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Pe3srome: Llens — npoaHannanpoBaTth KOHTaKTHbIE B3anMogencTBus npu obpabotke abpasnBHbIM NOTOKOM CPEAON Bbl-
COKOW BSI3KOCTW, BbISIBUTb psif 0BLLMX SBMEHMWIA, XapakTePHbIX U ANs Apyrx MeToaoB 06paboTku 3aroTOBOK U3 CMiaBoB
NOPOLLKOBOro MonubaeHa, 3athmkcupoBaTh HEKOTOPbIE 0COBEHHOCTH 3Toro npouecca. OgHon 13 Npobnem CoBpEMEHHO-
ro MPOM3BOACTBA SABNSETCH MexaHuveckas obpaboTka getanen wn3 TpygHoobpabaTbiBaeMbix MaTepuanos, Takmx Kak
cnnasbl MonubaeHa. Ansg duHnwHoM 06paboTkn 3aroToBOK U3 MONMBAEHOBBLIX MOPOLUKOBBLIX CMIABOB MPeAsioxeHa 0b-
paboTka abpa3vBHBIM MOTOKOM BbICOKOBSA3KOW pabouyeit cpepoi. [ns aT0ro yToyHeHa Mofenb yaaneHus matepuana
€[VHNYHbIM abpa3vBHbIM 3epHOM. B aToi Mopenu abpasvBHoe 3epHO NpeacTaBnsieT cobON MHOrONE3BUNHBIA UHCTPY-
MEHT, BO3AENCTBYIOWMIA Ha obpabaTtbiBaeMyto NOBEPXHOCTb Kak Mo (hakTUYECKON MNOLaAM KOHTaKTa, Tak U Mo KOHTYp-
HoW. [MoATBEPXAEHO, YTO NOSIBNEHNE COCTaBMALWMX CUMbl pe3aHnsl, eNCTBYIOLLEN HA eAUHNYHOE abpasvBHOE 3EPHO,
06yCnoBeHo kacaTenbHbIMK Y HOPMaribHbIMW HaMpPshKEHWsIMM NoToka paboyen cpepoi. MpoaHannampoBaHbl 0CO6EH-
HOCTM KOHTaKTHbIX B3aMMOeWCTBUI npu obpaboTke abpasnBHLIM MOTOKOM 3ar0TOBOK W3 MOPOLLKOBbLIX MOSIMOOEHOBbIX
cnnaeoB. [l OLEeHKN MCXOOHOrO COCTOSHWS MOBEPXHOCTU Nepes (hMHULLHOW 06paboTkol onmMcaH NOBEPXHOCTHbIN CIOK
3aroTOBOK M3 MOPOLLKOBOr0 MonunbaeHa nocne TokapHon 06paboTky U 3NEKTPO3PO3MOHHON BbIPE3KM NMPOBOMOKON C TOY-
K1 3peHus ucxogHoro coctosiHus. O6ocHoBaHO npoBegeHne 0bpaboTkn abpa3vBHbIM NMOTOKOM B ABA dTana ¢ Bapbupo-
BaHWeM Buaa abpasna 1 ero 3epHUCTOCTU. JKCNEPUMEHTANbHO NOATBEPXAEHA BO3MOXHOCTb NPUMEHMMOCTM 06paboT-
Kn abpasuBHLIM MOTOKOM BbICOKOBSA3KOW cpedow Ans puHUWHOM 06paboTkn 3aroTOBOK M3 MOPOLLKOBOrO MonubaeHa.
BrisiBneHbl ocobeHHOCTM npouecca obpaboTku abpas3nBHLIM NOTOKOM C UCNONb30BaHWEM paboyen cpenbl BbICOKOW BS3-
KocTu. TpeanoxeHsl pekoOMeHAaLMM NO UCMOMb30BaHMID PeXMMoB 00paboTky abpas3vBHBIM NOTOKOM NSt KOHKPETHbIX
pasMepoB OTBEPCTUI B 3aroToBKax 13 MOPOLLIKOBOro MonunbaeHa.
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HOE B3aMOAENCTBIE, LLIEPOXOBATOCTb, abpasnBHOE 3€PHO
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Powder molybdenum alloy workpieces contact interactions
under abrasive flow machining by high viscosity media
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Abstract: The purpose of the article is to analyze contact interactions under abrasive flow machining by a high viscosity
medium, to reveal a number of common phenomena characteristic of other processing methods of molybdenum powder
alloy workpieces, to describe some features of the process. One of the problems of modern production is mechanical
processing of parts made of hard-to-work materials, e.g. molybdenum alloys. The abrasive flow machining by a high vis-
cosity medium is proposed for finish processing of workpieces made of molybdenum powder alloys. For this purpose the
model of material removal by a single abrasive grain is refined. This model presents an abrasive grain as a multi-blade
tool that impacts the treated surface both on the actual contact area and contour. It is proved that the origination of the
components of the cutting force that impacts a single abrasive grain is due to tangential and normal stresses of the work-
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ing medium flow. Analysis is given to the features of contact interactions taking place under abrasive flow processing of
molybdenum powder alloy workpieces. To assess the initial state of the surface before finishing the surface layer of mo-
lybdenum powder workpieces is described after turning and EDM wire cutting in terms of the initial state. Justification is
given to abrasive flow treatment in two stages with varying the type of abrasive and its grain size. Experiments proved
the possibility of using an abrasive flow of high viscosity medium for finishing treatment of molybdenum powder work-
pieces. The features of the abrasive flow processing using a high viscosity working medium are revealed. The recom-
mendations are given on the use of abrasive flow treatment modes for specific sizes of holes in molybdenum powder
workpieces.
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1. BBEAEHUE

CTpemutensHoe passuThe Npou3BoA-
CTBa aBMALMOHHOW W PaKEeTHO-KOCMUYECKON
TeXHUKM noTpeboBano nosiBNIeHUs HOBbIX Ma-
Tepuanos, CNOCOBHbIX He TepsTb CBOW 3KC-
nryaTaunoHHbIE CBOWCTBA NpW BbICOKUX TEM-
nepatypax, O6nuM3kMx K uX TemnepaTtypam
nnaeneHus, OblTb CTOMKUMKU K PasfMYHbIM
arpeccuBHbIM cpegam, a Takke obnagaTb Bbl-
COKOW M3HOCOCTOMKOCTbI0. OCHOBY Takux ma-
Tepuanos COCTaBUNW CnnaBbl TUTaHa, Ko-
6anbTa, xpoma u mMonubaeHa. Bbicokue akc-
nayaTauuoHHble CBOMCTBA TaKWX CNNaBoOB
obycnoBnuealT KX HU3KY obpabaTbiBae-
MOCTb pe3aHueM Wu3-3a 0CobblX XapakTepu-
CTUK, TaKMX Kak HM3kas TennonpoBOAHOCTb,
BbICOKAs MPOYHOCTb MPU MOBBILLEHHBIX TEM-
nepaTtypax, M3HOCOCTOMKOCTb M T.4. Kpome
TOro, WX BbICOKas MPOYHOCTb, yAapHas BsA3-
KOCTb, M3HOCOCTOMKOCTb W HWU3Kas Tennonpo-
BOAHOCTb NpUBOAAT K ObICTPOMY M3HOCY Me-
TannopexyLLero MHCTPYMeHTa U COKpaLLEHNIO
cpoka ero cnyx6bi [1].

/3-3a BbICOKOM MPOYHOCTH MPW NOBbI-
WeHHbIX TemnepaTypax TakMx CnnaBoB
HarpeB maTtepuana, BO3HMKaloWwumn npm obpa-
60TKe, cnabo BNMSIET Ha ynyylleHne nx obpa-
GaTbiBaemocTn.  Bbicokass — guHamuveckas
MPOYHOCTb Ha CABWUr MOAOOHBLIX MaTepuanos
BeAeT K HaKannuMBaHWIO HanpsXKeHUN Kpu-
CTannNUYeCcKoW peLleTkn ¢ fanbHenwnm obpa-
30BaHMeM CKOmoB. Huakas TennonpoBOAHOCTb
npenaTcTByeT 3(PEKTUBHOMY OTBOAY Tenna
U3 30Hbl pe3aHus C nocneayLLen nokanusa-

LUMen TemnepaTypbl pes3aHusi Ha pexyLuen
KPOMKe WHCTpyMeHTa. Huskas TennonpoBog-
HOCTb W BbICOKMA KOIUULMEHT TPEHUs npwu
KOHTaKTHbIX B3aWMOLENCTBUSAX KPOMKM Pexy-
Lero MHcTpymeHta u obpabaTtbiBaemon no-
BEPXHOCTU B YCMOBUSAX MOBbILIEHHBIX TEMME-
paTyp BeAyT K HanMnNaHuio YacTuyek maTepu-
ana K OCTpUK WHCTpymeHTa. [locteneHHoe
HanunaHuwe Yactuyek BedeT K 0b6pasoBaHMIO
HapoCTa Ha pexyLllen KpoMKe, Y4TO YCKOpsieT
CKOpOCTb M3Hoca [2]. W3-3a npucyTcTBUA ne-
TMPYIOLLMX 3NIEMEHTOB B MUKPOCTPYKTYpe pac-
CMaTpuBaeMbIX CNfiaBoB OHWU copepxat abpa-
3MBHbIE YacTULbl, YTO Takke BedeT K Jonon-
HUTENbHOMY W3HOCY PEXYLLEro MHCTPyMeHTa
[1]. Kpome Toro, Takue TBepable 4acTuubl He
CMocobHbl  NnacTuyeckn aedopMUpPOBaTHLCS
BO BpeMsi MexaHuyeckoi o00paboTkm M BblI-
KpalMBaKTCA C MNOBEPXHOCTU  3arOTOBKW,
ocTaBnss 3a cobon [edeKT NOBEPXHOCTM.
[llanee B xoge npouecca o0b6paboTkm 3Ta 4a-
CTULA B BUAE CTPYXKW C BbICOKOW BEPOSTHO-
CTbl0 Hanunaet nubo Ha obpabaTbiBaemyto
MOBEPXHOCTb, Hapywas ee LEenoCTHOCTb, fu-
60 Ha pexyLLyt KPOMKY UHCTpyMeHTa [3].
WccnepoBanna  MukpodpesepoBaHus
HapYXXHOW MOBEPXHOCTW YUCTOr0 MonubaeHa
MO3BONWUNM YCTAaHOBUTb Takue napameTpbl 06-
paboTkn, NpU KOTOPbIX MOSyYEHO BbLICOKOE
kayecTBo noBepxHocTM Ra=0,25 mkm. [pu
3TOM BbISIBIEHO HaNWMNaHWe MUKPOYacTuL
mMonubaeHa Ha PexyLLyt KpoMKy ¢pesbl. M3
PEHTrEHOCTPYKTYPHOro aHanusa obpasua ¢
nyywummn pesynbtatamm obpaboTkm ycTtaHoB-
NEHO, YTO 3HAYeHWe OCTaTOYHOro Hanpsxe-
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Hus gy = - 012 £ 0,02 IMa, 1.e. npouecc 06-
paboTKK, NPMBEN K CXaTWio MaTepuana YucTo-
ro monubaeHa [4].

Cnnasbl 13 NOPOLLKOBOrO MonunbaeHa,
nves csomctea obblyHOro monubaeHa, oTnu-
YaKTCA  HEKOTOPbIMU  XapakTepUCTUKaAMM.
KntoueBble 0COBEHHOCTW AaHHbIX CNiaBoB —
Bonee BbicOKas MexaHuyeckass MNPOYHOCTb
(U3HOCOCTOMKOCTbL) 1 TBEPAOCTb MPW BbICOKUX
Temneparypax [5].

CpaBHeHWe xapaKTepucTuK cnnasa U3
nopowkoBoro monubaeHa SinteredMo, yrne-
poaucton ctanm AISI 1045 (Ck45) n xpomo-
HUKeneBoro cnnaea Inconel 718, nokasbiBaeT,
YTO CMMaBbl U3 MOPOLLUKOBOrO mMonubaeHa o6-
nagatT 6onee BbICOKOW MnoTHocTbio 10,28
r/cM®, TeMnepaTypoii nnasnexus 2620°C, Be-
nuynHon moaynsa KOHra 800-1200 IMla, oTHO-
cutenbHbiM  yanuHeHnem <30% © BbICOKOM
TennonposogHocTblo 140 BT1/(M-K). B TOXE
BPEMS Yy 3TOr0 ChnaBa CYLIECTBEHHO HWKe
KO3(h(PULMEHT NMHENHOTO TEMMOBOrO pacLuu-
peHuna — 5,2 10'6-K'1, yAenbHas TennoemMKocTb
254 [Ix/(kr-K) [5].

OnbIT 3KCnepUMEHTANbHOW TOKapHOM
06paboTKku NOPOLLKOBOrO MonundaeHa pasnuy-
HbIMK pe3uamun 6e3 NpUMEHeHWs cMasblBato-
LLie-OXnaxgatoLmx XUaKoCTel nokasan, 4To
3TOT BMA 06paboTKM NO3BONUM NOMNYYUTb LUe-
pOXOBaTOCTb NOBEPXHOCTM A0 Ra=1,45 Mmkm.
YcTaHoBneH 6onblUniA  9KBUBANEHTHbIA KO-
3P PUUMEHT TpeHUS, NO CPaBHEHWIO C OObIY-
HbIMW YrMEepPoaUCTbIMK CTansMu, a Takke no-
BbILLEHHAst CKMOHHOCTb K agresuu u nnactu-
4ECKOMY OTTECHEHWIO NPU KOHTaKTHbIX B3au-
MOLENCTBUAX PEXYLLUEN KPOMKM U CTPYXKKM.
MNpu aTOM cunbl pe3aHuns B Lenom Obinn He-
MHOTO BbIWE W HAXO4UIUCb NOA4 CUMbHbIM
BMIMSHWEM HOPManbHOro0 NepegHero yrna.
BbISIBNEHO, YTO JOMMHMPYIOLWMM MEXaHU3MOM
“3HOCA BCEX BWUAOB MHCTPYMeHTa Bbino okuc-
NEHNe pexyLlen KpOMKW, a MaKCUMamnbHYH
CTOMKOCTb KPOMKM (32 MWH NpU CKOPOCTU pe-
3aHua 215 m/MuH) obecneymnu coveTaHue
YBEJIMYEHHOW  MOMOXMUTENbHON  reoMeTpum
(yrma pesaHusl) M MOSIMPOBKA MOBEPXHOCTU
KPOMKHU [5].

Mpu  wuccnegoBaHMM  0COBEHHOCTY
npouecca CTpyxkoobpa3oBaHus npu ToKap-
HoW 06paboTke HapyXHOW MOBEPXHOCTU 06-

pasuoB M3 mMonubaeHOBOro crnnasa YCTaHOB-
NEHO HanMuune CXUMAOLWMX TaHreHUManbHbIX
OCTaTOYHbIX  HanpskeHun. MonubaeHoBbIN
cnnas B npouecce CTpyxkoobpasoBaHusa Be-
[eT cebs Kak nnacTuyHbIn Matepwan, a npu
(bopMMpPOBaHUM MOBEPXHOCTHOTO CMOS — Kak
maTepuan NOHWXEeHHON NNacTUYHOCTK [6].

[na psaga 3aroToBoK M3 MOnMbOeHo-
BbIX CMMaBoB LesniecoobpasHo npuMeHeHune
LOMNOSHATENbHON  (OUHULLIHOW 06paboTkn uX
BHYTPEHHMX NoBepxHocTen. [ockonbky Takas
obpaboTka UMeeT JONOMHUTENbHBIE CMOXHO-
CTU, CBSI3aHHble C 3aTPYAHEHHbIM JOCTYMNOM
NEe3BUIHOTO MHCTPYMEHTa M ero GbICTpbIM U3-
HOCOM, ANs 3TUX Lenen Bce bonbluee npume-
HEHWE MOMy4YalT HeTPaguLMOHHbIE MEeTOoAb
puHUWwHON 0B6paboTkn. B kayecTBe WMHCTPY-
MeHTa B 3TUX MEeToAax MPUMEHSETCA MOTOK
pasHOOBOPasHbIX XMAKOCTHLIX MW YMNOTHEH-
HbIX cped, Hecywwmx paboune 3nemeHThl, KO-
TOpble Npu nepemelLeHnn Boonb obpabaTbl-
BAaeMOW MOBEPXHOCTU BCTYNalOT B KOHTAKT C
€e HepoBHOCTAMM [7].

Tak, B NpOM3BOACTBE MOMYNPOBOAHM-
KOBOM TEXHWKM MPUMEHSIOT €nocob uHMLL-
Hov 06paboTkn abpasuBHLIMKU 3epHaMK, Npo-
KaumBaeMbiMW B KOMNOWOHON XWUAKOCTW. JTa
XWOKOCTb MpecTaBnseT cobon Kucnyl BOA-
Hyto cpeay (pH ot 3 go 6), cogepxalyyto BO-
L0PacTBOPUMBI NOBEPXHOCTHO-aKTUBHbIN Ma-
Tepvan u OKUCNMTENb (Nepekucb BOAOPOAA)
[8]. B aTOM pelleHMn mexaHu3m ypaneHust
matepuana MOXHO KnaccuuumpoBaTb Kak
Pa3HOBMAHOCTb KOMOWHWUPOBAHHOW CTPYMHOW
abpasnBHO-XMAKOCTHOM obpaboTku. [loTok
pabouyen cpeabl npeacTaBnsaeT cobon HU3Ko-
BA3KYI0 Cpefly, CNOCOOHYI0 K MPOSIBIIEHMIO NpU
TeyeHun B obpabaTbiBaeMOM KaHane nullb
Hebonbwmx ynpyrux aedopmaumii. Mpomsso-
AUTENBHOCTL 06paboTkM ¥ BennunHa Luepo-
xoBaTocT 06paboTaHHON MOBEPXHOCTU Npu
3TOM He YyOoBNeTBOpsOT TpeboBaHMsAM CO-
BPEMEHHOro NPON3BOACTBA.

AHanu3 nybnukauun nokasan, 4Yto oT-
CYTCTBYET OMbIT NpUMEHeHNss 0bpaboTkn ab-
pasuBHLIM NMOTOKOM AeTanen u3 MonubaeHo-
BbIX crnaso.. Llenbio gaHHOro nccnenosaHus
ABnsieTcss 060CHOBaHWE NpuMeHeHus cnocoba
06paboTkn abpas3mBHLIM NMOTOKOM BbICOKOBSI3-
kumu pabouvmy cpepamm Ons noBbiLEeHUs
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NPOU3BOAMTENBHOCTU (PMHMLIHON 06paboTKM
W CHWXKEHWS LLIEPOXOBATOCTU BHYTPEHHMX MO-
BEPXHOCTEN OeTanen u3 monubaeHoBbIX No-
POLLIKOBbIX CMNaBoB.

2. KOHTAKTHbIE B3AUMOJENCTBUA
NMPU OBPABOTKE ABPA3UBHbLIM
MOTOKOM

OcHoBy paccmaTpvBaemoro MeToaa
NoNoXwmn cnocob 3KCTPY3MOHHOIO XOHWHIOBa-
HUA unu abpasmBHON 0O6PaBOTKM BHYTPEHHEW
NOBEPXHOCTW, 3aKMoYaKLWUICA B CKUMato-
LLiem JaBrieHun Ha obpabaTbiBaeMyto NoBepx-
HOCTb NMpu abpasvBHOM KOHTaKTE C HEW Mo-
nyTBEPOOro, TPYAHOTEKYYEro NOMMMEPHOrO
matepuana. JToT maTepuan COCTOUT U3 CUnu-
KOHOBOW CpeAbl, HamnoSIHEHHON MenKoauMC-
nepcHbiMn abpasnBHbiMK Yactuuamu. Cpega
noa AaBfieHMEM CTAHOBUTCS TEKYYMM, MOYTM
TBEpPAbIM CryCTKOM, 06pasys NpoYHyl0 MaTpu-
uy. lpu TeyeHunm notok pabouyennt cpenbl
yoepxvBaeT nof [AaBfeHWeM MONUMEPHbIV
matepvan B OrpaHn4eHHOM abpasvBHOM KOH-
TakTe ¢ obpabaTbiBaeMon NOBEPXHOCTLIO [9)].

OnncaHuio  KOHTaKTHbIX B3aumogen-
CTBMIA npu obpaboTke abpasvBHLIM NMOTOKOM
nocesilleH psg paboT. JkcnepumeHTanbHoe
nccnefoBaHuWe cun pesaHus U abpasvBHOM
CnocobHOCTK 3epHa BO Bpemsi 06paboTku ab-
pa3vBHbIM MOTOKOM MO3BOMWMNO YCTAHOBMUTD,
YTO [aBneHWe 3KCTPY3uuW, KOHLEeHTpauus ab-
pa3vBa 1 pasmep 3epHa BINUSIOT Ha CUMbl pe-
3aHus, abpasnBHy0 CNOCOBHOCTb U, HaKOHeL,
Ha YMEHbLUEHWE LIepOXOoBaTOCTU MOBEPXHO-
cTu. lMNpu 3TOM OCHOBHLIM MEXaHM3MOM yaa-
NeHns maTepuana SBNSAOTCA TPeHwe W nna-
cTuyeckoe ottecHeHue [10].

AHanornyHbli BbiBOA ObIN cAoenaH B
XOAe TeOpPeTMYEeCKMX pacyeToB CuSl, BO3HUKA-
owmx npu agedopmaumn matepvana npu ob-
paboTke abpasuBHbIM MOTOKOM. TeopeTunye-
Ckue pacyeTbl NOATBEPXKAEHbI 3KCMEpUMEH-
TanbHbIMW MUCCNEAoBaHMAMM 06paboTkn mar-
KOW cTanu u anomuHueBoro cnnasa [11].
Cnenyet OTMETWTb, YTO pesynbTaTbl Uccne-
posanun [10, 11] nonyyeHbl obpaboTkon ab-
pa3suBHLIM NOTOKOM 3aroTOBOK Cpeaon HU3KOM
U cpedHen BA3KOCTW. [laBneHue SKCTPy3uu
Npu 3TOM BapbMpOBanochb B AuanasoHe OT 2

MMa go 8 MMa.

B pabote uccnemosartenent n3 MHamu
npvBegeH KPUTUYECKUA aHanm3 COBPEMEHHO-
o COCTOsHMS npoLecca o6paboTku (0TAenku)
abpasmsHbiM noTokoM [12]. OTmeueHo, 4To
0bpaboTka abpa3nBHLIM MOTOKOM MOXET ObITb
ucnonb3oBaHa Aana  UHULWHOK 06paboTku
pasnuuyHbix MatepuanoB. C ee MNOMOLLbIO
obecneunBaeTcs HafexHasi, paBHOMepHas,
noBTOpsieMas U TOYHas OTAENKa NOBEPXHOCTY
C yAaneHWeM oveHb HebOMbLOro cnos mare-
puana.

MnacTmyHoCcTb M TBEPAOCTbL Obpaba-
TbIBAEMON [EeTanu okasbiBatoT GonbLlioe Bnu-
sHMe Ha npouecc 06paboTkn abpasmBHbLIM
notokom. Paboyass cpega gomkHa ObITb Cca-
mMogedopMUpyeEMONn, BA3KOYNPYron U HEHbHo-
TOHOBCKOM XMOKOCTbIO C O4YEHb BLICOKUM KO-
3 PULMEHTOM BOCCTaHOBNEHUSA. bonee BbI-
CoKasi BA3KOCTb Cpedbl YBENWYMBaeT 3akpen-
NEeHHOCTb abpasmBHbIX YacTUL B nonumepe,
4yTO yBENWYMBaeT NPOM3BOAMTENBHOCTL 06-
paboTtkn. OgHako npuBedeHHblE B aHHOW pa-
6oTe  3aBMCMMOCTM  MPOU3BOAUTENBHOCTY
Cbema MaTtepuana v wepoxoBaToCT NOBepX-
HOCTW HOCAT 3MMNUPUYECKUA XapakTep Nnnbo
OCHOBaHbl Ha popMarnbHOW MHTepnpeTaLuu
reoMeTpUYECKMX XapakTepucTMK abpasmBHbIX
3epeH M MUKPOHEpOBHOCTeN obpabaTtbiBae-
MO nosepxHocTu [12].

B apyron pabote npuBegeHa cxema
(puc. 1), unncTpupyrowas MexaHusm yaane-
HUS MaTepuana 3aroToBKM BO Bpemsi obpa-
6oTkn abpasmBHbiM noTokom [13]. [Npeano-
KEHHas WnncTpaums npouecca sBnseTcs
YNPOLEHHON KaK C TOYKM 3PEHUST CTPYKTYPbI
MOBEPXHOCTU, TaK U yyeTa COOTHOLUEHUS pas-
MEpOB  LUEPOXOBATOCTU (MWUKPOHEPOBHOCTH)
3aroTOBKW 1 abpasmBHbIX 3epeH.

Takum o6pa3om, MakcumarnbHasi uc-
XOAHas LIepPOXoBaTOCTb MOBEPXHOCTU Mocne
nony4yeHns 3arotoBok coctasnsetr Ra = 80 —
40 mkMm. Kak npaewno, nepeg onepauusmu
(puHUWHON 06paboTKM LIEepOXoBaTOCTb MO-
BEPXHOCTU BapbupyeTca B npegenax Ra = 2,5
— 1,25 mkm. Pasmep abpasnBHbIX 3epeH, npu-
MeHsieMblx B 06paboTke abpasuBHbIM MOTO-
koM, konebnetcs B npegenax ot 40 MKm (3a-
Bepwatowasa cragms obpabotkn) 4o 500 mMkm
(HavanbHas ctagms obpabotkm). Pasmep ab-
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pa3nBHbIX 3€PEH UMEET NPSIMYH0 3aBUCMMOCTb
OT BEMUYMHbI MICXOAHON LIEePOX0BaTOCTH 3aro-
TOBKW, TBEPAOCTU obOpabaTbiBaeMoro mare-
puana u BaskocTu paboyen cpebl.

Bonee ToyHas cxema 6bina npegno-
XeHa npu pa3paboTke pacyeTHOW Moaenu
yoaneHns matepuana npu obpaboTke abpa-

CTpyETYpa IIOBEPXHOCTH 10 06paboTH

MuxpocTpy:KEa

BLICTYTIBI H BITAMHHED &
Y

31BHbIM NOTOKOM [14]. B Hen 06obLieH onbIT
npeaplaywnx paspaboTok U npeanoxeHa
CXema MpUoXeHUs Cun Ha efuHW4Hoe abpa-
3MBHOE 3€pHO, a TaKke npuHUMNManbHas
cXxema ypdaneHus martepuana Mopenu enw-
HUYHbIM abpasunsom (puc. 2).

«<3—— HanpareneHne IOTCKA

AGpazueHag cpela:
BasroynpyrHit
TomHMep +
aGpa3HBHEIE 3epHA

CI‘pyIcrypa IMOBEPXHOCTH IIOCHE HECKOINBEHX ITHRIOB

e
g <

H3MeHeHHe CTPYETYPHI IIOBEPXHOCTH ITOCHe MHOTHX IHENOB

———|

Puc. 1. MexaHu3m yOaneHusi Mamepuana e npouecce obpabomku abpasueHbiM nmomokom [13]
Fig. 1. Mechanism of material removal under abrasive flow machining [13]

Byatina

Pexymai KpoMka

Puc. 2. lfpuHyunuansHas cxema Modesiu yOaneHusi Mamepuasna eOUHUYHbIM abpa3ueHbIM 3ePHOM:
a— edaesiusaHue 8 3a2omoeKy nod delicmeuemM HopMasibHOU cocmasnsaouwel cusbl pesaHus (Fn);
b — y0aneHue mamepuana eOuHUYHbIM abpa3ueHbiM 3epHoMm [14]

Fig. 2. Schematic diagram of the material removal model by a single abrasive grain:

a - indentation into a workpiece under the action of a normal component of the cutting
force (Fn); b — material removal by a single abrasive grain [14]
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Nog oencTenem HopMarsnbHoOW F, 1 TaH-
reHumanbHon Fy COCTaBNSAOLWMX CUI pe3aHus,
BO3HMKAIOLMX NPU OBWXEHUM B NOTOKE Cpeabl
eAMHWYHOro abpasmBHOrO 3epHa CO CKOpO-
CTbO V, 9TO 3€pHO BCTYMaeT B KOHTAKT C He-
POBHOCTbIO 3aroToBKW. [log gencTBuMeM Hop-
ManbHoOW cocTasnstoLwen F, abpasmsHoe 3ep-
HO BHeApPSIeTCS B 3aroTOBKY Ha rny6uHy h, ob-
pasys BMATUHY AnvHOW do. Pasmep BMSATUHbI
TakKe 3aBWUCUT OT paguyca BEPLUMHbI KPOMKM
3epHa A 1 MakcumanbHoro yrna 6 mexay ABy-
MS NUHWUSMK, COEOMHSIOLMX HIDKHIOK TOYKY
BMATUHbI M [BE TOYKM Ha BEPXHEN KPOMKE
BMATUHbI. B HavanbHoe Bpems t =ty npouncxo-
AMT KOHTAKT BbICTYNa 3epHa W HEPOBHOCTW
3aroToBKM C NPOSIBNIEHNEM MOMEHTa cun M.
3a cyeT F; abpasmBHOe 3epHO NepemellaeTcs
B HanpasneHuWn noToka cpeapbl. [nuHa KOH-
TakTa onpeaensieTcsa Kak Npom3BogHasi CKopo-
CTW abpasnBHOro 3epHa no Bpemexu dt [14].

[lns aHanu3a KOHTaKTHbIX B3anUMoaei-
cTBUM Npu 0bpaboTke abpasvBHLIM MOTOKOM
[eTanen u3 cnnasoB NOPOLIKOBOro Monubae-
Ha pacCMOTPEHHas MpuUHUMNManbHas cxema
(cM. puc. 2) TpebyeT YyTOYHEHNSI.

[lepBoe yTOYHEHWE CBSI3aHO C Mac-
WTabHbIM KO3(UUMEHTOM, TaK Kak KOHTaKT
«MWKPOHEPOBHOCTL 3aroToBKM — abpasnBHoe
3epHO» MPOMCXOOWT Kak Ha ypoBHe abpasue-
HOro 3epHa B LENOM, TaKk W ee OTAEMNbHbIX
MWKPOBBICTYNOB (PEXYLUUX KPOMOK).

BTopoe yTouHeHue 06ycrnoBneHo BSA3-
KOCTbio paboyei cpeapbl. KCNepMMeHTanbHoe
nccnegosaHve npouecca obpabotkm abpa-
3VBHbIM MOTOKOM BbICOKOW BSI3KOCTW YCTaHO-
BUMO, YTO CUNa pe3aHus eguHWYHbIM abpa-
3VBHbIM 3€pHOM, Onpeaensemas kak cymma
pagvanbHOW U TaHreHumanbHon (oceBow) Co-
CTaBNAKOLWMX, Hanbonee YyBCTBUTENLHA K W3-
MEHEHWIO BENWYMHbI [aBNEHUs 3KCTPY3UK.
lNpu aTOM yBENMYEHME, KaK BA3KOCTM paboyen
cpeabl U OaBMNeHUst IKCTPY3nK, NOSIOKUTENBHO
BIMSIET HA paguanbHy COCTaBNSIOLLYIO CUMbl
pesaHus, HO OTpULATENbHO — Ha TaHreHuw-
anbHyl0 (OCEBYID) COCTaBMSAKLLYIO CUMbl pe-
3aHMA eguHUYHbIM 3epHOM [15]. 3TOT hakT
BNMSIET HA BENWYMHY W HanpaBlieHWe pesynb-

TUPYIOLLLEN CUINbl pe3aHus.

TpeTbe yTouHEHME TpebyeT yunThiBaTh
B1A abpa3vBHOrO 3epHa M ero 3epHUCTOCTb.
WccnepoBaHns noBepxHOCTM abpasmBHbIX 3e-
PEH nocrne B3auModencTBus ¢ MonmbaeHom B
YCNOBMSAX MUKpoOLapanaHus nokasanu, 4YTo
3epHa KopyHAa 1 kapbuga KpemHWUs npu MUK-
pouapanaHum monubaeHa W3HalMBalOTCH B
pesynbTaTe WUCTUPaHWUS W MUKPOCKasibiIBaHUS
[16]. MonnbaeH nepeHoCHUTCA Ha NOBEPXHOCTb
nowaakn n3Hoca KopyHaa, kak u Ha nosepx-
HOCTb kapbuga KpeMHUS, U KOHLEHTPMpYeTCA
BOMM3M TpewwmH n apyrux gedektos, obpasy-
IOLLMXCSH Ha NOBEPXHOCTU KopyHAa. Mpn aToM
KOpyHZ nocrne B3auMOAencTsus ¢ monubae-
HOM noaBepraeTcs Gonbluei moaudukalmm
Mo CPaBHEHWIO C KAapbuaOM KpeMHUs, 4TO OT-
paxaeTcs B Pa3BMTOCTW MOBEPXHOCTW Nno-
Wadkn u3Hoca (coyeTaHne pUCOK M 3neMeH-
TOB MUKPOBbIKpaLL1BaHus) [16].

UeTBEpPTOE YTOUHEHWE BbI3BAHO CTPYK-
Typon Mmatepuana getanen u3 nopoLlKOBOro
monubaeHa. Cnnae nopoLlkoBoro MonubaeHa
M-MI1 gornxeH cogepxaTtb He MmeHee 92% 3e-
peH paamepoM o 5 mkm'. Takas cTpykTypa
OKa3blBaeT CUMNbHOe BNMSHWE Ha npouecc 06-
paboTkn. [laHHbli cnnaeB MMeeT NNOTHOCTb
10,2 r/cm®, Temnepatypy nnaenexus 2610°C,
TennonpoBoaHocTb 142 Bt/(m-K), ygenbHyto
Tennoemkoctb 0,256 x/(kr-K) n koacppuum-
€HT JIMHENMHOro TENsoBOro paclumpeHus 4,9
10°-K™. TeepmocTb cnnaea MoOpoLLKOBOrO Mo-
nubgeHa M-MI1 no BpuHennio — 125 HB, a
BennumnHa mopynsa tOHra — 336,6 Ma’.

[1Ba nepBbIX YTOYHEHUS CXEeMbl KOH-
TakTa SABNATCH YHMBEpPCanbHbIMA OTHOCU-
TenbHo Nboro Buaa maTepuana npu obpa-
60oTke abpas3nBHbLIM MOTOKOM. TpeTbe U YeT-
BEPTOE YTOYHEHUS OTpaxalT cneundguky
KOHTaKTHbIX B3aMMogencTsui npu obpabotke
[eTanen us MonmbaeHoBLIX CNaBoB.

MNpu obpaboTke abpasmBHLIM NOTOKOM
eOMHWYHOe abpasvBHOE 3epHO BCTynaeT B
KOHTaKT C MOBEPXHOCTbIO AeTanu. [pu aTom
obpasyeTca KOHTypHas nnowab kacaHus A,

Ha KOTOPOW BO3HWMKAET KOHTYPHOE [aBrneHune
paBHOE OTHOLUEHWUID CWMbl, AEUCTBYIOLLEN Ha

'rOCT 17432-72. MaTtepuansl nopotkosble. MNpyTkn 1 nokoBku n3 crnnasa mapku M-MI. TexHuyeckve ycnosus. Beep.

01.01.1974. M.: U3n-Bo cTtangapTos, 1992.
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KOHTaKTUpYIoLLWe Tena, K KOHTYpHON niowaau
kacanus p, =N/ A.. MacwTtabHbli Koachdu-

LUMeHT abpasnBHOro 3epHa M LepoxoBaToCTH
MOBEPXHOCTU (pUC. 3) AEMOHCTPUPYET, YTO 13-
3a 6onblwmx pa3mepoB abpasuBHOE 3epHO
OQHOBPEMEHHO HaxOAMTCA B KOHTaKTe C Le-
NbIM PSAOM MUKPOHEPOBHOCTEN. [pu 3TOM Ha
KaXKOoM MUKPOHEPOBHOCTM obpasyeTca ane-
MeHTapHas akTnyeckass nnowagb KacaHus
A.,. CymmapHas nnowagb KOHTaKTHbIX 30H

MWKPOHEPOBHOCTEW abpasnBHOro 3epHa u 06-
pabaTbiBaeMon noBepxHOCT 0bpasyeT ak-
TUYeCKyH nnowaab kacanus [17].

AbpasmBHOoe 3epHO B npedenax KoH-
TYPHOW NMoOWann KacaHus BO3OENCTBYET Ha
BCE eOMHWYHble MUKPOHEepOBHOCTU obpaba-
TbIBAEMOW MOBEPXHOCTU B LEEMOM, @ TaKKe Ha
KOyl eOWHUYHY MUKPOHEPOBHOCTb OT-
AENbHBIM BbLICTYNOM, NPEACTaBMSIOWMM CO-
Bor pexyLuylo KpOMKYy. Yrom Takux KpPOMOK
3aBMCWT OT BMAA M BENUYMHbI abpasmBHOrO
3epHa.

Bua koHTakTa onpegensieTca OTHoLe-
HUEM BeNIMYMNHbI CONMKEHUS KOHTAKTUPYHOLLMX

PasmMep, MKM
240

Ten h w paguyca ckpyrneHns BepLUMHbI MUK-
poHepoBHOCTU R.

W3gecTHble u3 Tpubonorn ycnosus
nepexofa C OQHOro BuAa KOHTaKTa Ha Apyrow
npeanoXxeHbl A8 OLEHKN BMaa KOHTaKTa npw
obpaboTtke abpas3mBHbIM MOTOKOM (HOPMYTibl
(1)-(4) [17].

YNpyrui KOHTaKT:

h
—<0,01 1
. o
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Puc. 3. Macwmab6Hsiii koaghghuyueHm abpa3ueHo20 3epHa U Wepoxoeamocmu noe8epxHocmu:
1 — 3epHO pa3mepom 240 mkm; 2 — 3epHO pa3mepom 100 mkm; 3 — wepoxosamocmb Ra = 10 Mkm;
4 — wepoxoeamocmb Ra = § MKkM; 5 — wepoxoeamocmb Ra = 2,5 MkmM
Fig. 3. Scale coefficient of an abrasive grain and surface roughness: 1 — grain of the size of 240 um; 2 — grain
of the size of 100 yum; 3 — roughness Ra = 10 um; 4 — roughness Ra =5 um; 5 - roughness Ra=2.5 um
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B paccmoTpeHHOW Bbllwe MNPUHUMNK-
anbHOW Cxeme MOAenu yaaneHus matepuana
€AUHNYHBIM abpasuBHbLIM 3€PHOM (CM. puc. 2),
3epHO B KOHTAKTE WMEET OfHYy PeXyLLyto
KpomKy. B pencteButensHoctTn abpasmBHOe
3epHO npeacTaBnseT cobor MHOrone3BUNHbLIN
WHCTPYMEHT, BO34ENCTBYIOLMIA Ha 0bpabaTbl-
BAaEeMyl0 MOBEPXHOCTb Kak MO (haKTUYECKOM
MNowaan KoHTakTa (pexywwuMu KpomKamu),
TaK 1 N0 KOHTYPHOW MNOLAan KOHTakTa (3ep-
HO B LIENOM).

BTopoe yTOuHEeHMe pacyeTHON CXEMb
HeobxoaumMo Ana pacyeTa HopmanbHoW Fp
TaHreHunanbHo F; COCTaBNSAOLWMX CUIlbl pe-
3aHMA. Ha ocHoBaHuM 00600LLeHHOW Moaenu
Makcsenna 0ObifI0 NpoBEAEeHO MOAENMpPOBa-
HMe MoToka cpeabl npu obpaboTke abpasms-
HbIM MOTOKOM MYyTEM PELUEHWNS CTALMOHAPHbIX
Heynpyrux ypaBHeHuih Hasbe-CTokca [18].
ABTOpamu aToM paboTbl OTMEYEHbI CIIOXKHOCTb
pelaemMon 3afgaym M HeobxoaMmoCTb Aanb-
HENLero COBEPLUEHCTBOBAHNS AaHHON Mofe-
NN 13-3a CYLLECTBEHHOr0 pacxoxaeHus pac-
YETHbIX W JKCMEPUMEHTANbHbLIX CKOPOCTEN U
[laBfeHWiA NoToKa paboyeii cpeabl.

MpuMeHeHNe Heynpyrux ypaBHEHUN
HaBbe-CTokca [nsi HEHbIOTOHOBCKMX Cpeg
[aeT yOOBNEeTBOPUTENbHbLIE pPe3ynbTaTbl Npu
mogenupoBaHuyn 0bpaboTkn abpasmBHbIM NoO-
TOKOM paboyMmn cpegamu Manomn BS3KOCTU
[19, 20]. Mogenb Te4eHua B 3TOM criyyae no-

CTpoeHa Ha nepenage OasneHuns B obpaba-
TbiBaeMON feTanu, a paboyas cpefa nogaet-
CS C NMOCTOSHHLIM PACXOAOM M3 HaKOMUTENb-
HOW eMKOCTH.

AHanus psiga pabort [21, 22], HanpaB-
NEeHHbIX Ha pa3paboTKy TeopeTn4ecknx moge-
nen pacyeTa HOPMasnbHOTO [aBfieHUs Ha
BHYTPEHHEN MOBEPXHOCTU KPYrnon TpyObl u
CKOPOCTW CKOSIbXXEHUSI CTEHKM Npu 0bpaboTke
abpasunBHbIM MOTOKOM, B CIly4Yae NPUMEHEHNS
BbICOKOBSAI3KMX paboumnx cpel AaeT cepbesHble
pacXoXdeHMss  C  9KCrepUMEHTanbHbIMM
HabnogeHnamu. B aTom cnyyae B npouecce
0b6paboTkn yyactByeT Becb 00beM pabouen
cpeabl 4, npoaaBnMBaeMbln LITOKamu pabo-
ymx uunuHgpos 1 ycTaHoBKM Yepe3 obpaba-
TbiBaeMyt0 AeTanb 3, 3aKpenneHHyl B npu-
crnocobnexun 2 (puc. 4).

B Hauvane ob6pabotku, korga obbem
abpasuBHOi cpeadbl B paboyeM UUnMHApe
HaxXoauTCS B HeaedopMUpPyeMOM COCTOSIHUM,
pacrnonoxexHne abpasvBHbIX 3EepeH HOCUT
cnyvavHbld xapaktep. Mpyu npunoxexHun nas-
NEeHNst LITOK HayMHaeT BO3AEWCTBOBATb Ha
paboyyto cpeny. BonHa HanpsixeHus B BA3KO-
yNpyron cpefe HauvMHaeT nepefdaBaTbCa B
HanpaBneHWN OT LITOKa K CBOBOAHOMY Kpato
cpeabl. Mpy OOCTUXEHWN OnNpeaeneHHon Be-
NNYMHBI HaNpsXKeHUs cagura T cpeda Hauu-
HaeT TeyeHue caswura. Mpu aTom bopmupyeT-
CS NOTOK C ONpeaeneHHON BHYTPEHHEN CTPYK-

-
)
=+

A

Puc. 4. Cxema o6pabomku abpa3ueHbIM NOMOKoOM cpedoll 8bICOKOU 8s13Kocmu:
a — e Hayvasie o6pabomku; b — e npouecce o6pabomku abpa3ueHbIM MOMOKOM
Fig. 4. Diagram of abrasive flow machining by high viscosity media:

a - at the beginning of processing; b — during abrasive flow machining
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TYPOW, XapakTepuayoLLencs BO3HUKHOBEHNEM
NMMHUA ToKa. B kaxgon nuHum Toka abpasue-
Hble 3epHa BbICTPaMBAKTCS B ONpeaeneHHOM
nocnegoBaTtensHOCTH, 0bpa3ys cunoBble Lie-
noykn. PopMupoBaHME TakMX Lienoyek Ha no-
BEPXHOCTU TpeHus npu abpasvsHoi obpaboT-
ke B LieSsloM onucaHo B paboTte, NOCBSALLEHHOM
MOZENMPOBaHNIO  XapaKTEPUCTMK  CUNOBbIX
Lenen Ha OCHOBe MeToda AWUCKPETHbIX ane-
MeHTOB [23].

MNpoBefeHHble paHee Bu3yarnbHble WC-
CnefoBaHWs [aHHOro npouecca 06paboTku
MO3BOMMUIIN YCTaHOBMUTb, YTO Npu 0bpaboTke B
noTtoke pabouei cpeabl oTAeNbHblE abpasuBs-
Hble 3epHa nepemeLlarTcs No NNHUAM TOKa.
MNpwn atom Habnwogancs agdekT obpazoBaHus
cunoBbIx abpa3nBHbIX Lenoyek [24], Tem ca-
MbIM 3KCNEPUMEHTaNbHO NOATBEPXAAs paHee
BblABMHYTOE npeanonoxeHne o6 obpasosa-
HUM Takmx uenodvek npu obpaboTtke abpasms-
HbIM NoTokoMm [25]. Takum obpasom, nosiene-
HWe COCTaBNALWMX CUMbl pe3aHns, OenCTBy-
olWen Ha eauHW4Hoe abpasuBHOE 3epHo,
06ycnoBneHo KacaTenbHbIMU U HOPManbHbLIMM
HanpspKeHMsAMU noToka paboyeit cpeapl.

[na onpefeneHns BENUYMHbLI COCTaB-
NSAOLWMX CUN pe3aHns NpeanoxeHo NpuBecTu
K nnowaan nonepeyHoro CeYeHns eauHUYHO-
ro 3epHa KacaTenbHble W HOpManbHble
HanpshxeHus [26]:

Fn = O-Sa3 n F’[ = TSaa’ (5)

roe S, — nnowagb NOMEepeyvHoro CeyveHns

abpasnBHOrO 3epHa, M% o — HOpMarnbHble
HanpsbkeHus, Ma; z — KacaTenbHble Hanps-
XeHus, MNa.

UncneHHble 3HaYeHWs HanpsKeHun B
MOTOKE BbICOKOBSA3KOW Cpebl MOryT 4OCTUraTh
BenuuMH nopsigka 3-10° Ma. Mpu aTtom cam
NOTOK nepemMellaeTca ¢ HebOnbLIOh CKOpPO-
CTbH0.

EovHuyHoe abpasvBHOe 3epHO npw
0bpaboTke abpasvBHbLIM MOTOKOM MNpeacTaB-
nset cobor MHOrorpaHHblii - Kepammnyeckum
WHCTPYMeHT. pu ero KOHTaKTe C MMKPOHe-
POBHOCTSIMM 06pabaTbiBaemMoi NOBEPXHOCTY
MOTYT BO3HMKaTb Pa3nuyHble BMAbl KOHTaKTa.
Bug KoHTakTa 3aBMCUT OT TBEPOOCTU U LWepo-
xoBaTocTn obpabaTbiBaemMon MOBEPXHOCTU U
abpasuBHoro 3epHa. Kak npasuno, Ha ypoBHe
MMWKPOBLICTYNOB 3€pHa NPOMCXOAAT MUKpope-
3aHMe W nnacTMyeckoe OTTECHEHWEe, a Ha
ypoBHe abpasvBHOro 3epHa — ynpyras u nna-
cTuyeckas gedopmaunm.

B npouecce koHTakTa abpasuBHble
3epHa MOryT packpalimBaTbCs, a UX pexyLime
KPOMKM 3aTynnaTbCs. JTO npeanonoxeHue
NOATBEPXKAEHO 3KCNEPUMEHTANbHO MNpU UC-
cnefoBaHuK M3Hoca abpasvBHLIX Cped M ero
BNUSHNA Ha pe3ynbTaTtel 06paboTkn abpasme-
HbIM MOTOKOM (puc. 5) [27].

B xoge MHOrokpaTtHoM 3KCTpysum pa-
boyen cpegbl npu obpaboTke abpasuBHble
3epHa MOryT nepemeLLaTbCs He TOSbKO B OCe-
BOM HanpasneHun Baonb obpabatsiBaemol

Puc. 5. U306paxeHue abpa3ueHbix Yacmuy, pasmepom > 200 MKM no0 371IeKmpPOHHbIM MUKPOCKOIMOM:
a — do o6pabomku; b — nocne o6pabomku abpa3zueHbIM MOMoKom [27]
Fig. 5. Image of abrasive particles of the size> 200 um under an electron microscope:
a - before machining; b — after abrasive flow machining [27]
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MOBEPXHOCTU, HO U NPW ONpeaesieHHbIX ycrno-
BUSIX B pafuanbHOM HanpaeneHuu. Mpu aTom
3epHa, BCTyNaBWWE B KOHTAKT C MOBEPXHO-
CTbl0, CTAHOBSITCS HEAKTUBHBLIMM, @ Ha UX Me-
CTO CMELLAOTCA 3epHa M3 LieHTParbHOM YacTy
noToka.

3. OCOBEHHOCTHU KOHTAKTHbIX
B3AUMOJENCTBWUA NPU OEPABOTKE
ABPA3NBHbIM NMOTOKOM
MOJINBAEHOBbLIX CIMNABOB

CocTosiHMe MOBEPXHOCTHOrO Crnost 3a-
rOTOBKM M3 MNOPOLUKOBOro MonubaeHa onpe-
LenseTcs pasMepoM YacTuy nopolika Mo-
nubaeHa (guameTp 4O 5 MKM) U BUAOM npea-
wecTBytowen obpaboTkn. Takum obpasom,
npu TokapHou obpaboTke 3aroTOBKM M3 MO-
nubaeHoBoro cnnasa mapku M-MI1 nonyyeHa
LLIepOXoBaToOCTb MOBEPXHOCTN Ra = 1,6 MKM
(puc. 6 a).

NonyyeHHas NOBEpPXHOCTb MpeacTaBs-
nset cobon coyeTaHue pUCOK W BbICTYMOB,
COPMEHTUPOBAHHLIX B HanpaBfEHWM [BWXe-
HUa pesua. CTpykTypa pUCOK M BbICTYNOB Xa-
pakTepHa Ans KOHTakTa nNpu TokapHou obpa-
6oTke C pesaHWeM maTepuana Ha YpPOBHe
KPOMKW pe3la B LeNoM, U BblKpallnBaHUs Ya-

CTUL, NOPOLUKOBOrO MonubaeHa Ha MUKpPO-
ypOBHE. Ha MOBEPXHOCTU PUCOK M BbICTYNOB
BUAEH KOMMIIEKC KPYrbIX MAKPOHEPOBHOCTEWN,
06pa3oBaHHbIX CMEYEHHBIMW W CNPEecCcoBaH-
HbIMW YacTU4KaMu NopoLLKa monubaeHa.

AHanorn4yHble MWKPOHEPOBHOCTK, 06-
pasoBaHHbIE YacTMYKaMK nopollka monubae-
Ha, BMOHbI W Ha MOBEPXHOCTW MOSYYEHHOW
9MEKTPO3PO3NOHHON  BbIPE3KM  NPOBOJSIOKON
(pnc. 6 b). MNMpwn aTOM pUCKM W BLICTYNbI UMEIOT
CrnaxeHHyl Qopmy co crefamu onnasne-
Hus. LllepoxoBaToCcTb MNOBEPXHOCTWM Mocne
9MEKTPOIPO3NOHHON  BbIPE3KM  NPOBOJSIOKON
coctasnsietr Ra = 1,6 MKMm.

3apybexHbli OnbIT MexaHu4yeckon ob-
paboTkn monubaeHa nokasbiBaeT, YTO AN
3aroToBOK M3 OObIMHOrO MonMbAeHa MOXHO
obecneuntb LWepoxoeaTocTb A0 Ra = 0,25
MKM [4]. [lns 3aroTOBOK M3 NMOPOLLIKOBOrO MO-
nubaeHa ata BenuyMHa 3HauuTeNbHO bonbLue
— Ra = 1,45 mkm [5]. MNMoHwxeHHas nnacTuy-
HOCTb MonubaeHa npu HOPMUPOBAHUK €ro
MOBEPXHOCTHOrO CIl0si, OTMEYEHHAs Kak 0Co-
OeHHOCTb  npolecca  CTpyXKoobpas3oBaHUs
npu pesaHun monubaeHoBoro cnnasa [6],
obycnosneHa 0OCOBEHHOCTbK)  KOHTAKTHbIX
B3aMMOAENCTBUN.

a

Puc. 6. [ToeepxHOoCMb 3a20MOBKU U3 NOPOWKO8020 MOIU6AeHO08020 cnlasa: a — nocsie mokapHol o6pabomku;
b — nocne anekmpo3po3uoHHoli ebIpe3ku Npoeosiokoli
Fig. 6. Surface of the workpiece made of molybdenum powder alloy: a — after turning; b — after EDM wire cutting
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OHM OCHOBaHbI Ha BbIKpaLUMBaHUM Ya-
CTUL, MOPOLLKOBOrO MonmbaeHa 13 OCHOBHOIO
CMfosi 3aroTOBKM MO rpaHuuam ux pasgena.
MuHUManbHbIA pasmep OTAENSEMOW CTPYXKU
npu 3TOM COCTaBnsieT pasMep YacTuubl no-
poLLKa.

YcTtaHoBneHo, 4To npu obpaboTke ab-
PasuBHbLIM MOTOKOM OTAENsieMble YacTulbl
MOPOLLKOBOro MonubaeHa yaansoTcs U3 30HbI
obpaboTku, nonagas nubo B NONMMEPHYH OC-
HOBY paboyen cpeabl MMBO Hanunas Ha OfHy
13 KPOMOK abpasnBHOrO 3epHa. Ha KOHTypHOM
nnowaan KoHTakTa eanHu4Horo abpasunBHOro
3epHa BO3HMKAlOT, KaK NpaBuio, ynpyrue ae-
bopmaumn. Ha daktnyeckon nnowiagm KoH-
TakTa OTAenbHble MUKPOHEPOBHOCTU MOBEPX-
HOCTWU WCMbITBIBAKOT NnacTuyeckne aecopma-
LMK, @ Ha YPOBHE MUKPOBBICTYNOB €ANHUYHO-
r0 3epHa BO3HMKAKOT YCMOBWUS M ONS Bblkpa-
LUIMBAHUSA YacTuL MonmbaeHa.

Ncxopa 3 aTUX 0CODEHHOCTEN KOH-
TakTa, B [Ba 3Tana npoBefeHa obpaboTka
abpasnBHbIM NOTOKOM 3arOTOBKM 13 MOPOLUKO-
Boro monuéaeHosoro cnnasa M-MI1. Ucxon-
HOE COCTOSIHME MOBEPXHOCTW NOCNE 3NeKTPo-
3PO3MOHHOW BbIPE3KM MPOBONOKOW (puc. 6 b)
MMEET LWepoxoBaTocTb Ra = 1,6 MKM.

3afjayen nepBoro 9aTana SBMSANOCH
yOaneHue ¢ noBepxHOCTU Ae(EKTHOro Cros,
Nony4yeHHoro npeabigylwen obpaboTkon, w
MOArOTOBKAa NOBEPXHOCTW NOA (UMHMLLHYHO 06-
paboTtky. CTpykTypa AedeKTHOro cnos, KoTto-
pbil HEOOXOAMMO YAANUTb WM YMEHbLLUWT,
onucaHa BbiWwe. BbiCTynbl, N0 cpaBHeHMO ¢
OCHOBHbIM MaTepuanom, WMEKT MEHbLUYH
CTOMKOCTb K abpasvMBHOMY BO3[ENCTBUIO.
CnepoBaTtensHo, npu obpaboTke Ha NepBOM
3Tane BO3MOXHO co3faHune BGonbluero Konwu-
yecTtBa NNoOWanoK (PaKTUYECKOro KOHTaKTa
«abpasnBHoe 3epHO — monmbaeH». Bospac-
TaHWe KonuyecTBa MNIOWAAOK (HaKTUYECKOro
KOHTaKTa BedeT He TONMbKO K YMEHbLUEHMHO
pasmMepoB BbLICTYMOB, HO U K 06pa3oBaHuIO
GonbLUero KonmM4yecTea HOBbIX MUKPOHEPOBHO-
CTei. ATM MUKPOHEPOBHOCTN UMEKT MEHbLLNIA
paguyc ckpyrnenusi. [Mpyu 3TOM NPOYHOCTHbIE
CBOWCTBA CTAHOBSATCS BbILE, HO OHWU BCE
OCTalTCA MEHbLUMMU MO CPAaBHEHMIO C OCHOB-
HbIM MaTepuanom.

Ons obpaboTkn Ha nepBoM aTane

MPUMEHEH HOPMAnbHbIA  ANEKTPOKOPYHA, C
Gonblien 3epHUCTOCTbIO. 3epHa AneKTPoKo-
PYHAA, MO CPaBHEHWIO C KapObUaoM KpemHwus,
xapaktepusyotca  6onblMM  KONMYECTBOM
MWKPOBBICTYMNOB C OCTPbIMU KPOMKamu, a Tak-
Xe OOonblUen CKMOHHOCTbIO K CKanblBaHWIO
3TuX MukpoBbicTynoB. Obuwasa Teopus abpa-
3MBHOM 06paboTKM roBOPUT O TOM, YTO NpM
KaXOoOM KOHTaKTe MPOWUCXOAMT WUCTUpaHue
KpOMKM abpa3uBa, BeyLen K YBENUYEHNIO ee
pexywero yrna. CkanbiBaHWe MWKPOBLICTY-
MoB, NPUHSABLUMX y4acTue B KOHTaKTe, pacno-
naraet K 06pa3oBaHUMI0 HOBbIX OCTPbIX FPaHEN,
a TakkKe yAaneHWuio Hanunwmx Yactuyek mo-
nubaeHa. Ha atom aTane OCHOBHbIM Mexa-
HU3MOM yZaneHus matepuana sIBMsieTcs Bbl-
KpallMBaHWe 4YacTuyek MonubaeHa noBepx-
HOCTHOro cnosi. [Mpn 3TOM NPOUCXOANT HE3Ha-
YUTENbHOE NNacTuyeckoe aedopMmnpoBaHme.

B pesynbtate 06paboTkm abpasmBHbIM
MOTOKOM BbICOKOBSA3KOW CpefoN Ha OCHOBe
CUHTETUYECKOTO TEPMOCTOWKOrO BbICOKOMOSIE-
kynspHoro kaydyyka CKT ¢ pobasneHunem
3NeKTPOKOPYHAA HOPManbHOr0 3ePHUCTOCTLIO
F40 n paBneHnem akcTpysun 12 Mlla yganocb
nonyunTb  LUEPOXOBATOCTb  MOBEPXHOCTM
Ra = 1,45-1,5 mkm. O6paboTka 3epHamu
HOpPManbHOro AfieKTpokopyHaa GonbLUon 3ep-
HUCTOCTbIO no3sonuna obpasoBatb Gonbluee,
MO CPaBHEHWIO C MCXOOHOW MOBEPXHOCTbIO,
KONMMYECTBO MOTEHLMamnbHbIX NNowanok dak-
TUYECKOrO KOHTaKTa, MPUXOASLIMXCH Ha KOH-
TYPHYIO NNoLWaab KOHTaKTa.

3agaven BTOpPOro artana sBMAANOCH
hopmmpoBaHne NOBEPXHOCTHOrO cnos, obpa-
30BaHHOrO paguycamu CKpPYrMEHWUs YacTuyek
nopowka monubaeHa. Tak Kak nnowagok
(hakTMyeckoro KOHTaKTa, NPMXOOSLLMXCA Ha
HOMMWHAIbHYIO KOHTYPHYIO NMOWaAb KOHTAKTa,
cTano 6onbLue, 3epHUCTOCTL abpa3nBa MOXHO
YMEHbLUUTb, @ ero MMKpPOTBepAoCTb M abpa-
3MBHYI0 CNOCOOHOCTL B3ATb GONbLWMMM MO Be-
nuynHe. Mo OTHOLLEHWMIO K 3NEKTPOKOPYHAY
Takum abpasnBom ABNSETCS kapbua KpeMHuS.

NockonbKy BbICOTa HEPOBHOCTEW MO-
BEPXHOCTU YMEHbLUMIOCb, @ MX KOIMYECTBO
BO3POCNO, YCIOBUA KOHTaKTHbIX B3anMOAen-
CTBWM Ha BTOPOM 3Tane usameHunucb. Mukpo-
BbICTYNbl 3€epHa Kapbuga KpemHus UMerT
6onbwumn paguyc. OHn Bonee CTONKKE K CKa-
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nblBaHWio. B cBA3KM C 3TUM Hapsgy C BbIKpa-
WMBaHWEM B (HOPMUPOBAHMM MOBEPXHOCTM
BonbLUylo ponb HaYMHaeT urpatb 1 NnactTnye-
ckas geopmaums.

[ns o6paboTku abpa3vBHEIM NOTOKOM
Ha BTOPOM 3Tane WUCMofb3oBaHa BbICOKOBSA3-
kas paboyas cpefa, B KOTOPOW UCNOMb30BaHbI
3epHa kapbuga KpemHusi 3epHUCTOCTblO F8.
BenununHa pasnenuns akctpysum — 12 Mla.
MNonyyeHa LWepoXoBaTOCTb MOBEPXHOCTM 3a-
rotoBkm Ra = 1,3-1,4 mkm (puc. 7). Ee Tek-
CTypa XapakTepudyeTcs OTCYTCTBMEM BbICTY-
MOB M PUCOK, Ybl pasMepbl Bbinn Obl 3HAYU-
TenbHO Bonblue cpeaHeit LWepoXoBaToCTH.

PesynbTathl 06paboTku noatsepxaa-
0T MPUMEHUMOCTb TexHonorum o6paboTkm
abpasnBHLIM NOTOKOM 3arOTOBOK M3 MOPOLLKO-
BOro monubaeHxa.

ObpaboTky abpasmBHbIM  MOTOKOM
CPEAON BbICOKON BA3KOCTU MOXHO NMPUMEHSATb
AN UHMIWHOM 06paboTkM 3aroTOBOK ANS
403 1 conen. [io3bl M3 NOPOLLKOBOrO Mosmb-
[ieHa MPUMEHSIOTCA B 3NEKTPOHHO-IYYeBbIX
yCTaHOBKaX ANsi pacrbifieHNs ra3oB U Xnako-
CTEN, B MNPOMbIWMEHHbIX arperatax — [Ans
HanbIMEHNS TOHKUX MeTanfnyeckux NNeHOK.
MNMonobHble A103bl BXOAAT B KOHCTPYKLMM Kpac-
KONyNbTOB M MOKPACOYHBIX MalUWH, a Takke
MPUMEHSIOTCA Ha CTEKOMbHbIX NPOWU3BOACTBAX
A5 BbIAYBKN PasnnYHbIX U3aenui.

B 3aBucumocTM OT Tuna At03bl Auna-
MeTp ee OTBEepCTUS MM OTBEPCTUN MOXET
BapbMpoBaTbCA B AManas3oHe oT 3 0 25 Mwm,

AnvHa oteepcTuin — ot 20 go 70 mm. MNopo6-
Hble pa3Mepbl OTBEPCTUN MNO3BOSIAKOT NPOBO-
AnTb 06paboTKy Ha ycTaHOBKax C AnameTpoM
pabounx umnuugpos go 25 mm. O6bem npu-
MeHsieMon ans obpabotkm pabouyeit cpenbl
BbICOKOW BSI3KOCTM NpU  3TOM  COCTaBnseT
1,510% M. B cBS3W C BbICOKOI1 BSI3KOCTbIO
paboyen cpedbl AaBneHWe KCTpy3un pabo-
YMX LWUNUHOPOB PEKOMEHAyeTCs ycTaHaBnu-
BaTb HA MaKCcMmarbHbIX 3HaveHunsx — 12 MlMa.
Opyrve pekomeHZauum Mo WUCMOMb30BaHUIO
pexumoB 06paboTkn abpasvBHbEIM NOTOKOM
A5 KOHKPETHbIX pa3MepoB OTBEPCTUIA B 3aro-
TOBKax M3 NOPOLUKOBOro monubaeHa npuse-
JeHbl B Tabnuue.

Mpu n3meHeHnn hopMbl UK NoLaau
ceyeHusi obpabatbiBaemoro oTBepcTusl abpa-
3MBHbIV MOTOK MepecTpanBaeT CBOW Npodunb
COOTBETCTBYOLWMM 06pasom. oaTomy, ecnu
B KOHCTPYKTOPCKOW [OKYMEHTALMM Ha u3ge-
nve 3anpeLlaeTcs Hanuyme acok Ha BXxoae u
BbIXO4e OTBEPCTUSl, PEKOMEHAYETCS MCMOSb-
30BaHWe [JOMOMHUTENbHBIX BKNagblwen ¢ OT-
BepctneM. C 0OfHOW CTOPOHbI OTBEPCTUE
BKnagbllla UMeeT OAMHAKOBblE NapameTpbl C
oTBepcTMeM obpabaTbiBaeMoOW 3aroTOBKU W
MOTHO MPUXUMAETCH K HEMY BO BPEMS MOH-
Taxa npucnocobneHns. C [gpyrod CTOPOHBI
BKnagblwa oTBeEpPCTUE MOXET ObiTb HonbLuero
AnameTtpa. [lpocdunb abpasnBHOro MNOTOKA,
Heobxoaumbln ans obpaboTkm oTBEPCTUS 3a-
roTOBKW, (DOPMUPYETCS Ha BXOAE B OTBEPCTUE
BKnagblwa, obpasys Tam acky.

Puc. 7. lNosepxHocmb demarnu u3 nopowKogozo MosubdeHog020 crlasa
nocne o6pabomku abpa3ueHbIM MOMOKOM
Fig. 7. Surface of the workpiece made of molybdenum powder alloy after abrasive flow machining
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PekomeHOayuu no ucnonb308aHuUK0 pexumos o6pabomku abpasueHbIM MOMOKOM
05151 KOHKPeMmMHbIX pa3Mepo8 omeepcmull 8 3a20mMoeKax U3 nopowkKoeo20 MonubdeHa
Recommendations on the use of abrasive flow machining

for specific hole sizes in workpieces from molybdenum powder alloy

OuameTp Sran KonMuecTso Konnuectso | LLlepoxoBatocTb Ra,
0TBEpCTMS, Abpasus Lmknosobpa- MKM
06paboTku abpasuea, %
MM 60TKM [0 nocne
HOPMarIbHbIN
no 15 nepBsbIn SMEeKTPOKOPYHA 40 40 1,6 1,45-1,5
F40
1o 15 BTOPOIA Kap6"'”F'§3pe""”"'" 40 35 1,45-15 | 1,3-1,4
HOpPManbHbIN
ot 15 0o 25 nepBbIn 3MEKTPOKOPYHA 50 40 1,6 1,45-1,5
F40
oT150025 |  BTOpOIA "ap6"'”F':3pe""“"'” 50 35 1,45-15 | 1,3-1,4
HOPMarIbHbIN
cBbiwe 25 nepBbIN SMEeKTPOKOPYHA 60 40 1,6 1,45-1,5
F40
cBbiwe 25 BTOPOK Kap6MﬂF':3peMHMﬂ 60 35 145-15 | 1,3-14

AHanormyHo npocunb abpasmBHOO
NoTOKa MEHSIETCA U Ha Bbixoge obpabaTbiBa-
eMoro oTBepcTus, obpasya acky n Ha 3ToM
kpomke.  [lpumeHeHWe  [OONOMHUTENBHOO
BKknagbllwa Ha Bbixoge obpabaTbiBaemoro oT-
BEPCTUS 3aroTOBKM MO3BOMSET UCKMHOYUTL 00-
pasoBaHue HexenaTenbHoW dacku.

Ecnm B KOHCTPYyKUWMM 3aroTOBKM MMe-
€TCA HECKONbKO OTBEPCTWA, TO W [AOMOMHW-
TeflbHble BKNaAblLUK JOMKHbI UMETb Takoe Xe
KONM4YECTBO OTBEPCTMWIA, COBMadaloLWmMx Mo
CBOMM XapakTepucTukam ¢ obpabaTbiBaeMbl-
MW OTBEPCTUAMM.

4. 3AKNIOYEHUE

MpoBeaeHHbI  aHanM3  KOHTaKTHbIX
B3aMmopgencTeuii npu obpaboTtke abpasus-
HbIM NMOTOKOM CPEAON BbICOKOW BSI3KOCTU Bbl-
SBUN psia OOWMX SIBMEHUA, XapaKTEepHbIX W
ANsa Apyrux metogoB 06paboTky 3aroToBOK M3
CNNaBOB MOPOLUKOBOrO MonmbaeHa, n HeKOTo-

pble 0COBEHHOCTM 3TOrO MpoLiecca.

K ocHOBHbIM 0COBEHHOCTAM npoLiecca
0bpaboTkn abpasmBHbEIM MOTOKOM pabouei
cpeabl BbICOKOW BS3KOCTU CTOUT OTHECTY:

— 0TBOA paboyein cpeaon oTaensiemblx
yactuy, monubaeHa 13 30Hbl 06paboTky;

— camo3aTauuBaHue abpasmBHbIX 3e-
PEH 3a CYET CKasbIBaHWs UX rpaHen;

— nepuoamyeckas CMeHa aKTUBHbIX
abpasmBHbIX 3€pEH B MPOLIECC MHOrOKPaTHOM
3KCTpy3umn paboyeit cpeabl;

— pasHble BWAbl KOHTAKTHbIX B3anMO-
LEVNCTBUN Ha KOHTYPHOW W (hakTMYecKow nno-
Waan KoHTakTa abpasuBHOro 3epHa u obpa-
6aTbiBaeMoii NOBEPXHOCTY;

— BO3MOXHOCTb MEHATb YCMOBUS KOH-
TakTa 3a CyeT NPUMEHEHUs nocneaoBaTenb-
Hon 06paboTkm pabounmu cpegamu pasHbiX
COCTaBOB.

PaccMOTpeHHbIN  MeToh  MPUMEHUM
Ans uHMLWHON 06paboTkin 3aroToBOK U3 Mo-
POLLUKOBOro MonubaeHa.
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