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Beenenne. HakaTblBaHHE POJMKOM SBJISICTCS OJHMM M3 CaMbIX ITOIYIAPHBIX METOJOB YITYUIICHHS KaueCTBA MOBEPXHOCTH
3arOTOBKH, TIOBHIIICHHS €€ M3HOCOCTOMKOCTH, MUKPOTBEPJIOCTH M KOPPO3HOHHOI cToifkocTh. B mponecce 06paboTkH 3aroroBka
CKMMAETCs M Pa3IIaKMBaeTCs MO/ JAaBJICHUEM 3aKajleHHOro ponuka. Lleans padoTbl. Pesynbsrarsl ccie0BaHui OKa3bIBAKOT, YTO
BHEJIPEHHE MUHUMAJILHOTO KonuuecTBa cMasku (MQL) BO BpeMmsl HAaKaThIBAHHS POJIMKOM JIAET BO3MOXKHOCTb TIOBBICUTH (P (HEKTHB-
HOCTb IPOLIECCA 3a CYET CHUIKEHHUS TPEHHUS U yIyullleHUs cMasbiBaHus. MccieioBanus mokasaim, 4To NCO0JIb30BaHUE HAHOMKUIIKO-
creii B ycnoBusx MQL yiydinaeT npou3BoanTeIbHOCTb 00paboTku. OHAKO HAKATBIBAHUIO POIHKOM ciitaBa Al6061-T6 B ycnoBu-
AX CMa3KM MHHMMAJIFHBIM KOJTH4ecTBOM HaHOXKHIKOCTH (NFMQL) yrensnoch odeHb Mago BHAUMaHUs. MeTolbl HCCIIeI0BAHMS.
B cBeTe 9TOTO B IAHHOM HCCIIEI0BAHIHI CPABHIIIH d((EKTHBHOCTH HAKaTKH ponnKkaMH criaBa Al6061-T6 B yClOBHAX CyXOTo TpeHHUs
1 B YCIIOBUSAX CMa3KN MHHUMAJIbHBIM KOJIMYECTBOM HAaHOKUIKOCTH. MUKPOTBEPIOCTh, OTKIIOHEHHE OT KPYTJIOCTH M IEPOXOBATOCTh
TOBEPXHOCTH OLICHEHBI, CMOJICIMPOBAHbl U ONITHMU3MPOBAHbI B HCCIICIOBAHUH C y4E€TOM CKOPOCTH BPAILCHMS 3arOTOBKH, MOAA4YN
M KOJIMYECTBA MPOX0N0B. Ha OCHOBE SKCIEPUMEHTANBHBIX PE3YyJIBTaTOB CO3JaHbl MAaTEMAaTUYECKME MOJEHM JUIs IPOrHO3MPOBA-
HHSI IEPOXOBATOCTH TIOBEPXHOCTH, MUKPOTBEPIOCTH M N3MEHEHHS OTKJIOHEHHS OT KpyrnocTd. Pesynbrarsl u obcyxaenne. Jlns
pa3paboTaHHEIX MOJENEH IepOXOBaTOCTH MOBEPXHOCTH, MUKPOTBEPOCTH U OTKJIOHEHHS OT KPYIJIOCTH HAONIOIAeTCs 3HAuCHUE
R-xBaspara Beime 0,9, 4To NO3BONISAET YBEPEHHO MCIIONB30BATH 9T MOJIEIH JUIsSl TIPOTHO3MPOBAHHUS HCCIIEAYEMBIX OTKIMKOB B YCJIO-
BHAAX CyXOTO TpeHus 1 B ycnosusx NFMQL B npenenax o06nacTy napaMeTpoB, BEIOPaHHEIX B HacTosmiei paboTe. CormacHo 3ToMy Hc-
CIIe/IOBaHHIO0 00paboTKa, MPOBEICHHAS 3a YETBIPE IPOX0/1a MPH CKOPOCTH BPAIICHHS 3aTOTOBKH 357 00/MHH ¥ 1oJlade HHCTPYMEHTA
0,17 MM/00, TI03BOIISIET TIOMYYNTh MUHUMAIEHOE OTKJIOHEHHE OT KpyrnocTH (3,514 MkM), mydinyro MEUKpoTBepaocTs (130,19 HV)
1 HaMMEHBIIYIO MepoxoBaTocTs nosepxuocTH (0,64 Mkm). Kpome Toro, MccnenoBaHue MOKA3bIBACT, YTO yBEIHUCHNE KONHYECTBA
npoxosI0B (6osee YeThIpex) He IPHBOJUT K 3HAYHTEIFHOMY YIYUYIICHHIO IIEPOXOBATOCTH TIOBEPXHOCTH MM MUKpOTBEpaocTh. Of1-
HAKO 9TO NPUBOJMT K HEOONBIIOMY YBEIHUYCHHIO OTKJIOHEHMs OT KpyrmocTh. IT03ToMy peKOMEHyeTCs MCIONb30BaTh MaKCHMYM
YeTBIPE MPOXO/a BO BPEMs HAKATBIBAHMS POJIMKOM 00pa3IlOB U3 aTIOMUHMEBOTO crtaBa Al6061-T6 B yCIOBHSX CyXOTo TPEHHUs JUIs
JIOCTIDKEHHS ONITHMAITBHBIX PE3yNbTaToB. ITomydeHHbIe pe3ybTaThl 03HAYA0T, YTO HAKATEIBAHME POIMKOM MOXET 3(D(EKTHBHO mO-
BBICHTB 00IIee KaueCTBO IIOBEPXHOCTH M TBEPAOCTh 3aroToBkH. Kpome TOro, HakaTka poiMKaMH PacCMaTpPHUBAETCs KaK JOCTYI-
HBII METOJ TIOBBIIIEHUs (QYHKIMOHATBHOCTH U MPOYHOCTH 0OpPabOTAHHEIX JETalel 3a CUET CHMKEHHS BEPOATHOCTH IOSBICHHUS
MOBEPXHOCTHBIX e€(EKTOB, TAKHX KaK [apanyHbl ¥ TpemuHbl. OOHAPYKEHO, YTO MPH yBEITMUYEHNH CKOPOCTH BPAICHHUS 3aTOTOBKH
LIEPOXOBATOCTh MOBEPXHOCTU yMEHbIIAeTcsa. TeM He MEHee 3aMEYEHO, YTO OHA YBEIMYMBACTCSA KaK B YCIOBMSAX CyXOro TPEHUS,
Tak ¥ B ycnoBusix NFMQL, korzia ckopocTh BpallleHHs 3aroTOBKH Bo3pacTaet 10 360...380 06/mMuH. Bonee Toro, 06HapyxeHo, 4To
OHa YMEHBIAETCS C YBEIMYCHUEM TOJadM M KOIMYECTBA MPoxozoB. OJHAKO MOCNE TPeX WM YETHIPEX MPOXOIO0B IIPH CKOPOCTH
nogaun 0,2...0,25 MM/06 HabmONaeTCs 3aMETHOE YBEIMUYEHHE IIEPOXOBATOCTH MOBEPXHOCTH. OTMEUEHO, UTO C YBETHICHHEM I1O-
Jlaqi MUKPOTBEPJIOCTh M OTKJIOHEHHE OT KPYIIOCTH pacTyT. KpoMe Toro, mo Mepe yBennUyeHHs KOJTM4ECTBA MPOXOI0B HabIonaeTcs
CHIDKEHHE OTKJIOHEHHUS OT KPYIJIOCTH U TIOBBIIICHHE MUKPOTBEPAOCTH. KOJIMYECTBO IIPOXOJIOB B YCIOBHAX CyXOI'0 TPEHHS U I10/1a4a
TpH HAKaTEIBaHUH B ycloBHsAX NFMQL oKa3kIBalOT CyIECTBEHHOE BIMAHNE Ha MIEPOXOBATOCTH MOBEPXHOCTH. CKOPOCTH BpaIleHUs
3arOTOBKH, TO-BHIMMOMY, OKa3bIBAaeT HamOOJIbIICE BIMSHAEC HA MHKPOTBEPIOCTb, 3a HEl CIEIyIOT Moja4ya M KOJIMYECTBO MPOXO-
n0B. C ipyroif cTOpOHBI, KaxeTcst, 9T0 QPEKT yBeNNUEHNsS MUKPOTBEPAOCTH B ycIoBHsIX NFMQL-HaKaTKy IIPOSBIAETCS CHITbHEE.
B ycnoBusx cyxoro TpeHus CKOPOCTb BPAIIEHHs! 3arOTOBKH OKa3bIBACT CYILIECTBECHHOE BIMSAHHUE HA OTKIIOHEHHE OT KPYIJIOCTH, a IIpU
HakarbiBaHUH B ycloBusx NFMQL BiusiHEE OKa3bIBaeT mojava.
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Beenenne

[TocTOSIHHBIN TOWUCK HOBBIX METOIOB 00pa-
OOTKH, TMO3BOJISIOIIMX MOJYYHTh BBICOKOE Kaye-
CTBO IIOBEPXHOCTHU U IOBBICUTH €€ MEXaHUYECKHUE
CBOHCTBa, B HACTOAIIEE BPEMs BBI3bIBAET OOJIBIION
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uHTepec. OTHUM U3 TaKUX METOJOB SIBJISETCS Ha-
KaTblBaHHE pOIMKOM. OH MO3BOJISIET MOBBICUTH Ka-
4ecTBO 00pabOTaHHOIN MOBEPXHOCTU U 00ECIEYUTh
TOYHOCTh Pa3MEpoB JeTaliell U3 pa3IUYHbIX Ma-
TepuaioB. B mporecce 0O0pabOTKM HCTOIB3YETCS
KECTKHUM POJIMK, KOTOPBIN CINIAXKUBAET HEPOBHOCTHU
U TO3BOJIIET MOJYYUTh IVISHIEBYIO MOBEPXHOCTb.
HakaTpIBaHWE POJMKOM TaKXe MOXET TOBBICHUTH
TBEPJOCTh Marepuaia Ha MuKpoypoBHe [1]. Bo
MHOTHUX OTPACJISIX MPOMBIIIJIEHHOCTH UCIIONIb3YETCS
amomuHueBbld criaB 6061-T6 (Al6061-T6) BBuxy
€ro IPOYHOCTH, JIETKOCTHU, TEXHOJIOTUYHOCTH U KOP-
PO3UOHHOM CTOMKOCTU. OTHAKO C HUCIIOIH30BAaHUEM
TPaJMIIMOHHBIX METOJIOB IOJIYYHTh BHICOKHE Kade-
CTBO IIOBEPXHOCTH U MEXaHHUYECKHE CBOMCTBA JleTa-
sert u3 Al6061-T6 nocrarouno cioxuo. HakareiBa-
HUE POJMKOM TIOKa3ajio ceOss MHOTOOOEIIAIONUM B
peuieHnu 3tux npodiaem. OHO MOXKET CIVIaAUTh He-
POBHOCTH Ha TMIOBEPXHOCTH W MOBBICHTH TOYHOCTH
pasmepos [2].

O6paboTka C MHHUMAJIBHBIM KOJIWYECTBOM
cmazku (MQL) mpenmonaraer BBeneHHE HEOOIb-
II0T0 KOJIMYECTBA CMA3bIBAIOIIETO BEIIECTBA HEIO-
CPEICTBEHHO B 30HY pe3aHusl. DTOT METOJ] CHUKAET
TpPEeHHE, IPOJIEBAET CPOK CIIYKObl HHCTPYMEHTA U
obecmieunBaeT 6oJee TIaJAKyI0 TOBEPXHOCTh. Takon
METOJT 00pabOTKH peamu3yeTcs: 0€3 IKOJIOTHIECKUX
1 (pUHAHCOBBIX MPOOJIEM, KOTOPbIE BO3HUKAIOT MPU
UCIOJIb30BaHUM OOJBIIOr0 KOJIWYECTBA CMAa3KH.
HenaBHue uccrnenoBaHus MoOKasald XOpOIIWE pe-
3ynbTarhl mpu codetannn MQL ¢ pa3nuuHbIMU
npoueccaMu 00paboTKH, BKIIIOUasi TOUeHHE U (ppe-
3epoBanue [3—6]. Kypkyre nu Yasan (Kurkute and
Chavan) [7] onTUMH3HpPOBAIN LIEPOXOBATOCTD IO-
BEPXHOCTH M MHUKPOTBEPJOCTh TPU HAKATKE POIH-
koM cmiaBa Al63400. B ux ucciaenoBaHuu Iojaya
paccMmarpuBaiach Kak 3HaYMMBbIN IapaMeTp, BIIHA-
IOIIMI Ha IIepOXOBATOCTh MOBEpXHOCTH. [larens u
bpamoOxart (Patel and Brahmbhatt) [8] oOnapyxu-
JIM, 9YTO CKOPOCTh BpAIeHHsI IIMUHJENS U [TyOnHa
MOJIUPOBKH SABIISIIOTCSA Hanbosiee BaXKHBIMU apame-
TpaMu JUIsI TIOBBITIICHUS MUKPOTBEPIOCTH Ha 28 %
M0 CPaBHEHUIO C TIPEIBAPUTEITLHO 00pabOTaHHBIMU
MTOBEPXHOCTSIMHU.

['pynna wuccienoBareneil BBINOIHWIIA Hakar-
Ky POJHKOM, BapbHpysl TaKue IapameTpbl Mpo-
necca, Kak rojada, IyOMHa pe3aHusi, CKOPOCTh
BpallleHUsl 3aroTOBKM W KOJUYECTBO IPOXOJIOB.
B OonbmmHCTBE HccnenoBaHuil pa3palaTbiBaiu
AKCHEPHUMEHTHl C HCIOJb30BAaHUEM METO/a LEH-

OBPABOTKA METAJIJIOB

58 Tom 26 Ne 4 2024

TEXHOJIOI'UA

TPAJIBHOTO KOMIIO3MIIMOHHOTO IUIaHAa MOBEPXHO-
CTH OTKJMKa. B wacTu uccrienoBaHMii CKOpPOCTb
BpallleHHUs 3aroTOBKM paccMaTpuBalach Kak J0-
MHUHHPYIOIUMN NapaMeTp, BIUSIOINANA Ha IIEpOXO-
BaTOCTh MOBEPXHOCTH, & B HEKOTOPBIX HCCIIEA0BA-
HUSX OBUTO OOHAPYKEHO, YTO MO/a4Ya CyIIECTBEHHO
BIMSIET Ha IIEPOXOBATOCTh MOBEpXHOCTU. B psane
WCCIIEOBAaHUM COOOIAIOCh, YTO TIIyOMHA pe3a-
HUSl CYUIECTBEHHO BJIMSET Ha IIEPOXOBATOCThH IIO-
BEPXHOCTH, a CKOPOCTh BpaIllEHUS 3arOTOBKHU
U KOJIMYECTBO MPOXOJOB CYIIECTBEHHO BIUSIOT Ha
MHUKpPOTBEPAOCTh. B HEKOTOpBIX HCCIIEAOBaHUAX
CO00111aJI0Ch O BIUSHUU B3aUMOAECHCTBUSI CUJIbI Ha-
KaThIBaHUS U KOJMYECTBA MPOXOJOB HA LIEPOXOBa-
TOCTh OBEPXHOCTU. CKOPOCTH BpaIlleHUsI 3aTOTOB-
KM, 10J1auya U KOJMYECTBO IPOXOJOB CYIIECTBEHHO
BIIUSIIOT Ha IIEPOXOBATOCTh MTOBEPXHOCTU U MUKPO-
TBepOCTh. OAHAKO MOXKHO 3aMETUTh, YTO OCHOB-
HbI€ TEXHOJOTHYECKUE MapaMeTphl, BIUSIOLUINE Ha
XapaKTEepPUCTUKH MpoIiecca, 3aBUCAT OT TEXHOJIOTU-
YEeCKUX MapaMeTpoB, MaTepuaa 3aroToOBKU U yCJ0-
BUI OXJTQKIICHHUS.

[Ipacan u JIxxon (Prasad and John) [9] uccne-
JIOBaJIM TIPOIIECC HAKATKH POJMKOM Ha KOMIIO3U-
unoHHoMm Matepuaie Mg-SiC. B ux uccnenoBanumu
MIPOBOJIUIINCH IKCIEPUMEHTHI C U3MEHEHUEM CKO-
POCTH BpaIlleHHs 3arOTOBKH, MOAAYH, CHUIIBI M KOJIU-
YecTBa MPOXOA0B. ABTOPHI HaOIIOMAIN yMEHbIIE-
HUE IIEPOXOBATOCTH IMOBEPXHOCTU IPU CKOPOCTH
171 06/muH, ckopoctu momaun 0,18 MM/00, cuie
21 H wm tpex mpoxonmax. I'pynma uccimenoBarenei
HabOmo1ana U3MEHEHHUs] B MOBEPXHOCTHBIX M Me-
TaJUTypTUYeCKUX TEKCTypaxX H3-3a Pa3BUTHS CHJIb-
HBIX KOHTaKTHBIX HalpsDKEHUN U YBEITMYEHHUS TUIa-
CTHUYECKON naedopmanuy MOBEPXHOCTHOTO CIIOS
KOMIIOHEHTa BO BpeMsl Hakarku posimkamu [10].
WccnenoBanust mokasaiu MOBBIIIEHNE KauecTBa I0-
BEPXHOCTH IpH 00JIee HU3KOM CKOPOCTH U OOIBILION
m1youHe BHeapenus [11].

Oxkanawu ap. (Okadaetal.) [12] mpoananu3upoBa-
JIM XapaKTepUCTUKN HAKaTKU POJIMKAMU IIPU MUHU-
MaJbHOM KOJIMYECTBE CMa3ku. B ux uccnenoBanum
HaOJI01aTIOCh YBEIMUYEHUE TBEPAOCTH 3arOTOBKH
Ha 126...323 HV. I'pynna y4eHbIX BBINOJIHWIA HA-
KaTKy pOJHMKaMH C HCIOJb30BAHUEM PA3INYHBIX
METOJIOB OXJIAXJECHUS, TaKUX KaK HHU3KOTeMIepa-
TypHasi (KpUOTeHHasl) HaKaTka U C HMCIIOJIb30BaHU-
€M KepOCHHA B KAY€CTBE OXJIaKIAIOUIeH KUAKOCTH.
VYyenble HaOMOAIN TOBBIIIEHUE TBEPIOCTH U UHU-
CTOTBI IOBEPXHOCTH MPH HAKATKe B ycnoBusx MQL
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U TIPU UCIOJB30BaHUM KEPOCHHA B Ka4eCTBE CMa-
3ouHO-oxnaxaarmen xuakoctu (COX) [13-15].
I'pynma nccnmenoBareneil OEHUBANA LETOCTHOCTh
MOBEPXHOCTH, BapbUpysl TaKue MNapaMeTphl, Kak
CKOpOCTb, I0J]a4a, KOJMYECTBO MPOXOAOB U YCIO-
BUS OXJIAXKICHHSI, @ UMEHHO OXJIa)KJIE€HHUE MOJIUBOM,
MQL, HuskoTemnepaTrypHoe (KpHOT€HHOE) OXJIak-
JeHNe U rudpuaHoe oxjiaxkaeHue. Pesynbrarsl mo-
Ka3ajld, 4TO NPHUMEHEHUE HU3KOTEeMIIepaTypHOTO
(KpMOT€HHOT0) OXJIaXJIEHUS MO3BOJIUJIO MOBBICUTH
IIPOYHOCTh MaTepuaja, a MCIOJb30BaHUE THOpU-
HOU OXJIAXKIAIOIIEH >KUJIKOCTH ITO3BOJIMJIO CHU3UTD
[IEpOXOBAaTOCTh MOBEPXHOCTH. BbIJI0 0OTMEUEHO, 4TO
MUKPOTBEPAOCTh B HE3HAYUTEILHON CTENIEHH 3aBU-
CHUT OT THUIIa YCJIOBUH OXJIaXICHUS.

W3 u3ydeHHON JMTepaTypsl CIENYET, 4TO IMpo-
LIECC HAKaTKu POJUKOM 3()(PEKTHBHO MOBBILIIAET
oOmiee Ka4yecTBO MOBEPXHOCTHU M TBEPAOCThH 3aro-
ToBKHU. KpoMme Toro, HakaTka poJIMKoM paccMaTpuBa-
eTCsl KaK JIOCTYITHBIM METOJl MOBBILICHUS (PYHKIIHO-
HaJFHOCTH M HAJCKHOCTH 00paOOTaHHBIX JIeTaei
3a CYET CHMIKECHUSI BEPOSITHOCTH TOSBICHUS e(eK-
TOB MOBEPXHOCTH, TAKUX KaK Ll@paluHbl U TPEIIn-
Hbl. MccnenoBanus mokasanu, YTO MCIOJIb30BaHUE
MQL npu HakaTke pOJHMKOM JAaeT BO3MOXKHOCTh
cenaTh MPOLECC elle Jy4Ylle 3a CUeT YTy4dlIeHHs
CMa3KM U CHW)XEHUS TPEHHUs. 3a IMOcCleqHee Jecs-
TUJIETHE MCCIIEOBAaHUS IMOKa3ajau 0ojiee BBICOKYIO
IIPOU3BOAUTEIBLHOCTh 00OpAaOOTKHM MHpPHU HCIOIB30-
BaHUM HaHOXHJKOCTeH B ycioBusx MQL [16-19].
Opnako monsITOK 0OpadoTats criaB A16061-T6 Ha-
KaTKON POJIMKOM C UCTIOJIb30BaHUEM HAHOXKHUIKOCTH
B YCJIOBHSIX TIporiecca GopMooOpa3oBaHus C MUHU-
MaJapHBIM KonmdecTBOM cMmaszku (NFMQL) Owuio
HIPEIIPUHITO OYEHb MaJIo.

C 5TON TOYKHM 3pEHHsI B HACTOAILLEM HCCIENO-
BaHUU TPOBE/ICHA CPAaBHUTENbHASI OIIEHKa HaKar-
ku ponukoM cruiaBa Al6061-T6 6e3 COX u ¢ uc-
nosib3oBaHueM B kadecTBe COXK HaAHOKUAKOCTH B
ycnoBusix MQL. B pabGore mpousBeneHa oreHKa,
MOJIEIUPOBAHNUE M ONTUMHU3ALNS MUKPOTBEPIOCTH,
TBEP/IOCTH, OKPYIJIOCTH U LIEPOXOBATOCTU MOBEPX-
HOCTH C YYETOM TaKuX (PaKTOPOB, KaK CKOPOCTh Bpa-
IIEHUS 3aTOTOBKH, 110/1a4a U KOJIMYECTBO MPOXOJIOB.
Maremarudeckue MOJENH JJsi MPOTHO3UPOBAHUS
IIEPOXOBAaTOCTU TOBEPXHOCTH, MHUKPOTBEPIOCTH
U OTKJIOHEHUS OT KPYIIIOCTH ObUIM pa3pabOTaHbI
Ha OCHOBE SKCIIEPUMEHTAJILHBIX PE3YyJbTaTOB. XU-
MUYECKUI COCTaB MaTepuaia, yCJIOBHUS Ipoliecca
dbopMooOpa3oBaHusl U ACTATM WHCTPYMEHTA JIs
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HAKaTKW pPOJIMKaMU TPEICTABIIEHbI B CIEIYIOIIEM
pasnene. B Tperbem pasmene oOcyxnaercs paspa-
00TKa IKCTIEPUMEHTAJIbHBIX MaTeMaTn4ecKiuX Mojie-
JIel ISl MPOTrHO3WPOBAHMSI LIEPOXOBATOCTH MOBEPX-
HOCTH, MUKPOTBEPAOCTH U OKPYINIOCTH HaKaTaHHOMN
3aroTOBKU TP 000UX YCIIOBHSIX OXJIaxaeHus. B uet-
BEPTOM pa3jielie MpOBeeHa CPAaBHUTENIbHAS OLIEHKA
BJIMSIHUS TTapaMETPOB HAKaTKHU POJIMKOM Ha XapakTe-
PUCTHKH, @ UMEHHO II€POXOBAaTOCTh MOBEPXHOCTH,
MHUKPOTBEPAOCTh U OKPYIIIOCTH 00pabOTaHHOM po-
JIMKOM 3aroTOBKH NPH peanu3aluu o00UX YCIOBUH
oxJaxaeHus. Jlajmee mpeacTaBieHbl ONTUMHU3UPO-
BaHHbIE ITApaMETPHI MpoLecca Al JOCTHKEHHUS MU-
HUMAJIbHOM IIEPOXOBATOCTH MOBEPXHOCTH U JIyUIIIEH
MHUKPOTBEPAOCTH U OKPYIVIOCTH MOBEPXHOCTH MPHU
peannzanu 000MX ycIoBHi oxyaxaeHus. Hakoner,
MIPECTaBJICHbI BaYKHBIE PE3yJIbTaThl HACTOSIIETO HC-
CIIEZIOBaHMS U BO3MOKHOCTU OyAyIIMX HCCIIEIO0Ba-
HUI1 B 3TOI 00macTH.

MarepuaJibl 1 MeTOAbI UCCJIEIOBAHUSA

B HacrosmiemM wccleIOBaHHHM HCHOIL30BaIN
amroMuHueBbid criaB 6061 (Al6061-T6), koTopbrit
HaXOJHT IIUPOKOE MPUMEHEHHUE B MPUIIOKEHUAX 00-
uiero HazHadeHus. biarogapsi cBoeMy OTHOIIEHUIO
rpejesia MPOYHOCTU K BECY, CTOMKOCTU K KOPpPO3UHU
Y XOpOIIEH CBapUBAEMOCTH ATOT CIUIAB MOJIb3YETCSA
MONYJISIPHOCTBIO B IIPOU3BOJCTBEHHBIX MPOLECCAX
Y TOJIXOAUT JIJIsi U3TOTOBJICHUS U3 HETO Pa3IUYHbIX
CTPYKTYPHBIX KOMIIOHEHTOB. JTO JAMCHEPCHOH-
HO-TBEPJCIONINI aJTIOMUHUEBBIA CILJIaB, JIBa HaW-
0ojiee Ba)KHBIX KOMIIOHEHTa KOTOPOTO — KPEMHHI
u Marauil. CBapUBaeMOCTb SIBJISIETCS OCHOBHBIM
MIPEUMYIIIECTBOM allFOMUHHUEBOTO criaBa 6061. On
HCIIONIB3YETCSI B A9POKOCMUUYECKOM IPOMBIIUICH-
HOCTHU OJjaromapsi IPOYHOCTH M JIETKOCTH, a Oyaro-
Japsi CBOEMY XMMUUYECKOMY COCTABY MOYKET TaKKe
HCIIONB30BaThCsSl B aBTOMOOMIIE- U CYIOCTPOCHUHU.
BriOpannsiii o0pazen umeet quamerp 30 MM u J1UTH-
Hy 50 mMm. B T1abn. 1 mokazaHbl XapakTepUCTUKU U
XHUMHYECKUH COCTaB aJIOMUHHMEBOTO ciiaBa 6061.

B »TOM HcciienoBaHM TPUMEHSIICS OJTHOPOJIU-
KOBBIII HAKaTHOW MHCTPYMEHT C TBEPOCILIABHBIM
ponukoM. TBepOCIUIaBHBIM POJIUKOBBIA HAKATHOU
WHCTPYMEHT YHUBEPCAJIEH U MOXKET UCIOJIb30BATh-
Cs Ha pa3JIMYHBIX CTaHKaX JJis pa3HbIX Heneil. Bos-
MOXHOCTh BOCCTAHOBJICHMSI W TIPOJJICHUSI CpPOKa
CIIy>kObl MHCTPYMEHTa JIeJIaeT €r0 UCIOJIb30BaHHE
AKOHOMHUYECKHU 3(PPEKTUBHBIM PEIICHUEM IS J0-
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Tabnuma 1
Table 1
Xumnueckuii cocrap ciiiasa Al6061-T6
Chemical composition of A16061-T6 alloy
OneMeHT Al Cu Cr Mg Mn Si Zn Fe Ti
Hpouentroe 958 | 0,05 | 02 | 1,1 | 015 | 0,75 | 025 | 0,19 | 0,15
COZIEPIKAHNE

CTMIKEHUSI BBICOKOTO KayecTBa IOBEPXHOCTH. Jlis
MOJIEP/KAaHUSL HAJICKALLErO JaBJICHHUS B TEUYCHHUE
BCEr0 IPOLECCa HAKaTKU TBEPAOCIUIABHBIA POJIMK
HOATIPY’KUHEH B 000MX OCEBBIX HarpaBieHHsX. [1y-
TE€M INEPETOYKH WM MPUTUPKU U3HOLIEHHOIO TBEP-
JIOCIUIABHOTO PpOJIKKA €r0 MOKHO BOCCTaHOBUTH
U TIPOJTUTH CPOK €ro cirykObl. IHCTpyMeHT ¢ TBep-
JIOCIUIABHBIM POJIMKOM MOKET CIIOJIb30BAThHCS HA TO-
KapHbIX cTaHKax ¢ YIIY, peBonbBepHBIX CTaHKaX WX
TPaJULMOHHBIX TOKAPHBIX CTAHKAaX WU MOAXOJUT JJIs
BCEX BHEIIHUX IIOBEPXHOCTEH BAJIOB, KOHMYECKHUX
BAJIOB, PAJNyCOB, 3aryiedynkoB U Jp. Hakarka oOpa-
00TaHHOI MOBEpXHOCTH Bo3MOXKHa /10 0,1...0,2 MKMm.
Ha puc. 1 n300paxeH HaKaTHUK, KOTOPBIA HCIIOIb-
30BaJICA B HACTOSIIEM UCCIICIOBAHUN.

Puc. 1. PomuKoBBIi OTASITIOYHBIN HAKaTHHK,
HCITOJIb3YEMBIi B HACTOSIIIEM HCCIICIOBAHUH

Fig. 1. Roller burnishing tool used in the present
study

[TocTositHHas TiryOuHa Hakatku, paBHas 0,5 MM,
NOJAepKUBAJIACh IPU U3MEHEHUM I10/1aul, CKOpO-
CTH BpalllEHUS 3arOTOBKM U KOJIMYECTBA MPOXOJ0B
B skcriepuMenTax 6e3 COX u ¢ ucnonp3oBaHueM B
kadectBe COX Hanoxuakoctu B yciaousix MQL.
Hanouactunpl okcuna amomunus (AlLO,) Obutn
00BeHEHBI ¢ 0a30BOM KUIAKOCTHIO HA OCHOBE pac-
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TUTEJIBHOTO TOJCOJIHEYHOIO Macja JJisi CO3JaHMs
HaHokuakocTu. lllepoxoBaTocTh NOBEPXHOCTH,
MHUKPOTBEPAOCTh U OTKJIOHEHUE OT KPYIIIOCTH (TpH
OCHOBHBIE XapaKTEPUCTUKH, BIUAIOIIME Ha IOKa-
3aTeNld YCTOWYMBOCTH) OBUIM H3y4Y€HBI C HCIIOJb-
30BaHUEM METOZA MPOEKTUPOBAHUS IKCIIEPUMEHTA
(DOE). Bce orkiuku ObUIM TPOaHATU3UPOBAHBI,
U SMIIUPHYECKUE MOJIENTU Pa3paboTaHbl C HCIIONb-
30BaHUEM LIEHTPAJIBHOIO KOMIIO3UTHOIO IM3aiiHa
(CCD). DkcriepuMeHTHI OBUTH CIITIAHUPOBAHBI C UC-
MOJIb30BaHUEM TECTOBOM MATPHILIBI POTATA0ETHHOTO
LEHTPAJIBHOTO KOMITO3UILIMOHHOTO IIJIaHUPOBAHUS
(CCRD) co 3nauenuem anbba, paBabiM 1,6817. J{nst
W3MEHEHHUsl Ka)KJI0Or0 YHCJIOBOIO IapameTrpa Hc-
MI0JIb30BAJIMCH ISITh YPOBHEW: LIEHTpaJIbHAs TOUKA,
wioc U Munyc | (paxTopuanbHble TOYKH) U IITFOC
u MuHyc anb(da (oceBble TOukH). B 3TOi pabote
OBLIIO MPOBEIEHO NBAIIATh HCIBITAHUN HAKaTKOM
ponukoM B ycnoBusix NFMQL u orcyrersust COX
C pa3IMYHBIMU IapaMeTpaMu Ipolecca yid Io-
CTPOEHUSI MOJEJEH IIEpOXOBAaTOCTU MOBEPXHOCTH,
MHUKpPOTBEPAOCTH U OTKJIOHEHHUS OT KpPYIJIOCTH.
B T1abn. 2 mepedncieHbl KOIUPOBAaHHbBIE YPOBHHU
BMeCTe ¢ (PAaKTUYECKUMH 3HAUCHUSIMH TTapaMeTpPOB
HAKaTKH, KOTOPbIE UM COOTBETCTBYIOT.

Jnst ompeneneHus CpelHMX 3HAYECHUM LIEpO-
XOBAaTOCTH TIOBEPXHOCTH HCIIONB30BAIM  000pY-
noanue Taylor Hobson Talysurf, Surtronic Duo
1 aBTOHOMHOE YCTPOMCTBO U3MEPEHHUS LIIEPOXOBATO-
CTH MOBEPXHOCTH. JlJI OIyUYEHUs] CTAaTUCTUYECKHU
3HAYMMOTI'0 3HAUEHUS 1IEPOXOBATOCTh IOBEPXHOCTH
U3MEPSUIM B TPEX PAaBHOMEPHO PACIOJIOKEHHBIX
TOYKaX M0 NEPUMETPY 3aroToBKH. O1ieHKa KayecTBa
MOBEPXHOCTH ObLIA BBIMOJIHEHA TOYHO M MOCIEHO0-
BaTEJIbHO B COOTBETCTBUM C ATHUM IOAXOAOM. J[ist
IIpOBEpKU KpymiocTu ucnoaszoBann KMM mocto-
Boro tuma (Zeiss Contura, Auana3oH U3MEpEeHUs
mo ocaMm 1200x800x800 mm). I'eomerpmueckue
OTKJIOHEHHsI OBLIM OMNpEeIeNeHbl MyTEM H3MEPEHHS
KPYIVIOCTH B JBEHAJIATH YaCTIX KaaMOpOBaHHOM
00JIaCTH C TOMOIIBI0O MHUKPOMETPUYECKOTO HMH[H-
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OBRABOTKA METALLOV %

Tabnuma 2
Table 2

KOI[HpOBaHHBIe YPOBHHU U COOTBETCTBYIOLIIUEC UM (l)aKTI/I‘leCKI/Ie nmapaMeTpbl HAKaTbIBAHUA

Coded levels and corresponding actual cutting parameters

YpoBHU 17151 3HaYSHHS abda, paBHOTO
ITapamerpsl
-1,6817 -1 0 +1 +1,6817
CKopOoCTh BpallleHus 3aTOTOBKH V, 00/MUH 100 200 300 400 500
CxopocTb monauu f, MM/00 0,1 0,15 0,2 0,25 0,3
Konuuectso npoxonos N 0,5 1 1,5 2 2,5

Karopa, UMEIOIIETo Arana3oH udmepeHus 12,5 mwm,
ueny aenenus mkansl 0,001 MM M MakCHMaJIbHO
nonyctumyto norpemHocts (MPE) 4 mxm. Kpo-
M€ TOT0, MUKPOTBEPIOCTh OLICHUBAJIU C MTOMOIIBIO
MUKpOTBepaoMepa Bukkepca. Yron npu BepmuHe
aJIMa3HOTO0 UHAEHTOpPa cocTaBiswl 136°, ucnpiTaHue
npoogwiM pu Harpyske B 100 r u 20-cexyHIHOM
nepuoie BbIICPKKHU. Mcrmonp30BaHWE MaHHBIX O
IEPOXOBATOCTH MOBEPXHOCTH, OTKIIOHEHUH OT Kpy-
DJIOCTH MU PE3YJIBTATOB MHUKPOIIOPOMETPUUYECKUX
WCTIBITAHUH MO3BOJIMJIO MPOBECTH TIIATEIBHOE HC-
CJIEIOBAaHUE CBOMCTB 3arOTOBKH.

Pe3yabrarbl U HX 00CYyKICHUE

B stom paznene paccmarpuBaeTCsi BIMSHUE Ia-
paMeTpoB Ipoliecca HAKaTKU POJIMKAMHU Ha Xapak-
TepucTuku npouecca B ycnoBussix NFMQL u ot-
cyrctBusi COXX Ha OCHOBE CO3JaHHBIX YpaBHEHUM
perpeccun. KpuBble, MOKa3bIBAIOIIME DPA3ITUYHbBIC
OTKJIMKH, TOCTPOEHbI IYTEM M3MEHEHHUs OJIHOIO
13 BXOJIHBIX IMAPAMETPOB IPU COXPAHEHUH APYTUX
napaMeTpoB MOCTOSIHHBIMU, YTOOBI IOHATH (PU3UKY
nporecca 1 3pPexTs B3auMoeCTBHS TapaMeTPOB
HAKaTKU Ha Pa3jIN4Hble XapaKTEPUCTUKHU. DTO TakK-
K€ MO3BOJISIET MONYYUTh UHGOPMAIUIO O BIUSHUU
apaMeTpoB HAKATKM Ha pa3JIMYHbIE TEXHOJOTHU-
YecKHe XapakrepucTuku. Hakonen, ontumusanus
TEXHOJIOTUYECKUX XapaKTEpPUCTUK IMpouecca IMpu
HakaTke posiukoM cruiaBa Al6061-T6 paccmarpu-
BAETCS C UCMOJIB30BAaHUEM MeTOoAa (QYHKIIMH *Kela-
TEJIBbHOCTH.

CKOpOCThb BpallleHUsl 3ar0TOBKH, 110J]a4a U KOJIU-
YEeCTBO MPOXOJOB (BXOAHBIE MapaMeTpPhbl) BapbUPO-
BaJIMCh B XOJI€ dKCTIepuMeHTOB. B Tabn. 3 nmpencras-
JIEHA HKCIIEPUMEHTaJIbHAsg MATpULA U PE3YJbTaThl
HauOONBIIEr0 OTKIOHEHUS OT KPYIJIOCTH, MHUKpO-
TBEPAOCTH M IIEPOXOBATOCTU IMOBEPXHOCTU IpHU

HakaTke posnukoM cmiaBa Al6061-T6 B ycioBusix
NFMQL u orcyrerBust COX. DkcniepuMeHTaIbHBIC
pe3yJIbTaThl HAKATKW POJIMKOM crutaBa Al6061-T6 B
ycnoBusix orcyterBusg COX nmpusenens B [20].

Metononorust noBepxHocTH oOTKiIMKa (RSM)
ObL1a OCHOBHOM JUIsl aHAJIW3a IKCIIEPUMEHTATbHBIX
pesynbraToB. Haxoxxnenue oOnactu uHTepeca, rae
OTKJIMK(M) JTOCTUTaeT CBOET0 ONTHUMAJIBHOTO WM
ONMM3KOTO K HEMY 3HA4YeHUs, ObLIO eIe OTHOM Iie-
JIBIO MCITONIB30BaHusA RSM B IOIOJIHEHWE K HCCIIE-
JIOBAaHUIO OTKJIMKA(OB) BO BCeM (PAKTOPHOM IPO-
cTpaHcTBe. UT0OBI MOHATH QU3MKY Mpoliecca, ObLT
MIPOBE/IEH aHaJM3 3KCIEPUMEHTAIBHBIX JaHHBIX C
LENbI0 CO3/IaHUSl ypaBHEHUN perpeccuu Ajs Iie-
POXOBAaTOCTH TMOBEPXHOCTU (Ra), MUKpPOTBEPIOCTU
(HV) u otknonenus ot kpymoctd (Re). C nomoIpro
mporpammebl Stat-Ease Design Expert® (Bepcus 7.0)
ObUT UCIIOJIB30BAaH PETPECCUBHBIA METOJ Ui Ompe-
NieNieHusl 3HaueHUH K03(h(UIIMEHTOB B ypaBHEHUU.

VYpaBHeHusl, pa3paboTaHHbIe I ONpeAeIeHUsS
(akTuyeckrx 3HauYeHuil ko3 uureHTa 1epoxoBa-
TOCTH TMOBEPXHOCTH, MUKPOTBEPIOCTH U OTKJIOHE-
Hus oT Kpymioctu B orcytetBue COX, npuBeneHbl
B [20], a ypaBHEHUS Il ONIpEACIICHUS TTOKa3aTenen
IIpU HUCHOJb30BAHUM HAHOXKUJKOCTH B YCIIOBHUSX
MQL npuBeneHbl HUXeE:

Ra =1,4209 - 0,00064V —4,0943 f —
- 0,2224N —-0,00275Vf -

—0,00019VN +0,025/N +3,11-100¥2 +
+13,4545F% +20,042N2; (1)
HV =85,3181+0,213V + 40,1136 f -
— 6,3238N —0,325Vf +
+0,00625VN +47,5fN —0,0002V% —
~ 90,9112 - 0,3522N?; )
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Tabonuna 3
Table 3

Martpuua 3KcrnepuMeHTa HAKATHIBAHHUA POJTHKOM

Roller burnishing experimental matrix

CKOpOCTb E;;fg::;gcgz MUKpOTBEPIOCTh OTKIJIOHEHHE OT
BpALLICHUS ggzzg;;f KonnuecTtBo MEKM ’ HV KpYIJIOCTH Re, MKM
3aroTOBKH V), /o6 > | mpoxomoB N Cyxoe Cyxoe Cyxoe
06/vm TpeHHE NFMQL TpeHUE NFMQL TpeHUE NFMQL

300 0,2 3 0,81 0,62 117 128 7,7 4,8
200 0,15 2 0,82 0,68 114 120 9,6 5,6
200 0,15 4 0,89 0,69 116 118 8,6 4,8
200 0,25 2 0,92 0,77 116 122 5,4 8,8
200 0,25 4 0,9 0,78 125 131 8,7 7,7
400 0,15 2 0,94 0,78 118 129 10,1 34
400 0,15 4 0,84 0,71 111 131 1,6 3,2
400 0,25 2 0,97 0,81 110 126 8,4 9,2
400 0,25 4 0,79 0,75 113 136 2,9 7,4
300 0,2 3 0,81 0,61 117 128 8,4 55
300 0,2 3 0,81 0,61 117 128 8,6 5,7
100 0,2 3 0,92 0,72 112 108 13,2 9
500 0,2 3 0,93 0,75 104 131 4,2 6,1
300 0,1 3 0,94 0,70 123 121 1,5 2,8
300 0,3 3 0,96 0,79 124 132 2 9,2
300 0,2 1 0,95 0,83 123 119 8,7 7,7
300 0,2 5 0,86 0,73 125 133 4 3,6
300 0,2 3 0,83 0,65 117 125 6,9 52
300 0,2 3 0,82 0,61 113 128 8,3 5,4
300 0,2 3 0,81 0,62 118 131 8,7 5,9

Re =13,142-0,058V - 3,78 f —
- 0,18N +0,0975Vf —

“1L,3-107*VN —4,75fN +5,43-107°V2 +
+62,2f% +0,0682N2. 3)

Hcnonb3yst MeTOn JUCIEPCUOHHOTO —aHAJIH-
3a (ANOVA), Obuta mpoBepeHa J1OCTaTOYHOCTh
MOJYYCHHBIX ypaBHeHHU. JloJis BapHamuud TOYEK
JAHHBIX M3MepsieTcs KOA(PQPHUIIMEHTOM MHOXKe-
CTBCHHBIX ompeneneHuil wim R-kBajaparom. Koag-
¢dunueHt koppensuuu (R-KBagpar), KOTOPHIH Ha-
xonutes Mexay —1 u +1, Bcerna uneanen. Eciu R
JICHCTBUTENILHO OJIM30K K +1, TO ypaBHEHHE BaXHO.
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N3mepenue T0ro, Kakyr 4acTb JUCIEPCUU BOKPYT
CPEIHEro 3HaueHHsl OOBACHSIET MOJENb, Ha3bIBa-
€TCs CKOPPEKTUPOBAHHBIM R-KBagparoM. Mepon
IIPEACKA3aTeIbHON TOYHOCTU MOZCIIH JJI1 3HAYCHUS
OTKJIMKa SBISAETCS IPOTHO3UPYEMBIM R-KBajpar.
Cunraercst «IIpUEMIIEMBIM COOTBETCTBHEM», KOT-
Jla CKOPPEKTUPOBAaHHBIE U OKUJAEMbIC 3HAYCHUS
R-xBanpara HaxonsTcs B npenenax oxoino 0,20 npyr
OT Apyra. B npoTuBHOM ciydae MOXXET OBITH IpO-
61eMa ¢ MOAEbIO WK AaHHBIMUA. OTHOILIEHUE CHUT-
HaJI/IIIyM WK JUaNa30H B OKUAEMOM OTKJIUKE OT-
HOCHTEJIBHO COOTBETCTBYIOIIEH OIIMOKH — 3TO TO,
YTO HA3bIBACTCs JOCTATOYHOU TOYHOCTBIO. YeThlpe
i 6onee — ueaJbHOE 3HAYCHHUE.
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C pesynsraramu ANOVA i onpeneneHust
LIEPOXOBAaTOCTU MOBEPXHOCTH, MUKPOTBEPIOCTH U
OTKJIOHEHMSI OT KPyIJIOCTH IIPH HAKATKE POJIMKOM B
ycioBusax orcyTcTBUsI COXK MOXKHO 03HAKOMUTBCS
B [20], a pe3ynbrarel ANOVA B ycnosusx NFMQL
npuBeneHbl B Ta0. 4. Pesynbraret ANOVA nns uc-
CIIEJOBAHHBIX OTKJIUKOB B YCIIOBUSIX OTCYTCTBHS
COX Takxe npuBeieHbl B Ta0. 4 Ui CPaBHUTEIb-
Holi oneHku. Pesynsratel ANOVA s onpenenenust
LIEPOXOBAaTOCTU IOBEPXHOCTH B YCIOBHSX OTCYT-
ctBus COX u B ycnoBusix NFMQL noxa3zbiBaror,
41O MonenbHble F-3HaueHus paBubl 46,91 u 19,51
COOTBETCTBEHHO. Cl1e10BaTe€IbHO, MOJEIIH SBISAIOT-
cs 3HaUMMbIMU. 3HadueHus «Prob > F» menee 0,05
YKa3bIBalOT HA TO, YTO YCJIOBHS MOAEIU SBISIFOTCS
3HAYMMBIMU. 3HAYUMBIMU MapaMeTpaMH MOJIEIIH,
HaOMI0AaeMBbIMHU IS IIEPOXOBAaTOCTH MMOBEPXHOCTH
B ycnoBusix orcyrctBus COX, asnstores f, N, VXf,
VXN, fxN, V2, fz, N 2, a JUIsl HAKaTKU B YCJIOBUSX
NFMQL 3HaunMbIMu napaMeTpaMu MOJENHN SIBJISA-
wores V, f, N, V<N, V*, f*, N".

Pesyneraret ANOVA 111 MUKpOTBEPAOCTH TIO-
Ka3bIBaIOT, YTO MOJEJbHbIE F-3HaY€HUs, paBHbIE
11,99 u 16,71, npu HakaTke pOJUKOM B YCIOBHUSX
orcyrctBust COX u B ycnosusix NFMQL o3navator,
4yT10o Mozenu 3HauuMbl. CymectByet Bcero 0,03%-s
BEPOSTHOCTh TOTO, YTO TaKoe OOJbIIOE «MOAEIb-
HOe F-3HaueHHe» MOXET BOZHUKHYTh U3-3a IIyMa.
B stom ciyuae V, VXf, VXN, fxN, VZ, f 2, N? pu
HaKaTKe pOJMKOM B ycnoBusax orcyrcTBus COX u
V, f, N, VXf, fxN, Ve ycnoBusix NFMQL sBns-

OBRABOTKA METALLOV %

I0TCS 3HAUMMBIMU apaMeTpaMu Mosienu. Pesynbra-
Tl ANOVA 15151 OKpYITIOCTH MOKAa3bIBAIOT, YTO MO-
nenbHble F-3Haduenus:, paBuele 17,62 u 27,35, npu
HaKaTKe poJMKOM B ycnoBusix orcyrctBus COX
u B ycnoBuax NFMQL o3Hauarot, 4To MOJEeIH 3Ha-
yuMbl. B aTom ciywae V, N, VXN, fxN, f2 IIpYU Ha-
KaTKe POJMKOM B ycnoBusax orcyrcteusd COX u V,
[, N, Vxf, VB ycnoBusix NFMQL siBisitores 3Ha4m-
MBIMU NTapamMeTpamMu MOJIEIH.

Kaxxnas moznensb, co3nanHas AJisi HAKaTKU POJIH-
koM B ycioBusx orcytctBusi COX u B ycnoBusix
NFMQL, umeer 3Hauenue R-kBaapar Boiuie 0,9, 4yto
YKa3bIBAE€T Ha JOJIK0 BapHallid B TOYKaX JaHHBIX.
Taxkum oOpa3oM, BO BpeMsl HAKaTKH POJIMKOM CILJia-
Ba Al6061-T6 MuUKpPOTBEpAOCTh, IIEPOXOBATOCTD
MOBEPXHOCTH M OTKJIIOHEHUE OT KPYIIIOCTU MOXKHO
TOYHO Npe/CcKa3aTh C MOMOIIBIO YCTAaHOBJIEHHBIX
SMIIUPUYECKUX YPAaBHEHUM.

Jns ynyumeHuss nOHUMaHUsl CO37aHbl IByMep-
HbIe TpaQUKU BIMSHUS MOAAYH, CKOPOCTH M KOJIU-
YeCTBa MPOXOA0B Ha IIEPOXOBATOCTh MOBEPXHOCTH,
TBEPAOCTH U OTKIIOHEHUS! OT KPYIJIOCTU C UCIIOJIb-
30BaHUEM MONY4YeHHBIX ypaBHeHu# 1-3. Jlns 00-
JIETYEHUs CPABHEHHUSI U JIYUIIETr0 MOHUMAHUS TAK)Ke
MOCTPOEHBI KPUBBIE ISl UCCIEAYEMbIX pPEeaklHil B
ycnoBusix orcytcTBUst COX ¢ ncnonb30BaHUEM MO-
neneit, nomyyeHHsix B [20]. IlocTpoenue kpuBbix
JUISL IEpPOXOBATOCTU MOBEPXHOCTH, MHKPOTBEPIO-
CTHU U OTKJIOHEHHUSI OT KPYTJIOCTH BKIIFOUAET U3MEHE-
HUE OJHOTO BXOAHOTO MapameTpa Mpu COXpPaHEHUU
MOCTOSIHHOTO 3HAYEHUs JUIsl IBYX JIPYTHUX.

Taonumoa 4
Table 4

Jucnepcuonnniii anaau3 (ANOVA) a5 ucciieqoBaHHBIX OTKJIUKOB B ycjaoBusix NFMQL
u orcyrcTtBusi COXK [20]

ANOVA for investigated responses under dry [20] and NFMQL cutting conditions

[ITepoxoBaTocTh OTKIIOHEHUE
Muxkpotsepaocts HV
daxrops! MOBEPXHOCTH Ra, MKM OT KPyIJIOCTH Re, MKM
Cyxoe NFMQL Cyxoe NFMQL Cyxoe NFMQL
TpeHI/Ie TpeHI/Ie TpeHI/IC
R-xBapar 0,9769 0,9461 0,9152 0,9377 0,9407 0,9609
CKoppeKTHpOBaHHbIH 0,956 0,89765 0,8389 0,8816 0,8873 0,9258
R-xBagpar
Iporrosupyembiii 0,8472 0,848529 0,855 0,8389 0,8933 0,7421
R-xBagpar
AtexBaTHast TOYHOCTD 19,328 12,74978 15,464 16,5655 16,002 18,2847
F-3HaueHue Moaean 46,91 19,51 11,99 16,71 17,62 27,35
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Ha puc. 2, a moka3zaHa 3aBUCHUMOCTBH LIEpO-
XOBAaTOCTU TOBEPXHOCTH OT CKOPOCTH BpalllCHHS
3aroTOBKU Ipu ckopoctu noxadu 0,2 Mm/06 u Ko-
JMYECTBE MPOXOA0B, paBHOM TpeM. Ha puc. 2, 6 no-
Ka3aHa 3aBUCHMOCTbH ILIEPOXOBATOCTH IMOBEPXHOCTH
OT CKOPOCTH TO/Iau¥ MIPH CKOPOCTH BPAILICHHS 3aro-
ToBKH 300 06/MHH 1 KOJIMYECTBE MMPOXOJIOB, PABHOM
tpeM. Ha puc. 2, ¢ nokazaHa 3aBUCUMOCTH IIE€pO-
XOBAaTOCTU TOBEPXHOCTU OT KOJMYECTBA MPOXOJOB
IpU CKOPOCTH BpaimieHus 3arotoBku 300 o06/MuH
U CKOPOCTH nojiauu, paBHoi 0,2 Mm/06. CpaBHUBas
HaKaTKy poiukoM B ycinoBusix NFMQL u B ycioBu-
ax orcyrcTBusi COXK, MO)KHO OTMETUTBH B IIEPBOM
Cllydae MEHBIIYIO IIePOXOBATOCTh MOBEPXHOCTH.
MOXHO TaKXe 3aMEeTUTb, YTO [0 Mepe BO3pACTAHUS
CKOpOCTH BpalieHus: 3aroroBku 10 360-380 06/mMuH
IIEpPOXOBAaTOCTh IMOBEPXHOCTH YMEHBIIAETCs Iie-
pen yBenuyeHnueM. Kpome Toro, oHa yMeHbIIIaeTCs
C YBEJIMYCHHEM CKOPOCTH IOJAYd M KOJHYECTBA
npoxonoB. OIHAKO MPH CKOPOCTH TOJAYM BBILIE
0,2...0,25 MmM/006 u KomMyecTBa MPOXOAOB Oosee
3—4 mepoxoBaTOCTh MOBEPXHOCTH YBEIUUUBAETCS.

a

TEXHOJIOI'UA

Ha puc. 2, 6 BugHO onTUMyMBbl JUIsl OTKJIMKOB
IpY U3MEHEHUH CKOPOCTH TMojadyu. MUHUMAaIbHbIE
[IEPOXOBATOCTh TOBEPXHOCTH W OTKJIOHEHHE OT
KPYIJIOCTH MOYKHO TOJYYHTh, HCIIOJIB3YSI CKOPOCTh
nofaun B quarasone 0,18...0,22 Mm/00, cKopocTh Bpa-
IIEHUS 3ar0TOBKH B inanazoHe 250. ..350 o6/mMun 1 Tpu
npoxona. Ha puc. 3, a u puc. 4, a orpaxeHbl u3Me-
HEHHUS MUKPOTBEPAOCTH U OTKIOHEHHS OT KPYIJIO-
CTH COOTBETCTBEHHO B 3aBUCHUMOCTH OT CKOPOCTH
BpAIICHHUS 3arOTOBKH, MOJYYCHHBIE NPU TOCTOSH-
HOM ckopocty mogadu 0,2 MM/00 1 Tpex mpoxojaax.
MO)XHO YBUIETH, YTO MHUKPOTBEPIOCTh YBEINYHBA-
€TCsI C TIOBBIIIEHHEM CKOPOCTH BpAIllEHHsI 3aT0TOB-
ku. OnHaKo 3TOT A deKkT ObUT Oosiee BRIpAKEH IS
HakaTKu poiukoM B ycinoBusax NFMQL. bornee BbI-
COKHE 3HAYCHHSI MUKPOTBEPAOCTH MOXKHO YBHIETh
npu Hakatke ponukoMm B ycioBusix NFMQL. Tak,
MHUKPOTBEPAOCTh YMEHBINACTCS MPHU AOCTHKCHUH
ckopocTH BpaieHus 3arotoBku 280...300 06/muH.
C npyroii CTOpOHBI, BUJHO, YTO OTKJIOHEHHE OT
KPYIJIOCTH YMEHBIIAETCS C YBEIMUYCHHEM CKOPOCTH
BpallleHHs 3aroToBKU (puc. 4, a). OaHako MOXHO 3a-

o 8

Puc. 2. lllepoxoBaToCTh MOBEPXHOCTH, M3MEHSIOMIASACS B 3aBUCUMOCTH OT CKOPOCTH BPAIIICHUS 3arOTOBKH (@),

CKOPOCTH M0Aa4H (6) U KOJMUECTBA POXOI0B (8)

Fig. 2. Surface roughness varying with cutting speed (a), feed (6), and number of passes (8)
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Puc. 3. TBepaoCTh, UBMEHSIIONIASCS B 3aBUCUMOCTH OT CKOPOCTH BpAIleHUs 3aTOTOBKH (&), CKOPOCTH Tojauu (6)
U KOJIMYECTBA TIPOXOJIOB (8)

Fig. 3. Microhardness varying with cutting speed (a), feed (6), and number of passes (6)
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o 8

Puc. 4. OTkIIOHEHUE OT KPYIIIOCTH, U3MEHSIOIIEECS B 3aBUCUMOCTH OT CKOPOCTHU BPAILEHHS 3ar0TOBKH (),
CKOpOCTHU TIoAau (6) ¥ KOJIMYEeCTBA IPOXOAOB (8)

Fig. 4. Roundness error varying with cutting speed (a), feed (6), and number of passes (8)

METHUTh, YTO OHA YBEJIMYUBAETCS MPHU JOCTHUKEHUU
ckopoctn BpamieHus 3arotoBku 300...350 mM/MuH.
bonee HuU3KMe 3HAu€HUS OTKJIOHEHHUS OT KpPYyIJO-
CTH OTMEYEHBI NMPU HAKATKE POJUKOM B YCIOBHUSIX
NFMQL.

Ha puc. 3, 6 u puc. 4, 6 oTpaxeHbl U3MECHEHUS
MUKPOTBEPAOCTH U OTKIOHEHHSI OT KPYIJIOCTH CO-
OTBETCTBEHHO B 3aBUCIMOCTHU OT CKOPOCTHU MOJa4H,
MOJTyYEHHBIE MTPH MMOCTOSHHOM CKOPOCTH BpaICHUS
3arotoBku 300 06/MuH 1 Tpex mpoxonax. Ha puc. 3,
6 U pHC. 4, 6 TOKa3aHbl U3MEHEHHSI MUKPOTBEPIOCTH
U OTKJIOHEHUS OT KPYIJIOCTH COOTBETCTBEHHO B 3a-
BHUCHUMOCTH OT KOJIMYECTBA MPOXOOB, MOJTYYESHHbIE
IPpU MOCTOSHHOW CKOPOCTH BpallleHHs 3arOTOBKHU
300 o6/mMuH u ckopoctu nogadu 0,2 Mm/00.

Bunno, 4ro MakcuManabHash MHUKpPOTBEPIOCTbD,
MEHBIIINE IIEPOXOBATOCTh MOBEPXHOCTHU U OTKIIO-
HEHUE OT KPYIIOCTH MOTYT OBITh MOJY4YEHBI MPHU
HakaTke ponukoMm B ycioBusx NFMQL mo cpas-
HEHUIO C HaKaTKOW POJMKOM B YCIIOBUSIX OTCYT-
ctBusi COXK. MUKpOTBEPAOCTh U OTKJIOHEHUE OT
KPYIJIOCTH MOTYT YBEIMYHBATHCA C TMOBBIICHUEM
CKOPOCTH TOAa4yH. YBEIWYeHHE MHUKPOTBEPIOCTH
U YMEHbILIEHUE OTKJIOHEHHS OT KPYTJIOCTH MpPOHC-
XOJIUT C YBEJIMYCHHEM KOJIMYECTBA MPOXoaoB. Bun-
HO, YTO MOBBIIIEHUE CKOPOCTU IMOJAYU MPUBOIUT
K MPOTUBOPEYUBBIM OTKIIUKAM JUIsI IIIEPOXOBATOCTH
MOBEPXHOCTH M MHUKpOTBeprocTH. Kommpomucc
MEXy OTKIIOHEHHEM OT KPYIJIOCTH, MUKPOTBEPAO-
CTBIO U MEHBIIEH MIEPOXOBATOCTHIO MOBEPXHOCTH
MOYKET OBITH MOJIY4YEH C UCTIOJIb30BAaHHEM 3HAYECHUS
ckopocTtu nomadyu B auanasone 0,18...0,22 Mm/00.
[IlepoxoBaToCTh MOBEPXHOCTU MOXKET YMEHBIIATh-
Csl C YBENTMYEHHEM KOJIMYeCTBa MpoxoaoB. OmHako
CYILIIECTBEHHOTO MPEUMYIIECTBA B CHUXCHHUHM IIIe-
POXOBATOCTH MOBEPXHOCTH MPHU peau3anuu 0osuee

4YeM 4eThIpex MPoXo/10B He HabmonaeTcs. OTKIoOHe-
HUE OT KPYIJIOCTU MOXKET ObITh MUHUMHU3HPOBAHO C
UCIONIb30BaHMEM OOJBIIEro KOJIHMYECTBa MPOXOJIOB.
AHaAJOTMYHO MaKCcHUMajbHasi MUKPOTBEPAOCTh MO-
XKeT OBITh MOJyueHa C HMCIIOJIb30BaHWEM OOJbIIIEro
KOJTMYECTBA MPOXOJIOB.

B tabn. 5-7 nokazansl pe3yiasrarel ANOVA nmist
F-3HaueHMi IepOXOBaTOCTU MOBEPXHOCTU, MUKPO-
TBEPAOCTU U OTKJIOHEHHUS OT KPYIVIOCTH NpHU Ha-
KaTke poJiukoM B ycioBusax orcytctBusi COX u B
yenousix NFMQL coorBercTBeHHO. Kak yske ObL10
ormeudeHo B [20], ¢ momonisto ANOVA uccnenona-
HBI OTKJIUKHU ISl HAKATKU POJIMKOM B YCIIOBHUSIX OT-
cyrctBusi COX. F-3HaueHue BBIIEIEHO, YTOOBI OT-
METUTH (aKTOPBI, KOTOPBIE OKA3aJIM CyIIECTBEHHOE
BIIMSIHUE Ha OTKIWKH. Talm. 5—7 Takke coaepkar
MIPOLIEHTHBIE BKJIAJIbl PA3TUYHBIX SJIEMEHTOB, KOTO-
pbI€ pacCUMTaHbI MyTeM JAeneHus F-3HaueHus Kax-
JI0TO 3IieMeHTa Ha F-3HaueHHe BCEeTo AJIEMEHTA.

CornacHo Ta67. 5, B ycnoBusix otcytcTBust COX
Ha IEPOXOBATOCTh TOBEPXHOCTH B MIEPBYIO OYEPEh
BIIUSIOT O0Jiee BHICOKHIA MOPAIOK CKOPOCTH MOJaYu
(Bxiax oxono 30,76 %), Gonee BBICOKHI MOPSAIOK
CKOPOCTH BpallleHUsl 3arOTOBKH U 3P HEeKT B3auMo-
NEHCTBHUSL CKOPOCTH BpPAILEHUS 3arOTOBKU U KOJIU-
yecTBa MpoxoaoB (Bkiax okoio 20 % u 15,88 %
COOTBETCTBEHHO). CKOPOCTh BpallleHUs! 3aTrOTOBKH
U CKOPOCTb MOJIa4yH, C APYTON CTOPOHBI, OKa3bIBAIOT
MUHUMAaJIbHOE BIHUsSHHUE. TeM He MeHee MOXKHO CUH-
TaTh, YTO KOJUYECTBO MPOXOJIOB UMEET pellarolee
3HAYEHHE JJISi CHUKEHHs IIEPOXOBATOCTH TOBEPX-
HOoCcTH. VI HAoOOpOT, MpU HAaKaTKe POJIUKOM B YC-
noBusix NFMQL Ha miepoxoBaTocTh MOBEPXHOCTH
Oosbliie Bcero BIUseT Oojiee BHICOKHI MOPSA0K KO-
JTUYeCTBa MPOXoA0B (BKiag okono 36,98 %), 3a ko-
TOPBIM cliefyeT Oosiee BHICOKHI MOPSA0K CKOPOCTH
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Tabnuna 5
Table 5

Jducnepcuonnsiii anaau3 (ANOVA) nist onpeae/ieHusi epPoXoBaATOCTH NOBepXHOCTH (Ra): F-3HaueHust
U NPOLEHTHBII BKJIaA Pa3/MYHbIX IapaMeTPOB

ANOVA for surface roughness (R ): F-values and % contribution of different parameters

Cyxoe TpeHne NFMQL
ewen F-3nauenne IlpouenTtHbiii BKNay | F-3HaueHue Hpo;en};TﬂHHﬁ

CxkopocTb pe3anus V, 06/MuH 0,3382 0,07 42267 1,85
[Monaua f, MM/00 6,3512 1,23 21,6487 9,46
KomuuectBo mpoxomos N 63,1738 12,25 11,2517 4,92
Bsaumoneticteue ¥V u f 12,7024 2,46 2,8334 1,24
Bzaumopeiictue V' u N 81,8517 15,88 5,2688 2,30
Bzaumopeiicteue fu N 21,7218 421 0,0234 0,01
v 103.2749 20,03 45,6632 19,96
Va 158,5728 30,76 53,2904 23,29
N’ 67,5406 13,10 84,6219 36,98
Hrorosoe F-3nauenne 515,5274 100,00 228,8283 100,00

Baxasie a51eMeHTHI BBIICIICHBI IIOAYEPKUBAHNUEM, a BKJIAAbI — ITOJYKUPHBIM H.IpI/I(l)TOM.

MOJJaYu U CKOPOCTh BpAIICHHS 3arOTOBKU (BKJIAJ
0k0J10 23,29 11 19,96 % COOTBETCTBEHHO).

Tabn. 6 mokassiBaeT pe3ynbratel ANOVA nmis
F-3HaueHN MUKPOTBEPJOCTHU IMpPH HAKATKE POJIU-
koM B ycioBusx orcyTcTBUs COX u B ycnoBusiX
NFMQL. O4eBuaHO, 4TO B YCIOBHUSAX CyXOl oOpa-
00TKH OoJiee BHICOKUH MOPSIIOK CKOPOCTH pe3aHUs
v (mpumepno 31,02 % Bkiana), CKOPOCTh pe3aHus
V (nmpumepno 16,91 % Bxmaga) u 6ojee BBICOKHIA
MOPSIOK MOJIa4H f2 Y MPOXO/I0B N (mpumepHo 12,68
u 14,87 % BkIaga COOTBETCTBEHHO) OKAa3bIBAIOT
HauOoblllee BIUSHUE HA MHUKPOTBEPIOCTh, IMPHU
ATOM Mojaya / M KOJTUYEeCTBO MPOXOJ0B N OKa3bIBa-
10T HauMeHblee BausHue (nopsaka 0,68 u 1,67 %
BKJIaJ]Ja COOTBETCTBEHHO). HampoTuB, B ycnoBusix
npuMmeHeHuss NFMQL pe3ynbrarsl SKCIEPUMEHTOB
MOKA3bIBAIOT, 4TO KoiuuecTBo mpoxoaoB N (17,8 %
BKJIaga), mogava f (12,25 % Bkiaaa), CKOpocTh pe-
3aHug nepsoro nopsaka V (47,77 %) u Broporo mno-
psaka Vv (12,67 %) oka3bIBalOT HauOOJbIIIEE BIUS-
HUE Ha MUKPOTBEPIOCTbD.

B Ta6n. 7 npusenensl pe3ynbsratel ANOVA nist
F-3HayeHU! OTKJIOHEHHUS OT KPYIIIOCTH NpU Ha-
KaTKe poJiukoM B ycioBusax orcytctBusi COX u B
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ycaoBuax NFMQL. B ycnoBusix orcyrerBust COX
OTKJIOHEHHE OT KPYIJIOCTH B 3HAYUTENHHOU cTerne-
HU 3aBUCHUT OT 00siee BBICOKOTO MOPSAKA CKOPOCTH
nofayu (Bkian okono 32,5 %), ckopocTu Bpaile-
HUS 3aTOTOBKH (BKJIaJ 0KoJ0 25,89 %), konmuuecTBa
poxofoB (BKIax okoio 15,47 %), a taxxke addex-
Ta B3aUMOJICHCTBUS CKOPOCTH BPAIICHUS 3aTOTOBKHI
U KOJHMYecTBa MpOXonoB (BKiax okono 18,46 %).
C nmpyroil CTOpOHBI, OTKJIOHEHHE OT KPYIJIOCTH MPH
HakaTtke posrkoM B ycimoBusix NFMQL, kak Mox-
HO 3aMETHUTbh, CUJILHO 3aBUCUT OT CKOPOCTH MOJaYl
(BKIaz oxono 67,36 %), KonmruecTBa MpOXoJ0B (BKIAL
okono 11,81 %) u Gornee BHICOKOTO MOPSAIKA CKOPOCTH
BpaIlleHHsI 3aTOTOBKH (BKJ1az 0koiI0 9,57 %).
O4eBHIHO, YTO CKOPOCTH MOJAYU B YCIIOBHUSX
NFMQL u Koau4ecTBO MPOXOJIOB B YCIOBHUSIX OT-
cyrcrBusi COXK 0Ka3bIBalOT 3HAUUTEIBHOE BIMSHUE
Ha IIEPOXOBATOCTh MOBepxHOCTU. CKOPOCTH Bpa-
IICHUS 3arOTOBKH, MO-BUJIMMOMY, OKa3bIBaeT Hau-
Oosblliee BAMSHIE HA MUKPOTBEPAOCTb, & CKOPOCTh
MOJ]aY¥ U KOJIMYECTBO MPOXOJIOB UAYT Ha BTOPOM U
TpetbeM MecTe. C Apyroi CTOpoHBI, 3TOT dPPeKT
Ka)xxeTcsi Oojiee BBIPAXKEHHBIM MPU HAKaTKe POJU-
koM B ycioBusax NFMQL. B ycinoBusax orcyTcTBus
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Tabnuma 6
Table 6

JAucnepcuonnsiii anaan3 (ANOVA) nist onpeaeseHust MUKpPOTBepaocTu: F-3HaueHust

U NPOLIEHTHBII BKJIA/ Pa3IUYHBIX IAPAMETPOB

ANOVA for microhardness: F-values and % contribution of different parameters

Cyxoe Tpenne NFMQL
eMEHTE! F-3nauenue TpouenTHeIi F-3nauenue TpouerTHerid
BKJIAJ] BKJIAJ]
CkopocTthb pe3anus V, 06/MuH 15,8251 16,91 72,1848 47,77
IMonaua f, MM/06 0,6335 0,68 18,5180 12,25
KonuuectBo npoxogos N 1,5631 1,67 26,8943 17,80
B3anmoneticteue V u f 7,4668 7,98 4,1151 2,72
Bzaumogeiictue V' u N 5,8132 6,21 0,6087 0,40
B3anmonetictBue f u N 7,4668 7,98 8,7903 5,82
v 29,0338 31,02 19,1484 12,67
7 11,8708 12,68 0,2530 0,17
N? 13,9156 14,87 0,6078 0,40
Hrorosoe F-3HaueHue 93,5887 100 151,1204 100,00
BaxHbIe 371eMEHTBI BbIICICHBI TOJUEPKUBAHNEM, & BKJIA (bl — MIOJY)KUPHBIM IIPUPTOM.
Tabnuna 7
Table 7
Jucnepcuonnsbrii anaans (ANOVA) nuist onpenesieHAs] OTKJIOHEHUS! OT KPYIJIOCTH:
F-3HaveHns ¥ MPOUEHTHBII BKJIAA Pa3jJHYHbIX NAPAMETPOB
ANOVA for roundness error: F-values and % contribution of different parameters
Cyxoe TpeHue NFMQL
CMEHTE! F-3nauenue TponenTHeIid F-3nauenune TponenTHeIid
BKJIAJ] BKJIA]]
CxkopocTb pe3anus V, 06/MuH 40,2758 25,89 18,0635 7,28
[lomaua f, MM/00 0,6619 0,43 167.1666 67,36
KomaectBo nmpoxomos N 24,0589 15,47 29,3038 11,81
Bsaumoneticteue V u f 1,4796 0,95 6,0885 2,45
Bzaumopetictue V' u N 28,7154 18,46 0,0040 0,00
Bsaumopneticteue fu N 5,7595 3,70 1,4451 0,58
V? 0,9816 0,63 23.7563 9,57
7 50,5574 32,50 1,9515 0,79
N? 3,0571 1,97 0,3743 0,15
Hrorosoe F-3nauenne 155,5472 100 248,1536 100,00

Baxnsie ameMeHThI BBIACJICHBI NOAUYCPKUBAHUCM, da BKJIAJbIl — NOJYKHUPHBIM H.IpI/I(l)TOM.
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COX ckopocTh BpallleHHs] 3arOTOBKH OKa3bIBaeT
CYILLIECTBEHHOE BIIMSHUE HA OTKJIOHEHUE OT KPYyIJIO-
ctu; B ycnoBusix NFMQL ckopocTh nojaun okasbl-
BAeT 3HAUYMUTENbHOE BiusHUe. 13 puc. 2—4 u tabm.
5—7 04eBUIHO, YTO ITapaMeTPsI IIPOLECCa IIPOTUBO-
peuar noJe3HbIM OTKJIMKaM. Kpome Toro, st mo-
JYyYEHUS JKEJIaeMBbIX Pe3yJIbTaTOB HEOOX0MMa MHO-
roueneBas ONTHUMM3alMs 3TUX KOHKYPHUPYIOIIMX
[1apaMeTpoB.

B nacrosimet pabore Ui ONTUMU3ALUK Tapa-
METPOB IPOLECCA HAKATKH POJIMKOM B YCIIOBUAX

TEXHOJIOI'UA

NFMQL c¢ nenpio JOCTHMKEHUS MHUHHUMAJIBHOTO
OTKJIOHEHMSI OT KpYIVIOCTH, MAaKCHUMaJbHOW MHu-
KpOTBEPAOCTH M MUHUMAJIBHON ILIEPOXOBaTOCTH
MOBEPXHOCTH HCIIONB3YETCS METON (PYHKIMH >Ke-
narenbHOCTU. [Ipu KCIIONB30BaHUM ATOrO METOAA
ONTUMHU3ALMSl HECKOJIBKUX IEPEMEHHBIX OTKJIMKA
CTAaHOBHUTCS ONTHUMH3AIUEH OAHON (YHKIIMH >Ke-
JaTeIbHOCTH, a KaXaasl IEpeMEHHasl OTKJIMKA IIpe-
oOpasyercs B QyHKIMIO >kenarenbHocTH [20-23].
B tabn. 8 mepeuncnens! Auana3oHbl GyHKLIUU OT-
KJIMKA ¥ [IEpEMEHHBIE IIpoLecca.

Tabnuma 8
Table 8

OrpannveHnus AJ1s ONTHMHU3ANMHI TAPaMeETPOB npouecca npu oopadorke B yeaopusax NFMQL

Constraints for optimization of process parameters for NFMQL cutting conditions

TapameTpr 3aaHHbIH YPOBCHE MunuHuManbHbld | MakcuMallbHbIN
npezen npeaen

Cxkopoctb pesanus V, 06/MuH B nnamazone 100 500
ITomayga f, MM/00 B nguamnasone 0,1 0,2
Konuuectro mpoxogoB N B nuanazone 1 5

IlTepoxoBaToCcTh MOBEPXHOCTU Ra, MKM MuHUMU3UPOBATH 0,61 0,83
Muxkpotseprocts HV MuHUMH3UPOBATH 108 136
OTKJIOHEHHE OT KPYIIIOCTH Re, MKM MuHUMH3UPOBATH 2,8 9,2

B tabn. 8 mpencraBieHbl MUHUMAIBHBIE U MaK-
CHMaJIbHbIE 3HAYEHUsl TMpejeNa IIepOXOBaTOCTH
MOBEPXHOCTHU, MUKPOTBEPJAOCTU U OTKIOHEHHS OT
KPYIJIOCTH HA OCHOBE SKCIIEPUMEHTAJIbHBIX PE3YJib-
tatoB. /{7 mpeoOpa3oBaHUs KaXKIOTO OTKIWKA B
COOTBETCTBYIOIYIO €My (PYHKIIHIO YKEJIaTeIIbHOCTH
UCTIONB3YyeTCSd OAHOCTOpPOHHee mpeolOpa3oBaHue
[20-23]. B aToM wmccnenoBaHuU ObLTa MPOBEICHA
MHOTOIIEJIeBasi ONTUMM3ALM HAKATKH POJUKOM C
WCIIOJIb30BAaHUEM MOJYJIsi ONTUMU3AIMK MPOTPaM-
MHOro obecrieuenusi Design-Expert®. JKenaremns-
HOCTb IIEPOXOBATOCTH MOBEPXHOCTHU, MUKPOTBEP-
JIOCTH U OTKJIOHEHHUS! OT KPYIJIOCTH OIIEHUBAJIACh
JUTSL KaKJIOTO YPOBHSI HE3aBUCHUMBIX (DAaKTOpPOB.
JKenarenbHOCTh MHMHUMAIBHOW IIEPOXOBATOCTH
MOBEPXHOCTH, MAaKCUMaJIbHOH MHMKPOTBEPAOCTH U
MUHHUMAJIBHOTO OTKJIOHEHHSI OT KPYIJIOCTH 3aTeM
PeoOpa3OBHIBANMCH B OHY (DYHKIIUIO KelaTelb-
HocTU. OnTuUManbHble MapaMeTphbl mpolecca s
HAaWMEHbIIIEH IIEPOXOBATOCTU IMOBEPXHOCTH, MakK-
CUMaJIbHOM MHKPOTBEPAOCTH M MHUHHUMAJIBHOTO
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OTKJIOHEHMsI OT KpymiocTu B ycioBusax NFMQL
MIPEJICTBIICHHI B Ta0M. 9.

Hacrosimee wuccnenoBaHue IOKa3bIBAET, 4YTO
neaNbHbBIMU NIapaMeTpaMM Ul HaKaTKU pOJIMKa-
Mmu cruiaBa Al6061-T6 sSBISIOTCS CKOPOCTH BPAIICHUS
3arotoBku 357 006/mMuH, ckopocTh mofauu 0,17 mm/00
U 4YEThIpe MPOXOAA. DTU pe3yabTarbl Jal0T MHUHHU-
MaJbHYIO IIEPOXOBATOCTH NMOBEPXHOCTH 0,64 MKM,
MakcuMaibHy0 MUKpoTBepaocTs 130,19 HV u mu-
HUMAaJIbHOE OTKJIOHEHHE OT KpymniocT 3,514 Mxwm.
Onnako 6b110 0OHAPYKEHO, YTO UI€aTbHBIMHU TTapa-
METpaMHU /ISl HaKaTKy posnrkamu cruiaBa Al6061-T6
B ycnoBusix orcyrcTBuss COX sBIsIOTCS CKOPOCTH
BpaleHus 3arotoBku 344 06/MuH, CKOPOCTH MOJa-
gn 0,25 MM/00 1 4eThIpe nmpoxoaa. ITo 1aeT MUHU-
MaJbHYO IIEpOX0BaTOCTh NMoBepXHOCTH 0,807 MKM,
MaKCUMaJlbHY!0 MHKpoTBepaocTh 119,2 HV u mu-
HUMAaJIbHOE OTKJIOHEHHE OT KpyIJIOCTH 4,282 MKM.

Kak M0xHO BHUIeTh, HAKaTKa pOJIMKAMHU B YCJIO-
Busix NFMQL naet cHu>KeHHBIE 3HaYeHUS IIEPOXO-
BaTOCTH TIOBEPXHOCTH, OTKJIOHEHUS OT KPYIJIOCTH
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A family of optimized process parameters for NFMQL cutting conditions

Tabnuma 9
Table 9

o | posannr | Mo | Kommeerso | F BT e ymmoenn | Heodommvoe
V, 06/mun Mp/06 mpoxozos BEpXHOCTU Ra HV Re 3HatCeHIC

1 357,6 0,17 3,68 0,6435 130,1976 3,519 0,8417

2 357,64 0,16 3,68 0,6436 130,1916 3,515 0,8417

3 357,81 0,16 3,68 0,6436 130,1988 3,514 0,8417

4 357,68 0,17 3,68 0,6436 130,2047 3,518 0,8417

5 357,85 0,16 3,68 0,6436 130,1997 3,515 0,8417

6 357,67 0,16 3,68 0,6436 130,1962 3,515 0,8417

Y MaKCUMaJIbHOM MMKPOTBEPIOCTH 110 CPABHEHUIO
C HAaKaTKOW pOJIMKOM B ycioBHsX oTcyTcTBus COX.
Camas Hu3Kas LepoXoBaTOCTh IOBEPXHOCTH, KOTO-
pylo ynanoch oOHapyxuTh, coctaBuia 0,64 MKMm.
OnHako mpopenaHHas paboTa MOAYEPKHUBAET He-
00XOIMMOCTD JIOTIOJIHUTENBHBIX MCCIIeI0OBaHUI Ha-
KaTKH pojiMkoM cruiaBoB Al6061-T6 ¢ nenbto nosy-
YEeHMsl YJIY4IIEHHONM IeOMETpPUM TOTOBOM JEeTaid,
KOTOpast MpUOIMKAeTCs K LIEPOXOBAaTOCTH MOBEPX-
HocTH 710 0,3—0,4 MKM C MOBBIILIEHHOW MUKPOTBEP-
JOCTBIO.

BrniBoanbl

B Hacrosimelt pabore Obuia mpeANpUHSTA TI0-
IBITKA HCCIENOBATh HAKAaTKy POJUKOM CILIaBa
Al6061-T6. B uccnenoBanuu naHa CpaBHUTENbHAsS
OLIEHKA HaKaTKH posinkoM crutaBa Al6061-T6 B yc-
noBusix orcytcTBust COX u ¢ ucnonb3oBaHueM Ha-
HOXXMJKOCTH B YCIIOBHSIX MHHHUMAJBHOTO KOJHMYE-
ctBa cma3ku (NFMQL). B uccienoBannu o1eHeHsl,
CMOJICTIMPOBAHBl M ONTHUMH3HPOBAHBI MHKpPOTBEP-
JI0CTh, OKPYIJIOCTh U IIEPOXOBATOCTH MOBEPXHOCTH
C YYETOM TakuX (PaKTOPOB, KAK CKOPOCTh BPALLICHHS
JIeTalii, CKOPOCTh MOJaYH U KOJTHMUYECTBO MPOXOAOB.
MaremaTuyeckiue MOJAEIH JUIsl TPOTHO3MPOBAHUS
IIEPOXOBATOCTH MOBEPXHOCTH, MUKPOTBEPAOCTH H
OTKJIOHEHHs OT KPYIJIOCTU OBLIM pa3paboTaHbl Ha
OCHOBE IKCTIIEPUMEHTAIBHBIX Pe3ylIbTaToB. MOKHO
C/IeTaTh CIENYIOIINE BBIBOIBI.

e i Mozesiel MIEpPOXOBAaTOCTH MOBEPXHOCTH,
MHUKPOTBEPAOCTH U OTKJIOHEHHS OT KPYIVIOCTH IIO-

Jy4eHO 3HaueHue R-kBaapara Bbime (,9; 3Hauwr,
pa3paboTaHHBIC MOJIEIN MOTYT OBITH MCIOJB30Ba-
HBI JJIsi TIPOTHO3UPOBAHUS HUCCIEAYEMBIX OTKIIH-
kOB U B ycioBusx orcyrctBusi COX, u B ycnoBusix
NFMQL.

e Hakarka pommkom B ycnoBusix NFMQL o6e-
CIIEYMBAET NOHMKEHHbIE 3HAUYEHUS 1LIE€POXOBATOCTH
noBepxHocTH (0,64 MKM), OTKJIOHEHHSI OT KPYIJIO-
ctu (3,514 MKM) U MakCUMaJIbHOW MHUKpPOTBEPO-
ctu (130,19 HV) no cpaBHEHHUI0 C HAKaTKOW B yCIIO-
Busix orcyrctBuss COX. OgHako HaKaTka poOJIMKOM
B ycioBusix orcyrctBus COX maer cpaBHHUTEINb-
HO OoJiee BBICOKYIO IIEPOXOBATOCTh MOBEPXHOCTHU
(0,807 MKM), OTKJIOHEHUS OT Kpyr1ocTH (4,282 MKM)
u Oonee HU3KYI0 MUKpOTBepaocTh (119,2 HV).

e [IIepoXoBaTOCTh MOBEPXHOCTH YMEHBIIACTCS
C TOBBIIIEHUEM CKOPOCTH BpAIICHMsI 3arOTOBKH.
OpHako OHA YBEJIMYMBAETCS C POCTOM CKOPOCTH
BpamieHus 3arotoBku 10 360...380 o6/MuH Kak
B ycaoBusax orcytcTBus COXK, Tak ¥ B YCIIOBHSIX
NFMQL. Kpome Toro, HaOmromaercsi yMeEHBIIIe-
HUE IIEPOXOBATOCTH MPH TMOBBIIIEHUU CKOPOCTHU
MoJla4vl M KOJMWYecTBa MpoxojoB. OpHako mocie
TPEX-YEThIPEX TMPOXOJOB CO CKOPOCTHIO MOJAuU
0,2...0,25 MM/00 3aMe4eHO YBETUUEHHUE IIEPOXOBa-
TOCTH TTIOBEPXHOCTH.

e MUKpPOTBEPIOCTh U OTKIOHEHHE OT KPYIJIO-
CTH YBEIMYMBAIOTCS C TOBBIIIEHUEM CKOPOCTH
nojiayy. YBEJIWYEHUE MHUKPOTBEPAOCTH W YMEHb-
IIEHHE OTKJIOHEHUS OT KPYIIIOCTH HaONIONaroTCs
C YBETTMYECHHEM KOJIMYECTBA MPOXO/IOB.
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e [loBbIIIEHNE CKOPOCTH MOJAYM paccMaTrpuBa-
€TCsl KaK MPUBOASAIICE K MPOTUBOPEUUBBIM OTKJIU-
KaM JJi II€pOXOBATOCTU IMOBEPXHOCTH U MHKPO-
TBepAocTH. Kommnpomuce mexay OTKIOHEHUEM OT
KPYTJIOCTH, MHUKPOTBEPIOCTHIO M OoJiee HHU3KOMH
IEPOXOBATOCTHIO TOBEPXHOCTHU MOJTYUEH C UCIIOJIb-
30BaHHMEM 3HAYEHHS] CKOPOCTH MOIAYH B JUANIA30HE
0,18...0,22 MM/06. OTMEYEHO, YTO OTKIOHEHHE OT
KPYIJIOCTH YMEHBIIAETCS C YBEIMUYCHHEM KOJIHYe-
CTBa MPOXOJOB, a MAKCUMaJIbHasi MUKPOTBEPIOCTh
HAOIMIONaeTCss C yBEJIWYCHHEM KOJIUYeCTBa IPO-
XOJI0B.

o [IlepoxoBaroCTh MOBEPXHOCTH CYILIECTBEHHO
3aBUCUT OT CKOPOCTH IOAAa4YM MPU HAKATKE POJIU-
koM B ycnoBusix NFMQL u xonnuecTBa mpoxoioB
B ycnoBusix orcyrcrBus COXK. MukporBepnocTs,
MO-BUAMMOMY, B OOJIBIIICH CTEIIEHU 3aBUCUT OT CKO-
pPOCTH BpallleHUsl 3arOTOBKH, a CKOPOCTb I10JIauu U
KOJIMYECTBO IMPOXOJ0B HAYT HA BTOPOM U TPEThEM
mecre. OTHaKo TOX0XKe, 9To ATOT 3P dekT Ooee 3a-
METEH IpU HaKaTKe pojukoM B ycinoBusix NFMQL.
OTKIIOHEHHE OT KPYIVIOCTHU CYIIECTBEHHO 3aBUCHUT
OT CKOPOCTH BpAIlIEHUs 3arOTOBKHU B YCIIOBUAX OT-
cyrctBus COX u ckopocTH IMOJauu IpU HaKaTKe
posnkoMm B ycnoBusax NFMQL.

e CKOpOCTh BpalllEeHUS] 3aroTOBKM, paBHAas
357 06/muH, ckopocth nogauu 0,17 Mm/00 1 4eTHI-
pe Ipoxo/ia PEKOMEHI0BaHbI B KAYE€CTBE ONTHUMAJIb-
HBIX IApaMETPOB JUIsI HAKATKH POJMKOM CIUIaBa
Al6061-T6 nns monmydeHUs MUHUMAIBLHON IIEPO-
xoBarocTH noBepxHoctu 0,64 MKM, MaKCUMaJIbHOU
mukpotBepaoctu 130,19 HV u MunumanbsHOro oTt-
KJIOHEHUS OT KpymiocTH 3,514 Mkm.
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Introduction. Roller burnishing is one of the most popular methods for improving the surface quality of a workpiece,
increasing its wear resistance, microhardness and corrosion resistance. During the processing, the workpiece is compressed
and smoothed under the pressure of hardened roller. Purpose of the work. The results of the research show that the
introduction of minimum quantity lubrication (MQL) during roller burnishing makes it possible to increase the efficiency
of the process by reducing friction and improving lubrication. Studies have shown that the use of nanofluids under MOL
conditions improves the machining performance. However, very little attention has been paid to the roll burnishing of
Al6061-T6 alloy under nano minimum quantity lubrication (NVFMQL) conditions. The methods of investigation. In light of
this, this study compares the performance of roll burnishing of 4/6061-T6 alloy under dry friction conditions and NFMQL
conditions. The microhardness, roundness, and surface roughness are evaluated, modeled, and optimized in the study by
considering the cutting speed, feed rate, and number of passes. Based on the experimental results, mathematical models
are established to predict the surface roughness, microhardness, and roundness deviation. Results and Discussion. The
developed models of surface roughness, microhardness and roundness deviation show the R-square value higher than 0.9,
which allows these models to be confidently used to predict the studied responses under dry friction conditions and under
NFMQL conditions within the parameter domain selected in this work. According to this study, the machining performed
in four passes at a cutting speed of 357 rpm and a tool feed of 0.17 mm/rev can obtain the lowest roundness deviation
(3.514 um), the best microhardness (130.19 HV) and the lowest surface roughness (0.64 um). Further, the study shows
that increasing the number of passes (more than four) does not lead to a significant improvement in surface roughness
or microhardness. However, it leads to a slight increase in roundness deviation. Therefore, it is recommended to use a
maximum of four passes during roll burnishing of 4/6061-T6 aluminum alloy specimens under dry friction conditions to
achieve optimal results. The obtained results imply that roller burnishing can effectively improve the overall surface quality
and hardness of the workpiece. In addition, roller burnishing is regarded as an affordable method to enhance the functionality
and strength of the machined parts by reducing the occurrence of surface defects such as scratches and cracks. It is found
that the surface roughness decreases with the increase of the cutting speed. However, it is observed to increase under both
dry friction and NFMQL conditions when the cutting speed is increased to 360-380 rpm. Moreover, it is found to decrease
with the increase of the feed and the number of passes. But after three or four passes at a feed rate of 0.2-0.25 mm/rev, a
noticeable increase in the surface roughness is observed. It is noticed that with the increase of the feed, the microhardness
and the roundness deviation increase. In addition, as the number of passes increases, the roundness deviation decreases
and the microhardness increases. The number of passes under dry friction condition and feed rate under NFMQL rolling
has significant effects on the surface roughness. The cutting speed seems to have the greatest effect on the microhardness,
followed by feed rate and the number of passes. On the other hand, the effect of increasing microhardness under NFMQOL
conditions seems to be stronger. Under dry friction condition, the cutting speed has a significant effect on the roundness
deviation, and under NFMQL conditions, the feed rate has an effect.

For citation: Somatkar A., Dwivedi R., Chinchanikar S. Comparative evaluation of roller burnishing of Al6061-T6 alloy under dry and
nanofluid minimum quantity lubrication conditions. Obrabotka metallov (tekhnologiva, oborudovanie, instrumenty) = Metal Working and
Material Science, 2024, vol. 26, no. 4, pp. 57-74. DOI: 10.17212/1994-6309-2024-26.4-57-74. (In Russian).
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