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Bnazooaprocmu
ABTOpBI  BBIPAXKAIOT OIIArOIapHOCTH
LIKIT ®XMA (TILY).

AHHOTALUA

Beegenune. Bujly mupoKoro MpUMEHEHUs] TEXHUYECKU YHCTOIO (-TUTAHA B OTBETCTBEHHBIX U3JEIHSX, aK-
TyallbHa 3a/{a4a HHTEHCH(HKAUN ero 00paboTku pe3aHueM. CyIIecTBYIOIINE HCCIECAOBAHUS IIPEUMYIIIECTBEHHO
c(hOKyCHpPOBAaHBI HA JICTHPOBAHHBIX CIUIABAX, B TO BPeMsI KaK 0COOCHHOCTH BBICOKOCKOPOCTHOTO CyXoro ¢pesepo-
BaHUS 9UCTOro 0-Ti M3ydeHsl HepocTaTouHO. Ienvio padomet SBIANOCH UCCIEAOBAHUE BIMSHHS PEKHMOB (pese-
posanus Ha usnoc CVD-nokpeitust (Al,O;/TICN+TiN) TBep1oCIIaBHBIX MJIACTHH, MOP(OJIOTHIO CTPYKKH M Jie-
(hopMaIMOHHBIE IIPOLIECCH B OBEPXHOCTHOM ciioe ciutasa BT1-0. MeTogomorusi. DKCIepUMEHTH! IPOBOIMINCE
METOJIOM TOPILIEBOTO MOIMYTHOTO (pe3epoBaHus B auaria3one ckopocreil pesanus (v) 100...300 m/muH, nogay (f)
50...100 mm/MuH n rry6un pesanus (a,) 0,2...0,4 mm 6e3 COX. CocrosiHEe pexXymIHX KPOMOK H MOP(OIOTHs
CTpyXKKH HuccienoBanmuck ¢ nomomsio COM u EDX. Jlansle 0OpabarbIBainch METOJAMH KOPPEJSIIHOHHOIO
U PErpecCHOHHOr0 aHanu3a. Pesyabrarbl 1 00Cy#KIeHHe. YCTaHOBIEHO, YTO C POCTOM CKOPOCTH PE3aHUsI HHTEH-
CHOHUIUPYIOTCS are3HOHHBIC IPOLECCH H TEPMOMEXaHHIECKHE HAIPSDKCHUS, IIPUBOJSIINE K JIOKAILHBIM CKOJIAM
n orcioeHussM CVD-mokpeiTHst Ha nepeneil noBepxuoctd. Ilpu ckopoctu 300 M/MHUH HaOIIONAIOTCS 3HAYUTEIIb-
Hble HAJIUIBI MaTepuana, (GOopMHpYIOIHe HeCTaOMIbHBIH HapocT. MccnenoBanue CTPYKKH BBISIBHIIO HEPEXOJ] OT
CIIMBHOI K DJIeMEHTHOH (opme. YCTaHOBIIEHA CHIIbHAS OTpHLaTeIbHas koppemsinus (1 = —0,81) Mex1Ty CKOpoCThIO
Pe3aHus U BRICOTOH BBICTYIOB (/1) Ha CTPY’KKe, a TAKIKE YMEPEHHOE MOJIOKUTEIBLHOE BIUSHAE TIyOUHbI pe3aHus Ha
koa(purment e€ cruomuoctd (= 0,55). ITomyueHHbIe pe3yIbTaThl 3HAYUMBI ISl ONTHMH3ALUH PEXKUMOB BEICOKO-
CKOPOCTHOM Cyxoif 00pabOTKM M3/eNHil N3 TeXHUYESCKU YHCTOTO THTAHA, MCIIONB3YEMbIX B KPUOTCHHON TEXHUKE
U TEINI00OMEHHUKaX. Bs1600bt. JIOMUHHUPYIOIMMH MEXaHU3MaMU H3HOCA SIBIISTIOTCS are3Us H TePMOMEXaHHIeCKoe
YCTaJIOCTHOE pa3pylIeHHEe MOKPHITHS. [IpefebHbIM PEKIMOM, MPUBOMSAIINM K HHTCGHCUBHOMY HaJIMIIO00pa3oBa-
HUIO, siBisieTcst komOuHaiws v = 300 m/muH, f= 100 Mmm/MuH, @, = 0,4 MM. [IJIs1 CHUSKEHUSI M3HOCA PEKOMEHTYeTCS
KOHTPOJIb TEIUIOBBLACIICHHS ITyTEM ONTUMHU3ALIN CKOPOCTH PE3aHUsl ¥ IIIyOHHBI (hpe3epoBaHHsL.

Jlnst mutupoBanus: VccnenoBanue ocoOeHHOCTeH 00pa3oBaHMs CTPYXKKH M H3HOCA pabouMx IUIOMmAnok ¢pesepHbix rmiactud ¢ CVD-
MIOKPBITHEM IIPH BBICOKOCKOpPOCTHOH 00padorke o-Ti / IL.M. IluBkun, A.C. baGaes, H.JI. CaBuenxo, B.H. Koznos, A.P. CeméHos,
B.A. I'peunnukos, JI.A. VYBaposa, A.b. Haapikro / OOpaboTka MeTanioB (TeXHOIOTHs, 000pyIoBaHKue, HHCTPYMEHThI). — 2026. — T. 28,
No2.—C. 196-222. — DOI: 10.17212/1994-6309-2026-28.2-196-222.
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BBenenue

TuTaHOBBIE CILIABBI LIMPOKO HCIIOJIB3YIOTCS B
Pa3IMYHBIX OTPACIAX MPOMBIIUIEHHOCTH, TAaKUX
KaK a’pOKOCMHMYECKas M aBTOMOOWIbHAs, Omaro-
Japss MX JIOCTaTOYHOM NIPOYHOCTHU. THUTaHOBBIE
CIUIaBBl TaKXKe MPUMEHSIOTCS B He(pTeXUMHIUECKOI
MPOMBILUIEHHOCTH, apXUTEKTYpe U B PAa3JIUYHBIX
MEIHUIMHCKUX YCTPOMCTBax. IJTO OOYCIOBICHO
BBICOKOW YIEJIBbHOW IMPOYHOCTBIO M XUMHUUYECKOU



EQUIPMENT. INSTRUMENTS

CTaOMJIBHOCTBIO yKa3aHHbIX cIiaBoB. OJHAKO He-
KOTOpBIE CBOWCTBA CIUIABOB BBI3BIBAIOT TPYIHOCTH
pu MexaHudeckoil oopadorke. OOpaboTka TUTaHA
CJIO’KHA M3-3a €T0 IUIOXOW TENJIONPOBOAHOCTH, BbI-
COKHX TEMIIEPaTypHbIX HalpspKeHuil u popmupyro-
IIMXCS Ha PabOYMX MOBEPXHOCTAX PEXKYILETro KIu-
Ha BBICOKMX CKMMAIOUIMX Harpy3oK, IIPUBOASIINX
K M3HOCY U pa3pylleHuIo HHCTpyMeHTa. Eie 00ib-
IIKE CJIOKHOCTU BO3HUKAIOT MIPU WHTEHCU(UKALIIH
00paboOTKH, T. €. BBICOKUX CKOPOCTSIX pe3aHUs, 4TO
OIpaBJaHO MPU HEOOXOAUMOCTH YCKOPEHHMS BBIITY-
cka uzaenuil. [loBbllIeHHE CKOPOCTH pe3aHUs CO-
IPOBOXJIAETCSI POCTOM TEMIIEpaTypbl 00pabOTKH,
CHOCOOCTBYIOLIEH pa3yNpOYHEHUI0 HHCTPYMEH-
TaJbHOTO MaTepuasga, TEM CaMbIM COKPAIAETCs
CPOK €ro CIIyKOBbI.

W3BecTHO, yTO THTaH OONagaeT MOIUMOpPPU3-
MOM M CYLIECTBYET B JIByX aJIZIOTPONUYECKUX MOJU-
buKanuax — HU3KOTEMIIepaTypHas MoOIU(UKaLus
O-TUTaH M BBICOKOTEMIIEpaTypHas MOIU(UKALUs
B-tutan. HuzkoremneparypHas MoauduKkaus nme-
eT MecTo npu Temmneparype 1o 882,5 °C u xapak-
TEPU3YETCSl TEKCArOHAJIbHOM PELIETKON C IJIOTHOU
YIIAKOBKOM aToMOB. BricokoTeMmieparypHas MOJAH-
¢ukanus CyuiecTByeT NIpU TEMIEpaTypax BbIIIE
882,5 °C u umeet Kyonueckyo 00beMHOLIEHTPHPO-
BaHHYIO peuleTky. Mcenenyemslil B HacTosAen pa-
6ote crmaB BT1-0 otHOCHTCS K O-CIIIaBaM TUTaHA
U XapaKTEpU3YyEeTCs COXPAHEHUEM IUIACTUYECKUX
CBOICTB IIOCJIE JUIMTEILHOTO COBMECTHOTO BO3/IEH-
CTBUS BBICOKHMX TEMIIEPATypP U HAPSKEHUI.

TpynHoctu 00paOOTKM THUTAHOBBIX CIUIABOB
npuBogsaTcs B padore P. Komanmypu [1]. K oc-
HOBHBIM CJIO)KHOCTSIM OTHOCSITCSI KOPOTKHH CPOK
CIIy’)KObl MHCTPYMEHTAa M HH3Kasi CKOPOCTb CheMa
MeTaJl1a, KOTOpble B OCHOBHOM 00YCJIOBJIECHBI ILIO-
XMMH TEPMHUYECKUMHU CBONCTBaMU cCIlIaBa (HU3KOH
TEIUIONPOBOIHOCTBIO), TEPUOAUYECKON  TpyOoit
HEOIHOPOJHOM Jedopmaliueil, HecTaOMIbHOCTBIO
npoliecca CTpyKKooOpa3oBaHUsl, KOJIEOaHUIMU CO-
CTaBJISIFOIIMX CHJIBI PE3aHMsl, BBICOKOM TeMIlepary-
poii B 00JacTH KOHTAaKTa MHCTPYMEHTA CO CTPYXK-
KOM, BBICOKOM XMMHUYECKON PEAKTUBHOCTBIO CIUIaBa
U HU3KUM MoIyieM ynpyroctu. Ilocnennee BbI3bI-
BaeT OOJBIIYIO YHPYTyo AedopMmalio 4acTH Me-
Tajuia (TONIUHY CJIOS), YXOMASIIEro MO/ PEXKYILYIO
KPOMKY MHCTPYMEHTA, YTO BIIOCJIEICTBUU BbI3bIBA-
€T OOJBIIYI0 BEJIMYUHY YNPYTOro BOCCTAHOBICHHS
IIOBEPXHOCTH PE3aHMsl, HaXOJAIIEHCS B KOHTAKTE
C 3aJHEH IIOBEPXHOCTBIO HHCTPYMEHTA, M, Kak
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CJIEZICTBHUE, OONBIIYIO BEIMUYNHY HOPMAJIBHBIX KOH-
TaKTHBIX HANpsODKCHWH Ha 3aJHEl TOBEPXHOCTHU
1 0COOCHHO Ha (packe M3HOCA MO 3aJHEil MoBepx-
HOCTH MHCTpYMEHTa [2].

Tak, HanpuMep, PU TOKApHOI 00pabOTKe TUTA-
HOBBIX CILJIABOB PEKOMEH/YETCsSl MPUMEHSTh TBEP-
nocmiaBHeli uHCTpyMeHT (rpynma WC+Co) Ha
CKOpOCTAX pe3anus mMeHee 60 M/MUH, 4TO BechbMa
OrpaHUYMBAET BO3MOKHOCTH MO YCKOPEHUIO BBIIY-
CKa FOTOBOM MPOJTYKIIHH.

Jlnst noctikenus 6omee BEICOKOH 3 PeKTUBHO-
CTU 00pabOTKH HEOOXOANMO MAKCUMAJIBHO YMEHb-
IIUTh TEeMIeparypy pe3aHusi, ObICTPO OTBOAUTH
TEIUIO U3 30HbI 00paboTKU. B cooTBeTCTBUY € 3TUM
MPUHITUIIOM >KEJIaTeNIbHO MPUMEHSATh UHCTPYMEHT
C BBICOKOH TEIUIONPOBOJHOCTHIO M OOJBIIUM II€-
pPEAHUM YTIIOM MJiS YMEHBIIEHUS TEIIOBbIAEIe-
HUSA, HO OOJIbIIINE KOHTAaKTHBIC HAMPSKEHUS Ha
MepeHeil MOBEPXHOCTH MHCTPYMEHTa mpu obpa-
00TKe TpyaHOOOpabaThIBaEMbIX TPy TUTAHOBBIX
CIUTABOB BBIHYXJAIOT MCIOJIb30BAaTh OTPUIIATEb-
Hble nepeaHue yrisl Y 1o muHyc 30° [3], a Tak-
e TPUMEHSITh OOMIIBHYIO MOAaYy OXJIaxAarouiei
XKUJKOCTH Ha BOJAHOM OCHOBE WJIM MHbIE METObI
oxJjaxaeHus [4—6].

C npyroii croponsl, npuMmenenre COX Hexe-
JIATEeJIbHO M3-3a 3arps3HEHUsl JI0POroid TUTAHOBOM
CTPY’KKU U HEBO3MOXXHOCTH €€ JaJbHEUIlIeNn nepe-
pabotku [7].

[To nannbiM ucciaegoBanuii [8—14] BRICOKOCKO-
pPOCTHON 00pabOTKOM pe3aHueM sl TUTAHOBBIX
CIUIABOB CUUTAETCS PEXKUM, IPU KOTOPOM CKOPOCTh
pesanus mpeBocxoauT auamnazoH 150...200 m/mMun
MIPH PA3IMYHBIX MOJlauax U rIyOuHax pe3anus. Ta-
KO€ yTBEp)KJIEHHE CIPaBEIJIUBO Ul JerkooOpada-
THIBAEMBIX TPYIII TUTAHOBBIX CIIJIABOB M TEXHHUYE-
CKHU YHCTOTO TUTAHA, a ITIsl TPYAHOOOpabaThIBaeMbIX
IPyIIl TUTAHOBBIX CILUIABOB CKOPOCTh PE3aHUsl V HE
noJpkHa mpesbimarh 30 m/MuH [7].

O0630p nuTepaTyphl MOKa3bIBAET, YTO BBICOKO-
CKOPOCTHOE (ppe3epoBaHUE TUTAHOBBIX CIIJIABOB
B OCHOBHOM paccMaTpHUBAaeTCsi B KOHTEKCTE
00pabOTKU JIETUPOBAHHBIX CIUIABOB, HampUMeEp,
Ti-6Al-4V [15-17].

Tak, B pabore [18] wuccnemoBarenu Jawaid,
Sharif u Koksal ucnons3oBanu TBepaoCIIaBHbIC
uHCTpyMeHTHI ¢ nokpeitusiMu PVD-TIN u CVD-
TiCN/ALO, nns TopueBoro ¢gpesepoBanus CriaBa
Ti-6Al-4V ¢ pa3auuHBIMU CKOPOCTSIMHU PE3aHUs —
55,65, 80 u 100 m/MuH, ¢ nomadeii 0,1 u 0,15 MM Ha
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3y0, oceBol IIyOMHO pe3aHus 2 MM U paiuaibHOM
r1yOuHoM pezanus 58 MMm. OueHKy 3(pPEeKTUBHOCTH
pe3aHusl BBIOIHSUIM C TOUKU 3PEHHs] MEXaHU3MOB
W3HOCA, CTOMKOCTH MHCTPYMEHTA U BU0B OTKa30B.
ABTOpBI OTMETHJIM YPE3MEPHOE BBIKPALIMBAHUE
U IUIACTUYECKYIO JAe(POpMaIUIO PeXYIeld KPOMKH,
oTclavBaHue W (WJIM) BBIKpALIMBaHUE IEpeTHEe
MOBEPXHOCTH, a TAaK)Ke HEPAaBHOMEPHBIN U3HOC 3a/1-
HEHl MOBEPXHOCTH, YTO SBISETCA JOMUHHUPYIOLIUM
IIPU3HAKOM U3HOCA UHCTPYMEHTOB Kak ¢ PVD-, Tak
u ¢ CVD-nokpeiTHeM.

B pabore [19] o6pabarsiBaeMOCTh cILIaBa
Ti-6.5A1-2Zr-1Mo-1V  npu  BBICOKOCKOPOCTHOM
(bpe3epoBaHUU HCCIIEAOBANIACH C TOUKU 3pEHUS U3-
HOCa MHCTPYMEHTA M LIEJIOCTHOCTU MOBEPXHOCTH.
N3HOC pexyluX MHCTPYMEHTOB ¢ 0Opa3oBaHUEM
IPOTOYMHBI YBEIMUNBACTCS C IMOBBIIIEHUEM CKOPO-
CTH pe3aHMsl, YTO MPUBOJAUT K CHHU)KEHUIO CTOMKO-
CTH UHCTpyMeHTa. [Ipu BEICOKOCKOPOCTHOM (hpese-
POBaHUM yIAJIOCh JOOUTHCS XOPOILEH 1eT0CTHOCTH
IIOBEPXHOCTHU 3arOTOBKH.

B nccnenoanuu [20] aBTOpBI IPOBOAWIM OIIBI-
THITI0 CyXOMY ()pe3epOBaHUIO [1a30B Ha 3aTOTOBKE U3
cruiasa Ti-6Al-4V tBepaocniaBHBIMM HHCTPYMEH-
TaMU C MOKPBITUEM U 0€3 MOKPBITUS MPU Pa3Iny-
HBIX cKOpocTsX pe3anus — 50, 80 u 105 m/MuH, npu
nonavax 0,1, 0,15 u 2 mm/3y0 u rmyOuHe pe3anus 1,
1,5 u 2 MM cooTBeTCTBeHHO. D()PEKTUBHOCTH pe-
JKYILETO UHCTPYMEHTA OIIPEAEIIsIach CTOMKOCTBIO
U KadecTBOM 00paboTku moBepxHocTH. Ha ocHo-
BAaHUU TOJYYEHHBIX JAHHBIX OBLI C/EJaH BBIBOA
0 TOM, YTO TBEPIOCIUIABHBI MHCTPYMEHT C IIO-
kpeiTueM PVD umeet Gosiee BBICOKYIO CTOHKOCTb,
COCTaBIIAIOILYI0 MakcuMmyM 11,5 MuHyT, a mepo-
XOBaTOCTh NOBEPXHOCTU Ra Ooyee 4yBCTBUTEIbHA
K [10J1aue U IIIyOuHEe pe3aHusl.

B paGore [21] aBropamu nokasaHo, 4To NpH BbI-
COKOCKOPOCTHOI 00pab0TKe ONTHMaIbHOE 3HAYCHUE
IIEPOXOBATOCTH MOBEpPXHOCTU Ra = 0,51 MkM jo-
CTUraeTcs MpH CIEAYIOLUMX MapaMeTpax: CKOPOCTh
pesanus v = 450 m/muH, nogaya = 2100 Mm/mMuH,
n1yOMHa pe3aHus a,= 03 MM u mar 00paboTku
60 %. Pe3ynbrarsl NOATBEPKAAIOIINUX UCIIBITAHUI
co 3HaueHueM meHee 10 % noarBepaAuiIn NOIyYeH-
Hble pe3ynbrarhl. CaellaH BBIBOJ O XOPOLIEM COOT-
BETCTBUU C IKCIIEPUMEHTAIBHBIMH PE3yIbTaTaMu.
Pe3ynbprarhl HacCTOAILIETO HCCIIEIOBAHMS IMOKa3bl-
BaloT, 4To Metox Taguchi crnocoOeH ananu3upo-
BaTh CJIOXHBIE OCOOCHHOCTH, COIPOBOXKIAIOLIME
IIPOLIECCHI BBICOKOCKOPOCTHOT'O PE3aHUs.
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B paGore [22] Ginting u Nouari ucronab30Ba-
JM MHCTPYMEHTBl M3 TBEPIOro cIuiaBa (Tpymnmna
WC+Co) 0e3 MOKpBITHS B YCIOBUSX CyXoro (pe-
3epOBaHMs KOHIEBBIMH (pe3aMH CO CKOPOCTS-
mu pesanus 60, 75, 100, 15 u 150 m/MuH crnaBa
Ti-6242S, KOTOpBIN MPUMEHSIETCS I a9POKOCMHU-
4yecKkoil mpomblieHHOCTH. OceBasi U pajuaibHast
DIyOUHBI pe3aHusl MOJIEPKUBATIUCH ITOCTOSTHHBIMU
u coctapasn 2,0 u 8,8 MM, a 3HAUCHUS IOJAYU —
0,1 u 0,15 Mmm/3y0. AHanU3 U3HOIIEHHBIX UHCTPY-
MEHTOB METO/IOM CKaHHMPYIOLIEH 3IEeKTPOHHON MU-
KPOCKOIIMHU T0Ka3aj, YTO OCHOBHBIMH NPUYMHAMHU
BBIXO/1a U3 CTPOsi HHCTPYMEHTA SIBJISIFOTCS U3HOC I10
3aJiHel MOBEPXHOCTH U YpPE3MEPHOE BBIKpAIlMBa-
HUE PeKYIEH KPOMKH.

B pa6ore [10] Huang, Li, Sun u Ge ucnoss-
30BaJM LEJIbHYIO TBEPJOCIUIABHYIO KOHIEBYIO
¢pe3y sl MONYTHOrO (pe3epoBaHUs CIUIaBa
Ti-6Al-4V cpaznnunHoii ckopocTbio pe3anus ot 80 10
360 M/MuH, TOCTOSTHHOM mofavel Ha 3y0 0,08 MM/3y0,
oceBoil mTyOMHOHN pe3anus 20 MM U pagualibHON
r1youHoi pe3anus 0,5 MM B yCIIOBHSX CyXOro pe-
3anusa. WccrenoBanue BUOpanuu mpu o0paboTke
IPOBOAMIIOCH C UCIOJIb30BAaHUEM KOHIIEBOH (ppe3bl
C IIEPEMEHHBIM I11aroM 3yObeB C IPUMEHEHUEM Me-
TOJIOB aHAJIM3a CUTHAJIOB U B CPABHEHUU C PE3yJIbTa-
TaMU MpHU CTAOUIBHOM M HECTAOMJILHOM IpoLecce
¢dpe3epoBanus. bbulo ycTaHOBIEHO, YTO BHOpauus
BO3HHMKAET M3-32 CKOPOCTHU (hpe3epoBaHus U yAap-
HBIX CHJI, 9TO MPUBOAMT K YCUJIICHUIO JepopMalu-
OHHOTO YIPOYHEHMS 3arOTOBKUM U TEPMHUYECKOMY
PasMATr4eHuIo C IMOBBIINIEHUEM TeMIeparypsl ¢pe-
3epoBaHusl. OnTUMAaNbHas CKOPOCTh pe3aHus Oblia
nocturayta npu 160 M/MUH, 4TO TO3BOJWIIO J0O-
OUTBCS XOpOILEro KauecTa 00paboTaHHON MOBEPX-
HOCTU U YMEHBUICHHUs YCUIUsS (hpe3epoBaHUs MPU
yKa3aHHOM CKOPOCTHU pe3aHusl.

HecmoTpst Ha CpaBHUTENBHO OOJBIIOE KOJIH-
4eCTBO MyOJMUKaIMi 10 BBICOKOCKOPOCTHOW 00Opa-
00TKEe TUTAHOBBIX CIUIABOB, BBIIOJIHEHHas pabora
NPEeCTaBIsIeT UHTEPEC BBUY CUCTEMHOIO MOJIX0/1a
K ONMCAHUIO U PACKPBITUIO Ae(POPMAIIMOHHBIX SIB-
JICHUH Yepe3 h3yueHHue 3IeMEHTapHOro n3Hoca Io-
BEPXHOCTEH pPeXylIMX KPOMOK, Xapakrepa Mopgdo-
JIOTHM CTPY’KKHU M KayecTBa MOBEPXHOCTHOTO CJOS
nocie o0paboTKu.

OnHako CpaBHHUTEIbHOE MAaloe KOJIMYECTBO
JAHHBIX MO MHTeHcU(UKauu (HopMooOpa3zoBaHUSL
IyTeM pe3aHus JUisl uzfenuil u3z yucroro o-Ti, 006-
JaIAI0IIMX BBICOKOM MPOYHOCTHIO MPU JOCTATOU-



EQUIPMENT. INSTRUMENTS

HOM TJIACTUYHOCTH U BSI3KOCTH, C BBICOKUM COIPO-
TUBJICHHEM MAaJIbIM IJIACTUYECKUM JedopMaiusim,
XPYIKOMY U YCTaJOCTHOMY pa3pyILIEHUIO, UCIIOJIb-
3yeMbIX MPH U3TOTOBICHUU H3IEIUN KPUOTEHHOM
TEXHUKH U TEIUIOOOMEHHUKOB, JEJIaeT HACTOSILYIO
paboty akTyalbHOU. B 3TO# CBs3M yenvro HACTOS-
el paboThl SABISIETCS M3y4YEHUE BIMSIHHS PEKU-
MOB (ppesepoBaHusl Ha (HOPMUPOBAHUE U3HOCA pe-
KYIIMX KPOMOK M OCOOCHHOCTH (OPMHUPOBAHUS
CTPY’KKH TIPH BBICOKOCKOPOCTHOW 00pabotke a-Ti
mapku Grade 2.

Ha ocHoBanuu 0630pa paHee BBIITOJTHEHHBIX HC-
CIIETOBAHUHM OCHOBOIIOJIATAIOIINMH 3a0auamu Ha-
CTOSILLIETO UCCIIEIOBAHMS ABIISIOTCA CIIELYIOIINE:

® BLISIBUTH XapakTep M MPUYUHBI pa3pyLICHUS
MOKPBITUS PEKYIIUX TUTACTUH MIPH PE3aHMH, BKIIO-
yasi aHaJIM3 TEPMOMEXaHNUECKUX HAIIPSHKEHUH B pa-
Ooueii 30He, a TAK)KE UCCIIeI0BaTh IPOUYHOCTh CBA3U
IOKPBITUI Ha MEpEeNHEN U 3aJHEN MOBEPXHOCTAX B
o0macTu pexyiiei KpOMKH;

® 3Y4UTh BIUSHHE CKOPOCTH pe3aHus Ha (op-
MHUpOBaHUE NePEKTOB PEXYIIEH KPOMKH, a TaKKe
YCTAHOBUTH POJIb HAPOCTOB (HAJIMIIOB) B 3aIUTE
WIM pa3pylIEHUH MOKPHITUS B 3aBUCUMOCTH OT a/l-
Te3MOHHBIX CBOMCTB CHCTEMBI «00pabaTbIBaeMBbIit
Marepuai — MOKPhITHE — MaTepual MIACTHHBDY;

® ONPEACTUTh HMCTOYHMKH TEII000pa3oBaHuUs
U MEXaHHM3MbI TEIIONEepeHoca MPU PE3aHUU TH-
taHoBoro ciiaBa BT1-0, a Takke BBIICHUTH POJIb
CTPY)KKH KaK TEIUIOHOCUTEISI B (OPMHUPOBAHUU
TEMIIEPAaTypPHOTO OISl Ha MepeIHel TOBEPXHOCTH;

aemMas MMOBEPXHOCTh

1 0 MM *

40 MM

a

0BRABOTKAMETALLOV M

e 1ccie10BaTh MOP(OJIOTHI0O U MEXaHU3M 00-
pa30BaHUs CTPYKKU U MPOAHAIU3UPOBATH BIUSIHUE
TEeMIIepaTypHOTO TPAJUEHTa TIO TOJIIINHE CTPYKKU
¥ 30HBI KOHTAKTa C MepeIHeH MOBEPXHOCTHIO Ha e
paseneHue;

® YCTaHOBUTH BIIMSHUE PEXKUMOB pe3aHHs (CKO-
poctu, nojauu, youHsl (hpe3epoBaHus) Ha FeoMe-
TPUUECKUE XaPAKTEPUCTUKU JIEMEHTOB CTPYKKU U
Ha YCJIOBUS pa3pyIIeHUs CTPYKKH;

® I3yYUTh CTPOCHHUE CTPYXKKH B IPOIOTHHOM
CEYCHUH — XapakKTep TPAHUI] MEXIy dICMEHTAMH,
UX HAKJIOH, HAJIMUUE 30H TOPMOXKEHMS y MepeHei
MIOBEPXHOCTH, paCHpe/ieieHrue IIACTUYHOCTH I10
TOJIILIMHE CTPYKKU U 3aBUCHUMOCTb T'PaHMIl OT pe-
KMMOB PE3aHus;

® OIICHUTH KOJIMYECTBEHHOE BIMSHHE Iapame-
TpoB 00pabOTKH (CKOPOCTH, TTO/IauH, TITyOHUHBI (Ppe-
3epOBaHMs) Ha MapaMeTpbl CTPYXKKH C IOMOIIBIO
KOPPEJSILIMOHHOTO aHallu3a, BBIIBUTH HauOolee
3HauYUMBbIE (PaKTOPBHI.

MeToanka uccjeaoBaHui

3aroroBka, MaTpUIa IKCIIEPUMEHTA U PexkKy-
U HHCTPYMEHT

O6pa3npl 3 tutana mapku BT1-0 pasmepom
80%40 MM OBUIM HOATOTOBJIEHBI U3 OTOMKEHHOI'O
nucta Tommuaor 10 MM (puc. 1), Mpou3BeIEeHHOTO
o 'OCT 23755 (tBepmocts 110...120 HB).

Just  3akperuieHuss 00pas3loB  HMCIOIB30BAIN
MEXaHWYECKHE THCHI, a MPHUBI3KY HHCTPYMEHTA

o

Puc. 1. Baemnuii Bun oopasuos BT1-0, ncnons3yeMsix 11 ¢ppe3epoBaHus

Fig. 1. Appearance of 7i Grade 2 samples used for milling
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% OBPABOTKA METAJIJIOB

U eMHO00pa3ue YCTAaHOBKU 00ECIEeUHBAIN ITyTEM
0asupoBaHus MO TpeM MockocTaM. Kaxnas obOpa-
OareiBaeMas (uccrienyemasi) ruomanaka 10x40 mm
ObUTa MpOMapKUpoOBaHa M 3amudpoBaHa B 3aBUCH-
MOCTH OT peXHMOB 00paboTku (Tadm. 1 u 2).

OBOPYZIOBAHME. MHCTPYMEHTBI

O6paboTka BBIMONHSNIACHK HA CTAHKE MO/,
2440CP4 (KyiiObimmeBcKkoe CTaHKOCTPOUTEIBHOE
npou3BoAcTBeHHOEe 0oObeauHenue, Poccus). Cra-
HOK OTHOCHUTCA K 0CO0O BBICOKOMY KJIacCy TOY-
HocTh — «C» o 'OCT 8-82. D10 npeuu3noHHoe

Tabnunpa 1
Table 1
Pe:xumbl pesepoBanust
Milling modes
[Tapamerp / Parameter VYposens 1/ Level 1 VYposens 2 / Level 2 Ypogens 3 / Level 3
-1
qa.CTOTa BpalleHNs n:IMHH / 200 1590 2390
Spindle speed 7, min
CKOPOCTB pe3aHus v, .M/MI/IH / 100 200 300
Cutting speed v, m/min
Iomaua f, mm/mMuH /
Feed rate f, mm/min >0 100 a
I'myOuna pesanust a , MM /
Depth of cut a, mnll) 0.2 0.4 a
[lupuna pesanus a,, Mm / 10
Width of cut a,, mm
Tabnunpa 2
Table 2

CooTBeTcTBHE HOMEPOB IKCIIEPUMEHTOB YPOBHSAM BaAPbUPOBAHUS

Correspondence of experiment numbers to variation levels

Ne sxcniepumenTa /
Experiment No. VYposens (v) / Level (v) | Ypogens (f) / Level (f) | YposeHs (ap) / Level (ap)
! 0.2
50 (0,02)
2 0.4
100
3 0.2
100 (0,04)
4 0,4
> 0.2
50 (0,01)
6 0.4
200
’ 0,2
100 (0,02)
8 0.4
? 0.2
50 (0,007)
10 0,4
300
11 0.2
100 (0,014)
12 0,4

[Tpumeuanue: 175 OLIEHKH MOBTOPSIEeMOCTH dKcTiepuMeHThI Ne 1, 4, 5, 8, 9 n 12 moBTOpsiiu 1Mo /1Ba pasa.
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00opy10BaHuE MpeJHA3HAYECHO JIs YUCTOBON 0Opa-
00TKM AeTajneil U o0asaeT JOCTaTOUYHOW >KECTKO-
CTbIO U TOYHOCTBIO MEPEMEILEHUH, YTO UCKIIOUAeT
OLIMOKM HKCIIEPHUMEHTA, BbI3BAaHHBIC JWHAMMYE-
CKUMH XapaKTEePUCTHKAMU HPUMEHSIEMOro o6opy-
JIOBaHUs. BBINONHANIOCHE CHUMMETPUYHOE TOPLIEBOE
dpesepoBanue (puc. 2), IIMHA MYTH Pe3aHuUs B Ha-
NpaBJICHUU NMOJAYM MpPU (Ppe3epoBaHUM COCTABIIS-
na He meHee 30 MM (/ pes = 30 MM), 4TO MO3BOJISIO
UCCIIEIOBATh 3JIEMEHTApHBIH H3HOC 0e3 Tpyno3a-
TPaTHBIX CTOMKOCTHBIX HcTbITaHUN. HampaBnenue
BpaleHus Gppe3bl U NepeMeleHue pH Mojade ocy-
IIECTBISUIOCH TI0 CXEeME MOIyTHOTo (ppe3epoBaHMs,
T. €. HalpaBJIEHUE BPAIICHUs (CKOPOCTU PE3aHUs V)
(bpe3bl COBIAAAIO0 C BEKTOPOM MOAAYH f.

[Ipu nmonmyTHOM (pe3epoBaHMM pexxylIas IJa-
CTMHa (pe3bl HauMHAET pe3aThb C HauOOJIbLICH
TONIMHOM cpe3a. [ToaTomy pexylias Kpomka Boc-
NPUHUMAET HauOOJIBLINE YCHIIUSA C TMOCTEHEHHOM
pasrpy3Koil 10 MOMEHTa BbIXO/1a U3 MOJHOTO KOH-
TakTa ¢ oOpabarpiBaeMOl MOBEPXHOCTHIO. B 3TOM
CBSI3U PALMOHAIBHO HCIIOIb30BATh PEXKYILYI0 KPOM-
Ky C HEKOTOPbIM OKpPYTJIEHHEM, KOTOPOE€ OIHUCHIBA-
€TCsl paAnyCOM p, 3aBUCSIIUM OT CTENEHU M3HOCA
PEXKYLIMX KPOMOK, a JUIsl HOBOI'O HHCTPYMEHTa — OT
3epHUCTOCTH MHCTPYMEHTAJIBHOIO Marepuana, Ie-
pPEIHero U 3aJHEr0 YIvia, a TAKKe HaJIM4Us U3HOCO-
CTOMKOTO ITOKPBITHUS 3arOTOBKH [23, 24].

Bo u30exanue BIUSHHUS OKPYIIICHHS PEKYIIUX
KPOMOK Ha MapaMeTpbl pe3aHusi 1 U3HOCa BCe ILa-
CTHHBI JUIS HKCIIEPUMEHTA OBbLIU B3SATHI M3 OJHOM
napTuM, a 3areM usydeHol Ha COM. Takum obpa-

CTHHa

0BRABOTKAMETALLOV M

30M, BCE PEXKYLIHE IUIACTUHBI ObUTM MIEHTHYHBI U
HE BHOCWJIM CTOPOHHHMX BO3MYIIAIOUINX (haKTOPOB
Ha [0JIyyaeMble Pe3yJIbTaThl.

Jns dpe3epoBanHusi ObUla HCIOIB30BaHA KOP-
nycHas koHuesas ¢ppesza 330-04000MKRO3RD1206
(DD =40 mm, [ =70 mm, L =179 MM, z = 3) ¢ Mme-
XaHUYECKUM KpPEIJICHUEM CMEHHBIX PEeXYIIUX
wiactud Kkpyroit ¢popmer RCKT 1204 MO-PM
4330 ¢upmst Sandvik Coromant (IBerus) (puc. 3
u Taom. 3).

OnopHasi cTOpoHa IUIACTMH Oblia MPOMapKH-
poBaHa TakuM 00pa3oM, 4ToObI Tocne (Gpesepo-
BaHMs 00pa3la MOXXHO ObLJIO HMOBEPHYTb BCE TPH
IUTACTUHBI BOKPYT ocu Ha 90° nis mocieayrouero
UCIIOJIb30BaHMsl. MapKUpOBKA IJIACTUH U PEXKUMBI
dpesepoBanust (Tabn. 1) ObUTM CTPYNIUPOBAHBI
¥ 321 (PPOBaHbI B €TUHOM (hopmare, Ha OCHOBAaHUH
9TOro OblIa COCTaBJI€HAa MaTpulla 3KCIIEPUMEHTa
Buna L, (3% + 3) (Tabu. 4).

AHauTHYeCKOe O00OpYyI0BaHHE M MeTOIbI
HCCJIeI0BAHM I

Wnentudukanms a3 moBepxXHOCTEH 3aroTOBKU
B HMCXOIHOM COCTOSIHUM NPOBOAMJIACH HA PEHTIE-
HoBcKoM audpaktomerpe JIPOH-8H (HIIII «bype-
BECTHHKY, I. CaHkt-IleTepOypr) ¢ ncnonbp3oBaHUEM
nznyuyenuss CuKa ¢ marom 0,05° u BpeMeHeM BbI-
nepxkku He meHee 20 ¢ Ha mar [25, 26].

[TomyueHne CHUMKOB CTPYXEK, a Takxe pado-
YUX MOBEPXHOCTEN CMEHHBIX PEXYILIUX IUIACTHH,
CVD-nokpbITuss B MCXOJHOM COCTOSIHUM W IIO-
CJl€ M3HOCAa NPOBOJIMUIN C BBICOKUM KOHTPAacCTOM

Puc. 2. Buemnuii Bug 30HbI (pe3epoBanus (a) u cxema gpesepoBanus (6) ¢ ykazaHHEM
SIIEMEHTOB pe3aHusI

Fig. 2. Appearance of the milling zone («) and milling scheme (6) showing the cutting elements
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o —
® ,,,,,,,,,, z
Puc. 3. Cxema u reoMeTpuyecKkre mapameTpbl
| (dpe3bl 1 CMEHHOU peXyIeH MIaCTHHBI
~ - — = Fig. 3. Layout view and geometric parameters
of the milling cutter and removable cutting
insert
TabGnuna 3
Table 3
OcHOBHBIE XapaKTEePUCTUKH CMEHHBIX MHOTOrpaHHbIx miactud (CMII)
Main characteristics of removable polyhedral inserts (RPI)
Huamerp Panuyc
Mapka BIIMCAHHOMN Tonmuna . OKpYIJICHUS
. 3aauuii yrou o,
crmaBa / | Bwa nokpeitusi /| okpyxkHocTH iC, | TUIACTHHBI S, MM / PEXYIINX
. . . rpax / Clearance
Alloy Coating type MM / Inscribed Insert thickness anele o. deeree KPOMOK p, MM /
grade circle diameter iC, s, mm gle g, deg Edge rounding
mm radius p, mm
Chemical vapor
4330 deposition (CVD) 12 4,762 15 0,03
Tabnunpa 4
Table 4

Marpuua 3KcnepumMeHTa
Experimental design matrix

NgEiI;ZI:rﬁ I:rhllltell\{;z‘l / VYposens (v) / Level (v) | Yposens (f) / Level (f) | YpoBenb (ap) / Level (ap)
1 1 1 1
2 1 1 2
3 1 2 1
4 1 2 2
5 2 1 1
6 2 1 2
7 2 2 1
8 2 2 2
9 3 1 1
10 3 1 2
11 3 2 1
12 3 2 2
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u paspenienueM (4096x2288 nmukcenei Ha AIOWM) Ha
CKaHMPYIOIIEM JJIEKTPOHHOM MHKpockore (COM)
MIRA 3 LMU (Tescan, Yexusi), ocHaEéHHOM IpHU-
CTaBKOM ISl BHEPTrOIMCIIEPCUOHHOTO MUKPOAHAIIHU-
3a (EDX) ¢ 6e3a3zotabM aetekropom Ultim MAX
40. U3mepenne MUKpOTBEPIOCTH MO MeTony Buk-
Kepca OCYILIECTBISUIN Ha MHUKpoTBepaomepe 502
(«Metomnab», Poccust) mpu Harpy3ke Ha alMa3HBINA
unaenrop 0,098 H (10 rpamm) ¢ Beiaepxkkoii 10 ce-
KyHa cornacHo [SO 6507-1:2005.

Jl1s mpoOONOATrOTOBKY € MOCIEAYIOIIUM U3yye-
HueM Ha COM mnonepeyHoro cedeHusl MOKPBITUI
NpUMEHSUTN IUTH(OBAaHUE PEXYIINX TUIACTHH O
yoioM 1...2° aGpa3uBHBIMHU JUCTaMH HAa OCHOBE

OBRABOTKA METALLOV %

Al O, 3epuucrocteio P2000 ¢ mobapnenuem cnado-
IIEJIOYHOTO BOJAHOTO PacTBOpPA.

OO0paboTKy MaHHBIX BBIIONHIN C HCIOIB30-
BAHUEM TMOJOKEHUM MaTeMaTUYeCKOM CTATUCTH-
ku. Jla aHanu3a B3aMMOCBSI3U MEXY 3aBUCUMOU
MePEMEHHON 1 HECKOJIbKUMU HE3aBUCUMBIMU TIEpe-
MEHHBIMHU 33JICHCTBOBAJIM METOJ MHOKECTBEHHOMU
perpeccuu, KOTOpbIi ObLT ABTOMATU3UPOBAH C TPHU-
MeHeHHeM mnporpamMmmHoro obecmneuenus STATIS-
TICA V. 8. Jlnsg noHUMaHHS BO3MOXKHBIX CBSI3CH BBI-
qucIs K03 unmenTsl koppensuu » (tadm. 5).
[IpuHuManu nomyieHue, YTO €CJIM BBIYUCIIEMbIN
ypoBeHb 3HaUMMOocTu Moaenu p < 0,05, To perpec-
CHsl IPUHUMAETCS 3HAYMMOM B I1E€JIOM.

Tabnunpa 5
Table 5

HNuTepBasbl 3HaueHuil Ko3gGuuneHTa KOppeasiiMU U UX CBA3HU

Correlation coefficient ranges and their interpretation

WnTepBan 3HaquH1?'1 Koatb(boneHTa KOppensiuu / Cossn / Correlation
Correlation coefficient range

0,01 <r<0,29 Cnabas nonoxurenbHas / Weak positive
0,30 <r=<0,69 YMmepeHHas nonoxurenbHas / Moderate positive
0,70 <r<1,00 CunbHas nonoxutenpHast / Strong positive

-0,01 >r>-0,29 Cnabas orpumarensHas / Weak negative

—0,30>r>-0,69 ‘YMepenHas orpunarenbHas / Moderate negative

-0,70>r>-1,00 CunbHas oTpunarensHas / Strong negative

Pe3yabrarsl M UX 00cy:K1eHHE

HcxoaHoe cocTosiHNe PesKYIIUX KPOMOK

PentrenoBckas nudpakrorpadus nokasasia, 4to
IpUMEHSIEMBbIi B HCCIIE0BAaHUM B KauecTBe o0pada-
THIBAEMOTIO MaTepHaja TUTAHOBBIN CIUIAB COCTOUT
u3 o-Ti 6e3 Hamuuus Kakux-au0o uHbBIX (az. Mu-
KPOTBEPAOCTh MOBEPXHOCTU HCCIEyeMOoro oopas-
na cocrasisiaa HV 0,1/10 248 + 15.

Ha puc. 4 npezacrasieH BHEIIHUI BUJ UCXOM-
HOTO COCTOSIHUSI pab0YMX KPOMOK HOBOHM pExKyIIei
wacTuHbl. Ha mepenHeil MOBEpXHOCTH HMEIOTCS
CTPYKKOZIPOOSIIIIe KPUBOJIIMHEHHbIE KaHABKH, Ipe-
IATCTBYIOIME OOPa30BaHUIO JUTMHHOW CIUIOIIHOM
CTPYKKU U pa3Jelisiouiie ee Mo JJMHE Ha OTAEIb-
HBIE CETMEHTHI (3JIEMEHTHI) B Tipoliecce Gppe3epoBa-
Hus. [t 5pdexTrBHOM pabOTHl yCTYNOB TOIIIUHA
CTPY’KKH JIOJKHA COCTaBJIATh HE MeHee 1 MM.

[TokpeiTue CVD HaHeceHO Ha pabodyro TO-
BEPXHOCTh PEXYIIUX IUIACTHH B JIBA CJIOS, O YeM

CBUAETENLCTBYIOT CHUMKH COM B pexume BSE
(puc. 5). I'panuna pasznena NOKPHITUHA MPOXOAUT IO
pexylel KpoMKe, paseinss ee Ha J1Be dactu. Ha
nepeaHel MOBEpXHOCTH CPOPMUPOBAHO OKPHITHE,
MOJY4YEHHOE JBYyMs MOCJIEJ0BaTEIbHBIMU TEXHOIO-
THYECKUMHU MPOLelypaMy OCaXICHUs, a Ha 3a]{HEl
MOBEPXHOCTH — OAHOM. OO0 3TOM TakKe CBHIETEINb-
CTBYIOT JIaHHBIE 3JIEMEHTHOI'O COCTaBa, IOJYy4YeH-
Hble ¢ npucraBku EDX.

ITonepeyHoe ceueHune U aHHbIE O XUMUYECKOM
cocTaBe MOKPBITHS NTOKa3aHbl Ha pUC. 6.

[ToxpeiTHe IIPEICTABIICEHO KOMOUHaIeu
CJIO€B, COCTOAMMUX U3 BepxHero cios Al,O, Tommu-
HOW =3,7 MKM (HOpMaJHM30BaHHBIE MaccoBble %o,
Al = 44; O = 48) 1 KOMOMHUPOBAHHOI'O MEPEXO/I-
Horo ciost TICN-+TiN rtommunoi ~4,4 MkM (HOpMa-
nu30BaHHBIE MaccoBbie %, Ti=57; N =50; C=9).
Taxkum o6pazom, obmas TonmuHa CVD-nokpeiTus
coctaBiseT ~8,1 MKM, 4TO SBISETCS XapaKTEPHBIM
JUISL XUMHUYECKUX METOZ0B OCaXICHHUS.
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3aaHAA TIOBEPXHOCTH

NICpCAHsAA [TOBEPXHOCTDL

SEM HV: 20.0 kV WD: 15.00 mm ‘ | SEM HV: 20.0 kV WD: 18.13mm ‘ |
View field: 6.00 mm Det: BSE 1 mm View field: 6.01 mm Det: BSE 1 mm
SEM MAG: 69 x Date(m/dly): 02/04/25 SEM MAG: 69 x Date(m/dly): 02/04/25

a o
Puc. 4. COM-BSE-u306paxenue HoBoii pexxymieit mmactuabl RCKT 1204 MO-PM 4330:

a — OPTOTOHAJILHBIN BHJI HA TIEPEAHIOI0 TIOBEPXHOCTD; O — BUJI 110 OMCCEKTPUCE YIvIa 3a0CTPEHHS

Fig. 4. SEM-BSE images of a new RCKT 1204 MO-PM 4330 cutting insert:

a —rake face view; 6 — view along the bisector of the wedge angle

- E1-F1-F1-+1-R1- B

pPEXYIIas-KpoMKa

a
o
n
o
o
a
o
a
o
a
o

SEM HV: 20.0 kV WD: 18.10 mm

View field: 100.0 pm Det: BSE 20 pm
SEM MAG: 4.14 kx | Date(m/dly): 02/04/25

a 8
Puc. 5. COM-BSE-n300paxeHne NOKpPHITHS BOTU3U PEXKYIICH KPOMKH:
a— OGH.[PIﬁ BU/J C YKa3aHUEM MECT CHATHUS CIICKTPOB; 6 — MHTEHCUBHOCTHU CIICKTpa Ne 1, 68 — MHTCHCUBHOCTH
criektpa Ne 2
Fig. 5. SEM-BSE images of the coating near the cutting edge:
a — general view showing the locations of the spectra; 6 — spectrum No. 1; ¢ — spectrum No. 2
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Co Kal

OBRABOTKA METALLOV %

W Lal

2

Puc. 6. COM-BSE-n300pakeHne MOKPHITUSI B CEUCHHUH:

a — o0l BUJ C YKa3aHUEM MECT CHSITUS CIIEKTPOB; O, 8 — HHTCHCUBHOCTH CIIEKTPOB Ne 1 1 No 2 COOTBETCTBCHHO;
2 — XEDS-kapThl XUMHYECKHUX DJIEMEHTOB

Fig. 6. SEM-BSE image of the coating in cross-section:

a — general view showing the locations of the spectra; 6, 6 — spectra No. 1 and No. 2, respectively;
2 — XEDS elemental maps

H3HoC pexyux KpoMok

C ucnoap30BaHUEM PEKUMOB pe3anus (Tadm. 1)
MIPOBEJICHAa CEepHsl PKCIIEPUMEHTOB 10 (hpe3epoBa-
HUIO0 00pa3IloB U3 TUTaHOBOTO crutaBa BT1-0.

OtoOpaHHbBIE B XOZIe KCIEPUMEHTA PEXYIINE
mIacTuHbl uccaeaoBann Ha COM. B npouecce ux
OCMOTpa aHATU3UPOBAH U3HOC TTOKPBITHS, JIOKAJTb-

HBIE CKOJIBI M OTCIIOCHUS, @ TAK)KE HAJIMYNE HAJIMITOB
0o0pabarpIBaeMOro MaTepuaja Ha PeXyIIUX KpPOM-
kax (puc. 7). Ilox ckomaMu NOHMMAETCsl y4acTOK
pexKymield KpOMKH WIIM HOBEPXHOCTH, HA KOTOPOM
nocje KOHTakTa ¢ 00pabaThIBAEMBIM MaTEpPHAJIOM
ObuIa HapyllIeHa CIUIOIIHOCTD MOKPBITUS B Pe3yib-
TaTe XPYIKOro pa3pyIIeHusI.
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JIOKaJIBHBIC CKOJIBI JIOKQJIBHBIE CKOJIBI

. ; HAJTHITBL
JIOKAJIbHBIC CKOJIbI JIOKAJTBHBIC CKOJIBI JIOKAQJIbHBIE CKOJIbI

\\ HAJIUIIBL HaJIHIIBI

HAJIUIbL

HaJIUIIbL
H'dJ'lHQ)I JIOKAJIBHBIC CK

K 1 M
Puc. 7. Canvku ¢ COM pexymux KpOMOK TutacTiH nocie ¢ppesepoBanus BT1-0 Ha pasnuuHbIX pexuMax

Fig. 7. SEM images of the cutting edges of inserts after milling of 7i Grade 2 under different conditions
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Ha puc. 7, a noka3aHo cocrossHuE nepenHen
W 33JHEH IIOBEPXHOCTEH pEXYyLIeH IUIACTHUHBI,
a TaKKe paJuyCHON pexXyllel KpOMKHU IOCie He-
IPOJIOJDKUTENLHOTO (hpe3epoBaHust 0e3 BUAMMOTO
u3Hoca. Ha ¢oro oruérnmmBo BugHa (acka Ha pe-
KyIed KpOMKE, IOJIy4eHHas IMpPU H3TOTOBIECHUU
CMII. ITocnie Gonee MPOAOIKUTEIBHOTO Ppe3epo-
BaHMSI C IIyOMHOM (hpe3epoBaHus a,= 0,4 MM nosiB-
JSIeTCs 30HA 3HOCA Ha (hacke pexyliel KpOMKU, HO
3aXBaThIBAIOIIAs M HEOOJBIION y4acTOK MepeaHein
MMOBEPXHOCTH, PUMBIKAIOIIECH K PEXKYIIEH KPOMKE.

IIpu cxopoctu pe3zanuss 100 M/MUH U TOCTO-
STHHOUM momade 50 MM/MUH yBEITWYCHHE TOJIIIMHBI
pesanust a, ¢ 0,2 mo 0,4 mm B skcniepumente No 2
IPUBOAMT K PACIIUPEHUIO I'PAHUL] KOHTAKTa CTPYXK-
KM C PEXYIIEH KPOMKOW, YTO MOATBEPKAACTCS Xa-
paKTEepPHBIM CHUMKOM (CcM. puc. 7, 6). [llupuHa 30HBI
KOHTaKTa CTPY>KKHU C IEPETHEN MOBEPXHOCTHIO CO-
cTaBisieT ~1,8 MM MO AJIMHE KPUBOJIMHEWHOMN YacTu
peXyIIed KPOMKH.

Ha puc. 7, 2 BUgHO, 4TO IpU HEMHOIO MEHEE
IPOJIOJDKUTENIFHOM BpeMEHHU (pe3epoBaHUs U3HOC
0ojiee MHTEHCUBHO pPa3BUBAETCS Ha y4acTKe, OT-
HOCSIIEMCS K BCIIOMOTATEIbHON PEXyIled KpOMKe
CMII, T. e. KOHTAKTUPYIOIIEH C TOBEPXHOCTHIO pe-
3aHUs, KOTOpasi TPAHUYHT C yKe 00paboTaHHOH TOo-
BEPXHOCThIO 0Opasua. [Ipu yBenuueHun ckopocTu
pesanust 10 200 M/MUH Ha MEepeIHEN TTOBEPXHOCTH
(puc. 7, 0) u pexyuieit kpoMmke (puc. 7, e, o) To-
SBJISIFOTCSI JIOKAJIbHBIE CKOJIbI, JTy4Ile BUIUMBIE PU
YBEJIMUYEHUU [ITyOHHBI (ppe3epoBaHUs 10 a,= 0,4 mm
(puc. 7, e) m momaue = 100 mm/MuH (puc. 7, oc). Ha
Halll B3[JIS/L, ATO CBSI3aHO C BO3PACTAIOLIEH CO CKO-
POCTBIO pe3aHus TEMIIEPATypOi U yBEIMUEHUEM aJl-
re3un 00pabaTeiBa€MOro Marepraja ¢ MaTepruaIoM
PEeXYLINX IUIACTUH.

B nonb3y 3TOrO mpennonoxeHus TOBOPUT yBe-
JMYEHNE WHTECHCUBHOCTH TOSIBIICHHS HAJHIIOB 00-
pabarsiBaemoro marepuana BT1-0 u ckomoB mpu
YBEJIMUEHUN CKOpOCTH pe3anus g0 300 m/munH
(puc. 7, u—n).

[Ipu Tommuuue pe3anus a,= 0,4 MM Ha nepeaHei
MOBEPXHOCTH HAYNHAIOT (HOPMHUPOBATHCS TOUCUHBIE
YYaCTKH C HaJIMITaMu 13 00padaTbIBa€MOTo MaTepu-
ana (puc. 8). B cBoto ouepenp, Ha 3aaHEN TTOBEPX-
HOCTHM HaJIUIbI MPEJCTABICHbI CIIOLIHBIM CIIOEM
mmpuHOi He 6ornee 0,1 MMm.

bnuskas mo n3HOCY KapTHHA HAOIIONACTCS IPU
TOM e CKOPOCTH M yBenmdeHuu nojauu c¢ 50 no
100 mm/muH (9kcniepumenT Ne 4, puc. 7, 2), OTHAKO

OBRABOTKA METALLOV %

HaAJTHITBI HA 3aJIHEH HOBEPXHOCTE

SR

=100 m/MuH; =50 MM/MUH; a, =04 MM

SEM HV: 20.0 kV
View field: 200 ym
SEM MAG: 2.07 kx

WD: 15.98 mm
Det: SE, BSE
Date(m/dly): 04/08/25

Puc. 8. ®parment COM pexyuieid KpoOMKH
IUTACTHHBI C HAIMIIAMHU Ha 3aHEH U IepeHen
MOBEPXHOCTSIX

Fig. 8 SEM image fragment of the cutting
edge of an insert with built-up material on the
flank and rake surfaces

B 3TOM CJIy4ae 30Ha U3HOCA OTYETIMBO MPOSIBIISAET-
Cs1 CO CMEIIEHNEM OTHOCUTEIBHO TEOMETPUUECKOTO
LIEHTpAa pEeXylUled IUIacTUHBI. Takoe sBICHUE Ha-
OnrofaeTcs MpU CXeMe MOMYTHOTO (pe3epoBaHMs,
KOTJIa CTPY’KKa HAaYMHAET MHTEHCUBHO JiehopMupo-
BaThCsl C U3MEHEHHUEM TOJILIMHBI CPE3aEMOTO CIIOS
OT HyJI 10 MAKCUMAJIbHOTO 3HAYCHUS ¢, YTO BIIO-
CJIEZICTBUH NPUBOJUT K €€ 3aKpyUHBAHMIO.

ITpu yBenuueHnun ckopoctu pesanus co 100 no
200 m/MuH (3kciepuMeHTh Ne 5 u 6, puc. 7, 0, e) Ha
niepeTHel MOBEPXHOCTH PEXXYIIUX TUIACTUH (HOPMU-
PYIOTCS JIOKQJIbHBIE CKOJIBI, UTO IPU IMPOYMX PABHBIX
YCIOBUSIX paOOThI CBUIETENBCTBYET O POCTE TEMIIE-
parypsbl B 30HE KOHTaKTa PEKYIIUX KPOMOK IIJIACTUH
c oOpabareiBaeMbIM MaTepuayioM. Tak, B paboueii
o0nacT! TMOKPBITHA (OPMUPYIOTCS TEPMOMEXAHH-
YECKHUE HAIPSHKEHUS BEJIMYMHOM, IPEBOCXOISIIEH
IIPOYHOCTh HA CXKaTUe€ MOKPBITHS, YTO IPUBOIUT
K CYLIECTBEHHBIM HAPYLIEHUSM MOKPBITHS (puc. 9).

[Ipnr 3TOM TMOKpBITHE HA 3aJHEW MOBEPXHOCTHU
OCTAJIOCh HEMOBPEXKAEHHBIM U UMEET BUJl TOHKOU
CTEHKH, YTO CBUJETEIBCTBYET O HEIOCTAaTOYHOM
IIPOYHOCTH IOKPBITUI Ha MEpeIHEN U 3aJHEU I0-
BEPXHOCTSIX, T. €. HA PEXKYILEH KPOMKE.

Veenmuuenue noxaun ¢ 50 mo 100 Mmm/mMuH nipu
ckopoctu pe3anus 200 M/MUH PUBOIUT K WHTECH-
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OBPABOTKA METAJIJIOB

=200 1\@1;1}1;_]":50 MM/MHH; a,=0,2 MM

SEM HV: 20.0 kV
View field: 362 pm
SEM MAG: 1.18 kx

WD: 15.03 mm
Det: SE, BSE
Date(m/dly): 04/08/25

Puc. 9. ®parmenr COM mnepenneit mo-
BEPXHOCTH PEXYIEH TUIACTHHBI C pa3py-
HICHUEM U OTCIIOCHHEM TTOKPBITHS

Fig. 9. SEM image fragment of the rake
face of a cutting insert with coating frac-
ture and delamination

cu(UKanuu OOIIeH MIOaay CKOJIOB, a TaKXKe I10-
SBIISIFOTCSL HAJMTIIBI 00pabaThIBaeMOro Marepuaia
(axcniepumenT Ne 7, puc. 7, o u puc. 10).
JanpHelee yBeIMYEHHE CKOPOCTU pe3aHus
¢ 200 mo 300 m/muH (3kcriepuMeHTHI Ne 9-12,

CTPYAKA Ha TIepeNHeH IOBEPXHOCTH

v=200 M/MuH; =100 MM/MUH; a, =0,2 MM

SEM HV: 20.0 kV
View field: 200 pm
SEM MAG: 2.07 kx

WD: 23.13 mm
Det: SE, BSE
Date(m/d/y): 04/08/25

Puc. 10. ®dparment COM pexymieit
KPOMKHM TITaCTHHBI CO c(hOpMHUPOBAaHHBI-
MU HQJIANAMM Ha 3aJHEH MOBEPXHOCTH
1 CTPYKKOW Ha NepeIHEeN NOBEPXHOCTH

Fig. 10. SEM image fragment of the cut-

ting edge of an insert with built-up mate-

rial on the flank face and chip on the rake
face
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puc. 7, 3—K) BBI3bIBAET IOSIBIICHUE Ha DPEXYILEH
KPOMKE JIOKQJIbHBIX CKOJIOB, JOCTUTAKOLIUX IO JUIN-
He ~0,3...0,4 mm. Hanuns! Ha nepeHel NOBEPXHO-
CTH TaK)X€ CYyLIECTBEHHO YBEJIMYMBAIOTCS B CpaB-
HEHHH C MPEIBIIYIIMH PeKUMaMu (ppe3epoBaHusl.
[Ipu Oonee neTalbHOM PACCMOTPEHHM PEXYIIEH
KPOMKH MOYXHO 3aMETHTh, YTO OHA CKpbITa IOJ
CJIOSIMU IIPUJIUIILIEH CTPY>KKH, 3TO XapaKTEPHO ISt
nporeccoB HapocTooOpa3oBanus. Hapoct, HaBuca-
IOLIMI HaJl 3a/IHEH MOBEPXHOCTHIO, OyIydn ympou-
HEHHBIM 00pabaThIBaGMBIM MaTEpUATIOM B XOJE
TEPMOMEXAHNYECKOTO BIIUSHUS, C OJHOM CTOPOHBI,
3alMIIAET PEXKYLIYI0 KPOMKY OT IIPSIMOTO KOHTaKTa
¢ 0o0OpabarpiBaeMbIM MarepuajIoM, a ¢ APYro CTo-
POHBI — IIPU €0 OTPHIBE MPOUCXOAUT MOBBILIEHHBIN
M3HOC TIOBEPXHOCTHBIX CJIOEB MOKPBITHS B PE3YJib-
TaTte aare3uoHHoro cuenieHus (puc. 11). Hanuuune
HapocCTa TAK)K€ HETaTMBHO CKa3bIBAE€TCS HA ILIEPO-
XOBaTOCTH 00pabaTpiBaeMO TTOBEPXHOCTH.

Cyl1ecTBEHHO BBICTYNAIOIIMI HAJIMIT BBILIE IIe-
penuHeit noBepxHoctu (puc. 11, a) BeI3BaH mporecca-
MU, TIPOUCXOJSAIIMMHA B MOMEHT MPEKPAILEHUs 110/a-
91 ¥ 00pa30BaHMs CTPY)KKU B KOHILIE PE3aHMsl, KOraa
pexyIIast KpoMKa CKpeOET 1Mo MOBEPXHOCTH PE3aHus
0e3 oOpa3oBaHUSI CTPYXKKH, KOTOpas JODKHA ObLia
YIQJIUTH 3TOT BBICTYMAIOIINI 00BEM B BHIE CTPYKKH.

VYBenuueHue WUPHUHBI Hajuma M0 CPaBHEHUIO
C ee IHMPHUHOM Ha pexyel kpomke (puc. 11, 6)
CBUJETEJIBCTBYET O PAcCIoO3aHUU HAJIMIA MpPU OT-
JTAJIEHUN OT PeXYIIEH KPOMKH, YTO KOCBEHHO YyKa-
3bIBAET HA CYIIECTBEHHOE CONPOTUBIICHUE ABMKE-
HUIO cTpyKKkH. OOBIYHO JUIMHA yYacTKa Hajluma Ha
nepeiHeN IOBEPXHOCTU COOTBETCTBYET JJIMHE IUIa-
CTHUYECKOT0 KOHTAKTa CTPYKKH C IIEpeIHEN TOBEPX-
HOCTBIO [27, 28].

B Tabn. 6 cyMMHpOBaHO OMHMCAHUE OTAEIBHBIX
IIPEJICTAaBUTENBHBIX CHUMKOB, JAEMOHCTPUPYIOIINX
B YBEJIMUEHHOM MacITabe H3HOC MOKPBITHS, CKOJIbI
1 JIOKQJIbHBIC HAJTUIIBI.

Nctupanue nokpeitus (aOpa3uBHBIM M3HOC) HE
HaOJII01AI0Ch Ha MIPOTSHKEHUH BCEX AKCIIEPUMEHTOB.

HcTounnkom Temia Mpu pe3aHuu sIBISETCS Te-
wioTa aeGopMalum, a B pOJIH TETNIOHOCUTENS BbI-
CTyIIaeT CTPY’KKa, KOTOopas ycIlieBaeT nepeaarb Tel-
JI0 peXYLIMM KPOMKaM TOJIBKO OT CJIOEB, JIEXKAIUX
B HEIMOCPE/ICTBEHHON OJIM30CTH K 30HE CONPHUKOC-
HOBeHUs. CTOUT OTMETUTBH, YTO MIPU TAKOM SIBJICHUHU
3HAYUTEIbHAS YacTh TEIlIa, MOoJy4aeMas pexyLum
KJIMHOM, OTBOJIUTCS B €r0 TEJIO U B OKPYKAIOLLYIO
cpeny. Temmneparypa B 30HE pe3aHus IO JaHHBIM
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CTpYKKa Ha PEeKYIIEH KPOMKE

< CTpy)KKa-Ha Tiepe/Heln nonaepxn,?-m

b =" ';
=300 v/MuEH; /=50 MM/MHH; d, =0,2 MM v=:@0 M/Mun; /=100 Mm/MuH; a, =0,4 MM
SEM HV: 20.0 kV WD: 16.07 mm SEM HV: 20.0 kV WD: 19.99 mm

View field: 200 pm Det: SE, BSE View field: 200 pm Det: SE, BSE
SEM MAG: 2.07 kx Date(m/dly): 04/08/25 SEM MAG: 2.07 kx Date(m/dly): 04/08/25

a 0

Puc. 11. ®parment COM pexylx KpoMOK IJIACTUH C HAPOCTAMHU U IEMOHCTpanyen
pa3pylLIeHNs: H3HOCOCTOMKOTO MOKPBITHSL:

a —sxcniepuMerT Ne 9; 6 — sxciepumert Ne 12

Fig. 11. SEM image fragments of the cutting edges of inserts with built-up edges and
demonstration of wear-resistant coating fracture:
a — Experiment No. 9; 6 — Experiment No. 12

Tabnuma 6
Table 6

CocTosiHHe peKylINX KPOMOK INIACTHH MocJe ¢ppe3epoBaHus
Condition of cutting edge plates after milling

Ne skcniepumenta / | Yposens (v) / | Yposess (f) / | YpoBesb (a ) / .
Experiment No. Level (v) Level (/) Level (apl)? Cocrosinne kpomok / Condition of edges
1 0,2 Wsnoc orcyrerByet / No wear
) 50 0.4 3ona m3HOCca u Hanmmel / Wear zone and
100 ’ built-up material
3 0,2 Jlokansablie ckomnbl / Local chipping
100 3o0Ha u3HoCa ¥ Hamunbl / Wear zone and
4 0,4 . .
built-up material
5 50 0,2 JloxanwsHbie ckonbl / Local chipping
0,4 JlokaneHbie ckonbl / Local chipping
7 200 0.2 .HOKaJ'ILH'BIe CKOJIBI M HAJIHITEI / .
100 ’ Local chipping and built-up material
2 0.4 JlokanbHbIE CKOJIBI M HAITUTIBI /
’ Local chipping and built-up material
JlokasbHBIE CKOJIBI M YBEINYCHHBIC HAIUIIBI /
9 0,2 o . . .
50 Local chipping and increased built-up material
JlokanpHBIE CKOJIBI M yBEJIMUYCHHBIC HATUIIBI /
10 0,4 . . . .
300 Local chipping and increased built-up material
JlokasbHBIE CKOJIBI U HAJIHITHI /
11 0,2 . . .
100 Local chipping and built-up material
12 0.4 JlokasbHbIE CKOJIBI M YBEITMUYCHHBIC HATUIIBI /
’ Local chipping and increased built-up material
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[29] moxeT nocturath 3HadeHui ot 500 mo 650 °C
B auana3oHe ckopocteit 100...700 m/MuH ais ner-
K0OOpabaThIBa€MbIX TPYNI THUTAHOBBIX CILJIABOB
U CYIIECTBEHHO 3aBUCHUT OT M3HOCA PEXKYIIHUX KPO-
MOK, 0COOCHHO 10 33 JHEH TOBEPXHOCTH, KOT/Ia MO-
xeT pocturath 1200 °C pst TpymHooOpabarbiBae-
MBIX TPYII TUTAHOBBIX CIUIABOB [2].

[TockonbKy nedopManoOHHBIE TPOLECCHl MPHU
pE3aHUM HAIPSIMYIO CBSI3aHBI C KOJIMYECTBOM TETI-
Ja, BBIIEISEMOTO mpu (pe3epoBaHUU, TO TUIACTH-
YEeCKOe TEUEHHE CpPe3aeMOM TONIIUHBI CTPYXKKH
C YBEIMYCHUEM CKOPOCTH PE3aHHs CIIOCOOCTBYET
YBEIUYCHUIO O0IIeH 1iomaau HanumnoB. Hanbosb-
mee Mo TUTOMAAM KOJMYECTBO CTPYXKKH, OCTaB-
IIeicsl Ha TIepeIHeH TOBEPXHOCTH PEXKYIIMX IJIa-
CTUH, HaOmogaeTcss Ha pexxumax v = 300 m/MuH,
=100 mm/MuH 1 a,= 0,4 MM, SBIISIOIIMXCS TIPE-
JIETTbHBIMH B PaMKaX HACTOSIIETO MCCIICIOBAHUS.

OBPABOTKA METAJIJIOB

Mopdoiiorusi CTpyKKHU

[TonpoGHOE paccMOTpeHHE CTPYKKH KakK Ipo-
TYKTOB M3HOCA B MPOIECCE YMPYTOMIaCTUYECKUX
nedopMaiuii pu pe3aHuy BHOCUT BKJIAJ B MOHU-
MaHuEe (U3MUECKUX SIBICHUH, COMPOBOMXKIAIOIINX
M3HOC PeXyIIuX KpoMOK. B pamkax manHoil pabo-
Thl ObUTIa TPOBEIEHA MPOOOMOATOTOBKA CTPYKKHU
¢ nocnenytomet COM Ha OIMHAKOBBIX YBEJIMYECHU-
ax (puc. 12).

Ha Buze cBepxy cTpykka uMeeT GpopMy CEKTO-
POB TUCKA, HA BHYTPEHHUX MMOBEPXHOCTIX KOTOPBIX
MIPUCYTCTBYIOT 3a3yOpHHBI (3yOIlbI), YKa3bIBAIOIINE
Ha (opMHpOBaHHME DIEMEHTOB CTPYXKKH, IUIOTHO
MIPUBAPEHHBIX JIPYT K Jpyry. Takoe pacroioxeHue
3yOIIOB yKa3bIBaeT Ha 0ojiee IUIACTHYHOE COCTOs-
HUE CTPY)KKH Ha BHEIHEH cTopoHe, popMupyemoit
y BEpUIMHBI peXyIIed KPOMKH, TA€ TeMmieparypa
BbIllle. BHyTpeHHsIsI cTOpoHa oxuaxaaeTcs ObicTpee,
TaKk KaK KOHTAKTHUPyeT ¢ 0osiee XONOAHOM 4YacThio
MepEeHEN MOBEPXHOCTH KPYIIION PEKYIICH IMIacTH-
HBI. Pa3pbIB CIMBHON CTPY)XKH Ha CEKTOpa MOXKET
HauaThCsl KaK ¢ BHYTpEHHEH CTOpoHBI (puc. 12, 0)
W C BHemHeH ctopoHsl (puc. 12, e, o, 1, M), TaK
1 ¢ 00eUX CTOPOH OTHOBPEMEHHO (puc. 12, 0, u, k).

Paccrosaus Mexay BepimHamMu (3yOriaMu) aiie-
MEHTOB MPUMEPHO OJUHAKOBHI JII OJHOTO M TOTO
e CEKTOpa, HO MOTYT pa3inyaThCs Ul Pa3HBIX
CEKTOPOB JIaXKe MPH OJUHAKOBBIX PeKUMaX pe3aHus
(puc. 12, a, 6). Ilpu cxopoctu pe3anus 100 m/MmuH
BHEIIHUI BUJ TPUMEPHO OJMHAKOBBIA TNpHU pas-
JUYHON mojaye U IIyOuHe pe3aHusi, HO C TMOBBIIIIe-
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HueMm noxgauu f, - no 100 MM/MUH BbICOTa 3yOLIOB
YBEJIMYUBAETCS, © OHU CTAHOBSTCS OoJiee SBHBIMHU
(puc. 12, a, 6). IloBeimenue ryOuHbI (hpe3epoBa-
HUA @, C 0,2 mo 0,4 MM He OKa3bIBaCT BHIMUMOTO
BJIMSTHUS HA IIar 3yOIIOB U UX BBICOTY (puc. 12, 6, 2).

VYBenuuenue ckopoctu pesanus 10 200 m/mMuH
npu nogaye 50 MM/MHUH MPUBOAUT K UCUE3HOBEHUIO
3yo110B (puc. 12, 9, e), Ho npu nogaue 100 Mmm/MuH
u myoune ¢peseposanus 0,2 MM OHM BHOBH CTa-
HOBSITCA 3aMETHBIMH (puc. 12, o), a ipu TIIyOuHe
¢bpesepoBanus 0,4 MM 1Iar Mexxay 3yOlamu yBe-
anuuBaercs (puc. 12, 3), cekropa CTaHOBSITCS Me-
HEe W30THYTBHIMHU, WHOTNA Jaxe OechopMeHHBIMU
(puc. 12, 3, BHM3Y clieBa), a Ha HEKOTOPBIX MOSIB-
JISTFOTCSI 3yOIIBl ¢ ABYX CTOPOH (puc. 12, 3, BBEPXY).
3TO TOBOPUT O HEOMPEIEICHHOCTH IIACTHUYECKOTO
nedhopMUPOBaHUs, MO-BUANMOMY, BBI3BAHHOTO W3-
MEHEHHEM TpaJleHTa TeMIIepaTyphl, CIeUpUIHO-
TO 7151 BBICOKOCKOPOCTHOTO (ppe3epoBaHus.

VYBenudenue ckopoctu pesanus 10 300 m/mMuH
npu noaadye 50 MM/MUH OTSATH IPUBOTUT K UCUE3HO-
BEHHUIO 3yO110B (puc. 12, u, k), CEKTOpa CTAaHOBSITCS
0osiee KPYNMHBIMU U MEHEEe M30THYTHIMH. YBeIuye-
Hue nogaun 10 100 mm/mMuH nipu rmyoune pesepo-
BaHus 0,2 MM IPHUBOAUT K CPAIIUBAHUIO CEKTOPOB,
U TIOSIBUBILIMECS B 9TOM BHJE 3yOIlbl UMEIOT 0OJIb-
myr BeicoTy (puc. 12, 7). YBenuueHue riryOWHBI
¢bpesepoBanus a0 0,4 MM MpPUBOIUT K euié OoJb-
HIeMy CpPalIMBaHHIO CEKTOPOB, U 3yOIlbl UCUE3AIOT,
HO U3pe/Ka MOSIBIAIOTCS B BUE TOHKUX BBICTYIIOB
OOJIBITION BBICOTHI (pHcC. 12, m).

MoxHO cnenarth OOIIUKA BBIBOA, YTO C TMOBBI-
[IEHHUEM CKOPOCTH pEe3aHMs YBEIHYMBAETCS TEM-
neparypa pes3aHusi, YTO MPHUBOAUT K YBEITUUYECHUIO
IUTACTUYHOCTHU CTPYKKH. [loBbIIIeHne mogayu npu-
BOJIUT K YBEJIMYEHUIO O0beMa IIAaCTHYECKHU [ie-
hopmupyemoro oopabarsiBaeMOT0 Marepuasa, 4To
BBI3BIBAET DPA3PbIB MEXKIY JJIEMEHTAMHU CIUBHOM
CTPY’KKH Ha BHYTPEHHEH CTOpPOHE 3a CYET MpEeBbI-
HICHU TIpeJiea MPOYHOCTH 00padaThIBa€MOro Ma-
Tepuana.

JlivHa KOHTaKTa CTPYXKKU C MepeHed MmoBepX-
HOCTBIO TpU 00pabOTKe TUTAHOBBIX CIIABOB, 00-
pa3yoIIMX CETMEHTHYIO WIH JaXKe SJIEMEHTHYIO
CTPYKKY, TOpa3l0o MEHbIIe, 4yeM Ipu o0paboTke
cTanu. 1o 00bACHAET TakKe 00pa3oBaHUE MIPH pe-
3aHMU TUTAHOBBIX CIUIABOB OOJIBIINX YIJIOB CIIBUTA
C MaJIol yCaJKoOH CTPYKKH; KaK MpaBuio, kodpdu-
IIUEHT YCAJKH €€ MO JJIMHE OJU30K K eAUHHIIE. ITO
BUJHO W3 3HaueHUU kod(dduumeHnta ycaaku pas-
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=100 M/MUH; MM/MUH; a, =0,2 MM =100 m/muH; =50 MM/MUH; a, =0,4 MM =100 1\‘1/1\‘1111-1;"_ S0 MM/MUH; ap:O,Z MM

| MIRA3 TESCAN| | MIRA3 TESCAN] | MIRA3 TESCAN)
5 mm 5 mm 5 mm

=100 m/mun; =100 MM/ MuH; a,=0,4 mm =2 sa =02 =200 M/MuH; MM/MUH; a, =0,4 MM

| | MIRAS TESCAN| MIRA3 TESCAN
smm

/MUH; a, =0,2 MM ! i JAM/MUH; ap:O,Z MM

MIRA3 TESCAN| MIRA3 TESCAN]

MIRA3 TESCAN| MIRA3 TESCAN|

Puc. 12. Caumku ¢ COM cTpyXKH, TOJy4eHHON Ha Pa3iIMyYHBIX pexKUMax

Fig. 12. SEM images of chips obtained under different conditions
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JUYHBIX MAapOK THUTAHOBBIX M TBEPABIX CIUIABOB, a
TaK)K€ U3 3aBHCHMOCTH IMPOAOJIBHON JedopManuu
CTPY>KKH OT CKOPOCTHU PE3aHUs U MOJIauH.

B psae cioyuaeB B pe3ynbTare MOMIOIIEHUS KUC-
JopoJia U a30Ta U3 BO3AyXa Ipu 00paboTke THUTa-
HOBBIX CIUIaBOB IOJIy4aeTCs TaK Ha3blBaemasl OT-
punatenabHas ycajaka, T. €. JJIUHa oOpasyroueiics
CTPY)KKH Oo0Jbllle MyTH pe3aHus. YMEHbIIEHUE
YCaJKU CTPYKKH C POCTOM CKOPOCTU pe3aHUs 00b-
SCHSAETCA TaK)Ke PE3KUM CHIKEHHUEM CHJI TPEHUS
CTPYXKKH C IEPEAHEN MOBEPXHOCTBIO PEXKYIIEH Ya-
CTH MHCTpyMeHTa. TUTaHOBBIE CIUIaBBl XapaKTepu-
3yIOTCSl BBICOKUMHU KO3 (UIIMEHTAaMU TPEHUS MPU
temneparype menee 200 °C, 4To OrpaHMYMBAET UX
MPUMEHEHNE Il TOJIBWXHBIX coenuHeHun. Op-
HAKO IpH pEe3aHUU TeMIeparypa MPUKOHTAKTHOIO
cnost cTpyx)ku Bospactaer a0 600...1200 °C uz-3a
MaJIoil TEIUIONPOBOIHOCTH THUTAHOBBIX CILIABOB U
KOHIIEHTpAIMK TeIUla B HEOOJBIIOM 00beMe 30HbI
MIEPBUYHOM TUTACTUIECKOH JiehopMaIiu. ITO IPUBO-
JIUT K TICEBI0KUIKOMY COCTOSIHUIO TPUKOHTAKTHOTO
CJIOSI CTPY>KKH U OYEHb MAJIOMy KOA(pPHUIMEHTY Tpe-
HUS Ha Tepe/iHel MOBEpXHOCTHU U Ha (acke M3HOCca
o 3ajaHel nosepxHocTu. O Manom ko3 duIrieHTe
TPEHHUsI TOBOPUT U OYEHb HEOOJIBILION YTroJl HaKJIOHA
TpaHUI] 3JEMEHTOB CTPYKKH, KOTOpbIE pacroJara-
FOTCSl IPAKTUYECKU MEPIEHANKYIISIPHO TPUPE3LOBOI
MOBEPXHOCTHU CTPYXKKH (NIepeHel MOBEPXHOCTH UH-
cTpyMeHTa) (puc. 13), T. €. OTCYTCTBYET TOPMOKEHUE
Ha MepeHel TOBEPXHOCTH UHCTPYMEHTA.

[Tpu yBenuyeHUn TONIIUHBI Cpe3a CPeAHUH yc-
JIOBHBIN KOA(PDHUITUEHT TPEHUS H , YMEHBIIACTCS [2].
OTO CBA3aHO C POCTOM TETIJIOBBIIEICHUS PU YBEIIU-
YEHUHU TOJIIMHBI cpe3a. [Ipu nmoBbIIeHN: Temrepa-
TYpbl K03 (PUIIMEHT TEIIONPOBOIHOCTH TUTAHOBBIX
CIUIaBOB CYIIECTBEHHO YBEIMYMBAETCS, HO 3TO BCE
pPaBHO MaJi0 KOMIIEHCUPYET KOHILIEHTPALMIO TeIula B
30HE NEePBUYHON IUIacTHUecKol nedopmanuu U Ha
KOHTaKTHBIX TOBEPXHOCTSX HHCTPYMEHTA.

Hebonbias 1rHa KOHTaKTa CTPYKKHU € Mepe-
HEW TIOBEPXHOCTHIO MpU 0O0pabOTKEe THUTAHOBBIX
CIUIaBOB MPHUBOJUT K TOMY, YTO BCSl Harpyska pac-
npeaesieTcsl Ha OYeHb MajioM ydacTKe MepenHei
MOBEPXHOCTH, YTO MPUBOJIUT K CHUKEHUIO CTOM-
KOCTH MHCTPYMEHTAa U ObICTPOMY pa3pyLICHHIO €ro
peXyIIe KpOMKH. JTOMY CHOCOOCTBYeT M 00pa-
30BaHUE MpU pe3aHuM TBEPAOro kapOuaa THUTaHa,
€CJIM COJlep’KaHUE YIIepoa B TUTAHOBOM CIUIABE
6onee 0,2 %, Tak Kak yriepoja pacTBOpsieTCs B TH-
TaHOBOM cIn1aBe ToJIbKO 10 0,2 %.
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200 pm

Puc. 13. Cxema u3mMepeHuii mapamerpa £,
¢ ucrionb3oBanneM COM (akcniepument Ne 1)

Fig. 13. Measurement scheme for parame-
ter i, using SEM (Experiment No. 1)

[Ipu moBBILIEHUHN CKOPOCTH PE3aHUs U3-3a BO3-
HUKHOBEHUSI BECbMa BBICOKOM TeMIlepaTypbl B Jie-
(hopMHpPOBaHHOW 30HE 3HAYUTEIHHO WHTEHCU(H-
LUPYETCs MPOLEecC MOMTIOLUIEHHS TUM CJIOEM ra3oB
(kucmopona W a3zoTa) U3 BO3AyXa, YTO MPHUBOIUT
K BO3pacTaHUIO POJIM OXPYHUMBAHUSA U Pa3BUTHIO
nedopmaruu casura [30, 31].

Takum 00pazoM, CTPYKKY, TOTYYSHHYIO B yCIIO-
BUSX BBICOKOCKOPOCTHOTO CYXOTO (pe3epoBaHUs,
MOXXHO JIETAIBHO KIJIACCH(HUIMPOBATH COIJIACHO
OTIMCAHMIO B TA0M. 7.

OxkcriepuMeHT Ne 1. DieMeHTBhI CTPYKKH YETKO
pasnuyaroTcs, HO IUIOTHO NPWXKaTbl M MPHUBapEHbI
JPYT K JApYTY. DIIEMEHTbI MaJION TOJIIMHBIL: BBICTYIIbI
(rpederiky) Ha BHELIHENW CTOPOHE CTPYKKU HEOOJIb-
LI0H BBICOTBI, TPAHULIBI MEKAY IEMEHTAMU NPsSIMbIE
Y NPaKTUYECKU NEPIIEHIUKY/ISIPHBI TIEpEHEN TIOBEPX-
HOCTH (TIPUPE3I0BOI YaCTH ), HEMHOTO HAKJIOHEHBI.

OxcnepuMeHT Ne 2. DieMeHTBhI CTPYXKKH pas-
JMYa0TCA HEYETKO, 0COOEHHO B CEPEUHE U Y TIPU-
PE3I0BOI YacTH, BU3yaJIbHO O0Jiee TUIOTHO TPHKa-
Thl U MPUBAPEHBI APYT K JIPYry. DIEMEHTbl MaJloil
TOJIIIMHBL: TPAHUIBl MEXAY AJIEMEHTaMHU IpsSIMbIe
U MPaKTUYECKU NEPIEHIUKYISPHBI NEpeaHeil mo-
BEPXHOCTH, BBICTYIIbI (TpeOEIIKN) Ha BHEITHEH CTO-
POHE CTPYXKH HEOOJIBIIONW BEICOTHI M MTPAKTUIECKU
Takue ke, Kak 1 B Ne 1,

OkcniepumeHT Ne 3. DJIeMeHTHI CTPYKKH Mpak-
TUYECKU HE Pa3IMyaloTCs B CEPEAUHE U Y IPUPE3-
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Taonuma 7
Table 7

Omnucanue ocodenHocreii crpy:xkku BT1-0
Description of features of Ti Grade 2 chips

Ne skcniepumenta / .
b Ocobennocru ctpyxku / Features of chips
Experiment No.

1 Tunosas (caMBHASI CTPYKKA): JEMEHTBI CTPYKKH YETKO PA3IMYaIOTCs, HO IUIOTHO MPHKATHI

o) Y MIPUBAPEHBI JAPYT K IPYTY, SIEMEHThI MaJIOi TONIIMHBI, BBICTYIIHI (TPEOCIIKN) Ha BHELIHEH

3 CTOPOHE CTPYKKH HebombInoii BeicoThl / Typical (continuous chip): chip elements are clearly
distinguishable but tightly pressed and welded to each other; the elements are thin; the pro-

4 trusions (ridges) on the outer side of the chip are of small height

5 PasButre TpemuH ¢ aByx cropon / Crack development on both sides

6 VYBenuueHue JAJIMHBI 1 KHTEHCUBHOCTH pa3BuTHs TpemrH / Increase in length and intensity

7 of crack development

8 Tennennus k 3aKpydnBaHuio y3koi gacti / Tendency of the narrow part to curl

9 PasButue TpelmuH ¢ JByX CTOPOH, BOIHUCTOCTh Ha moBepxHocTu cTpyxku / Crack develop-
ment on both sides; waviness on the chip surface

10 VYBenuueHue AJTMHBI U MOSIBIICHHE BOJIHUCTOCTH Ha MOBEPXHOCTH CTPYKKH / Increase in

11 length and appearance of waviness on the chip surface

12 OO6pazoBanme OTHETHHBIX HEPETYIIPHBIX OTPOCTKOB / Formation of individual irregular
outgrowths

VYcanka mo TommuHe: Ha pexuMax Ne 4, 8 n 12 HabmonaeTcs yBeTHUeHNe TUIOTHOCTH Ae(OpPMAITHH.

IIOBOW 4acTH, MPECTaBisis cO0OM OMHO Iienoe, Ha
BHEIIIHEH CTOPOHE JIEMEHTHI 0OJIbIIE M0 TONIIUHE
1o cpaBHEHUIO Ne 1 1 2, rpaHUIbI MEXKY 3JIEMEHTa-
MU pa3MBbIThl U CUJIBHO MCKPUBIIEHBL. Y IPUPE3LO-
BOI 4YaCTH NEPIEHIUKYIISPHBI IEPEIHEN TTOBEPXHO-
CTH, 4yTh BBIIIIE€ CUJILHO UCKPUBIISAIOTCSA B CTOPOHY,
a Ha BHEILHEH CTOPOHE 3HAYUTEIBHO UCKPUBIIAIOT-
Csl B OOpaTHYIO CTOPOHY.

OxcniepumeHT Ne 4. DIeMEHTBI CTPYKKH IpaK-
TUYECKU HE pa3IU4aloTCs B CEpPEIMHE U Yy IpHU-
pEe310BOIl yacTu, npeAcTaBisis co00i oHO Lenoe,
TPaHUIBI MEXAY 3JIEMEHTAMH Pa3MbIThl U CHIIBHO
VCKPUBIIEHBI. Y NPUPE3LOBOM YacTU OHM IEpIIEH-
JUKYJISIPHBI TIEpEAHEN IOBEPXHOCTH, UyTh BBILIE
CWJIBHO UCKpUBIAtOTCA. Ha BHelIHeN cTopoHe aie-
MEHTBI MEHBIIE 110 TOJNIIUHE IO CpaBHEHMIO ¢ Ne 3,
BBICTYIIBI (IpeOeIIKH) Ha BHEIIHEH CTOPOHE CTPYXK-
Kd OoJbIledl BBICOTHI, YEM B OCTajJbHON 4YacTw,
Y YETKO Pa3IMyaroTCs NIEMEHTBI CTPYKKH.

OxcnepuMeHT Ne 5. DjIeMEHTBI CTPYKKH YETKO
pa3InyaroTcs, HO OYEHb IUIOTHO MPUXKAThl U MPHU-
BapeHbl APYT K ApYry. DIEMEHTbI MaJION TOJIILUHBI:
CpaHULIbl MEXAY 3JEMEHTAaMH IpPsIMble U IPaKTH-
YECKH NEPIEHANKYIISAPHBI IEpEJHEN IOBEPXHOCTH
(mpupe3OoBON YacTH), HEMHOTO HAKJIOHEHBI, BbI-

CTymbl (TpeOenkn) Ha BHEIIHEH CTOPOHE CTPYK-
KU HEOOJIBIION BBICOTHI U MeHbIIe, ueM y No 1.
Ha stom pexume BriepBbl€ B SKCIEPUMEHTAX Ha-
OmromaeTcsi pa3BUTHE TPEIIMH B CTPYKKE C JIBYX
CTOPOH.

OxcniepuMeHT Ne 6. DJIeMEHTBl CTPYKKH HeE
OYEeHb YETKO pa3auvaroTcs, OYeHb IJIOTHO MpHUXKa-
Thl U IPUBAPEHBI APYT K APYTYy. DIEMEHTHI MaJION
TOJILMHBI: TPAHULIBI MEXAY 3JI€MEHTaMU IMpsSMbIe
U MPaKTUYECKU MEPHEHIUKYISIPHbI NEpeIHeN Mo-
BEPXHOCTH (IIPUPE3L0BOI YaCTH ), HEMHOT'O HAaKJIO-
HEHbI, BBICTYIIbI (TpeOeIlIKi) Ha BHELIHEH CTOPOHE
CTPY’KKHU MaJlo BBIACIAIOTCSA U MeHbLIE, ueM y Ne 5.
Ha BHemiHel cTopoHe uMeercst TpeluHa HeOob-
I0M TTyOMHBI, HO IIMPOKask Ha BHEUTHEH CTOpOHE,
T. €. TPEIIMHA HAYMHAETCS C BHEIIHEN CTOPOHBI.

OxcniepuMeHT Ne 7. DIeMEHTBHI CTPYXKKH pa3-
JIMYAI0TCsl HEYETKO, 0COOEHHO B CEPEUHE U Y TIPU-
pe31oBoil yacTH, Oosee MIOTHO MPHXKAThl U MpPHU-
BapeHbl APYT K APYTy. DJIEMEHThl MaJOi TOJIIUHBIL:
IPaHUIbl MEXIY SJIEMEHTAMHU NpsMble U MPaKTU-
YECKU NEPIEHIUKYISIPHBI NepeHel MOBEPXHOCTU
(mpupe310BON YacTH), HEMHOTO HaKJIOHEHbI. DJe-
MEHTBI CTPYKKHU pa3InyaroTcsi, IPaKTUUECKU TaKue
e, Kak 1y Ne 2, HO MEHbLIE 110 BBICOTE.
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OxcniepumeHT Ne 8. DjeMEeHTBI CTPYXKU pas-
JIMYAIOTCSI B CEpeIMHE Uy IPUPE3LIOBOI YacTu, Oosee
IUIOTHO IIPY>KaThl M MPHUBApEHB! APYr K Apyry. Jie-
MEHTBHl MaJIOW TOJILMHBI: TPAHULBI MEXKAY DJIEMEH-
TaMHU MIPSAMBIE U PAKTUYECKU MEPIIECHIUKYIISIPHBI T1e-
peHel MoBEepXHOCTH (MPUPE3LI0BOM YaCTH ), HEMHOTO
HAKJIOHEHBI BIIEBO. BricTynbl (rpe0emniku) Ha BHEII-
Hell CTOPOHE CTPY’KKHU JI0CTATOYHO OOJIBIIION BBICOTHI
110 CPAaBHEHUIO C OCTAJIbHOM YaCThIO U MPAKTUYECKU
Takue xe, kKak Uy Ne 1. TperwmH Het, Ho HaOmroaeTcst
TEHJCHLIUS K 3aKPyUYMBAHUIO Y3KOM YacTH.

OxcniepumeHT Ne 9. DneMeHTBI CTPYXKH HeE
O4YEHb YETKO Pa3/INYaroTCs, O4eHb IIOTHO IPHIKa-
Thl U NMPUBAPEHBI APYT K JIpYry. DJIEMEHTHl MaJloi
TOJIIIMHBL: TPAHUILBI MEXAY IEMEHTaMHU IpsSMbIE
U MPaKTUYECKU NEPHIEHIUKYISIPHBI MEpeaHen Io-
BEPXHOCTH (IIPUPE3LOBOM YaCTH), HEMHOI'O HAKJIO-
HEHBI, II0CJIE PA3JI0Ma HAKJIOHEHBI B IIPOTUBOIIOJIOXK-
HYIO0 CTOpPOHY. BBICTyIBI (Tpeberki) Ha BHEITHEH
CTOPOHE CTPY’KKH IPAKTUYECKH OTCYTCTBYIOT. Ha-
OnrofaeTcs paseseHue CTPY>KKH 10 JUTHHE (pa3ioM
C BHEIIHEW CTOPOHBI) U BOJIHUCTOCTH HA TIOBEPXHO-
CTH CTPYXKH.

OxcniepumeHT Ne 10. DiieMeHTBI CTPYKKH pa3-
JMYAIOTCS] HEYETKO, 0COOEHHO B CEpeMHE U Y IpH-
pe31oBoil yactu, Oojiee IUIOTHO MPHIKATHl U TpPU-
BapeHbl APYT K APYTY. DJIEMEHThl MaJOW TOJIIHUHBIL:
IPaHULBl MEXAY AJIEMEHTAaMHU NpPsSMbIE U IPAKTHU-
YECKU NEPIEHIUKYISIPHBI NepeIHEN MOBEPXHOCTU
(mpupe3noBoi YacTH), HEMHOIO HAKJIOHEHBI. BEI-
CTynbl (rpe0eIkn) Ha BHEIIHEH CTOPOHE CTPYKKH
OTCYTCTBYIOT, HAOIIONACTCS Pa3BUTHE TPEIIMHBI
C BHEILIHEN CTOPOHBI U BOJHUCTOCTh HA TIOBEPXHO-
CTH CTPYXKH.

OxcniepumenT Ne 11. DneMeHTBI CTPYXKHU
pa3aMyaroTCsd HEYETKO, OCOOEHHO B CEpeIuHe
U Yy TpUPE3NOBON 4YacTH, Ooiee IUIOTHO IpHKa-
Thl U MPUBAPEHBI APYT K JIpYry. DJIEMEHTHl MaJloi
TOJIIIMHBL: TPAHULBl MEXAY IEMEHTaMHU IpsSMbIE
U MPaKTUYECKU NEPIEHIUKYISIPHBI MEpeaHen Io-
BEPXHOCTH (IIPUPE3LOBOM YaCTH), HEMHOI'O HAKJIO-
HEeHbI. BricTymbl (rpebeiikn) Ha BHEIIHEW CTOPOHE
CTPY’KKU OU€Hb HEOOIBIION BEICOTHI IO CPABHEHHIO
C OCTaJIbHOW YaCThIO, IPAKTUYECKU TAKUE KE, KAK U
y Ne 7, HO MEeHBLIE TIO BBICOTE.

OxcniepumeHT Ne 12. DnemMeHTBI CTPYKKH YETKO
pa3aMyaroTCs, HO OYEHb IUIOTHO MPHKAThl U IPHU-
BapeHbl APYT K APYTY. DJIEMEHThl MaJOW TOJIIHUHBIL:
IPaHULBl MEXAY AJIEMEHTAaMHU NpPSMbIE U NPAKTHU-
YECKU NEPIEHIUKYISIPHBI NepeIHEN MOBEPXHOCTU
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[IpUpPE3L0Bas HOBEPXHOCTh

Puc. 14. Cxema u3mMepeHust IapaMeTpoB A, h,,
L, n L,, oTHOCAIHUXCS K pacuéry kodpduim-
€HTa CIUIOIIHOCTH CTPYKKH

Fig. 14. Measurement scheme for param-
eters A, h,, L, and L,, for calculating the chip
continuity coefficient

(TIpupe3IoBOi YacTH), CI€Ba HEMHOTO HAKJIOHCHBI.
BoicTynbl (rpe0eriku) Ha BHEIIHEN CTOPOHE CTPYXK-
KM JI0CTaTOYHO OOJIBILION BBICOTHI, HO MEHBIIIE, YEM
y Ne 1 u 5. HabmromaeTcst oOpa3oBaHue OTAEITBHBIX
HEPETYISIPHBIX OTPOCTKOB, KaK B dKcriepumeHTe Ne 8.

B nenom crout otmetutsb, uto pexnmax Ne 4, 8
u 12 (penenbHbIE peXUMBI AJI CBOEH IpyMIlbl) Ha-
OmroaeTcsl yBeJMYeHHe MII0THOCTH AedopMaIiu.

OrneHky kod(duIeHTa CITIOMHOCTA CTPYKKH
[32-36] mpoBoaMAM MyTeM OIEHKH COOTHOIIEHUS
HOPMAaJIbHOM IMMPUHBI CTPYKKH /1, ©BMEPEHHOM OT
HapyXKHOHM (BHEIIHEH) MOBEPXHOCTH /10 MECTa Ha-
yaJyia MOSIBJICHHs TPEUUH Ha BHYTPEHHEW MOBEpX-
HOCTH, K OOWIEH MmMpuHE CTPYXKH h, (puc. 14).
Koaddunuent CcruionmHocTu CTPYKKH OTpakaeT
IIEpPEXO]T OT CIMBHOW CTPYXKKH K DJIEMEHTHOU. Uem
Oosbie K03((UIUEHT CITIOUTHOCTU CTPYKKH, TEM
OnKe K CIIMBHOM (1I€JIbHOI) CTPYKKE.

ITyrem usmepenus mapameTpoB h, h,, L, u L,
Obi1a copmMupoBaHa Tabi. 8, HA OCHOBAaHUHM KOTO-
POl BBITIOJIHEHA CTaTHCTHYECKasi 00paboTKka u pac-
CUMTaHbl KOAIPPUIMEHTH! KOPPESAIUN MEXIy Ma-
paMeTpaMu CTPYXKKH B peKUMaMU 00pabOTKH.

HauGonbmiee BnugHue Ha KO3PPUIUEHT
CIUIOLIHOCTH CTPYKKH OKa3bpIBaeT IiyOuHa ¢pe-
3epOBaHMA 4, (r = 0,55), mpu >TOM HaOIIOMACTCSA
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Tabnuma 8§
Table 8
TI'eomeTpHryeckune pazMepbl XapaKTEPHBIX 3JIEMEHTOB CTPYKKH
Geometric dimensions of characteristic chip elements
Ne skeriepumenta / hy, mm / h,, MM/ Koodpuuent CH.H OHIHO.CTP.I L, mm/ Ly, mm/
Experiment No. h,, mm h,, mm cTpyKKi hy/h, / Chip continuity L, mm L,, mm
coefficient 4,/h,
1 1,82 £0,09 1,37+0,16 0,75 0,48 0,56
2 2,14+ 0,11 1,73 +0,21 0,81 0,35 0,50
3 2,10+0,12 1,53+£0,2 0,73 0,52 0,37
4 2,20+0,11 1,74 £ 0,21 0,79 0,51 0,39
5 2,04 £0,15 1,54+ 0,15 0,76 0,67 0,45
6 2,15+0,16 1,60 0,22 0,74 0,41 0,25
7 2,07 £ 0,09 1,64 £0,16 0,79 0,42 0,39
8 0,95+0,1 0,69 = 0,08 0,73 0,35 0,29
9 1,90 £ 0,1 1,15+£0,16 0,60 0,74 0,30
10 2,16 £ 0,08 1,82 +0,16 0,84 1,11 0,47
11 2,00 + 0,09 1,21 £0,22 0,61 0,49 0,66
12 1,63 £0,12 1,32+0,14 0,81 0,56 0,50

yMepeHHas OJIOKUTENbHas Koppensiuus. B cBoro
ouepeib, CKOPOCTh PE3aHMs OKa3bIBaeT ciadoe OT-
punarensHoe BimsiHUE (# = —0,31), a BiustHUE TI0-
nmagu B quanasone ot 50 xo 100 MM/MHUH HUYTOXKHO
Mmajo (r =—0,04) 1 UM MOXHO TpeHEeOPEUb.

[TapameTp L, XapakTepu3yIOIMi Iar pacKpbl-
THUSl TPEILMH C BHYTPEHHEN MMOBEPXHOCTH CTPYKKH,
B OOJIBIIIEH Mepe 3aBUCUT OT CKOPOCTH (hpe3epoBa-
Hus (r=0,52), yem ot nogauu (r =—0,37), a nryOuHa
pe3aHust He oKa3bIBaeT BiausHUA BoBce (r =—0,01).

B nmamasone Bcex pexMMOB BBICOKOCKOPOCT-
HOTO (ppe3epoBanus (Tabn. 1 u 2) He yCTAaHOBIICHO
CTOMKOM B3aMMOCBSI3M MEXKTy IapameTpamu ¢pese-
POBaHUsS U APAMETPOM L, XapaKTEPU3YFOIIUM IlIar
BBICTYIIOB Ha BHYTPEHHEH MOBEPXHOCTU CTPYKKHU
nocJie 00pa3zoBaHMsI TPEIINH MO JUIUHE.

[Ipu wu3yueHun AePOpPMAIMOHHBIX IOJIOC
CTPY>KKH [TPOBOJIUIIN U3MEPEHUS BHICOTHI BHICTYIIOB
h, cornacHo cxeme (puc. 13). Pasmepnl napamMeTpoB
BBICOT BBICTYIIOB /1, IPUBEJIEHBI B Ta0I. 9.

[Ipy o1leHKE KOPPEIALMOHHBIX CBSI3€H MEXIY
peKMMaMM pe3aHHsl U IapamMeTpaMu BbBICOT BbI-
CTYIIOB /1, OBLIO YCTaHOBJIEHO, YTO HauOOJbIIEE
BIUSIHUE Ha JedopMaliio BBICTYIIOB OKa3bIBa-
eT ckopocTh pe3anus (r = —0,81), koTopass UmMeeT
YCTOMUYMBYIO CHJIBHYIO OTpHULIATEIbHYIO KOppe-

JSAUI0. JTO YKa3blBaeT HA TO, YTO MPH TOBBIIIE-
HUW CKOpPOCTH pe3aHus B auanazoHe ot 100 no
300 M/MHH IPOUCXOIUT YMEHBIIIEHUE BBICOTHI BbI-
CTYNOB /1,. YMepeHHas KOppessauus HaOlmogaeT-
csl IpM omnpeneneHun BiausHusA nojxauu (r = 0,49).
B cBoro ouepenp, ryOuHa pe3aHusl NpU MPOYUX
paBHBIX pPEXHUMOB (pe3epoBaHuss abCOMOTHO HE
OKa3bIBACT BIUAHUA, a KOODDUIMEHT KOppersInnu

CTPCMUTCA K HYJIIO.

BoiBoabI

1. B paboueii 30HEe MOKPBHITHS (POPMUPYIOTCS
TEPMOMEXAHUYECKUE HANpPSOHKEHUs, BEIUYUHA KO-
TOPBIX MPEBBIIIAET MPOYHOCTH MOKPBITUS HA CKa-
THE WIH €r0 CLEIJIEHUE C MOBEPXHOCTHIO PexKyIIei
IUTACTUHBI, YTO MPUBOAUT K 3HAYUTEIbHBIM Ae(eK-
Tam NoKpbITHs. [loKpbITHE Ha 3aJHEN MOBEPXHO-
CTH OCTaeTCs HEMOBPEKICHHBIM IOCIE paspylie-
HUS TOKPBITUS HA TIEpPETHEN TOBEPXHOCTU U UMEET
TOHKYIO CTEHKY, UTO YKa3bIBa€T Ha HEIOCTAaTOUHYIO
MPOYHOCTh CBSA3U TOKPBITUH TEepeaHEerd W 3aJHeil
MOBEPXHOCTEM, T. €. Ha pexyuier kpomke. Llenoct-
HOCTb 3TOTO M3HOCOCTOMKOIO IOKPBITUS 3aJHEl
MOBEPXHOCTH B BHJI€ TOHKOH CTEHKH TOBOPHUT O
TOM, YTO Ha 3aJJHEH TTOBEPXHOCTH BOJIM3H PEXKYIIEH
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TabOmnuma 9
Table 9

I'eomeTpryeckne pazMepsl BHICTYIIOB CTPYKKH

Geometric dimensions of chip projections

Ne skcniepumenTa /
Experiment No.

Tommuna BEICTYIIOB Ha BEPXHEH YaCTH CTPYKKH /1, MKM /
Thickness of projections on the upper part of the chip 4., um

72,05+ 12,6

63,18+ 11,1

114,47 £223

113,29 + 16,9

36,32+ 5,6

28,37+ 4,1

55,40 £ 8,9

61,73 +6,1

15,05+ 3,4

27,09+4,1

40,44 £93

SliD|S|e|e|wja|u|b|w|]|—

38,81 £9,2

KPOMKH OTCYTCTBYIOT HOpMaJIbHbIE K HEH KOHTaKT-
HBIE HAIIPSDKEHHUS, @ Ha PEXYIIeH KpOMKEe BO3HUKA-
€T 3aCTOIHas 30Ha.

2. YBenuuenue ckopoctu peszanusi ¢ 200 mo
300 M/MHUH PUBOAMT K MOSIBJICHUIO JIOKAJTBHBIX 3a-
JUPOB Ha peXyIIel KpOMKe, JOCTUTAIOIINX JIITMHbI
0,3...0,4 MM. 3HAUUTENBHO YBEJIIMUYMBAIOTCS TAKKE
HAKJIaJKd W HaJUMbl HAa TepeAHel MOBEPXHOCTH.
Pexyimias kpomMKa CKpbITa MO CJIOSMH JIUIKOU
CTPY’KKH, YTO XapaKTE€pPHO AJIs IpyObIX MPOLECCOB
pe3zanus. Beictyn (Hamum) oOpabarpiBaeMOro ma-
TepUajia Ha 3aJIHEl MOBEPXHOCTU, YIMPOUHEHHBIN
TEPMOMEXAHUYECKUM BO3/IEHCTBHEM KaK HapOCT, C
OJTHOM CTOPOHBI, 3aIMIIAET PEXKYIIYI0 KPOMKY OT
MPSIMOTO KOHTakTa ¢ oOpabaThiBaeéMbIM MaTepua-
JIOM, a ¢ JPYToi CTOPOHBI — IIPH €T0 YIaJeHUH MPO-
UCXOJUT YCHJIGHHOE OTCIIauBaHUE TMOKPBITUSA Kak
pe3ysbTaT XOpoIel aare3uu oopadarkiBaeMoro Ma-
TepHasa K MOKPHITUIO U TJIOXON aJAre3ur MOKPHITHS
K OCHOBHOMY MaTepuajy pexyllen MIacTUHBI.

3. UCTOYHMKOM TeIUla MPU PE3aHUU SIBISETCS
TerioTa aedopManuu B MEPBUYHOMN 30HE IMJIACTH-
4ecKoro 1e(opMHpOBaHHUs, a B KAYECTBE TEIJIOHO-
CHUTEJIA BBICTYIAeT CTPYKKa, KOTOpasi MOXKET mepe-
JlaBaTh TEIUIO K MepeAHel MOBEPXHOCTU TOIBKO OT
CJIOEB, JIXKAIIMX B HEMOCPEICTBEHHOW OMU30CTH
OT 30HBI KOHTaKTa. Temnoo0pa3oBaHue OT TPEHUS
CTPYKKH C TMepeaHell MOBEepXHOCThIO OYEHb MaJlo,
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TaKk Kak KOX(PQUIMEHT TPEHUs Ha TepeaHed Io-
BEPXHOCTH MPHU PE3aHUU TUTAaHOBOTO crutaBa BT1-0
MaJl, Ha YTO KOCBEHHO yKa3bIBaeT MepIeHIUKYISIp-
HOCTb TPaHUI[ IEMEHTOB CTPY>KKH OTHOCUTEIBHO
NepeHe MOBEPXHOCTH.

4. Ha Buzie cBepxy CTpyXKa uMmeeT (HopMmy auc-
KOBBIX CEKTOPOB, Ha BHYTPEHHUX MOBEPXHOCTAX
KOTOPBIX MPUCYTCTBYIOT HACEUYKHU (3YOIlbI), YKa3bI-
Barolue Ha (pOpMHUpPOBAHME BJIEMEHTOB CTPYXKKH,
IJIOTHO TPUBApPEHHBIX Ipyr K Apyry. Takoe pac-
TOJIOKCHHE 3yObhEB YKa3bIBaeT Ha OoJsiee TIacTH4-
HOE COCTOSTHUE CTPYKKHU CHapyXH, 00pasyromieiics
Ha BEpIIMHE PEeXylledl KPOMKH, TJIe TeMIeparypa
BbIllle. BHYTpeHHs CTOpOHa OXJIaxaaeTrcs Obl-
CTpee, TaK KaK compukacaercs ¢ 0oJjiee XOJIOIHOM
YaCThIO MEpPeIHEeN MOBEPXHOCTH KPYIVION PExXyIIeH
mIacTuHbl. Pasznenenue (paspyimieHue) CTPYKKH
C TIOSIBJICHHMEM CEKTOPOB MOKET HaYMHATHCS M3HY-
TPH WJIM C BHEIIHEN CTOPOHBI, a TaK)Ke ¢ 00EuX CTO-
POH OJTHOBPEMEHHO.

5. 3yO11bl Ha BHYTPEHHEW CTOPOHE CTPYKKH Ha
BHJIE CBEPXY MOTYT M3MEHATH CBOU pa3mep u (dop-
My B 3aBHCHMOCTH OT PeKHMMa pe3aHus. YBeaude-
HUE ckopocTH pe3anus 10 300 M/MUH TIpu Tojade
50 MM/MUH TIPUBOJMT K HMCUYE3HOBEHHIO 3YOIIOB,
CEKTOpa CTAHOBATCS OOJIbILIE U MEHEE U30THYTHIMHU.
VYeenuuenue nogaun A0 100 MM/MuH nipu T1yOuHE
¢dpesepoBanus 0,2 MM TPUBOAUT K CPAIIABAHHUIO
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CEKTOPOB, B pE3yJIbTAaTe Yero 3yObsi UMEIOT 0OJIb-
IIYIO BBICOTY. YBEJIMUYEHHUE NTyOUHBI ppe3epoBaHms
10 0,4 MM IPUBOJIUT K €111e OO0bIIEMY CpALTUBAHUIO
CEKTOpOB, 3y0Obsl NCUE3AI0T, HO UHOT/IA MOSBIISIFOTCS
B BU/IE TOHKHX BBICTYTIOB OYE€Hb OOJIBIION BBICOTHI.

6. B npononbHOM CEYEHUN AIIEMEHTBI CTPYKKHU
IUIOTHO TMPHKaThl U MPUBAPEHBI IPYT K APYTY, He-
00JIbI1I0H TONIIMHBI, B OOJIBIIMHCTBE CIy4yaeB Ipa-
HUIBl MEXAY JJIEMEHTaMHU NpsMble, Y TNepeaHeit
MOBEPXHOCTH OHM HEMHOTO HAKJIOHEHBI OT PEXYy-
1Iei KPOMKH, T. €. UMEETCsI TOPMOKEHHUE TPU CXOJIe
¢ mepeaHel MmoBepxHOCTU. B OosibimHCTBE City-
YyaeB I'PaHHUIbl XOPOILIO Pa3IMYUMBbl, HO B HEKOTO-
PBIX CIy4asx B 3aBHUCHMOCTH OT PEKHMMa pe3aHus
B CEpeIUHE OHM Pa3MBIThI, K TOMY K€ HCKpHBIIE-
Hbl (v = 100 M/muH, f= 100 Mmm/MuH, a,= 0,2 mm):
y nepeaHeil MOBEepXHOCTH TPAHUIIBI HEMHOTO M30-
THYTBI B CTOPOHY OT PEXYIIe KPOMKH (T. €. UMEeT-
Csl TOPMOXKEHHE Ha IepeHeN MOBEpXHOCTH), YyTh
BBIIII€ 3TOT HAKJIOH CYIIECTBEHHO OOJbllie (BhILIE-
JIeKaIUe CIOU CTPYXKKU JIBUTaloTCsl ObICTpee HHU-
JKEJEeKAINX, T. €. UMEETCS NMPOMEKYTOUHBIN CIION
MeTayia ¢ Oosbled TUIACTUYHOCTHIO, YeM HIMKe-
JeKaluil), a BbIIIE OHU 3HAYUTEIBHO H30THYTHI
B 00paTHYIO CTOPOHY, T. €. K pexXylIeil KpOMKe, 4TO
00ycIiIoBIeHO (DOPMUPOBAHHEM DJIEMEHTOB CTPYK-
KM B 30HE€ YCJIOBHOW INIOCKOCTH cABHUTA. | paHHIBI
JJIEMEHTOB MOTYT BBIAENATHCA YETKO, HO MHOIJA
U HEYETKO, B 3aBHCHUMOCTH OT pEeXHMa pe3aHMus,
0COOEHHO B CepelHe U BOMU3HU NepeiHel MoBepX-
HOCTH.

7. Haubonpiiee BiusHUE Ha KOIPPUIMEHT
CIUTOITHOCTH CTPYXXKH OKa3bIBaeT IIyOmHa (hpese-
poBanus (r = 0,55) ¢ yMepeHHOH MOJIOKUTEIbHON
KoppeJanuen. B cBor o4yepenb, CKOPOCTh pe3aHus
OKa3bIBAaCT HE3HAYMTEIBHOE OTPHUILIATEIBLHOE BIIUS-
uue (r =—0,31), a BIUsHUE TTOJJaYU B TUATa30HE OT
50 o 100 mm/muH He3HauuTensHO (¥ =—0,04) u um
MOXHO npeHeOpeus. [lapameTp L, KOTOpbIi Xapak-
TEpPU3YET CTENEHb PACKPBITHS TPELIUHBI U3HYTPHU
CTPY’KKH, OOJIbLIIE 3aBUCUT OT CKOPOCTH (ppe3epoBa-
Hus (r=0,52), vem ot nogauu (» =—0,37), a mryonHa
pe3aHus Ha Hero HHUKak He Biuser (r =—0,01). Ilpu
OLICHKE KOPpEJSLMNA MEXAY PEKUMaMU PE3aHus U
IlapaMeTpaMy BBICOTBI BBICTYIIOB /1, ObLIO OOHApY-
KEHO, YTO HauOoJbllee BIUSHUE Ha AedopMariuio
BBICTYIIOB OKa3bIBA€T CKOPOCTh pe3anus (r =—0,81),
KOTOpasi UMEET yCTOWYMBYIO CUIIbHYIO OTPHULIATEIb-
HYI0 KOPPEJSALUI0. JTO yKa3bIBAa€T HA TO, YTO NPHU
YBEJIMYEHUN CKOPOCTH pe3aHMsi B Juana3oHE OT

OBRABOTKA METALLOV %

100 mo 300 M/MUH TIPOUCXOAUT YMEHBIIICHUE BbI-
COTBI BBICTYNOB /,. Ilpu omnpeneneHun BIUsSHUSA
nmojjauyu  HaOIIOaeTcss yMepeHHas KOppemsius
(r =0,49). B cBoto ouepenp, rIyOHHA pe3aHusl IPU
JPYTHUX PaBHBIX pexuMax (ppesepoBaHus abCONIIOT-
HO HE BIHUSET, a KO3 ULIHEHT KOPPENILUU CTpe-
MUTCS K HYJIO.
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