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AHHOTANUA

BBenenne. CritaBbl Ha OCHOBE HHKelsl, HanpuMmep Inconel 625, mupoko BocTpeGOBaHbI Oarofapsi BHICOKOIT
JKapOIMPOYHOCTH U KOPPO3UOHHOIT cToiikocTr. OHaKO HX 00paboTKa pe3aHHeM OCIOKHACTCS HU3KOW TeIIOpOBO-
JIHOCTBIO MaTepHaa, CKIOHHOCTBIO K YHPOYHEHUIO H YCKOPEHHOMY H3HOCY HHCTPYMEHTA. AJIUTHBHBIC TEXHOIO-
THH TI03BOJIAIOT HOJTYYHTh 3arOTOBKH, ONM3KHE K OKOHYATEIbHON (hopme, HO 00pabaThIBAGMOCTh TaKUX MaTepua-
JIOB M3y4eHa HEJ0CTATOYHO, OCOOCHHO C Y4ETOM aHM30TPOINH CBOICTB, BBI3BAHHON YCIOBHSAMH CHHTE3a. B cBs3n
C 9THM HUCCIIE/IOBAaHUE CHJI Pe3aHnst, 00bICHEHHE MOP(OIIOTHH CTPYKKH M ONHCAHUE IPUYMH U3HOCA MHCTPYMEHTA
npu dpesepoBanuu aguTHBHOrO Inconel 625 sBrsiercs akTyanbHOH 3agadeil. MeToasl U o6opyroBanue. Obpas-
LI [IOJIYYCHBI METOIOM DJIEKTPOHHO-TYy4YEBOr0 aaauTHBHOrO mpom3BoacTea (EBAM) u3 npoBonoku Inconel 625.
DpesepoBaHne MPOBOAUIOCH TBEPAOCIUIABHBIMU KOHIIEBBIME (ppe3amu Oe3 mokpbITHs. Perncrparms cun pesanus
BBINOJIHAIACH C TTOMOIIBIO TPEXKOMITOHEHTHOro JuHamomerpa Kistler 9257BA. Mukpoctpykrypa, Mopdonorus
CTPYKKH M M3HOC HHCTPYMEHTA HCCIIEJOBAIN METOJAMH CKaHUPYIOLIEH 37eKTPOHHOH MUKPOCKOIHHU C MPUMEHe-
HHMEM SHEpProJMCIIEPCHOHHOIO aHalu3a M MyTEM PEHTICHOCTPYKTYPHOTO aHanu3a. Pe3yiabTarhl m obcyxaeHue.
YCTaHOBIIEHO, YTO TIPU BCTPEYHOM (DPE3epPOBAHNH CUIIbI PE3aHMsI TMHEHHO BO3PACTAIOT C yBEINYCHUEM MHUHYTHO
nonaun. CKkopocTh pe3anust 23,8 M/MUH CHIKACT CHIIBI Pe3aHus B CpaBHEHUH ¢ 11,9 M/MUH, HO IPUBOIHT K POCTY
JUIMHBI CTPYKKH M yXYJIICHHIO e¢ ynaneHus. BoisBlieHa aHU30Tponus oOpabaThiBaEMOCTH: CUIIbI PE3aHHs BIONb
HAITpaBJICHHs CHHTE3a MPEBBIIIAIOT COOTBETCTBYIONINE 3HAYCHUS MPH (PPe3epOBaHUH TOMEPEK, YTO KOPpPEIUpyeT
¢ Goree BBICOKHM MPEIEIOM TEKy4eCTH B MPOJOIBHOM HAIpaBieHHWH. [[THHA CTPYKKH YBEIHIMBACTCS C POCTOM
MOJIa41 ¥ CKOPOCTH pe3aHus, JocTuras 1,55 MM Ipy MaKCHMAJbHBIX PEKUMAX, IPU 3TOM CTPY)KKA TEPSACT CKPYUCH-
HOCTb M MOKPBIBACTCS TPEIMHAMH. JIOMHHUPYIOIIMM MEXaHM3MOM H3HOCA SIBJISCTCS aAre3MOHHO-YCTaJOCTHBIM,
MOATBEPKAEHHBIH HAJTMYUEM Ha MPUPE3LOBON MOBEPXHOCTU CTPyk KM 4acTh WC 1 00pa3oBaHHEM Ha PEXyLIHX
kpomkax (a3 Cr,,C, n NiW. OKUCIUTENbHBIN H3HOC HE UTPAET CYIIECTBEHHOH posl. PeHTreHoCTpyKTypHBIH aHa-
JIM3 TTOKA3aJl CHIDKEHHE HCXOHON KPUCTAIIOrpahuueckoil TEKCTYPHI B CTPYIKKE U Ha 00pabOTaHHO! MOBEPXHOCTH,
a TaKKe YIIMPEHHE THKOB, CBH/CTEIBCTBYIOIICE O CHIBHOI MIaCTHUeCKOi aedopManun. Borodst. OnpeneneHsl
paloHaIbHbIe PeKUMBI PpesepoBanus (ckopocth pesanus ot 11,9 mo 23,8 M/mMuH, nogaua He 6oee 200 MM/MHH,
n1yOuHa pe3aHus 10 | MM, IHpHHA pe3aHns 10 7 MM), obecrednBaroiue paboTocnocobHoCTh HHCTpyMeHTa. [Ipe-
BBIIICHHE oAy 250 MM/MHH TPUBOJHUT K KaTacTPOMHUYESCKOMY PaspyLICHHIO PeXyLIHX KpoMmok. [lomyueHHbie
Ppe3ysbTaThl MOTYT OBITh HCIOJIB30BAHBI UL Pa3pabOTKH TEXHOJIOIMUYECKUX PEKOMEH/IALMI IO CyOTpaKTUBHOI 00-
pabotke neraneil u3 agauTuBHOro Inconel 625 EBAM.
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Beenenne

OcHOBHOE TIPUMEHEHHE HHKEIIEBOTO CIIIaBa
Inconel 625 B arpeccuBHBIX cpenax OOYCIOBICHO
€r0 YHHUKAJIbHOH CIOCOOHOCTHIO TPOTHBOCTOSTH
KOMITJIEKCY pa3pyliarommx (HakropoB, K KOTOPHIM
OTHOCSITCSI KOPPO3USsl, YCTANIOCTh (B TOM YHCJIE BbI-
3BaHHAS TEIUIOCMEHOW), ApO3Us M TIOI3Y4YecCTh,
MpUYeM MaTepual COXpaHseT 3T CBOWCTBA JaXKe



TECHNOLOGY

B YCJIOBUSX SKCTPEMAJILHOTO TEMIIEPATypHOTO BO3-
nevctBus. [1]. CriaBbl Ha OCHOBE HHUKEIS CUMTA-
IOTCSI CIIOKHBIMHU JJISI MEXaHUYECKOM 00pabOTKH.
OHU MMEIOT TEHJCHLMIO K YINPOYHEHHIO, HU3KYIO
TEIUIONPOBOIHOCTb, BBICOKYIO KapOIIPOYHOCTD,
a TBep/ble a0pa3suBHBIEC YACTULIBI B UX MUKPOCTPYK-
Type YCKOPSIIOT M3HOC DPEXYIIUX KpOMOK [2—4].
Bo Bpems pesaHus npu B3aMMOACHCTBUU MEXKIY
MHCTPYMEHTOM W 3aroTOBKOW BO3HHUKAIOT CHJIb-
HBIE TUTACTHYECKUE edopMaluy 3aroTOBKH, KOTO-
pble yCyryOJIslFOTCS HU3KOH TEeIUIONpPOBOIHOCTBIO
Marepuana, Co3JaBas BBICOKME CHJIbl pE3aHUs
U TeMmieparypy. Takue Cuiibl U TEIUIOBBIE Harpys-
KU NpU PE3aHUU BBI3BIBAIOT OBICTPbHII M3HOC HH-
CTpPyMEHTa M CHIXKAIOT 3PPEKTUBHOCTH 00pabOTKH
Matepuana [ 5, 6].

VYKa3aHHbIE BBIIIE CIUIaBbl IIMPOKO BOCTpE-
OoBaHbl Onarofapsi CBOMM YHHKAJIBHBIM OKCILTY-
aTalMOHHBIM CBOMCTBaM. biarogapst BBICOKOH
TEPMOCTOMKOCTH OHU IPUMEHSIOTCS B YCJIOBUSAX
KPUTHYECKHU BBICOKUX TeMIIepaTyp mnpu padore, Ha-
IpUMep, aBUALMOHHBIX JBurareiel. OgHako Bo-
npockl 00paboTKKM pe3aHueM i (pOpMUPOBAHHS
OKOHYATEJIbHBIX pPa3MEpPOB, TOUHOCTH U IIEPOXO-
BaTOCTU IIOBEPXHOCTEH SBJISAIOTCS aKTyaJbHBIMU
U B HAcTofIlEe BPEMs, OCOOEHHO B CBSI3U C IOSIB-
JIEHMEM HOBBIX INPHUHIUIIOB MOJYYEHUS 3arOTOBOK
(pOTOTHUIIOB) U3 KAapOIPOYHBIX CIlIaBoB. PaccMmo-
TpUM TOApOOHEEe pe3ynbTaThl HMCCIEAOBAaHUH (-
dexTHBHOCTH 00pabOTKH CIVIABOB HA OCHOBE HUKE-
7151, IOJYYEHHBIX KaK TPAAULIMOHHBIMU cIIocO0aMu,
TaK U MOCPEJCTBOM a/IIUTUBHBIX TEXHOJIOTUH.

B paborax [7, 8] Obuto mccnemnoBaHo (pese-
poBanue Inconel 625 ¢ nmpumeHeHHEM B KauecTBe
cMazouHo-oxJaxaaroniet xkuakoctu (COXK) cme-
cu OuopaszinaraeMplx Macel, a UMEHHO KacTOpPOBO-
ro ¥ COEBOI0 Macjia B COOTHomeHuu 1:1, ¢ MuHHU-
ManbHbIM KosimuecTBoM COX (MQL-texHomorus).
ABTOpBI HCIIOJIB30BAJIM MOJAEIUPOBAHUE JJIS TPEX
pa3IMYHBIX yCIOBHHA 00paOOTKH, BKIIOYAS CYXYIO
00paboTky, MuHMManbHBIN oTok COX 1 ogHOBpe-
MEHHOE€ paclbuieHne MuHuManbHou cMmecu COX
BMECTE C KUAKUM JIMOKCUAOM YITIEPOJA U a30TOM.
Pesynprarel nokasanu, 4TO KPUOI€HHOE OXJIAXJIe-
HUE BMECTE CO CMEChIO OMOpa3IaraeMblXx MaTepu-
ajoB oOecreurBaeT HAWIy4dlllue pe3yJbTarbl MpU
IPOYUX YCIOBUSIX.

B uccnenoBanuu [9] ocHOBHOE BHHUMaHUE yjie-
JSeTCSl ONTHMU3ALMU YCIOBUM pPE3aHUS U 4HC-
JIEHHOMY aHaju3y H3HOCa IO 3aJHEW MOBEPXHO-
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ctu npu (pe3epoBaHuu cymepcruiaBa Inconel 625
C HUCITI0JIb30BaHUEM TBEPAOCIIIIABHBIX IIJIACTHH C I10-
kpeitueMm PVD AITIN u CVD TiCN/AI203/TiN.
DOKCHepuMeHThl 10 (ppe3epoBaHHIO TPOBOAMIHCH
Ha BEpTUKAJIbHOM 00pabaThIBAIOIIEM LIEHTPE C YHC-
JIOBBIM IIporpaMMHbIM yrpasienueMm (YIIY) B co-
OTBETCTBHHU C OPTOTOHAJIBHBIM MaccuBoM Taguchi.
MogenupoBaHue H3HOCAa HHCTPYMEHTA METOAOM
KOHEYHBIX 3JIEMEHTOB BBINOJHSIOCH C MCIIOJIB30-
BaHueM InporpammHoro obecneuenus: Deform 3D.
Jlia ompeneneHus: BIUSHUS YCIOBUH (pe3epoBa-
HUS Ha W3HOC MO 3aJJHEH MOBEPXHOCTH MPUMEHSI-
Csl IMCIIEPCUOHHBINA aHanu3. Pe3ynbraTel mokasanu,
YTO CKOPOCTH I10/1auH SIBJISIETCSI HAauOoJee BaXKHBIM
IapamMeTpoM, BIHUSIOLIMM Ha M3HOC. [l OleHKH
pe3yabTaToOB SKCIEPUMEHTOB MCIIOJIB30BAJICS JIU-
HEWHBIN U KBAJIPaTUYHbBINA PErPECCUOHHBIA aHAJIM3.
Pesynprarel perpeccHOHHOrO aHajv3a I0Ka3alu,
YTO OLIEHOYHBIE 3HAYEHMsI U3HOCA, PACCUMTAHHbIE
C IOMOIIbIO MOJIENM KBaJpaTU4YHON pErpeccui,
Obun Oornee A(P(PEKTUBHBIMU IO CPABHEHUIO C MO-
NeNbl0  JIMHEWHOW perpeccuu. CTaTUCTHYECKUN
aHanmu3 mokasai, uyto meron Taguchi mMoxer OBITH
WCIIOJIb30BaH JUIsl ONTUMU3AIMK [TapaMETPOB pe3a-
Hus ipu ppesepoBanmu Inconel 625.

K nmpumepy, ocHoBHas 1enb padbots! [10] — am-
MUPUYECKH YCTAHOBHUTh M CTATUCTUYECKH OLICHUTH
BIMSIHUE PEXUMOB (pe3epoBaHUsl Ha LIEPOXOBa-
TOCTb ITIOBEPXHOCTH Ra U U3HOC 110 33/THEH ITOBEPX-
HoCTH 11pH Pppezepoanuu Inconel 625. Pe3ynbrars
MOKa3bIBAIOT, YTO OoJiee BBICOKHHA KOAPPHUIMEHT
KOpPEJISLIUY MTOJyY€eH € MOMOLIbI0 MOJIEIH KBaJpa-
TUYHOU perpeccuu co 3HaueHueM 0,97 xak s Ra,
TaK U Juisd u3Hoca. Pe3ynbrarel NpoBEepKH Impekpac-
HO COMIACYIOTCSI C SKCIIEPUMEHTAIbHBIMU JAHHBIMU
OTHOCHUTEJIbHO IIIEPOXOBAaTOCTU IOBEPXHOCTU Ra
1 U3HOCA UHCTPYMEHTA.

Jletanu, nojydyaeMmble aJAUTUBHBIM CIIOCO-
060M, MOTYT OBITh M3TOTOBJIEHHI B (hopme, OIU3KOM
K OKOHYATEJIbHOM, U 0OBIYHO JTOJIKHBI IPOUTHU TOJIb-
KO (puHUIIHBIE omepayu s oOecreueHus! IOIy-
CKOB U IIIEPOXOBATOCTH MOBEpPXHOCTH. [lockombky
KApOIPOUHbIE CYIEPCIUIaBbl OCOOEHHO TPYAHO
00pabareIBaTh, TO TEXHOJOTHH AJTUTHBHOTO TPO-
W3BOZCTBA JIJISl U3TOTOBIICHUS 3aTOTOBOK IIPEJICTaB-
Ts110T OoubIoN nHTepec. OHAKO JETalIU, U3TOTOB-
JICHHBIE AJJUTHBHBIM CHOCOOOM, I€MOHCTPUPYIOT
UHBIE CBOWMCTBA, YEM HX AHAJIOIH, U3TOTOBJIECHHbIE
TPaJAMLIMOHHBIM CIIOCOOOM, BKJIIOYASl PA3IUYUSL
B 00pabarbIBa€MOCTH B 3aBUCUMOCTH OT HaIlpaBiie-
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HUs cUHTEe3a. MojenupoBaHue CUIIbl pe3aHus s
MaTepHUaIoB, U3TOTOBIEHHBIX AJJUTUBHBIM CIOCO-
O0M, TOJDKHO OBITH pa3paboTaHO JUIsl MPAaBUIIBHOTO
BbIOOpa crparernu oOpaOOTKM M HapaMeTpoB pe-
3anus. B pabore [11] npennaraercs MexaHucTHye-
CKasi MOJIEJIb JIJIs1 IPOTHO3UPOBAHUS CUJIBI pE3aHUsL.
[TpoBepka BBIXOIHBIX TaHHBIX MOJAETH IS TONIIHU-
HBI Cpe3a U IUIOLIAIX HOMEPEYHOro ceueHus Oblia
BBINIOJIHEHA ¢ ucnosb3zoBanueM 3D-CAD mopeneit
cpe3a. bplio npoBeneHo yriryOieHHOe 3KCIIepUMeH-
TaJbHOE TECTUPOBaHME JIsi cOOpa AAHHBIX O CHJIE
JUIsL Lened MozenupoBaHusi U oueHku. [Ipoananu-
3UpoBaHbl 3(PPEKTHl MOJaYM, CKOPOCTU pEe3aHUs,
CTpaTeruyd CKaHUPOBAHUS U OPUEHTALIMH PEXKYILETO
KJIMHA OTHOCUTENBHO 3arotoBku. ComocraBieHue
pe3yJIbTaToOB MOJEIIMPOBAHUS C COOpAaHHBIMHU JKC-
MEPUMEHTAIBHBIMA JaHHBIMU TIOKA3aJI0 XOPOIee
COOTBETCTBUE PE3YJIBTATOB MOJEINPOBAHUSA U JKC-
NEPUMEHTA, YTO MOATBEPKIAET OOOCHOBAHHOCTD
NPEJIOKEHHON MEXaHUCTHUECKON MOJeNn Ui 00-
paboOTKM MaTepuanoB, MOMYyYEHHBIX aJJAUTUBHBIM
CIOCOOOM.

B pabGore [12] ommchiBaeTcs aHANIUTUYECKas
MOJIEJIb CUJIBI pe3aHusl, MOIXOASIAs TaKXKe AJIs Jie-
TaJiel, U3TOTOBJIEHHBIX C MOMOIIBIO AJUTUBHOIO
MPOU3BOJICTBA, KOTOpas YYUTHIBAET HAJIU4HUE pe-
JKUMOB pe3aHusl ¢ MpeoliiaJaHueM CIBUTOBBIX Ha-
npsokeHuil. [Iponenypa yTOUHEHUS MOAENIH CHUIIbI
pe3anus Obliia onpe/esieHa U MPUMEHEHa Ty TeM BbI-
MOJTHEHUS SKCIEPUMEHTAIbHON paboThl Ha 00pas3-
nax Inconel 625, nzroronennsix LaserCUSING™.
Mopenb Obl1a yCIIENIHO CIOIb30BaHa AJIsl IPOrHO-
3UPOBAHMS TOTO, KaK CUJIa PE3aHUs BIUSET HA M3-
MEHEHHE apaMeTpoB 00pabOTaHHOM MOBEPXHOCTH
(1IepoxoBaToCTh, MUKPOTBEPAOCTD U JIP.).

B uccnenosanuu [13] BeimoaHEHa OLEHKA pas3-
JIUYHBIX MAPOK TBEPAOIO CILIABA, CKOPOCTH pe3aHusl
U 10J1auu Ha 3y0 JUIsl OTpeIeTICHUs PAllHOHATBHBIX
ycioBui TopueBoro ¢pesepoanus Inconel 625.
XapaKTepUCTUKHU CTOMKOCTH PEXYIIUX UHCTPYMEH-
TOB M MEXaHHM3Mbl U3HOCA OBUIH MPOAHATU3UPOBA-
Hbl HA OCHOBE PE3YJbTaTOB MCHBITAHUM C UCIOJIb-
30BaHUEM (pe3bl C TBEPAOCIIABHBIMHU PEKYITUMU
wiactuHaMu. OCHOBHBIE Pe3yNbTaThl MOKA3bIBAIOT,
YTO MEXaHU3MBbl U3HOCAa MHCTPYMEHTa Ipu (pese-
poBanuu Inconel 625 aHalIOrMYHBI T€M, KOTOpPHIE
HaOMI0AAI0TCS B IPYTHX CYIEpCIUIaBaXx Ha OCHOBE
HUKeJs, Takux Kak 718 u 713. OgHako CKOpoCThb U3-
HOCA HMKE, U UMEIOTCS CBHUJIETENIBCTBA BO3ZHUKHO-
BEHUS OKUCIIUTEIBHOIO U3HOCA.

OBPABOTKA METAJIJIOB

74 Tom 28 Ne 2 2026

TEXHOJIOI'UA

B uccnenosanuu [14] unctoBas o0paboTka npu
(bpe3epoBaHUU paccMaTPUBAETCS KaK IOCTOOPabOT-
Ka JUIsl JIy4ILE€HUs IOBEPXHOCTHBIX, MEXaHUYECKUX
U U3HOCOCTOMKHUX CBOWCTB 00pa3lLlOB, M3OTOBIIEH-
HbIX MerogoM SLM. DTo uccnenoBaHue MOKa3bl-
BaeT, 4YTO IIOBEPXHOCTHBIE M IOANOBEPXHOCTHbHIE
XapaKTepUCTUKH, TaKhe Kak Tororpadus MoBepx-
HOCTH, II€POXOBATOCTh IIOBEPXHOCTHU, MUKPOTBEP-
JIOCTb U MU3HOCOCTOMKOCTD, CYIIECTBEHHO 3aBUCST
OT mapameTpoB (hpe3epoBaHMUs.

B paGorte [15] uccienoBanue cocpeioTO4eHO Ha
BBISIBJICHUM W3MEHEHUH IIEPOXOBAaTOCTH I1OBEPX-
HOCTHU BO BpeMs TopueBoro (pesepoBanus Inconel
625 ¢ MOHMTOPUHIOM cHJIbl pe3aHus. Kpome toro,
UCClielyeTcs BIMSHUE MapamMeTpoB oOpabOTKU Ha
CWJIBI PE3aHus M UIEPOXOBAaTOCTb IIOBEPXHOCTH.
HccnenoBanue paccMarpuBaeT AT YPOBHEH UL
Ka)KIO0ro IapaMmeTrpa pe3aHus, BKIOYas I0AAdy,
CKOPOCTb pe3aHusi u IIyOuHy pesanus. [lyis ompe-
JICJICHUsl KauecTBa IIOBEPXHOCTH HCIOJIb3YHOTCS
KaK BPEMEHHbBIE, TAK U YAaCTOTHBIE XAPAKTEPUCTHU-
KU JAaHHBIX O CHUJIe pe3aHMsl, COOpaHHBIX BO BpeMs
¢dpe3epoBanus. [[puMeHSIIOTCS ONTUMHU3UPOBAHHBIE
no baliecy Monenn ONOpPHBIX BEKTOPOB M HMCKYC-
CTBEHHbBIE HEPOHHBIE CETH, 3aTEM IPOBOAUTCS UX
cpaBHEHHE. MoJeNb ONOPHBIX BEKTOPOB JOCTHUIVIA
TouHOCTH 99,61 %, B TO BpeMs Kak MOJEib C HC-
I10JIb30BAaHUEM HEMPOHHBIX CETEH MMeNla TOYHOCTh
99,74 %.

CyliecTBeHHOE KOJIMYECTBO HAyYHBIX padoT
COCpEIOTOYEHO Ha M3Y4YeHHU ocoOeHHocTell ¢dpe-
3epHOI 00pabOTKH cIU1aBoB Tpymisl Inconel, momy-
YEHHBIX C IPUMEHEHUEM aJIUTUBHBIX TEXHOJIOTUI
WAAM, LPBF u SLM [16—19]. ABTOpBI 3TUX HC-
clieIoBaHMM 00palaroT BHUMaHHE Ha CBS3b aHU-
30TPOIIMM CBOMCTB 3arOTOBOK C BO3HUKAIOLIMMH
CWJIaMU pPE€3aHMs, a TaKXKEe M3HOCOM MHCTPYMEHTA
U LIepOXOBATOCTHIO 00PabOTaHHOM MOBEPXHOCTH.
OpnHako SMIUPHUYECKHE OAHHBIE NPUMEHHUTEIBHO
K CIUIaBaM Ha HUKEJIEBOM OCHOBE, MOJIYYEHHBIM I10
agauTuBHOM TexHonmorun EBAM, mpencraBiieHbl
BECbMA HE3HAYUTEIbHBIMU UCCIIEIOBAHUSIMM.

[Ipsimoii mepeHoc pe3yabraToB 0OpalarbiBa-
emoctu, mnoiyudeHHbix s LPBF- mim WAAM-
Mmarepuaios Inconel 625, na EBAM-Mmarepuainsl He
MOXET ObITh IPUMEHEH IO CIIEAYIOIINUM IPUYNHAM:
MaciTad CTpykTypHOW HeonHopoaHoctdh EBAM
(kpynHOe 3epHO, IpyOble KapOHIbl) CO3aeT CIell-
n(pUUECKyI0 JUHAMUKY CHUJI pE3aHus, He BOCIIPO-
U3BOJIUMYIO Ha Melsko3epHUCThIX LPBF-o6pasnax;
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BBIPQKCHHAsI AHU30TPONMs IIpelesa TEKy4decTH
EBAM-marepuana TpebyeT OTIEIbHOIO HCCIENO-
BaHUs 3aBHCHUMOCTHU CWJI PE3aHUS OT HalpaBICHUS
(dpe3epoBaHus, YTO HEAKTYAJIbHO JJISi U30TPOMHBIX
win ci1abo aHu30TponHbIX WA AM-CTPYKTYp; KOM-
OMHUPOBaHHBII MEXaHU3M M3HOCA (aJre€3MOHHBIH
OT BBICOKUX CHJI CLIETIJICHUs + a0pa3uBHBIM OT KpyI-
HBIX JIMKBAIIMOHHBIX KapOUI0B) ABISAETCS YHUKAIIb-
ueIM U1t EBAM 1 He HAaOmMI0aeTCsl B YACTOM BHJIE
npu oOpabotke LPBF-marepuanos (mpeobnanaet
aare3usi) i WAAM-matepuasioB (mpeobianaet
abpa3uBHBIN U3HOC).

B cBsi3u ¢ BbIIIEN3TI0KEHHBIM CHOPMYIUPOBAHA
uenb padomol, 3aKIOYAOIASACA B Pa3BUTHH IIPE.-
cTaBieHUd 00 0coOeHHOCTIX 00pabaThIBa€MOCTH
aJINTUBHOTO CIUIaBAa HA HUKEJIEBOW OCHOBE, MOJIY-
yeHHoro no texnonoruu EBAM, nytem ero ¢pese-
pPOBaHUS U M3YUYEHHUS BOZHUKAIOIIMX CHJI PE3aHUS,
Mopdosoruu obOpasyrouieics CTPYy>KKU U H3HOCA
PEXYIIMX KPOMOK HMHCTPYMEHTOB. JljIs nOCTHXKE-
HUS 11eIM C(HOPMYIIMPOBAHBI CIIEAYIOIINE 3a0auu.

1. Ouenka aHu30oTpOonUU 0OpabaTHIBAEMOCTH
U BIIMSHUS HampaBieHUs (pe3epoBaHMs HA CHIIBI
pe3aHusl.

2. IlonyuyeHne 3aBUCHMOCTEN CHUJ pe€3aHUs OT
PEKUMOB (ppe3epoBaHMs M aHAJIHU3 BIUSHUS CKOPO-
CTH pe3aHMsi Ha MOP(OJIOTUIO CTPYKKH.

3. YcTaHOBNIEHWE  3aBUCUMOCTH  MOP(OIOrHU
CTPY’KKH OT PEKHUMOB U HaIpaBlieHus (hpe3epoBaHusl.

4. Unentudukanys JOMUHUPYIOIIETO MEXaHHU3-
Ma M3HOCa HHCTPYMEHTa Npu (pe3epoBaHUU a1Iu-
TUBHOI'O Marepuaia.

5. 3ydyeHue kpucramiorpaduyeckoil TeKCTypbl
Y CTEIICHHU BIMSIHHS OKUCIUTEIBHOIO H3HOCA.

6. Onpenienenue paroHaIBHBIX PEXXUMOB (pe-
3epOBaHUs U IPAHUI] KaTaCTPO(PUUECKOTO U3HAIIH-
BaHUS.

MeToauka uccjaeaoBaHnil

Ha nabopartopHoM 000pyI0BaHMH B YCJIOBHSIX
N®IIM CO PAH (1. Tomck) ObLT M3rOTOBIICH 00pa-
3er1 o ajnutuBHOUW TexHonorun EBAM (Electron
Beam Additive Manufacturing). JIJis1 3TOro ucrob-
3oBanu mpoBosioky OKAutrodNiCrMo-3 ESAB
(IlIBerus) nuamerpom 1,2 mm. B kauectBe mon-
JIOKKH TIPH CUHTE3€ BBICTYTIAJ CTAJIbHOM JIUCT TOJI-
mHOM 5 MM mapku 12X18HI10T (AISI 321). Ila-
paMeTpsl CHHTE3a 33aBajii 10 JaHHBIM padot [20,
21], a umeHHo: yckopsitoulee Hanpsbkenue 30 xB;

OBRABOTKA METALLOV %

TOK NIEKTPOHHOTO Jiy4a 60 MA. DIeKTpOHHBIN JTy4
IepeMelaics Mo KpyroBoi pa3BepTKe IUaMETPOM
6 MM co ckopocTeio momauu crona 300 mMm/MHUH
(puc. 1).

Takum o00Opa3oM ObUT H3rOTOBJIEH MPOTOTHII-
3aroToBKa, M3 KOTOPOIO IIyTEM 3JIEKTPOIPO3UOH-
HOW TPOBOJIOYHOW PE3KH YAAJSUIM KOPKY M IONIy-
ganu obpasubl 50x50%16 MM ans MeXaHUYEeCKUX
U MeTajulorpaMuecKux MCIbITaHUM, a TakkKe JUIs
¢dpe3epoBanus (puc. 2). s mpoBepku moBTOpsie-
MOCTHU MHUKPOCTPYKTYPbI U (PU3MKO-MEXaHUUECKUX
CBOMCTB, OKa3bIBAIOIIMX BIUSHUE HA IPOLECC pe-
3aHUsl, TOTOBWJIM CEpUI0 00pa3l0B B aHAJOTMYHBIX
ycnoBUsAX. Pe3ynbrarsl HCIbITaHU ObUIM COMOCTA-
BUMBI (pa3zHulia nokasanuii He 6osaee 10...15 %).

Peructpanuio cui BBINOJHSUIM C HCIIOJIB30Ba-
HUEM TPEXKOMIIOHEHTHOrO aAuHaMmomeTpa 9257BA
¢upmel Kistler (IIseiuapus). Ilocnennuii ycra-
HaBJIMBAJIM HA CTOJI (PPE3EpPHOro CTAHKA, a CBEPXY
B CIIELMAIILHOM MPUCTIOCOOIEHUH (PUKCHUPOBAIACH
aJIUTUBHAs 3aroToBKa. CHATHE JaHHBIX HMPOHMCXO-
o ¢ vactoroit 5...10 kI'n B Teuenue 5...10 ce-
KyHJl ¢ MOMEHTa BXO/la Bcex 3yObeB (hpe3bl B 3aro-
TOBKY. {7151 KaXk0r0 pesknma pe3aHusi BBITOIHSIIN
10 4-5 MOBTOPEHMI NPH U3MEPEHHSIX CHII pE3aHus,
paccuuThIBas IIPU 3TOM CpefHee 3HaueHue. PazHu-
11a B TOKa3aHUsAX 00BIYHO He mpeBbimana 7...10 %.
[Ipu BbIMONHEHUM (Qpe3epoBaHUs COOMpANIN Xapak-
TEPHYIO CTPYXKKY, a TaK)K€ U3HOILICHHbIE (pe3bl U
UX OCKOJIKH, KOTOPBIE 3aTEM UCCIIEN0BAIM C TIPUME-
HEHUEM METOJI0OB PEHTI€HOCTPYKTYpPHOIO aHaju3a
(PCA) u ckanupyromei 31eKTpOHHOW MHUKPOCKO-
muu (COM).

Jns  ¢pe3epoBaHus HCHOJIB30BaIM  TBEPIO-
CIIaBHbIE KOHIIEBbIE (ppe3bl (TBEpbIH CIIJIaB Map-
ku H10F) nuamerpom d o 12 MM, U3rOTOBJICHHBIE
000 «IIK «MHUOH» (r. Tomck) (puc. 3). Otu uH-
CTPYMEHTBI HE UMENIM U3HOCOCTOMKOIO MOKPBITHS
JUIL CHIDKEHHSI 4ucia (akTopoB, CIIOCOOHBIX IO-
BIMATh HAa YHUCTOTY OSKCIEPUMEHTA. YHHBEpCAIlb-
Hasi reomeTpus (pe3 cienyromas: 3aIHUl yroi
o = +10°, nepenHuii yroa y = +8°; yroy HakJIoHa
BUHTOBOM KaHaBKU ® = +40°, uucino 3yOweB z = 4, pa-
JIMYC OKPYIVIEHHS PEXKYILUX KPOMOK p =4 £ 2 MKM.

[Tpumenenue ¢pes3sl tuamerpom 12 Mm 00y-
CIIOBJIEHO TE€M, YTO CTOMMOCTb MHCTPYMEHTa BO3-
pacTtaeT NpONOPLUOHATIBHO KBaJpaTy JAuaMeTpa.
YBenuueHue cBbimie 12 MM BiedyeT 3a coOoH cyiie-
CTBEHHOE YJOPOJKaHHE OCHACTKU IpU HEOOXOIM-
MOCTH MHOTOKPATHBIX U3MEPEHHUH JUIsS MOTyYeHHs
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JJIEKTPOHHO-JTyYeBast
nyLuKa

MEXaHH3M
Moaa4yu IMpoBOJIKH

NMOJUT0¥KKa

8

Puc. 1. Pabouast o0nacth 1aboparopHoii ycTaHOBKH (a), BHeNIHUN BU/ (6) oOpasia Inconel 625
U CXeMa CKaHUPOBaHUS (6)

Fig. 1. Work area of the laboratory setup (a), appearance (6) of the Inconel 625 sample, and scanning
scheme (8)

o

Puc. 2. BHeMIHUI BUJI TTOCTIE DIIEKTPOIPOZUOHHOU PE3KHU:

a — o0pasibl, MOATOTOBICHHBIE ISl PPE3ePOBAHHUST; O — TIOIIOKKA U3 CTAIIN

Fig. 2. Appearance after electrical discharge machining:
samples prepared for milling (a); steel backing (6)
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-50

um -100-

Puc. 3. 300paxkeHne ceueHust pexylieil KpoMku (a) ¢ ykazaHueMm (pparmMeHTa Uu3MEepeHH MUKPOTeOMEeTpuH (0)

Fig. 3. Image of the cutting edge section (a) with an indication of the microgeometry measurement fragment (6)

JIOCTOBEPHBIX TaHHBIX. Dpe3bl 00IBIIET0 TUaMeTpa,
YeM B JTOM JKCIIEPUMEHTE, MO3BOJITIOT padoTaTh
C TIOBBIIICHHBIMU TMOJAueii W MIMPUHON (pe3epo-
BaHMsI, OJTHAKO YKOHOMHYECKas 1[eIeCO00pa3HOCTh
TaKOro IMOJAXO/Aa OLICHUBAETCS KaK KpallHE HU3Kas.
C napyroil CTOpOHBI, YBEIMYEHUE IHAMETPAa MOXKET
CO3/1aBaTh OTpaHUYCHUs MpHU (HpPe3epOBAHUN TOHKO-
CTEHHBIX U HEOOJBIIIUX 3aTOTOBOK B paMKaX KOMOWHU-
POBAaHHO aTUTUBHO-CYOTPAKTUBHOM TEXHOJIOTHH.

®pes3epoBaHUE 3arOTOBOK MPOBOIWIM Ha 00-
pabatsiBatomiem 1ieatpe DMU 50 ¢upmer DMG
MORI (SInonust) kak BOOJIb, TaK U MONIEPEK HAMPAB-
JIEHUsI CHHTE3a MpU aJJUTUBHOM TMPOU3BOJCTBE
(puc. 1, 6). JIns UCKIIFOYEHUS BIUSHUS CMa3bIBaIO-
1Iero u oxJjaxaaromux 3¢GheKkToB mpu Gppe3epona-
HUU BCE OMBITHI IPOBOAUIN 0€3 MOIa4ul CMa304HO-
OXJIQXKIAOILIEH JKUJIKOCTU. B Xoze HKCIepuMeHTOB
HCIIOJIb30BAJIM CXEMBbI, IIPE/ICTABICHHBIE HA PUC. 4.

M3mepsiin  cneAyromye COCTABISIIONIUE CHIIbI
pesanus: Ph — cuna, HampaBJIeHHAS BAOJb HAIpPaB-
JIeHusl Toiaun (CWiia mojauu); Pv — cuiia, Hampas-
JIEHHasl TEPHEHAUKYJSIPHO HAMpaBICHUIO MOJauu
(6oxoBas cuna); Px — cuia, HarpaBieHHAS BIOIb OCH
dbpe3bl (oceBast cuina). DT CUITbI HENMPEPHIBHO U3Me-
HSIIOTCS U3-32 U3MEHEHUS TONLIUHBI cpe3a [22].

[Tpu BpameHn# Gpe3sl MPOUCXOTUT CMEHA OPHU-
EHTAIIMM JBYX 0a30BBIX COCTAaBISIONIUX CHJIBI pe-
3aHUS: TaHTeHLIHMAIbHOU Pz (nedcTByeT BIOJb Ha-
MpaBJIeHUs] CKOPOCTH PE3aHus, MEPIECHIUKYISIPHO
paanyc-BEKTOPY OT OCH BpallleHUs A0 pPEXyllen
KPOMKHM) U paguasibHON Py (1elicTBYeT BIOJIb paIu-
yC-BEKTOpa OT PEKYyIIeH KPOMKHU K OCH BpalleHUs
bpe3sl). DTH COCTABISIONIUE SIBISIOTCS TEPBUY-
HBIMH, OJTHAKO TpU (ppe3epoBaHUH UX HEBO3MOKHO
U3MEPUTH HANIPSIMYIO U3-3a IIOBOPOTA 3y0a MHCTPY-
menTta. Ha ocnoBe Pz u Py ¢hopmupyrorcst cuiisl Ph

u Py, KOTOpBIE pErMCTPUPOBAIIN C IOMOIIBIO TOKap-
Horo auHamometpa Kistler 9257BA.

Cuna momaun Ph coBmajgaeT ¢ HampaBiICHUEM
cuiiel Pz B Hadase Bpe3aHus 3yoa (pes3sl B 3ar0TOB-
Ky, HO TIPH BpalleHUu (Pppe3bl U MOBOPOTE CHIIBI Pz
3Ta COCTAaBIAIONIas HAYMHAET U3MEHATHCS B MIOJIb3Y
yBenuueHus: 00koBoi cuiiel Pv. C 1pyroi CTOpoHSHI,
B HayJaJIe Mpoliecca pe3aHusi O0KoBast KOMIIOHEHTa Py
HalpaBjIeHa OJUHAKOBO C paguajabHOM cuwion Py.
[Tpu moBopote ¢pe3bl opueHTanus Py MeHseTcs,
YTO BBI3BIBACT POCT CHJIBI mojmadu Ph. B cmyuae
OCTpO#l peXylled KPOMKH M IPHU 3HAYEHUU YyITIa
HaKJIOHa pexyuied kpomku o = 40 naHHasg cuia
MOXeET OBITh OpPHEHTHpPOBaHA OT 3aroTOBKH (Bep-
TUKAJIBHO BBEPX), YTO MPUBOIMT K IMOMIBITKE (pe3bl
OTOpBaTh WJIM MPHUIIOTHATH 0OpalaTbiBaeMyro 3a-
rotoBKy. bonee moapoOHo 31U 3P PEKTH PaCKPHITHI
B cTtaThe [23].

B xozme mnpenBapuTeNbHBIX SKCIEPUMEHTOB
BBISIBIICHO, YTO NPU TMOIMYTHOM cxeme (peseposa-
HUS 110 CPAaBHEHUIO CO BCTPEYHOM HA OIMHAKOBBIX
pexxumax (n = 315 o6/mMuH, B = 7 MM, ¢ = 1 MM,
S = 25 MM/MHH) 3Ha4€HUs MaKCHMalbHBIX CO-
CTaBnsommXx cun Ph_ v Pv_ ~ OKa3bIBAKOTCA
BhIIIE B 3...6 pa3. Takue ke pe3ynbrarhl ObUIH BBI-
SBJIEHBl U JUISL IPYTMX PEKMMOB PE3aHUs BIUIOTh
no momaun 250 MM/MHH, HO TIpHU mojade Oolee
80 MM/MUH HAYMHAIOTCS Oy THMbIE BUOPAIMH, YTO
MIPUBOJIUT MHOTJIA K TIeperpy3ke u cOor mporpam-
Mbl DynoWare, a Takke BBIKPAIIMBAHUIO PEXKYILEH
KpOMKH (ppe3bl. DTo 3aTpynHsSeT HEOIHOKpPATHBIH
MOBTOp 0OpabOTKH IS OTIpENIeICHUs I0BepUTEIb-
HOT'0 MHTEpBaJIa.

JlaHHOE siBIeHVE OOBSCHSIETCSI KWHEMATHKON CXe-
MBI TIOIyTHOTO (pe3epoBanus. [Ipu Bpesannu B 3a-
TOTOBKY (B 0Opasel) TONIIMHA Cpe3a HAaHOOJbILIAs.
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Px

Ph
/

Pzy = Phv

Puc. 4. ITapametpsl hpe3epoBanust (a) U CXeMbl JeHCTBUS cuIl pe3anus (0, 6, 2) Ha (ppe3y OTHOCUTEILHO
CHCTEMBI KOOPIUHAT TUHAMOMETPA

Fig. 4. Milling parameters (a) and schematic diagrams of cutting force components acting on the milling
cutter relative to the dynamometer coordinate system (6, 8, 2)

K ToMy e HanmpaBieHHe TaHT€HIMAIbHOU CHIIbI Pz
(HamOoNbIIeH CHIIBI pe3aHusl) HAIIPABJICHO B CTOPO-
HYy 3arOTOBKH, a TIpH HEOOJbIION TIyOuHe ¢pese-
poBaHus f = 1 MM IPUMEPHO COBMAJAET C HANpPaB-
neHueMm OokoBoi cuibl Pv. OOpa3zymomascs Npu
Bpe3aHuu Oojiee TOJCTasl CTPYKKa JaBUT Ha 3aro-
TOBKY CO CTOPOHBI IEpeHEN MOBEPXHOCTH, a MPHU
HEOObILON JIMHE KOHTAKTa CTPYKKH C NepeaHei
MMOBEPXHOCTH (M3-32 HEOOJBIION ITMHBI YT KOH-
TaKTa PEXKyLIe KPOMKHU C 3arOTOBKOW BCIIEICTBUE
Majiol MIyOuHBI (ppe3epoBaHUsl f) COXpaHSIET CBOE
JTABJICHUE JaXKe MepeJl BBIXOAOM pexXyLIel KpOMKU
U3 KOHTAaKTa C 3aroTOBKOM, KOTJa IpPH MOIyTHOM
(bpe3epoBaHUU TOJIIMHA CPE3a CTPEMUTCS K HYIIO.
OT1OT mporecc ycyryomnsercss 00JbIION BSI3KOCTbIO
crutaBa Inconel 625, a ero masiasi TEII0NPOBOIHOCTh
IIPUBOAMT K YBEJIMYEHHUIO TEMIIEPATyphl B 30HE pe-
3aHUSA, YTO CIOCOOCTBYET MPWJIMIIAHUIO CTPYKKHU
K MepeaHel TOBEPXHOCTH 3yObeB (pesHl.
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[lono6Hoe BIMSHUME KUHEMATHKU CXEMbI I10-
MyTHOro (hpe3epoBaHUs MPOSIBISIETCS HpU 00Opa-
00TKe W apyrux marepuanos [23, 24, 27], Bcuen-
CTBHE YET0 €€ MPUMEHEHHUE OIPaBAaHO TOIbKO IPU
YUCTOBOM 00paboTKe — MPHU HEOOJIBIION MUHYTHOM
nonaye M OONbIION YacToTe BpaleHus ¢Qpessl,
T. €. Korja HauOoJibluas TOJIIMHA Cpe3a HEBEIHU-
Ka. B aTOM ciyuyae nmeercs mpeuMyIIecTBO Mepe
BCTPEUYHBIM (pe3epoBaHUEM, MPU KOTOPOM Oy-
JeT TPOUCXOJUTHh BIABIMBaHWE 00OpabdaThIBaeMO-
ro Marepuana Moj PEeXYyIIyl0 KPOMKY B MOMEHT
Bpe3aHus 3yOa. YuuThIBas 3TO 0OOCTOSATEILCTBO,
BCE OCHOBHBIE IKCIIEPUMEHTHI BBIIIOJIHSUIUCH MIPU
BCTPEYHOM (ppe3epoBaHUH.

[IpunsaTeie B HacToOsIIEeH paboTe PeKUMBI Ppe-
3epOBaHus, yKa3aHHbIC B Ta0J. 1, OB TOTyYEHBI
ONBITHBIM IIyTEM B XOJ€ IPOBEICHMS IpeaBapH-
TeNbHBIX padoT. OrpaHudYeHUEM B BBIOOpE PEXHU-
MOB SIBJISUIACH MPEXIEBpPEMEHHAs! MOJIOMKa 3yObeB
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TaGnuna 1
Table 1
Pe:xxnmbl ¢ppesepoBanus Inconel 625
Milling parameters of Inconel 625
Iupuna
UYacrora Bpamenust | CkopocTh pe3anus | MuHyTHas nojada I'myOuna esars B
Ne ombiTa /| dpessl n, 06/MuH / v, M/MUH / S ..» MM/MHH / pesanus ¢, MM / p .y ’
Test No. | Milling cutter rotation | Cutting speed v, Feedrate S, Depth of cut .
d (m/min) (mm/minrslm t(a), mm Width of cut
speed n, (rpm) a,), B (ap)’ mm
1 25
2 50
3 315 11,9 20
4 200
5 25 ! /
6 50
7 630 23,8 20
8 200

win camux (pe3 npu pabore B TEUEHHE IMEPBBIX
10 cexyH.

Jlist mosryyeHust BO3MOXKHOCTH YBEJIMYEHUS T10-
naun 710 250 mMm/MuH mupuHy (pesepoBanus B
IIPUHUMAaJH paBHOH 7 MM [23].

DKcrepUMeHTaIbHbIE JaHHBIE, PETUCTPUPYEMBIE
B IIpoIiecce N3MEPEHUH, TTO/IBEPrajucCh CTaTUCTHYE-
CKOM 00paboTKe HAa OCHOBE KJIACCHYECKUX METOJIOB
MaTeMaTU4eCKOW CTATUCTUKU U TEOPHUU IUIAHHUPO-
BaHMS JKCIIEPUMEHTA. B YacTHOCTH, BBIYMCIISIH
BBIOOpOUHOE cpenHee ¢ 95 % noBepUTEIbHBIM HH-
TepBaJioM 10 CTBIOJICHTY, MPOBOIMIN OLIEHKY 3KC-
TPEMYMOB, a TaKKe MPUMEHSIM METof bootstrap.
PacuetHble nporenypsl OblIIM aBTOMaTU3UPOBAHbBI C
nomoribto npukiagHoro nakera STATISTICA v.8.

@Da30BbIif aHATU3 3aroTOBOK U (ppe3 BHIONHSA-
JM Ha peHTreHoBckoM audpaktomerpe /IPOH-8H
(HITT «bypeBectHuk», . Cankr-IletepOypr) ¢ uc-
noap3oBanueM usnydeHus CuKo c marom 0,05°
U BpeMeHeM skcrnozuuuu 20 ¢ Ha mar. Mukpo-
CTPYKTypHBIE H300paKeHMs, CHUMKH CTPYXKH
¥ 30H M3HOCA TOJNy4Yaju Ha JBYX CKaHUPYIOIIUX
ANMEKTPOHHBIX MHKpockomax (COM) — MIRA 3
LMU (Tescan, Yexus), OCHaIIEHHOM NPHUCTABKOM
JUIsl SHEproucnepcuoHHoro Mukpoananusa (EDX)
¢ 6e3azorHbM AerektopoMm Ultim MAX 40; COM
BBICOKOT'O pa3pelIeHus ¢ MOJIEBOM AMHUCccHed Apreo
2 S (ThermoFisher Scientific, CIIIA), ocHareHHOM
JIETEKTOPOM HHEPTOMCIIEPCUOHHOTO CIIEKTPAIbHO-
ro anaimsa (EDS) OctaneElect.

MUuUKpPOCTPYKTYpY, XUHMUYECKUN COCTaB U CBOM-
CTBa MCXOAHOTo oOpa3la M3yyanu MO CTaHIapTH-

3UPOBAaHHBIM METOJIMKAM C IPUMEHEHHEM MeTall-
norpagudeckoro Mukpockona Axio ObserverAl.m
(Carl Zeiss, I'epmanus); mHOpTaTUBHOTO PEHTICHO-
¢nyopecuentoro ananuzaropa S1 TITANSPX
(Bruker, CIIIA); cTanmoHapHOTO MUKPOTBEpAOME-
pa Durascan-10 1 yHuBepcaJbHON UCHIBITATENBHON
Mammebl SOST (Tinius Olsen, CIIIA). Mukporeo-
METPUI0 KPOMOK (pe3 (ocTpoTa, MIepOXOBATOCTH)
U3MEPSIIN C UCIIOIB30BAHUEM BBICOKOTOUHOTO Oec-
KOHTaKTHOTO MeToia Ha yctaHoBke EdgeMaster
(Alicona, ABcTpus).

Pe3ynbrarsl M NX 00Cy:KIeHHE

Pe3ynprarel XMMHYECKOTO aHaU3a MPUBEACHbI
B Taom. 2.

PaccmarpuBaemsiii oOpaszen; u3 Inconel 625 6a-
3UpyeTcs Ha MEXaHU3ME JIMCIEPCHOHHOTO TBEpJe-
Husg [21]. Tlocne BbIMOMHEHUS TPaBICHUS B CTPYK-
Type (UKCHUpyeTCsl pPaBHOMEPHOE JEHIPUTHOE
pacripeniesnieHue, Tae YETKO HWACHTU(PHUIMPYIOTCS
rpaHullel 3epeH. [lpu aHanu3e nepexoAHbIX ydacT-
KOB, @ TAaK)X€ 30H CILIABJICHUS MPOBOJOYHBIX CJO-
€B BBISABIISICTCS HAIMYHME CTOIOYATONW MOPQOIOTHH.
[IpoucxoxaeHue nocieaHel CBA3aHo ¢ TEM, UTO pa-
Hee 3aKpUCTaUIN30BaBIINICS METaJL MTOJIBEPrajcs
BTOPUYHOMY Harpesy (puc. 5, a).

Ha puc. 5, a v 6 TeMHBIE y4aCTKH COOTBETCTBY-
10T TPaHHIaM JeHAPUTOB Y-Ni, KOTOPBIE TOSBUIHCH
MOCJI€ XMMUYECKOro TpasiieHus. PopMupoBaHue
JNEHAPUTHOH MOpP(OJIOrUU CBSI3aHO C HEMOJHOMN
B3aMMHON pacTBOPUMOCTHIO (ha3 Ha ocHoBe Ni
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TaOnunpa 2
Table 2

XUMHYECKHii COCTAB MPOBOJIOKH H HUCCIIENYeMOro oopasia

Chemical composition of the wire and the test sample

OOBEKT HCCIIeIOBaAHHUS
U TpeOoBaHuUs
no cranaapry / Test
object and the require-
ments of the standard
O6pa3ert
Inconel 625/
Inconel 625 sample
T'OCT 56322014/
GOST 56322014

MaccoBas f05st 51eMeHTOB, % / Mass fraction of elements (%)

C Si Mn Cr Mo Ni Al Cu Ti Fe Nb+Ta
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Puc. 5. ®parmeHT MUKPOCTPYKTYphI 00pasina Inconel 625 B mpomgonsHOM ceuennn (ZOX) (a, 0, yBenmuenus x 1240
1 X6220 cOOTBETCTBEHHO) M KapTa pacrpeielIeHrss MHTEHCUBHOCTEH (8) B TOUKE «CTIEKTp 1»

Fig. 5. Microstructure fragment of the /nconel 625 sample in the longitudinal section (ZOX): (a, 6) magnifications
x1,240 and x6,220, respectively; () intensity distribution map at point “Spectrum 1”

u Cr. DTOT TpoIlecc compoBOXKIaeTCs 00pa3o-
BaHMEM MEJIKOJIUCIEPCHBIX YacTHUIl JIETHPOBaH-
HbIX KapOoumaoB (Mo, Nb, Ti), kak mokazaHo Ha
puc. 5, 6. Yka3aHHbBIC BKJIFOUCHUS JIOKAJIU3YIOTCS
rJIaBHBIM 00pa3oM B 30Hax, oOoramnieHHbIX Ni (Ha
n300paKeHUH OHU BBINISAST KaK CBETIIO-Cepble
YYaCTKH).

Puc. 6 nmemonctpupyer (a3oBblii cocTaB 00-
pasma cmiaBa Inconel 625 EBAM. Ha pentreno-
rpaMMe, 3aperucTpUpOBaHHON AJii COCTOSHUS 10
bpesepoBanus, GUKCUPYIOTCS AUGPAKIIMOHHBIE OT-
paxxenus nop yramu 43,5°, 50,5°, 74,5° u 90,5°.
OTU NMUKU UASHTUQUIHUPYIOTCS KaK OTPAXKEHUS OT
Kkpuctamorpapuyeckux rmiockocteit (111), (200),
(220) u (311), mpuHaATIEKAITUX TBEPAOMY PACTBO-
py v-Ni. CnenoBarenbHo, y-Ni siBisieTcss 0a30BOM
(azoii oOpasma.
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CornacHo TOJMY4YEHHBIM pe3yjibTraTaM, MHUKpPO-
TBEPAOCTh HCCIIeayeMbIX oOpasnoB Inconel 625 u3-
MeHnsieTcst B penenax ot 200 qo 246 HV. B Ta6m. 3

(111)
0]
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g 90090
g ] v
3 4
Z 60040
£ ]
< 1
300do
] (220)
] (200) o (311)
] o o
O T T T T T T T T T T T T T T T
20 30 40 50 60 70 80 90
2 Teta (rpag)

Puc. 6. Pearrenorpamma o6pasma Inconel 625

Fig. 6. X-ray diffraction pattern of the /nconel 625
sample
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Tabnuma 3
Table 3
Mexanu4deckue cBoiicTBa Inconel 625 B 3aBHCHMOCTH OT HANPABJIEHUS CHHTE3a
Mechanical properties of Inconel 625 as a function of the build direction
Ceuenue / Section oy, MIla / UTS (c,) (MPa) o, MIla/ o, (MPa) s, %0
Z0Y (moniepex) / ZOY (transverse) 640 + 20 144 £ 14 56+3
Z0X (Bponw) / ZOX (longitudinal) 647 + 80 171+ 5 61+3
MpEJACTaBJICHbI JaHHBIC OLICHKH MEXaHMYCCKHUX Xa- P, H 1
PAKTEPUCTUK YKA3aHHOTO Marepuala. Ea
®a30BbIil COCTAB PEXKYIIMX KPOMOK HOBOH (hpe- 2800 /
361 ipezcTasieH AByMs dazamu: WC u Co (puc. 7). Y
Ha ocHoBaHuMM M3MEpEHHN CUJI 10 BpEMEHH ¢ 2400
UCTIOJIb30BAaHUEM JTUHAMOMETpA OBLIH IOYYEHBI e
MAaKCUMAaJIbHbIE 3HAYEHUSI COCTABIISIIOIIMX CHJI pe- 2000 — il
3aHus (puc. 8). Bce n3mepenus nosropsuuch 4-5 3/
pa3 He TOJILKO B OJMH JI€Hb, HO M C PA3HUILIEH B HE- 140 b
CKOJIBKO JHEW I ONPENENICHHUs] JOBEPUTEIBHOIO ¢ Sl
P -
MHTEpBaa, MOATBEPAUBLICTO, YTO OTKIOHCHHUS 110~ |50 sl
o —~
Ka3aHHUM U1l OAHOTO U TOTO KE PEKMUMA HE MPEBBI- ¢ o /4/
A / ®
mart 7...10 %. IIpu mocrpoenunn rpadukoB uc- — Tla 3
800 o —————
MOJIb30BAJIUCH PE3YJIBTATHI, MTOJTYUYECHHBIE B OAUH U O o1
TOT K€ J€Hb, KOrma HanOOJIbIINe CUIbI OBUIM CaMBI- T
A A 100 L —¥| =
MU OOJBIIIMMH IS TIOCIIEAYIOIETO TapaHTUPOBAH- la
HOTO pacyeTa Qpe3bl Ha MPOYHOCTD. . 6 .
Ha puc. 9 npencraBiens! rpadyKu BIUSHUS 110- O 50 100 150 S_ mw/sun

na4n S Ha HauOOJIBIIYIO BEIMYUHY COCTaBJISIO-
IIMX CHJI PE3aHus IPU HAPaBJICHUH (ppe3epoBaHUs
Inconel 625 Bnonb 1 monepexk HarpapIeHHsS TOJaYH
IpY CHHTE3€ 00Pa3IIoB.

B cepun npoBeeHHBIX OMBITOB MIMPHHA (pe3e-
poBaHust B Obuia npuHATa 7 MM, a TIiyOuMHa pe3a-
Hus ¢ = 1 mm. Takoii BBIOOp peXMMOB 00YyCIIOBIICH
CTpEMJICHHEM JIOCTHYbh MaKCHMAaJbHOH IPOU3BO-

MHTEeHCUBHOCTb

T T T T T " T T
20 30 40 5 60 70 80 90 100
2 Teta (rpag)
Puc. 7. PenTreHorpaMMa nNoBEpXHOCTH PEXKYIIUX
KPOMOK (ppe3bI 10 Ppe3epOBaHUS

Fig. 7. X-ray diffraction pattern of the cutting edge
surface of the milling cutter before milling

Puc. 8. BnusHue MUHYTHOM mojpadu S U CKOPOCTH
pe3aHuss v Ha HauOONbIIME CHJIBI TIPH BCTPEYHOM
¢dpesepoanuu Inconel 625 dpesoii quamerpom 12 Mm:

v=119 v/mun: 1 —(0)Ph__ ;2 —(A)Pv_. ;3 —(D)Px

max ’

v=23,8 M/MuH: 4 —(®)Ph__;5—(A)Pv

max ’

max’

max ’ 6 - (.)meax

Fig. 8. Effect of the feed rate S . and cutting speed v

on the maximum cutting force components during

up-milling of Inconel 625 with a 12 mm diameter milling
cutter:

v=11.9m/min: / — (o) Ph__;2—(A) Pv

max’ max; 3- (D) meax;
v =23.8 m/min: 4 — (®) Ph

max; 5 B (A) Pvmax; 6 - (.) meax

JUTEIBHOCTH TPH COXPAaHEHHH PabOTOCIIOCOOHO-
CTH KOHLIEBOM (hpe3bl U 00ECIIEUeHNH TPUEMIIEMBIX
HYKOHOMHUYECKHX 3aTpar.

[IpenmecTBytomniye HKCIEPUMEHTAIbHBIE HC-
cienoBaHus [24] mokasaid, 4TO MPHU MOCTOSHHOMN
IUTOILAAM TIOTIEPEYHOTO CeUeHUs cpe3a (mpousBee-
HHUE BX{) MpeNNoYTUTENIbHEE YBEIUYUBATh IIUPUHY
¢dpeszepoBanus. [Ipu nonsITKax yBeaTuueHus riryou-
HBI pE3aHUsI OTMEUEHO, YTO CTPYXKKa JAOJIbLIE 3a1ep-
KHUBAETCS B CTPYKEUHOH KaHaBKe, a ee 00beM BO3-
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pacTtaeTr — U 1oJ ACHCTBUEM BBICOKHX TEMIIEPATYpP
MPOUCXOIUT UHTCHCU(DUKALMS HATUIIAHUS, TPUBO-
JA11ast K MaKETUPOBAHHUIO.

IToBbllIeHME MUHYTHOU mojga4u S yBEJIUYH-
BaeT 00bEM METaJlla, OCTAIOIIEroCs B KaHABKE Ha
IIPOTSDKEHUU BCETO IIEpUOJia KOHTAaKTa IpU pe3a-
Huu. Ilponcxomur oOpa3oBaHMEe KOMKAa YIUIOTHEH-
HOH CTPYXKKH, KOTOPBIH, pa3orpeBasich 3a CUET Tpe-
HUSI, IPUOOpPETaeT SPKO-KPACHOE CBEUECHHUE U elle
OoJiee MPOYHO NMPUBAPUBACTCS K KaHaBKe. BO3HMK-
HOBEHHUE JTOIO SIBJIICHUS IIPOUCXOAUT TOJIBKO B OJI-
HOM U3 CTPY>KEUHBIX KaHABOK, a MONBITKU YIAJIUTh
00pa30BaBIIMKCS KOMOK ITPUBOJAT K HOBPEXKICHUIO
pexylen KpoMku. lIpakTuyeckuii oneIT rokasain,
410 3()(HEeKTUBHBIM CHOCOOOM yHANEHHs CTPYKKH
aBisieTca (pe3epoBaHue ¢ DIyOWHOW ¢ He Ooiee
1 Mm.

JlanHble, mpeacTaBieHHbIE Ha puc. 9, cBuue-
TEIbCTBYIOT O TOM, YTO MAaKCHUMAaJIbHOE 3HAY€HUE
CHUJIBI [TOAYU thalx BO3pacTaet 0ojiee UHTEHCUBHO
10 CpPaBHEHHIO ¢ OOKOBOM cuitor Pv,_ . Ilpu sTom
3aBUCUMOCTH 00€UX BEJIIMYMH KaK B MPOJIOJIHHOM,
Tak UM B IIONEPEYHOM HANPABICHUSIX JAEMOHCTpPHU-
PYIOT IPAKTUYECKM HMACHTUYHBIN Xxapakrep. [lpu
(bpe3epoBaHUM BIOJIb HANIPABICHUS CUHTE3a CHJIbI
Ph_ v Pv_  HE3HAYUTEILHO NPEBOCXOIAT aHAIIO-
TMYHbIE 3HAUYEHUS], TIOJIy4YEeHHBIE ITPU (Ppe3epOBaHUH
nonepek. Takoe paznuuue OObSICHSETCS, C Halel
TOYKH 3peHusi, Oojiee BBICOKUM IPENIEIOM TeKyde-
CTH MaTepuasa B IPOI0JILHOM HAlpaBJIE€HUU OTHO-
CUTEJILHO THonepedHoro (tadi. 3).
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Puc. 9. Bnusinie MUHYTHOM To1auu S Ha HAMOOJIbIINE
CHJIBI IIPU BCTPEUHOM (hpe3epOBaHUM MPH IOCTOSIHHOM
ckopoctu pe3anus v = 11,9 M/MuH:

BIIOJIb HAINPaBICHUS 04X Tpu cuHTe3e: [ — (8)Ph
2—(A)Pv__ ;33— (m)Px

max’ max’

TIOTIePEK HATIPaBJICHUS ITOAYH MPH cuHTE3e: 4 — (0)Ph
5Py, ;6 (0)Px

max’

Fig. 9. Effect of the feed rate S, on the maximum
cutting force components during up-milling at a
constant cutting speed v = 11.9 m/min:
along the feed direction during synthesis: / — (@) Ph
2—(A)Pv  ;3—(m)Px_;
across the feed direction during synthesis: 4 — (0) Ph
S5—-(A)Pv, ;6-()Px

max’

max’

max’

AMIUIMTYa OCEBOM CUIbl Px_  OCTaeTcs He-
U3MEHHOU IIpU pocTe nojgaduu. Bmecre ¢ tem npu
IPOIOJILHOM (ppe3epoBaHMM OHA OKAa3bIBACTCS CY-
IIECTBEHHO OOJblle, YeM Ipu nomepedHoMm. [lnis
¢pe3epoBaHUs TONEPEK XapaKTepHO LHUKINYe-
CKO€ M3MEHEHME 3HaKa cuibl Px_  (C MUHyca Ha
IUTIOC). DTO SIBJICHHME BBI3BIBACT BUOPALMOHHYIO
HECTAaOMJIBHOCTh TpH pe3aHuu. Hampumep, mpu
(dpe3epoBaHUN 3aroTOBOK HEOONBIINX pPa3MEpOB,
3aKpEIJICHHBIX TOJBKO C OOKOBBIX CTOPOH, OTpH-
[aTeJIbHOE 3HAY€HHWE CHJIIBI PX MOXET IpPUBECTH
K BBIPBIBAaHUIO 3arOTOBKH M3 TMPUCIOCOOJICHHUSA:
3KUMHOTO YCHJIUSl OKa3bIBA€TCS HEIO0CTATOYHO.
Ora npobiemMa BO3HUKAET U TP 00pabOTKe TOHKO-
CTEHHBIX, a TaKXKe HEJJOCTATOYHO KECTKUX 3aroTo-
BOK, IJIe IPUMEHEHUE BBICOKUX YCHIIUH 3aKperiie-
HUSI HEBO3MOXHO.

Ha ocHOBaHMHM S5KCIEPUMEHTANBHBIX JaHHBIX
(puc. 8 u 9) O6pUIK OmpeneIeHbI JINHEHHbIE 3aBUCH-
MOCTH CHJI PE3aHus OT MO/Iauy MIPU CKOPOCTAX pe3a-
Hus v = 11,9 m/mun u 23,8 M/MuH (Tadn. 4).

Pexxumbl  (pesepoBanus, oOecreunBaIONINe
MaKCUMaJbHYIO TPOU3BOAUTENBLHOCTh (Tabm. 2),
XapaKTepU3YIOTCS YCKOPEHHBIM IMOBBIIICHHBIM H3-
HOCOM PEXYIIMX KPOMOK, HAIMITAHUEM CTPY>KKH Ha
3aJHIOI0 TTOBEPXHOCTh U MaKeTHUPOBAHHEM B CTpPY-
KeuHoi kaHaBke (puc. 10), a Takke BecbMa BBICO-
KMMH 3HAYCHUSIMU CUJT pe3aHus (puc. 8, 9).

[Ipu mombITKax HCIOIB30BATH IMOjauy Oojee
250 MM/MUH KpOMKH (hpe3bl HEMUHYEMO BBIXOHITH
U3 CTPOS B IIEPBBIE CEKYH bl (hpe3epOBaHUs MO MPH-



TECHNOLOGY 0BRABOTKAMETALLOV M

Tadonunpa 4
Table 4

YpaBHe}mﬂ, OIMUChIBAKOIIME BJIUSAHUC MHHyTHOﬁ nmoaavuu SM“H HA HANO00JIbIIHE CHJIbI npu (])pe3epOBaHnn

Regression equations describing the effect of the feed rate §,, on the maximum cutting force components

v=11,9M/mMun; S =25...200 mm/MuH / v=238m/mun; S =25...200 Mmm/mun /
v=11.9 m/min; S . =25...200 mm/min v=23.8 m/min; §_. =25...200 mm/min
thax Pvmax meax thax Pvmax meax
9,88 . +854 4,85 +508 0,28+ 675 498 +237 2,48 +100 —0,118  +132
R =087 R =0,89 R*=0,85 R =088 R*=0.91 R =0,93

MIRA3 TESCAN| MIRA3 TESCAN|

MIRA3 TESCAN| MIRA3 TESCAN|

6 2

Puc. 10. COM pexynmx KpOMOK TBEPOCIUIaBHBIX (pes:
a, 6 — mocie paboTsl 0KoJI0 5 MUHYT (yBenmueHue x59 u X207); 6, 2 — MoCiie KPUTHIECKOTO H3HOCA (yBEIIn4e-
Hue X35 u x155)
Fig. 10. SEM images of the cutting edges of cemented carbide end mills:

a, 6 — after approximately 5 minutes of operation (magnification x59 and x207); 6, ¢ — after critical wear
(magnification x35 and x155)
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yuHe cKajbiBaHud (puc. 11). B 3Toi cBsi3u nogaya
ObLTa OrpaHudYeHa BenumunHOM B 200 MM/MUH.
Bremonaennsiii mocie ¢peseposanusi PCA pe-
KYIIX KPOMOK TIOKa3all, YTO KPOME UCXOIHBIX (a3
WC u Co B ux cocTaBe MpUCYTCTBYIOT (a3bl, chop-

Puc. 11. ®otorpadus TUIIOBOTO pa3pyIIEHUs PEKYIIIX

3yObeB (hpesbl
Fig. 11. Photograph of a typical fracture of the cutter
teeth

= _ @
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TEXHOJIOI'UA

MHUPOBABIIUECS B PE3yIbTaTe TEPMOMEXaHHYECKO-
TO BO3ZCHCTBUS MEXAY O3JIEMEHTaMH Marepuaia
(bpe3bl U 0OpabarbiBacMOl 3aroToBkH. Hasmrime
(parmenTsl conepxkar caoxkupld kapoun Cr,,C,
n uatepmeramuma NiW (puc. 12, a, 6). Jlannbie
COM cBUAETENBCTBYIOT O HAJIMYUU KPYITHOTO CKO-
TUICHUS IPOYHO MTPUBAPHUBILIEHCS CTPYKKH, KOTOpast
HaBUCaeT HaJ NepeaHell MoBepXHOCThIO (puc. 12,
8).

[Tpu ananm3e pexymux KpOMOK He 3a(hUKCUPO-
BaHO (pa3, Brirowarommx kuciopon. CiemoBarens-
HO, OKUCJIUTENIbHAS COCTABJISIONIAs MEXaHu3Ma 13-
HOCAa MHCTPYMEHTAJIFHOTO MaTepHalia B yCIOBHSAX
MIPOBEICHHBIX SKCIIEPUMEHTOB SIBIISICTCSI HE3HAUU-
TEJIbHOM.

AJTre3uOoHHBIE TIPOLIECCHI TPU pe3aHuM 00e-
CTIIEYMBAIOT B3aUMOJCHCTBUE MEXIY 3JIEMEHTaMH
3arOTOBKU U CTPYKTYPHBIMH 3JI€MEHTaMH HHCTPY-

MIRA3 TESCAN|

o

2 Teta (rpan)

MIRA3 TESCAN|

6

Puc. 12. Peatrenorpamma (a) u mukpodotrorpaduu COM (6, ) pexxyLx KpOMOK Qpe3bl
nociie ¢ppesepoBanus (yBenudeHnue X414 u x78 COOTBETCTBEHHO)

Fig. 12. X-ray diffraction pattern (a) and SEM micrographs (6, 6) of the cutting edges of the
milling cutter after milling (magnification x414 and x78, respectively)
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MeHTa. 1o Bo3aeicTBHEM CUIT CUEIUICHHS TTPOMC-
XOIUT MIEpEMEIIEHUE OTHOTO 3epHa UM TPYIIIIHI 3e-
PEH MHCTPYMEHTAIBHOTO MaTepuaina. Pesympratom
CTaHOBUTCSI CYIIECTBEHHOE OcaleHue pexymiei
KPOMKH, KOTOPOE MPOSIBIISIETCS B BHJIE BHIKpAILIBA-
HUS WK 00pa30BaHUsI CKOJIOB.

Paccmorpum  mogpobuee  Mukpodororpadun
U Mop(dosoruio XapakTepHBIX cTpyxkek (puc. 13),
NOJTYYCHHBIX TpU (pe3epoBaHUU HA PEKUMAX U3
Tabn. 1.

Ha c¢ororpadusx (puc. 13) mokasaHa dacTth
CTPYKKH, IPY 3TOM B BEPTHKAJIHHOM HalpaBlICHUH
u3Mepsercs ee mupuHa (puc. 14, 6). Ha pexymeit
KPOMKE 110 BHHTOBOH IOBEPXHOCTH (Ppe3bl MIHpUHA
CTPYXKKH bCTp ~ 4,5 mm. OHaKO OHa MEHbIIE JUIN-
HBI KOHTAKTa BIOJIb TIIABHOM PEXyIIe KPOMKH, CO-
crapisiromeit 10,9 mum (puc. 14, a, 0).

HeGonpmras rmyouHa ¢pesepoBanus ¢ = 1 MM
(pamuanbHas IyOUHA a, 0 aHIVIOA3BIYHON TEPMH-
HOJIOTMH) TIPUBOIUT K YMEHBUICHHUIO HAWOOJbIICH
JUTMHBI KOHTAKTa [NIABHOM PEXKYIIEH KPOMKH C BEP-
THKAJIbHOW MOBEPXHOCTBIO 00paboTku [ . OHa,
B CBOIO OU€pPElb, 3aBUCUT OT JJIMHBI TyTH KOHTAKTa
BEPIIMHBI 3y0a (pe3bl ¢ MOBEPXHOCTHIO 3arOTOBKH
lz[ym Py 33JJaHHOM JUaMeTpe (hpe3bl d(bp’ TOJIITH-
He (pesepoBanus f M nogade Ha 3y6 s (Mm/3y0),
T. €. lﬂym = fld o b s_). Ilockonbky nuametp dpesbl
U TiyOuHa pe3epoBaHus PU BHIIOJIHEHUH KCIIe-
PHUMEHTOB HE M3MCHSIMCh, TO JUIMHA [ 3aBHCHT
TOJIBKO OT TOJIa4H Ha 3YO0.

[lonaya Ha 3y0 paccuuThIBaeTCs MO OOIIEU3-
BECTHOM Qopmyne s =S /(nz),tne S — MUHYT-
Has rojada (MM/MHH); 7 — 9aCTOTa BpalieHus ¢pe-
36l (00/MHH); z — KOIM4ecTBO 3yObeB (wT.). Taxk,
IpY HAUMEHBUIEH HCMONB3yeMOW momave S == =
= 25 MM/MHWH ¥ HauMEHBIIEH MCIOJIb3yEeMOH Ya-
crore BpameHus ¢pessl n = 315 o6/muH, s, =
=0,02 mm/3y0, TOTIA l[[yrI/I = 3,2 mm. [Tpu HanboIIb-
wei nogaue S =200 Mm/MuH U n = 315 06/MuH,
s, = 0,159 mm/3y0, Iﬂ[ym = 3,42 mm. Hecmotpst Ha
yBeIMUYEHUE ToJayu Ha 3y0 B 8 pas, yBenumueHue
JUIMHBL Oyru npowusouuio Bcero B 1,07 pasa. Ta-
KM 00pa3oM, OCHOBHOE BIMSHHE Ha JUTHHY JYTH
KOHTaKTa BEPIIMHBEI 3y0a ¢ 00pa3loM OKa3bIBaeT
nuametp Gpessbl alq)p u rnyouHa ¢pesepoBaHus f.
Ha cxeme puc. 14, a Bennuuna nopavu Ha 3y0 s,
MoKa3aHa CXeMaTu4yHo B 6 pa3 Oosblie, yeM Ha ca-
MOM JieJie, 1ake Ipu HauOoubllel mojadye Ha 3y0
s = 0,159 mm/3y6 (S = 200 MmM/MuH 1 1 =

Z max

=315 00/mumn).

OBRABOTKA METALLOV %

OTMedeHo, 4TO0 HaWOOJbIIAS JUIMHA KOHTAKTa
IJIJABHOM PEXYILIEH KPOMKHM C BEPTHKAJIbHOM IIO-
BEPXHOCTBIO OOpaboTku [, = Ly /cos ® =
=3,42/cos 40 = 4,46 MM, YTO COOTBETCTBYET IIINPH-
HE CTPYXKKH (bCTp ~ 4,5 mm).

[lepnieHIUKYJIApHO BUHTOBOM IJIABHOW PEXY-
el KpOMKE MPOUCXOAUT MEPEMELICHUE CTPYKKHU
1o mepenHeil moBepxHOcTH 3y0a ¢pes3sl. [lnmHa
CTPY>KKHU lCTp B TOM HarpasieHn# (Ha ¢porto puc. 13
3TO COOTBETCTBYET MPHUOIU3UTENILHO TOPU3OHTAIIb-
HOMY pa3Mepy CTPYKKH 0e3 yuera ee CKpyduBa-
HUS) IIPY MUHYTHOM 11o1a4e S =25 MM/MHH U 1 =
=315 06/muH, ZCTp ~ 0,3 mm (puc. 13, a).

YBennyeHne MUHYTHOM nonadu 10 200 Mm/MuH
npu n = 315 00/MUH TPUBOOUT K YBEIHMUYCHHIO
JUTMHBI CTPYKKHU 10 ZCTp ~ 1 mm (puc. 13, 6), a ee
UIMpUHA YBEJIUYUBAETCA 0 bmp =~ 10 mm. YBenu-
YeHHe HIMPUHBI CTPYXKHU ¢ 4,5 1o 10 MM cBsi3aHo,
Ha Hall B3I, C YBEJIMUEHUEM TEMIIEpaTypbl, KaKk
CJIEJICTBUE — YBEJIMYEHUEM IOJayu, U CBAPUBAHU-
€M CJENYIOUIEr0 y4yacTKa CTPYXKHU IO IIHPHUHE,
T. €. 3TH Y4YacTKH IEepeMEeLIatoTCs] KaK CILIOLIHAs
JIEHTa, IOCKOJbKY OYEPEIHOM y4acTOK TOJKAEeT
NpEIbIAYIINA BIOJAb BHHTOBOM CTPYKEYHOWU Ka-
HaBKU BBEPX Ja)X€ IOCJIE MPOXOXKIEHHUS BEPLIU-
HBl pEXyLIed KPOMKHM CBOEH JUIMHBI IYTH Z,HyFI/I
(puc. 14, a, 6). T0 NMPOUCXOIUT U3-3a TOTO, YTO
YYaCTKH PEXKYIIEH KPOMKH, paCIOJI0KEHHbIE BBIILIE
BEPILHHBI, MPOJODKAIOT CPe3aTh CTPYXKKY U TOJI-
KaloT €€ BBEPX BJI0JIb BUHTOBOM KaHABKH, IIOKA BCS
IJIaBHas peXyllasi KpOMKa HE BBIMJET U3 KOHTAKTa
C BEpTUKAJIHHON MOBEPXHOCTHIO 00pasiia BEICOTON B
iy mmpuHoi (pesepoBanus B = 7 mMm. [lostomy
IIpYU YBEJIMUYEHHOM o/1aue bCTp R nom = 10,9 MM.
[lo mmpuHe cTpyXKa HE JEJIUTCA HA YacTH, HO Ha
HEKOTOPBIX CTPY’KKaX MOSBISIOTCS INIyXHE TPeIln-
Hbl, MPEILIECTBYIOLIUE PA3JCICHUI0 CTPYXKKU Ha
4acTH 1o mupuHe (puc. 13, 2).

31ech U 1ajee yIIOMUHAETCsl O MOBBIIIEHUN TEM-
Ieparypsl B 30HE pe3aHus (B 30HE MEPBUYHBIX IIa-
CTHUYECKUX AepopMalyii) Ipy yBEIUUEHUN TIOAa4H,
CKOPOCTH pe€3aHMs M APYTuX IapaMeTpoB pexuma
pe3aHus, XOTs TeMIlepaTrypa pe3aHus HarpsMyro
HE H3Mepsach HU3-3a TEXHUYECKOH CII0KHOCTH.
[lo pesynpraraM SKCHEPUMEHTAJIBHBIX HCCIIEH0-
BaHM aBTOPOB [3, 4, 16, 27] u ¢ yueTroM sIBICHUH,
HaOMIOaeMbIX B HACTOAIICH padoTe, yCTaHOBIIE-
Ha KOppeysilus ¢ OOIIENPUHATHIMU OJIOKEHUSIMU
O BJIMSIHUU TOJILLUHBI CPE3a U CKOPOCTHU PE3aHUs Ha
TEMIIEpaTypy pe3aHusl.
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L‘
i
=25 MM/MHH
-

MHH

v=11,8 M/mun; §

mago | HV dot
426 mm 207« 20.00kV_ CES | 2.00 mm

v=23,6 m/mun; S, =25 MM/MHH
wo maga | 1 det 0 mago | HV det | HPW
202857 mm 207 % 20.00 kV  CBS X X 383 mm 207 x 2000kv  CBS | 2.00mm

LY |
v=23,6 M/MUH; S
mon | Aems on A

MHH MHH

1=23,6 M/MMH; S

3

& mago | IV det
1 204504 mm 207 x | 20.00kV_ CES | 2.00 mm

Puc. 13. MukpodoTorpaduu cTpyKeK, oTydeHHBIX Ha Pa3IUYHBIX PeKUMax (hpe3epoBaHUs
(yBemmuenue %207):

a—e — BIIOJIb; Jic—m — TIoTiepeK (cM. Takxke c. 87)

Fig. 13. Micrographs of chips obtained under various milling conditions (magnification x207):

a—e — along the build direction; o«c—w — across the build direction (see also p. 87)
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Wi it /’eA‘ el i
v=11,8 m/mun; S, =200 Mm/m

EER det | HFW um

26 mm 207 x | 20.00kv  CES | 2.00mm

h=23,6 M/M; S =80 MM/MUH

'-' W v det | HPW
1% 204449 mm 207 x| 2000V CBS | 2.00 mm
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[T gt
v=23,6 M/MuH; S, =200 MM/MH
e G i e ram

Puc. 13. OxoHuanue

Fig. 13. The End

a

Korm

dyeu

0 8

Puc. 14. Cxembl Ui ONpeeTICHUs] JUTHHBI YT KOHTAKTa BEPLIMHBI 3y0a ¢ 3aroTOBKOM (@), OTpEIeTIeHUs JITHHBI
KOHTaKTa PEXYyIIeH KPOMKH C BEPTHUKAJIbHOW IMOBEPXHOCTHIO 3arOTOBKM TIPH TOJHOM Bpe3aHuH 3yda (pesbl
B 3arOTOBKY (6) 1 OCHOBHBIE TTapaMEeTPhI CTPYKKH (8)

Fig. 14. Diagrams for determining: (@) the length of the contact arc between the tooth tip and the workpiece; (6) the
contact length between the cutting edge and the vertical workpiece surface when the cutter tooth is fully engaged;
(8) the main chip parameters

C yBenmyeHueM 4acToThl BpatieHus 10 630 06/MuH
(v = 23,8 m/MuH) ipu S = 25 MM/MHH OXHUJac-

MHWH

MO TIPOMCXOJHUT YMEHBIICHHE IMOJa4d Ha 3y0 IO
S =0,01 Mmm/3y0, HO TIpH STOM HPOUCXOTUT YBEIIHU-

z

YCHUE JUIMHBI CTPYX)KH [ 710 0,55 MM (puc. 13, 2).

Oto B 1,8 pasza Oomblie, 4eM NpU MEHbIIEH CKOPO-
ctu pesanus v = 11,9 m/MuH 1 Takoi ke momade
Ha 3y0. [IpuunHON MaHHOTO SIBIEHUS CIy)XaT JBa
¢daxTopa: BO-TIEPBBIX, BO3PACTaHHE TEMIIEPAaTyphl
B 00NacTH TNEpBUYHOW IUIaCTHUECKOH aedopma-
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IIUH, @ BO-BTOPBIX, YBEJIUUEHHUE [IACTUYHOCTU 00-
pabaTbIBaeMOro Marepuaja B YCIOBHMAX Harpena.
K Tomy e eciau mnpu CKOpPOCTH pE3aHus Vv =
= 11,9 M/MuH cTpy’KKa CBOpaunBajgach B TpyOOUKy
(puc. 13, a), 4To 3aTpyaHsIIO U3MEPEHUE €€ UCTH-
HOMW JUIMHBI, TO 1pH v = 23,8 M/MUH CTpYy’KKa HJET
6onee miockoii (puc. 13, 2).

YBenuuenue MUHYTHOM nonauu 10 200 MM/MuH
npu v = 23,8 M/MuH (momasa Ha 3y0 S, =
= 0,08 MM/3y0) NpUBOAUT K YBEIMUEHHIO MJIH-
HbI CTpYXKH 110 1,55 mm (puc. 13, e). [lo mmpune
CTPY’KKa HAYMHAET PA3JENAThCS HA NPUOIU3UTEIb-
HO OJMHAKOBBIE yacTH HMpuHOH 0,6 MM, ciabo
CKpeIUIEHHbIE Ipyr ¢ apyrom. C OQHOW CTOPOHBI,
Takoi 3((eKT MOXKeT BbI3BATH YMEHbILICHHE CHJI Ha
nepeiHel MOBEpXHOCTH 3y0a, a ¢ Apyroi — yBeiauye-
HUE JUIMHBI CTPY’KKM U YMEHBIIECHUE €€ CKpyUYUBa-
HUS IPUBOJUT K YXYALIECHUIO Pa3MELEHUS CTPYKKU
B CTPYKEUHOW KaHABKE, YTO IIPH JaJbHEHUIIEM yBe-
JIMYEHNU CKOPOCTH PE3aHMs WIH M0/1a4U BbI3bIBAET
€€ HEraTUBHOE IIaKETUPOBAHUE.

[Tpu QpesepoBanHrK MONEpeK HANpaBiICHUS I10-
Jladd TIpU CHHTE3€ CTPY)KKa OTIMYAeTCs OT Ipo-
JIOJIBHOTO  ()pe3epoBaHUsl OTCYTCTBUEM CKpYYEH-
HOCTH @K€ IPU HaUMEHbIIUX nojavax (puc. 13).
B npoTuBONONOKXHOCTh CKpyUeHHOH (hopMe CTpyXkK-
KA TpU OPOAOIBHOM (Ppe3epoBaHMM TPU MHHYT-
HOll momaue 25, 80 mm/MuH npu n = 315 06/MuH
(puc. 13, a, 6) crpyxka oOpazyercs IIOCKas
(puc. 13, o, 3), 4TO, KaK y’ke€ YIIOMHHAJIOCH BBILIE,
3aTpyaHsAeT OTBOA cTpykKu. Ilpu HanbGonbuiei
nonaue 200 MM/MUH NpU TPOJOIBLHOM (pe3epo-

OBPABOTKA METAJIJIOB

dot

90 det
x | 2000kv  CBS

TEXHOJIOI'UA

BaHUU CTPY’KKa oOpa3yeTcs JUIMHHAS U IIHPOKas,
HO pBaHOi Gopmel (puc. 13, 6), TorAa Kak mpu mo-
nepevHoi nojgade oHa crutomrHas (puc. 13, u). Tem
HE MeHee BeJIMYMHA cuil Ph u Py ipu nonepevyHom
¢dpe3epoBaHUM HEMHOTO MEHBIIE, YeM IpH Mpo-
JIOJIBHOM TIpU BCEX Iojayax, a oceBas cuia Px
nouTH B 4 pa3a MmeHsble (puc. 9).

VYBenuueHue cKopocTu pe3anus Ao 23,8 M/MUH
HE M3MEHWIO (OpPMY CTPYXKKHU MpHU (Ppe3epoBaHUU
nonepek cunresa (puc. 13, x, 1), a npu 80 m/MuH
dbopma CTPYXKKHU NP MONEPEUYHOM U NPOAOIBEHOM
¢bpe3epoBanuu NPUOIN3UTENBHO OaUHaKOBa. OiHa-
KO MpH yBeIn4eHuu nogaqu 10 200 MM/MUH CTPYXK-
Ka CTaHOBHTCS, HA000POT, CKpyueHHOH (puc. 13, m)
B IIPOTHBOIIOJIOKHOCTB MPSIMOM CTPY>KKE IIPH IIPO-
noabHOM (ppesepoBanuu (puc. 13, e).

BHemHsAs CcTOpOHA CTPYKKM HMEET MaJIeHb-
Kue 3yOumku (CKJIQZKH), MapajiesbHble LIMpUHE
CTpYXKH (puc. 15), sBisroIMecs: BEpIINHAMHU dJie-
MEHTOB IICEBIOCIMBHON CTPY’KKH, UTO XapaKTEPHO
npu 006paboTKe HE OYEeHb MJIACTUYHBIX MAaTEPHAJIOB
WM KOT/1a ITpH 00paboTKe MPOUCXOIUT YIIPOUHEHHUE
BCJIEZICTBHE OOJIBIION IIACTHYECKON IedopManuu.
Taxkum 006pazom, B 30HE NMEPBUYHOMN MIACTUYECKOM
nedopMaluy IPOUCXOAUT CABUT chopMupoOBaBILIe-
rocsl MIEMEHTA B0JIb [IOBEPXHOCTHU C/IBUTa, HO BbI-
COKasl TeMIIepaTypa 1 JaBJIeHHUE IPUBOAUT K CBapH-
BaHUIO ITUX DJIEMEHTOB CTPYKKH. C yBeIMUEeHUEM
NoZla4M MPOUCXOAUT Oojiee 3HAYMMOE BBIJCIICHUE
JJIEMEHTOB CTPYXKKH H3-3a YBEIUYEHHUS TOJIIMHbI
cpe3a [34], HO pa3mIAAETh BEPUIMHBI IEMEHTOB
MOXHO TOJIBKO IIPY OOJIBIIOM YBEJINYECHUH.

TERE det
17 x 2000kV  CBS  2.00mm

Puc. 15. Tunmmaasie mukpodororpadun COM CTPYKKH:

a — 00pa3oBaHUE CKIIQIYAThIX CTPYKTYP; 6 — POPMUPOBAHKE U PA3BUTHE MATUCTPATBHON TPEIHMHBI

Fig. 15. Typical SEM micrographs of chips:

a — formation of folded structures; 6 — formation and propagation of a main crack
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Ha wmukpodotorpadusax crpyxek, MOITy4eH-
HbIX ¢ noMolblo COM, Ha npupe3loBOi CTOPOHE
3a(UKCUPOBaHbl OONACTH C BHEAPEHHBIMHU 3€pHA-
Mu WC (puc. 16). YcTaHOBICHO, YTO MOBBIIICHUE
HArpy30K Ipu (pe3epoBaHUM BEAET K BO3HUKHO-
BEHHUIO Ha MOBEPXHOCTH CTPYKKH O0Jiee KPYyHMHBIX
00JIOMKOB MHCTPYMEHTAJIBHOTO MaTrepuana — pas-
Mepom 110 150 MM u Gosee. ITo HAOIIONEHUE SIB-
JSI€TC KOCBEHHBIM IMPU3HAKOM aJr€3HMOHHO-YCTa-
JOCTHOTO M3HOCA, CYyTh KOTOPOIO 3aKJII0YaeTcs
B TOM, 4YTO BBICOKOTEMIIEpAaTypHOE BO3/CICTBUE
B COYETAHUM C HAKOIUICHHBIMU B MOBEPXHOCTHOM
CJI0€ MHCTPYMEHTAa HANpPSOKEHUSIMU OCIa0NsIeT Ko-
0anbTOBYIO CBA3KY. B pesynbrare 3epua WC oTpbI-
BAIOTCS ¥ IEPEHOCSTCS HA IOBEPXHOCTh CTPYKKH.

HccnenoBanre BO3MOXHBIX CTPYKTYypHO-(azo-
BBIX MPEBpAIICHH, MPOUCXOIAIIMX B 00padarhI-

[ a—
100pm

8

0BRABOTKAMETALLOV M

BAa€MOM MaTepuajle IpU BBICOKOTEMIIEPATYPHOM
BO3JIEHCTBUU U Ae()OPMUPOBAHUH, BHIIOIHSIN Me-
tonoM PCA. Ananusy nozasepraiu CTpykKy [26],
c(OPMHPOBAHHYIO MTPU PA3JINYHBIX 3HAUYCHUSIX CKO-
POCTH pe3aHus U MoJa4H, a TAKXKE IOBEPXHOCTH 00-
pasua nocne ¢ppesepoBanus (puc. 17).

Ha mnoBepxHOCTH 3arotoBku mocie ¢pesepo-
BaHMS U B CTPYXKKaX, IMOJIYUYEHHBIX IPU peKHUMax
v=119 m/mun, S = 25 mm/mun u 200 Mmm/Mun
(puc. 17), obpazoBaHue HOBBIX (ha3 MO CPaAaBHEHHUIO
C UCXOJHBIM COCTOSIHMEM Marepuia a0 (pesepo-
BaHMs oOHapykeHO He Obuio (puc. 6). Ilpu sTom
OTMEUEHO, 4YTO pEHTreHorpaduyeckass TeKCTypa,
KOoTOpas HaOnoasach B HCXOAHOM COCTOSHUM
U 00yCIIOB/IEHA JEHAPUTHBIM POCTOM, XapakTep-
HBIM JUJISl aJJIATUBHBIX MarepuaioB [27], 3aMeTHO
ocnabeBaet nocie ¢ppe3epoBaHus — Kak Ha 06pado-

Puc. 16. Muxpodotorpaduun COM u EDX mipupe31ioBoii MOBEPXHOCTH CTPYKKH:

a, 6 — pexxum 23,8 m/muH, 80 MM/MuH; 8, 2 — pexum 23,8 m/muH, 200 MM/MUH

Fig. 16. SEM micrographs and £DX analysis of the rake surface of chips:

a, 6 — conditions: 23.8 m/min, 80 mm/min; 6, 2 — conditions: 23.8 m/min, 200 mm/min
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Puc. 17. Peatrenorpammel ((hpe3epoBaHe BAOIb):

1 — Inconel 625 mocre ppeseposanus, v = 23,8 v/mun, S = 200 Mm/MuH; 2 —

CTpYXKa, Tonydennas mpu v = 11,9 m/mun, S = 200 mm/MuH; 3 — CTpy*kKa,
noydennas npu v = 11,9 m/mun, S = 25 Mm/MuH

Fig. 17. X-ray diffraction patterns (milling along the build direction):

I — Inconel 625 after milling (v =23.8 m/min, § . =200 mm/min); 2 — chips

(v=11.9 m/min, §_. =200 mm/min); 3 — chips (v = 11.9 m/min, S

TaHHOW MMOBEPXHOCTH, TaK U B CTpYkKe (puc. 16).
Takass TeKCTypa MpOSBISIETCS B NMPEHMYIIECTBEH-
HOM opueHTanuu rmaockocteit (111) y-Ni.

JUis KOMMYECTBEHHOM OLICHKM CTENEeHH TeK-
CTYypHI 70 ¥ nocie (pesepoanus Inconel 625 BbI-
YUCISITUCh Ko duumentsl TekcTypsl. [locnennue
ObUTM paccuuTaHbl A1l ucxoxHoro obpasima Inconel
625 no ¢pesepoBanus, s obpasma Inconel 625
nocine ¢ppe3epoBanus, a TaKXKe I CTPYKEK, U ITH
JTaHHbIE€ OBLIM CpaBHEHBI ¢ KOd((UIIMEeHTaMU TeK-
CTYpPBI, PACCYUTAHHBIMU IO MTHKOBBIM MHTEHCHUBHO-
CTSIM U B3SITBIMH U3 CTaHJAPTHON 0a3bl JAHHBIX JUIS
v-Ni (00-023-0297) (puc. 18).

[TpuBeneHHbIe pe3yNbTaThl MOATBEPKIAIOT JIBA
¢axTa. Bo-nepBbix, B icxogHoM Inconel 625 no ¢pe-
3€pOBAaHUSl TPUCYTCTBYET BBIPAXKEHHAs TEKCTYypa,
00yCIIOBJIEHHAsI CHIPUTHBIM POCTOM. BO-BTOpBIX,
rmocJie TpoBeneHus (Gpe3epHoil 00pabOTKH HA TIO-
BEPXHOCTHU 3arOTOBKH, @ TAKXKE B CTPYXKE (PHKCH-
pyercsi ocnabneHue maHHOW TekcTypbl. [lomoOHOE
YMEHbILIEHHE WHTEHCUBHOCTH TEKCTYPBI, MPEATOIO-
KHUTEITLHO, 00YCIIOBJICHO BO3/IEHCTBHEM 3HAYHUTEITh-
HBIX M1acTuaeckux nedopmanuii. [log nx BausHuem
MCXOHAsI BHICOKOTEKCTYPHPOBAHHAS CTPYKTYpa Ipe-
TEpIIEBACT M3MEHEHHUs, KOTOpPbIE BBI3BIBAIOT CIIOH-
TAHHYIO JI€30PUEHTALMIO KpUCTAIIOrpapuIecKux
IUIOCKOCTEH 00pabdarbiBaeMOro mMarepuania.

[ToMuUMO CHUXKEHUS BBIPAXKEHHOCTU pPEHTIe-
HOTpa(UIeCKON TEKCTYpHl Ha TMOBEPXHOCTH TOCTE

90 Tom 28 Ne 2 2026

=25 mm/min)

min

(dpe3epoBaHus U B CTPY)KKE, B paMKax HacTOsIIe-
ro HCCIeq0BaHUS OBbUTH BBISBICHBI CTPYKTYPHBIC
nepecTpoiiku. OHU BBIpAXXKarOTCsl B YUIUPEHUU (-
PaKIMOHHBIX PE(IEKCOB MO CPABHEHHUIO C HCXO[-
HBbIM YPOBHEM, YTO CIIY’KUT TUIIUYHBIM HPU3HAKOM
NPOTEKAaHUS] MHTEHCUBHBIX IJIACTUYECKUX Hedop-
Manuii (puc. 19).

[Tuxu B oOpasnax u cTpykkax mociue ¢pesepo-
BaHUS TAK)KE CMEIAJINCh OTHOCUTEIBHO HCXOIHOTO
COCTOSIHUS B 00J1acTh 00JbIIMX YIIIOB (pHcC. 19), uTo
NPUBOJUT K YMEHBIIECHUIO MapaMeTpa KyOudeckoi
pemeTk Y-Ni B CTPY’KKE U MOXKET OBITh CBSI3aHO C
HIOBBIIIEHHBIM YPOBHEM CXKMMAIOLINX HANPSKEHUI.

W3HOC TBEpIOCIIIABHOTO MHCTPYMEHTa 0e3 Io-
KPBITHS TIPU PE3aHUU NPUHATO OMUCHIBATH C MTOMO-
IIbI0 TPEX MEXAaHHW3MOB: aOpa3uBHOIO, a/JAre3UOH-
HOTO M OKHCJIUTENHHOTO [28]. B ycinoBusiX HU3KHUX
CKOpOCTeH JOMUHHMpYET aOpa3MBHBIM HM3HOC M3-3a
HU3KOM TEMIIEPATyPbl, HEAOCTATOYHOM JUIsl aKTHUBA-
LIUM UHBIX MEXAHU3MOB.

s ciydass oOpaOOTKM CynepcIjiaBOB Ha OC-
HOBE HUKeJs a0pa3uBHBIA M3HOC SIBISIETCSI Xapak-
TepHbIM [30] U3-3a HAIMYKSA B COCTaBe 00pabaThI-
BAa€MOIr0 MaTepHajla 4acTHUl] TBEpAbIX KapOWJIOB M
OKCHJIOB, KOTOpbIE€ (POPMHUPYIOT Ha IIOBEPXHOCTH pe-
KYIIUX KPOMOK XapaKTepHble 00po3/bl (IIapariHbl).
Bwmecre ¢ TeM ¢ pocToM TemIiepaTypbl MOKET yCUIIH-
BaTbCs POJIb OKUCIUTEIBHOIO U3HOCA, YCKOPSIOLLETO
aOpa3uBHBIE MPOIIECCHI U3HOCA HHCTPYMEHTA.
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(111) (200)
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Puc. 18. KoadpuuneHTsl TEKCTyphl, paCCUMTAHHBIEC [0 PEHTTCHOTpaMMaM, PEACTaBIICH-
HBIM Ha pUc. 7 1 puc. 19, B cpaBHEHHUHU C MOTYYECHHBIMH U3 CTAHJAPTHOM 0a3bl NaHHBIX:

1 — Inconel 625 nocne ¢pesepoBanms, v = 23,8 m/muH, S

= 200 mm/MuH; 2 — CTpYXKKa, TOIY-

MHWH

ueHHas mpu v = 11,9 M/mun, § = 200 Mm/MuH; 3 — cTpyXKa, nodydeHHas npu v = 11,9 m/mum,

M

S = 25 MM/MuH; 4 — nexoaHbIi o6pasern Inconel 625 mo gpesepopanus

Fig. 18. Texture coefficients calculated from the X-ray diffraction patterns shown in Figs. 7
and 19 compared with those obtained from the standard database:

I — Inconel 625 after milling (v = 23.8 m/min, S_. = 200 mm/min); 2 — chips (v = 11.9 m/min,
S . = 200 mm/min); 3 — chips (v = 11.9 m/min, S . = 25 mm/min); 4 — initial /nconel 625 sample
before milling
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Puc. 19. PeHTreHorpamMmmsl:

1 — ucxonHblit o6pazen Inconel 625; 2 — moBepxHOcTh Inconel 625 mocne dpezepoBanus,

v = 23,8 m/muH, S

H

M

= 200 mm/MuH; 3 — cTpyXKKa, noiydeHHast npu v = 11,9 m/muH,
S = 200 MM/MUH; 4 — CTpysKKa, Mody4eHHas npu v = 11,9 m/mun, S

=25 MM/MHUH

MHH

Fig. 19. X-ray diffraction patterns:

1 — initial Inconel 625 sample; 2 — Inconel 625 after milling (v =
11.9 m/min, S . = 200 mm/min); 4 — chips
(v=11.9 m/min, S

S .= 200 mm/min); 3 — chips (v =

mi

AI[FGSHOHHBIﬁ HU3HOC BO3HHUKACT IMPU BBICOKHX
JIABJICHUSX U TEMIIEPATYPAX HA NIEPEIHEN TPaHU UH-
CTPYMEHTA B MECTE €€ KOHTAKTa CO CTPYyKKoH. I1ox
JeNCTBUEM 3TUX (DAKTOPOB aKTUBU3UPYETCS UHTEH-
CUBHAs IUTacTUYecKas Aepopmarusi, IpUBOAIIAs K

23.8 m/min,

i = 25 mm/min)

O00HAXCHHUIO CBEXKUX TMOBEPXHOCTHBIX clioeB. [Ipo-
HCXOJUT aJICOPOITUST aTOMOB B3aMMOJICHCTBYIOIINX
MaTepuaioB ¢ 00pa30BaHHEM MEKATOMHBIX CBSI3EH,
(hopMUPYIONUX YYaCTKH crerieHusl. OTHOCHTEIb-
HOE nepeMeleHre 3y0a Gppe3bl U 3arOTOBKH BBI3bI-
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BACT pa3pylICHUE ITUX CBSA3EH, UTO BIICUET 3a COO0i
cMelleHre 100 BBITATUBAHHUE OTAEIBHBIX 3E€pEeH
wid ux rpynn. Takum oOpas3om, peanusyercss U3-
HOC, 00YCIIOBJICHHBIN are3uei.

[Tnactuueckas aedopManusi MHCTPYMEHTANb-
HOI'O Marepuajla CBA3aHa C IOJI3y4YECThIO IPU BbI-
cokux Temmeparypax [31]. KobGamproBas cBs3ka
nedopmupyeTcst 6ojiee MHTEHCHUBHO, TaK Kak ee
COINPOTHUBJICHUE IOJ3YyUECTU B YCIOBMSIX BBICOKHUX
TeMIeparyp HefnoctaroyHo [32]. Pasmsruenue xo-
0aJIbTOBOM CBSI3KM NMPOBOLIMPYET BHIPBIB 3epeH WC
U3 CTPYKTYpbl MaTepuaja UHCTPYMEHTA.

O Hanuuuu aare3MOHHOIO B3aUMOJECHCTBUSA
MeXy 00pabaTblBa€MbIM MaTE€pHaIOM U HHCTPY-
MEHTOM B IIPOLIECCE PE3aHUS CBUJIETEIBLCTBYIOT
J1Ba 00CTOATENbCTBA. Bo-nepBhIX, HA MPUPE3LOBOI
CTOpOHE CTPYXKH OOHapyxeHbl 3neMeHTsl W, Co,
Ni u Cr (puc. 16). Bo-Bropsix, nocne ¢peszepopa-
HUS Ha pexyumx kpomkax ¢pesst WC-Co 3aduk-
cupoBano obOpasoBanue HOBBIX (a3 Cr,,C, n NiW
(puc. 12). Beicka3blBaeTcs NPeANoOIOKEHUE, UTO
[0J, JEHCTBUEM CWJI CLEIUIEHUS, BO3HUKAIOLIUX
MEX]y 3JeMEeHTaMM 00pabaThiBaeMOro marepuaia
U UHCTPYMEHTAJIBHOIO MaTepualia, MHULUUPYET-
Csl CMEILlEHUE OJHOTO JINOO HECKOJIBKUX PacIoJio-
JKEHHBIX PSIZIOM 3€pEH MHCTpyMeEHTa. Pe3ynbraTtom
CTaHOBUTCSI CYLIECTBEHHOE OcalleHue pexyuiei
KPOMKH, YTO CIIOCOOHO BBI3BaTh €€ pa3pylICHUE.
Hcxons u3 BBILIECKA3aHHOTO, I MUHUMHM3aLUU
aAre3MOHHOIO MW3HAILMBAaHUS PEXUMBl PE3aHUs
JIOJKHBI HA3HAUaThCsl HA HAyYHOM OCHOBE.

VYenoBusiMu 18 BOBHUKHOBEHUS! OKHCIIUTEINb-
HOTO M3HOCA CIYXKaT TUIOTHBIA KOHTAKT MepenHeit
I'PaHU MHCTPYMEHTA CO CTPY’KKOM M OJHOBPEMEH-
HBII KOHTAKT 3aJlHEH MOBEPXHOCTH C 0OpaboTaH-
HOW CTOPOHOM 3aroTOBKH. B MecTe Takoro KOHTaKkTa
pa3BUBAETCS TPEHHE C BBHICOKON MHTEHCHUBHOCTBIO,
YTO COMPOBOXK/IAETCS AKTUBHBIM BBIJCICHUEM Te-
IJI0BOM dHepruu. Huskast TemonpoBOAHOCTb, PHU-
cymas ciaBy Inconel 625, mpuBoIUT K TOMY, 4TO
B MIape «MHCTPYMEHT — CTPY>KKa» YCTaHABIIUBAIOTCS
Ype3BbIYaHO BBICOKHE Temmeparypsl. B atux yc-
noBusix Co 1 WC B3auMOIEMCTBYIOT ¢ KUCIOPOAOM
U3 Bo3ayxa ¢ obpazosanuem okcuaoB (CoO, WO,,
Co,0, 1 11p.), KOTOpBIE YXY/AIAKT PEXKYIIUE CBOM-
CTBa MHCTPYMEHTA M BBI3BIBAIOT MHTECHCU(PHUKAIINIO
n3Hoca [33].

B pamkax mpoBeIEeHHOrO HCCIIEAOBAaHUS MpPHU-
3HaKM OKHCIUTEIBHOIO HW3HOCA HE MOJATBEpIu-
muck. Metog EDX He 3apeructpupoBall Kucaopoaa
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(puc. 16), a PCA He BBISIBUII KUCIOPOACOAEPKAIINX
(a3 Ha pexxyX KpoMKax (pessl nocie ppesepona-
Hus (puc. 12). Takum 06pa3om, BKIIaJ1 OKUCITUTEIb-
HOTO MU3HOCA B Pa3pyILICHHUE PEXKYILIEr0 HHCTPYMEHTa
B Hacroduled paboTe MOXHO CUMTATh HE3HAYU-
TEJIbHBIM.

BriBOaBI

1. B pe3ynbprare nmpOBEAEHHBIX MCCIEI0BAHUN
yCTaHOBJICHO, 4TO ¢pe3epoBanue cruiaBa Inconel
625, MOJy4eHHOTO MO aJJUTUBHOM TEXHOJIOTHUHU
EBAM, conpoBoxaaercs BeCbMa BBICOKUMH CH-
namu pesanus. C yBeTMUYEeHHEM MHUHYTHOW MOJayu
cwia Ph Bo3pacraet 60iee HHTEHCUBHO, YeM OOKO-
Bas cuia Pv. OOHapykeHa aHU30TPOIHs 00padaThI-
BaeMOCTH: TIpH (pe3epOBaHUU BIOIH HATIPABICHUS
CUHTE3a CHJIbl Pe3aHusl He3HAYUTENIbHO MPEBOCXO-
JIIT COOTBETCTBYIOIIME 3HA4YCHUs Tpu (hpezepoBa-
HUU TIOTIEPEK, YTO KOPPEIUPYET ¢ O0Jiee BHICOKUM
MIPEIETIOM TeKYUYECTH B MPOJOILHOM HApPaBICHHUH.

2. s cxopocrteit pesanmst 11,9 u 23,8 m/Mun
MOJTyYeHBbl JIMHEWHBIE PErpecCHOHHBIE MOJAEIH,
OMKCHIBAIOIINE 3aBUCHUMOCTbh COCTABIISIIOIINX CHJI
pe3aHusi OT MUHYTHOW TNOJa4u. YBEJIWYEHHE CKO-
POCTH pe3aHHsl B YKa3aHHOM HMHTEpPBAJI€ COMPOBO-
KIACTCSl CHIDKEHHWEM aOCONIOTHBIX 3HAYEHUU CHII
pe3aHus, HO OJHOBPEMEHHO BO3pAacTaeT MAJIMHA
CTPY’KKH, UTO OCJIOXKHSET €€ 3BaKyalHIo 110 CTpy-
KEUHON KaHABKE W3 30HbI PE3aHMs. YCTAaHOBIICHO,
gyto Inconel 625 EBAM B coctosiHum as-built xa-
PaKTEepPU3YETCsl MOHUKEHHBIM MPEIETIOM TeKYUYECTH
(144...171 Mlla) BciencTBUE KPYIHO3EPHUCTOM
CTOJI0YATON CTPYKTYPBI U OTCYTCTBHSI TUCTIEPCHUOH-
HOTO TBEpACHHSI, OJHAKO COXPAHSAET BBIPAKEHHYIO
aHM30TPONHIO CBOUCTB (~19 % pasHHLBI MEXTY
MIPOIOJIBHBIM U ITOTIEPEIHBIM HAIPABICHHUSIMH ), YTO
HE0O0XOJIMMO yUUTHIBATh IPU HA3HAYEHUU PEKUMOB
pe3aHusl.

3. [Tokazano, 94T0 MOPQOJIOTHUSI CTPYKKH CYIIIe-
CTBEHHO 3aBUCHUT OT pexuMoB pe3anus. C yBenu-
YEHUEM TOJaYH ¥ CKOPOCTH PE3aHUsl HAOIIONACTCS
yBEJIMUYEHUE JJIMHBI CTPYKKU (10 1,55 MM u 60-
Jiee), UCUE3HOBEHUE €€ CKPYUYMBAHUS U MOSIBICHUE
TyOOKUX TPEHIMH, YTO MPHU JajJbHEHIEH WHTEH-
CU(UKAIUN PEKUMOB TPUBOIUT K TTAKSTUPOBAHUIO
B CTPY)KEUHON KaHABKE MU TIOJOMKE WHCTPYMEHTA.
[Tpu momepedHoM (Gpe3epoBaHUM JTaXkKe MPH MAJBIX
oJ[a4ax, B IPOTUBOIIOJIOKHOCTE CKpy4IeHHOU (hopme
CTPYKKH TIPU MPOJOIBLHOM (Ppe3epoBaHUU, CTPYKKA
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oOpa3yercs TIOCKas, 4To 3aTpyaHseT ee orBol. Of-
HAKO 3TO HE YBEJIMYMBAET CUJIbI ()pe3epoBaHusl.

4. YCTaHOBIIEHO, YTO JIOMUHHUPYIOIIUM MeXa-
HU3MOM H3HOCA TBEPIOCIUIaBHBIX KOHIIEBBIX (pe3
npu oopabdotke Inconel 625, momyueHHoro Mo aji-
JIUTUBHOM TexHojoruu EBAM, siBiisieTcs aare3uoH-
HO-YyCTalOCTHBIN u3HOC. OO 3TOM CBHJIETEIHCTBY-
eT oOHapy)XeHHe Ha HPUPE3LOBbIX MOBEPXHOCTAX
cTpykku yactull WC HMHCTPYMEHTAJIbHOIO Mare-
puaia, a TaKkKe HAIMYUE HA PEXKYIIMX KPOMKax
das Cr,,C, u NiW, 00pa3oBaBUIMXCs B PE3YIILTATE
TEPMOMEXaHMUECKOTO B3aUMOJICHCTBUSL MaTrepuasa
UHCTPYMEHTA U 3aTOTOBKH.

5. PeHTreHOCTpPYKTypHBIM aHaau3 I0Kas3al,
4TO mpolecc (pe3epoBaHUs MPHUBOAUT K CHHKE-
HUIO UCXOAHOM KpHCTauIorpaduyeckoil TeKCTypsl
aJTUTUBHO TOJIyY€HHOTO MaTepHualla, YIIMPEHUIO
TU(GPAKIIUOHHBIX MUKOB U UX CMEIIEHHUIO, YTO CBU-
JIETEIbCTBYET O MPOTEKAaHUU MHTEHCUBHOM MJIacTu-
yeckoil nedopmanu B MOBEPXHOCTHOM CJIO€ 3a-
TOTOBKH U cTpyxkke. Hecmorpsi Ha 0O6paboTky 0e3
COX, kucnopoxnconepxkammx ¢a3z Ha PpEeXyIIUX
KpOMKax OOHapy»XeHO He ObLIO, YTO YKa3bIBaeT Ha
HECYIIECTBEHHYIO POJIb OKHCIUTEIBHOTO U3HOCA B
UCCIICIOBAHHBIX YCIOBUAX (hpe3epoBaHMUs.

6. OKCIEpUMEHTAIBHO ONpENEeICHbl paIHo-
HaJIbHBIE PEXXUMBI ()pe3epoBaHus (BCTpeUHas rnoja-
4a, CKOPOCTh pe3aHus He Oonee 23,8 M/MuH, Toga4a
10 200 mm/mMuH, TyOuHa pe3aHus | MM, MIMpUHA
dpesepoBanuss 7 Mm), oOecreduBaromme pado-
TOCIIOCOOHOCTh TBEPJOCIUIABHOTO HMHCTPYMEHTA.
[IpeBbimienue mogauu 10 250 MM/MUH TPUBOIUT
K KaTacTpO(pHUECKOMY CKaJIbIBAHUIO PEKYIIUX KPO-
MOK B II€PBBIE CEKYH/IbI pe3aHMUsL.
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Introduction. Nickel-based alloys such as /nconel 625 are widely used in the aerospace industry due to
their high heat resistance and corrosion resistance. However, their machining is complicated by the low thermal
conductivity of the material, its tendency to work hardening, and accelerated tool wear. The advent of additive
technologies makes it possible to obtain blanks close to the final shape, but the machinability of such materials
has not been sufficiently studied, especially taking into account the anisotropy of properties caused by synthesis
conditions. In this regard, the study of cutting forces, the explanation of chip morphology, and the description of
the causes of tool wear during milling of additively manufactured /nconel 625 is an urgent task. Methods. The
samples were obtained by electron beam additive manufacturing (EBAM) from Inconel 625 wire. Milling was
carried out with uncoated cemented carbide end mills. The cutting forces were recorded using a three-component
dynamometer Kistler mod. 9257BA. The microstructure, chip morphology, and tool wear were studied by scanning
electron microscopy using energy-dispersive analysis and X-ray diffraction analysis. Results and discussion. It has
been found that in conventional milling, the cutting forces increase linearly with increasing feed rate. The cutting
speed of 23.8 m/min reduces cutting forces compared to 11.9 m/min, but leads to an increase in chip length and
deterioration of its removal. Machinability anisotropy is revealed: the cutting forces along the synthesis direction
exceed the corresponding values when milling transversely across, which correlates with a higher yield strength
in the longitudinal direction. The chip length increases with increasing feed rate and cutting speed, reaching 1.55
mm under maximum conditions, while the chips lose their coiled shape and become cracked. The dominant wear
mechanism is adhesion-fatigue wear, confirmed by the presence of WC particles on the rake surface of the chips
and the formation of Cr,,C, and Nil¥ phases on the cutting edges. Oxidative wear does not play a significant role.
X-ray diffraction analysis showed a decrease in the initial crystallographic texture in the chips and on the machined
surface, as well as a broadening of the peaks, indicating severe plastic deformation. Conclusions. Rational milling
parameters have been determined (cutting speed from 11.9 to 23.8 m/min, feed rate of no more than 200 mm/min,
depth of cut up to 1 mm, width of cut up to 7 mm), ensuring tool operability. An increase in the feed rate to 250
mm/min leads to catastrophic failure of the cutting edges. The results obtained can be used to develop technological
recommendations for the subtractive machining of parts made of additively manufactured Inconel 625 (EBAM).

For citation: Babaev A.S., Kozlov V.N., Savchenko N.L., Semenov A.R., Tsygankov R.S. Cutting forces, chip morphology and wear
characteristics in milling of Inconel 625 alloy produced by EBAM. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal
Working and Material Science, 2026, vol. 28, no. 2, pp. 72-98. DOI: 10.17212/1994-6309-2026-28.2-72-98. (In Russian).
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