuH, 25 MM/MuH

11. X-ray images:
1 —inconel 625 after milling, 23,8 m/min, 200 mm/min; 2 — chipping obtained at 11,8 m/min, 200 mm/min; 3 — chipping obtained
at 11,8 m/min, 25 mm/min
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Ha nmoBepxHocTu 3arotoBku nocie ¢pese-
pOBaHMS U B CTPY’KKAX, MOJTYUYEHHBIX MPU PEKU-
Mmax 2 u 3 (puc. 11) meromom PCA He Ob110 00Ha-
pyXkeHo ¢GopMHpOBaHUSA HOBBIX (pa3 1Mo cpaBHe-
HUIO C UCXOJHBIM COCTOSIHHEM Iepe] (pe3epoBa-
HueM (puc. 3). OOpaman Ha ce0si BHUMaHHUE TOT
¢dakT, 9T0 peHTreHorpaguyeckas TeKCTypa, 00y-
CJIOBJICHHAsI TEKCTYypOil BCIEACTBUE POCTa JCHJ-
pUTOB, HAOIIOAaeMasi B COCTOSIHHE 110 hpe3epoBa-
Hus (puc. 3) ¥ XapakTepHas Ui aIIuTUBHO BbIpa-
IICHHBIX HUKENEBBIX CIIaBOB [16], BbIpaxkaromia-
sicsi B TIPENIMOYTUTETHPHON OPUEHTAIIMH TUIOCKO-
creit (111) y-Ni, Ha oOpabGoTaHHBIX (pe3epoBa-
HUEM MOBEPXHOCTU U B CTPYKKE 3aMETHO YMEHb-
maetcs (puc. 11).

TpaguimonHo, MeXaHW3Mbl W3HOCA WH-
CTpyMEHTa W3 TBEPIOTO CIUIaBa 0e3 MOKPBITHUS
pu 00pabOTKE HUKEJIEBBIX CIIABOB 00CYK/IAIOT B
TEPMHHAX TPeX BUAOB M3HOCA: aOpa3uBHOIO, aj-
Te3MOHHOTO M OKUCIUTENIbHOTO [17].

[Tpy HU3KOCKOPOCTHOM pe3aHUU adpa3uB-
HBII U3HOC SIBJISIETCS OCHOBHBIM MEXaHU3MOM H3-
HAIIMBAHWSI WHCTPYMEHTA, TOCKOJIBKY TeMIepa-
Typa pe3aHus Mpu Hell OTHOCHUTENIbHO HU3Kas U
JIpyrue MeXaHU3MbI H3HOCA HE BO3HUKAIOT UJIU SIB-
JSI0TCS He3HAUUTeIbHbIMU. KaHaBku, mapaniens-
HBIC HAIIPABJICHUIO IIOTOKA CTPYKKH HA MepeIHen
U OOKOBOW TMOBEPXHOCTU PEKYIIEro HHCTPY-
MEHTa, ONPEACIAIOT MOP(HOJIOTHIO MEXaHU3Ma a0-
pasuBHorO M3HOCca [18]. Panee coobmianock, 4To
MeXaHHU3M abpa3MBHOIO M3HOCA YacTO HaOIroAa-
eTcst mpu 00paboTKe CyIepCIuIaBOB HA OCHOBE HU-
ket [19]. DToT u3HOC BBI3BIBAECTCS TBEPIBIMU Ya-
ctunamu (kapobunamu u okcuaamu) B Inconel 625,
co3/1aBas psiJi KaHABOK (1[aparuH) Ha MOBEPXHOCTU
uHcTpyMeHTa. [logo6HO MexaHu3My H3HOCa Tie-
penHel MoBepXHOCTH, a0pa3UBHBIN U3HOC 3aHEH
MOBEPXHOCTU BBI3BIBACTCSI CHJIBHBIM TpPEHUEM
MEXIy TBEPIbIMH YacTUIAMU C 00OpaboTaHHOMH
noBepxHOCTU. OTHOBPEMEHHO C 3THUM, BBICOKO-
TEMIIEpAaTyPHbI OKUCIUTENBbHBIA HM3HOC MOXKET
CHI)KATh MPOU3BOJUTENILHOCTh MaTepHuaia HH-
CTPYMEHTA U yCyTyOJsiTh aOpa3uBHBIN U3HOC WH-
CTpyMEHTA.

AJIr€3MOHHBIN H3HOC UMEET MECTO, KOTaa
BBICOKOE JaBJICHUE U TOBBINICHHAS TEMIEpaTypa
Ha TpaHUIIE pa3jiena HHCTPYMEHT-CTPYKKa Ha Tie-
peAHel MOBEPXHOCTH BBI3BIBAIOT MJIACTUYECKYIO
nedhopmaruio 1 GOPMHUPYIOT HOBBIE TTOBEPXHOCTH.
ATOMBI JIByX TMOBEPXHOCTEH aICOpOUPYIOTCS U

00BEIMHSAIOTCS APYT C JIPYyroMm, o0Opasysi TOUKY
cueruieHus. Touka cueneHus Ha ABYX MOBEPXHO-
CTSIX TPEHUs HapylIaeTcsl OTHOCUTENIbHBIM JIBH-
KEHUEM WHCTPYMEHTAa M 3arOTOBKU. 3€PHO WIH
rpymma 3epeH CIBUTACTCSI UM BBITSATUBACTCS JIPY-
TrO¥ CTOPOHOM U IPUBOJAUT K M3HOCY U3-3a CLECII-
nenus. Ilo cmoBam AcTaxoBa, ITacTHYECKas Ae-
dopMarusi pexyIiero HHCTpyMEeHTa MPOUCXOIUT
u3-3a AepopMaluu MOJI3YYECTH MpPHU BBICOKOU
temneparype [20], u 3Ta uiactudeckas aedopma-
1usi OOJIbIIe B KOOAIBTOBOWM CBSI3KE, MOCKOIBKY
OHA HE BBIICP)KUBACT BBICOKHE TEMITEPATYPHI MOJI-
3ydecTtH [21]. Pa3msiruenne ko0aabTOBOM CBS3KH
BBI3BIBACT OTPHIB 3€peH KapOuaa BoJibppama H3
TBEPAOCIUIABHOTO HMHCTpyMeHTa. Hamuuue sie-
meHTOB W, Co, Ni u Cr B Ipupe310Boii MOBEPXHO-
CTH cTpYyXKku (puc. 9), mosiBlieHHe HOBBIX (a3 B
Busie Cr23Ce 1 N1W Ha pexxymux KpoMkax (Gpess
WC-Co nocne ¢pesepoBanus (puc. 10) mokasbl-
BAaeT, YTO IPOLIECC PE3aHMs COMPOBOXKIACTCS all-
Te3MOHHBIM B3aMMOJICHCTBHEM MEXIY SJICMEH-
TaMU MaTepuajla 3aroTOBKM HHKOHENnd 625 u
CTPYKTYPHBIMH JJIEMEHTaMU MaTepHalia pPexy-
[IeT0 UHCTPYMEHTA. 3epHO WM TPYIINa 3epeH pe-
KYILEro MHCTPYMEHTa IepeMeliaeTcs Mmoja Aei-
CTBUEM CHJIbI CLIETIJICHUS, YTO 3HAYUTEIBHO BIIH-
sIeT Ha TIPOYHOCTH PEXKYIIeH KPOMKH U TTPUBOTUT
K ee rmojoMke. Takum o0pa3oM, mapameTpsl pesa-
HUS CIIeAyeT BBIOMPATH TIIATEIBHO, YTOOBI CHH-
3UTh aAr€3MOHHEIN N3HOC.

OxuCIUTENbHBIN W3HOC BO3HHUKAET
0OBIYHO B TOM Cllydae, KOTJia B IIpOoIecce pe3aHus
30Ha KOHTAKTa UMEET CHIIbLHOE TPEHHE (BBICOKHIA
KO3 QUIMEHT TpeHus) U TeHEepUpyeT OObIIoe
KOJIMYECTBO Teruia. Huskas TemaonpoBOTHOCTH
Inconel 625 npuBOIUT K BBICOKOM TeMIEpaType B
nape «MHCTpyMeHT — cTpyxka». Co u WC B TBep-
JOCTIJIaBHOM MHCTpyMeHTe pearupytot ¢ Oz B BO3-
nyxe, oopasyst okcunsl (Takue kak CoO, WOs u
C0304), KOTOpBIE CHIXKAIOT MPOU3BOAUTEIBLHOCTD
MHCTPYMEHTa U BBI3BIBAIOT €ro u3HOC [22]. AHa-
nu3 sHepreruueckoro crnekrpa EDX He oOHapy-
KU Hanmnuus kuciopoza (puc. 9), a PCA ne 00-
HApY XKW KHCIOpoAcoAep ) amux (a3 Ha pexy-
X KpoMkax (pessl mocie ¢ppe3epoBanus (puc.
10), 4TO CBHAETEIBCTBYET O HECYLIECTBEHHOMN
pOJIM OKHUCIUTENLHOTO MEXaHW3Ma M3HOca MaTe-
puana pexyuero HHCTpyMeHTa B HACTOSIIEM HC-
CJIETOBaHUH.
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3akJaroueHue

B mpomecce wu3ydenus mopdonoruu
CTPY’KKHM M M3HOCA pabouuX IUIOIMIAZOK TBEPIO-
CIJIAaBHOM KOHIIEBOW (pe3bl OBUIM OMpeIeICHBI
JOMUHUPYIOIIUNA MEXaHU3M aJre3MOHHO-yCTa-
JIOCTHOTO M3HOCA, & TaK)Ke HOBBIE (a3bl, 00pa3y-
IOLIUECS B MPOIIECCE pe3aHMsl B BUJE€ HAJUIIOB Ha
MOBEPXHOCTh MHCTPYMEHTa. METOJIOM peHTTeHO-
CTPYKTYPHOTO aHaJln3a MOKa3aHO, YTO OAHO3HAY-
Hoe nosiBieHne HOBbIX (a3 (Cr23Ceu NiW) B x011€
bpe3epoBaHus XapaKTEPHO TOIBKO IS PEXYIIUX
kpomok ¢pe3st WC-Co. Ha ¢dpezepoBannoii mo-
BEPXHOCTH U B CTPYKKax 00pabaThIBAEMOTO MaTe-
puana nHKoHeNs 625 peHTreHOCTPYKTYPHBIN aHa-
a3 (PUKCUPYET TOJIBKO CTPYKTYPHBIC U3MEHEHUS
(6e3 mosiBIIeHUs HOBBIX (ha3), TaKME KaK yMEHBIIIe-
HHUE pEeHTTeHOrpauvIecKoil TEKCTYpbI, YIIUPEHHUE
MIUKOB, XapaKTepHbIE Ui TMPOLECCOB CUIbHON
MJIACTHYECKOM nedopManuu.
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	Окислительный износ возникает обычно в том случае, когда в процессе резания зона контакта имеет сильное трение (высокий коэффициент трения) и генерирует большое количество тепла. Низкая теплопроводность Inconel 625 приводит к высокой температуре в пар...

