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Obpabomka abpasusHbiM NOMOKOM SIGNAeMCsi OOHOU U3 NEPCHEeKMUGHBIX MEeXHON02Ul QUHUWHOU 06pabomKu
NPAMOY20TbHBIX KAHANI08, OISl KOMOPbIX XAPAKMEPHO NOCOAHHOE NOGbIUEHUE MOYHOCIU U CHUICEHUE UePOX08aAmo-
cmu nogepxnocmu. Ilo 3moil npuuune npoeedeHo Mooeruposanue KOHMAKMHO20 83aUMOOeliCEUs 3epHa 8 Y2iax no-
NEePeuHO20 CeueHUs NPSIMOY20IbHOU 3A20MOBKU NPU NPeOnoidazaemol obpabomre adpasusHbiM HOMOKOM, 3AQUKCU-
POBaHbBL KOUesble 0COOEHHOCHU 6bl00PA GeIUUUNb 3ePHA HAnoIHumens. B npednodcennoil cghepuueckol mooenu
3epHA pedicyuasi KpOMKA npedCmasiend 0y20tl OKPYICHOCMU, BNUCHIBAEMOLL 8 Y20l RONEPEYHO20 CeUeHUs] 3a20NOGKU.
Ioomeeparcoeno, umo npu pazmepe 3epHa, NPesLIUAIOWEM 3HAYEHUe BHYMPEHHEe20 pAOUyCca CKPY2ieHus yaid 3a20-
MOBKU, BO3HUKAEm HeoOpabOMAaHHbIll YYACMOK, NI0WA0b Komopo2o npocuumana ¢ nomowipto CAD-cucmemsl Ha
NPSAMOM, MYROM U OCIPOM VIax.

Ipoananusuposanvl usuveckue ceolucmea, Gopma pexcyyux KpomMox U NpUMEeHUMOCMb HANOIHUMENel: dieK-
MPOKOPYHOQ, Kapouoa Kpemuusi U CUHMemu4eckozo aimasza. Dopma aimasHozo 3epHa no CPaAGHEHUI0 ¢ Npeocmas-
JIeHHBIMU HANOTHUMENAMU NOKA3blédem 6oiee OKpynylo (opmy epaneld Kpucmaiia, komopas odyciogiusaem 60ab-
WY MUKPOMEepOoCmb U aOPA3UBHyI0 CnOCOOHOCMb. Bulisisnennvie 0cobeHHOCmMU NOOMBEPIHCOArOM UCKIIOYEHUE 803~
MOJICHO20 SIBNEHUSL WAPAHCUPOBANUSL 8 npoyecce nocmobpabomku. Pexomenoyemcs ucnonv3oeams 3epHa abpasusa
onpeoesenHOl 3epHUCOCIU OJi PABHOMEDPHOLL NPpedsapumenbHol 0o6pabomku 2pyooil NO8epXHOCHU ¢ nociedyruel
NOAUPOBKOLL MA3E0OPA3HOU AMAZHOU NACMOU KAHATI08 MAJI020 NONEPEYHO20 NPSMOY20IbHO20 CeUEHUsL.

Hcnonvzosanue 6 kauecmee HANOIHUMENST MA3e00PA3HOU NACMbL, COOepIiICauell AIMA3HbIE 3ePHA, NO360J5eNm
VMEHLWUMb 6513KOCMb CPedbl, A OUCHEPCHOCHIb AIMA3HBIX 3ePeH — 00pabOmKy Y206 NpsamMoy20ibHo20 cedeHus. /s
GunuwHOTl 06PAbOMKU NPIMOY2OTILHBIX 3A20MOBOK U3 YGEMHBIX CHIAB08 NPe)NoICeHd 0OpabomKa abpa3u6HbiM no-
moxom paboueil cpedoli cpedHell GA3KOCMU ¢ UCNOTb308AHUEM 8 Kauecmege ocHo8bl cunmemuyeckozo kayyyka CKT,
a HanoIHumensi — MazeobpasHoll nacmol, cooepacaujeli aimasmvie 3epua. llpumenenue pabouux cped ¢ armazuvimu
nacmamu no3eosem oopabamvieams adPA3UEHbLIM NOMOKOM 6HYMPEHHUE KAHALbL 3A20MOBOK U3 PA3IUYHBIX YEENl-
HbIX CHIABOS.

s npedcmaenennvix 8 OAHHOU CMamMbe MUHUMALLHBIX NPAMOY20bHBIX CeYeHULl MPYOUamulxX 3a20Mo80K npedid-
2aemcs UCnoab308atue paboueti cpedvl credyrougeco eecosoco cocmasa: kayuyk CKT — 40 %, anmasuas nacma ACH
60/40 BOM I"— 60 %. [Insa npogedenust danvbhetiuux uccie0o8anull npeonodicer psao 0ouux peKomeHOayul.

KiroueBbie cjioBa: 00paboTka aOpa3uBHEIM ITOTOKOM, IIPSIMOYTOJIBHAS 3aTOTOBKA, a0pa3nBHOE 3epHO, HATIOJIHHUTEIb,
aJMa3Hasl 1macTa.

BBenenne

MAaITHHOCTPOCHUHM OJHOW W3 TpodiieM

SIBJISIETCSI 00ecIedeHne PaBHOMEPHOH Iiie-

POXOBAaTOCTH Ha BHYTPEHHUX IOBEPXHO-
CTIX TPyO TPSAMOYTOJIBHOTO CEYEHUsSI C IOCTOSH-
HBIM 110 ()OpME W TUIOIIAIN B TIOMIEPEYHOM cede-
Hud. BennumHa 1mepoxoBaTOCTH BHYTPEHHETO Ka-
Haja TPYyOHBIX 3aTOTOBOK pEeKOMEHIOBaHa He 0o-
mee Ra = 0,4...0,2 MKM, 3HAUCHHS OTKJIOHCHHUS

TOJIIUHBI CTEHKU TPyObl < 0,2 MM B OT MPSIMOTO
yIJIa monepevHoro ceuenus +1° [1].
Hcnonp30BaHue TPaJUIMOHHBIX METOAOB (Hu-
HUIITHONW 0OpabOTKHM HEKPYTJIBIX 3arOTOBOK HEBO3-
MOXKHO H3-32 3aTPYJHEHHOI'O JIOCTYIa PEeXYIIeH
YacTH MHCTPYMEHTa K 00pabaThIBaeMBIM TOBEpPX-
HOCTSIM, BBI3BAHHOTO MAaJILIMH pa3MepaMu CEUCHUS
3arOTOBKH, B TOM YHCIIE UMEIOIIUX YYACTKH C W3-
rubaMu MO BHYTPEHHEMY WM BHEIIHEMY PaaHycCy.
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OT0 orpaHnyYeHre OOOCHOBBIBAET HEOOXOJUMOCTH
MPUMEHEHUS] CIEeNHATbHBIX METOJIOB  OTAETKH,
B KOTOPBIX B Ka4eCTBE MHCTPYMEHTA MPUMEHSETCS
MOTOK JKUAKOCTHBIX W YIUIOTHCHHBIX pabodux
Cpel, HeCylIMX JJIEMEHTH B BUJE IIApHUKOB, adpa-
3MBHBIX WJIM aJIMa3HbIX YacTHUI], KOTOphIC MPH Tie-
peMeIIeHNH BAOJIb 00padaThiBaeMOl MOBEPXHOCTH
BCTYIMAIOT B KOHTAKT C €€ HEPOBHOCTSMHU U B KO-
HEYHOM HTOTE KOMHPYIOT (hopMmy oOpabdaThiBaeMo-
ro kanana [2].

[locne w3yyenus Bompoca MPUMEHHUMOCTH CIie-
[MAATBHBIX TEXHOJOTUH IMOCTOOPAOOTKH C TOUYKH
3peHnsi 00ecIieYeHUsT PaBHOMEPHOCTH MIEPOXOBa-
TOCTH TOHKOCTEHHBIX 3arOTOBOK HEKPYTJIOTO ceue-
HUS, UMEIONINX HW30THYTHIE yYacTKH, ObLIO ycTa-
HOBJICHO, YTO ITOTOK MpUMeHseMol paboueil cpelibl
MpH TEYCHUU JIOJDKEH TIIOJIHOCTBIO KOIUPOBATh
(opMy TOTIEpedHOr0 CeYeHUs MO BCel IuimHE 00-
pabareiBacmoro kaHaia (Msanos I1. A., Jlesko B. A.
(2021) IlepcmekTuBbl 00pabOTKHU abpa3suBHBIM ITIO-
TOKOM BHYTPEHHEH MOBEPXHOCTH U3OTHYTHIX TPyO-
HBIX 3aTOTOBOK MPSIMOYTOJIFHOTO CEYEHUIO).

Kpome Toro, moTok noimkeH obnagaTh BA3KOYII-
PYTHMH CBOMCTBaMH, KOTOpble oOecrednBaid Obl
ONTHMAJbHOE COYETAHHE CKOPOCTH IMOTOKA M €ro
NaBJieHUs Ha 0OpabaThIBacMyI0 IMOBEPXHOCTH [3].
JaHHpIMH cBOWCTBaMM 00JIaJaeT TaKOW HETpaIu-
[IMOHHBIA MeTo (PMHUIIHON 00paboTKH, Kak 00pa-
Ootka abpa3uBHBIM ToTOKOM (Abrasive Flow Ma-
chining (AFM)). Pabouas cpena ans peaiu3aiiuu
nporecca AFM npezcraBnsieT co0oli cMech IOJIHU-
MEpHOU OCHOBHI — cHHTeTHIecKoro kayuyka (CKT)
C HANOJHUTENEeM: d3JIEKTPOKOPYHI, KapOua Kpem-
HUs U cuHTeTndeckuii anmmas (Jleeko B. A. (2015)
Hayunbie OCHOBBI aOpa3sWBHO-3KCTPY3MOHHOW 00-
paboTKH JeTanei).

[Ipu 0630pe pe3ynabTaTOB 3KCIEPUMEHTAITBHBIX
Y TEOPETUYECKUX UCCIIeIOBAaHUH 3apyOekHbIX [4, 5]
u poccuiickux wucciegosarenei (Levko V.A., Li-
tovka O.V., Savin D.I., Terjaev N.S. DOI: 10.1088/
1757-899X/1155/1/012029) B obnactu AFM ciox-
HOIIPO(MUIILHBIX KaHAJIOB OBLIO BBISBIEHO OTCYTCT-
BHUE JIaHHBIX 10 BIMSHUIO BHIOOpA BUA HATIOJHHUTE-
J W BEIWYWHBI 3EPHHUCTOCTH HAa PaBHOMEPHOCTH
00paboTKK B yrilax HEKpPYyIJIOr0 KaHajia 3arOTOBOK
13 IIBETHBIX CIUIABOB.

Lenbio uccaenoBaHus SBISETCS TeopeTHYeE-
CKH{ TOA0O0p JOIyCTHMOTO pa3Mepa 3epHa C To-
CJICIYIOINM BBIOOPOM BHIa HATIOJHUTENS pabodeid
Cpelbl, TP KOTOPOM MOXKHO OyJeT o0ecneyuTh
PaBHOMEPHOCTH 00Pa0OTKH aOpa3sWBHBIM MTOTOKOM
BCEH IO MHHHMAJIBHOTO TPSMOYTOIBHOTO
MOTIEPEYHOT0 CEYEHUsS] 3arOTOBKU IyTeM MOJEIH-
pOBaHUs KOHTAKTA 3€pHA B yrjiax KaHalla ¥ aHaJIH-

30M CBOICTB CyHIECTBYIOIIUX BUJ0B pa60‘lI/IX QJIC-
MCHTOB CpCIBbI.

Bb160p BeTHUMHBI HATIOJTHUTEJIS

WccnenoBannst 06pabOTKOM aOpa3wMBHBIM ITOTO-
KOM BHYTPEHHHX IIOBEPXHOCTEH TpyO MOKa3amu
BBICOKYIO 3()(EeKTHBHOCTh TPUMEHEHHS IaHHOTO
MeToJla B KadecTBe (uHUIIHON 00paboTku [6].
ONBITHBIM MyTEM MOATBEPKICHO, UYTO pa3Mep 3ep-
Ha OKAa3bIBAIOT BAXKHYIO POJb HA CHUJIBI PE3aHMUS,
BO3ZHHKAIONINE TIPU KOHTAKTE 3epHa C 0OpabaThI-
BaeMO MMOBEPXHOCTHIO, W KaK CIIeJICTBHE — Ha al-
PasUBHYIO CIIOCOOHOCTH pabodeli cpeasl B IpoIiec-
ce AFM [7, 8].

Jns  mocnenyronmx HMCCIeNOBaHUi  aBTOpaMu
pellleHO BBIOpaTh pa3MEpbl CTaHIAPTH30BAaHHBIX
TpyO (a X b X ¢) ¢ YIIIOM IO TIOTIEPEYHOMY CEYECHUIO
90 + 1° u BHYTpPEeHHHUM r, Hapy>KHbBIM R paguycom
3akpyrieHus. [Jis 3aroTOBOK M3 MEIHBIX U JIATYH-
HBIX CIUIABOB MPHUHSATHI Pa3Mephl MONEPEYHOTO Cce-
yeHus 2,4 x 1,2 x 0,8 MM, paguychl 3aKpyrieHUs
ruR=0,1 mm, u3 amomuraug — 11 x 5,5 x 1,4 MM,
ruR=0,4mMm.

UzBectHO, 4TO B TOTOKE pabodell cpempl MpH
AFM npoucXOAHUT CTPYKTypUpPOBaHUE YacTHIl Ha-
nonHUTeNs. [lox melicTBHEM CABHUraromiero iaBlie-
HUS YaCTHIIBI (OPMUPYIOT LEHOYKH, MMepeMelaro-
nrecss B JIMHUSAX TOKa BSI3KOYIpPYTrod cpenmbl [9].
[IpenioxeHo, 9TO MEMOYKH COCTOST U3 TTOCIIE0BA-
TETPHO COEAMHEHHBIX CETMEHTOB, Ka)IbIi M3 KO-
TOPBIX JeOPMHUPYETCS HE3aBUCUMO OT OCTaJIbHBIX,
a yCIIOBHE HEpPa3pBIBHOCTH IIETIOYKH OOEeCTIeunBa-
eTcs COEMHEHHEM CETMEHTOB BSI3KOYIPYTOH cpe-
JIbl B IIAPUKAX, MOJICIIUPYIONINX padoyune 4acTHIbI,
OKpPY’KEHHBIE COJIbBaTHOM 06onoukoi. ConpBaTHAs
000J109Ka TIPEACTABIISIET COOOM YacTh Cpenbl, (u-
3UYECKUE CBOMICTBA KOTOPOM H3MEHEHBI BCIEICT-
BHE BO3HUKHOBEHHs TIOBEPXHOCTHBIX CHJI Ha Tpa-
Hulle a0pa3uMBHOE 3epHO — BS3KOYyNpyras cpena
[10, 11]. [ManHOe mpenrnoioxKeHHUE MOATBEPKICHO
MIPU UCCIICJIOBAHUU BO3HMKHOBEHHUS CHJIOBBIX IIe-
mouek B mporecce AFM [12]. Ha camom nmene 3ep-
HO TIPEICTaBIIsIeT COOOW MHOTOTpPaHHBIA HWHCTPY-
MEHT, MHUKPOBBICTYIIBI KOTOPOTO Tpu 00paboTKe
BCTYIAIOT B KOHTAKTHBIE B3aUMOJIEHCTBHS ¢ 00pa-
OaTbIBaeMOl TIOBEPXHOCTHIO, HO UX OCHOBHAas Mac-
ca umeer cgepuueckyro (Gopmy, B 0COOSHHOCTH
anma3s [13]. Takum oOpa3oM, A OIEHKU BIUSHUS
BEJINYMHBI 3epHAa Ha 00pabOTKy B yriax moreped-
HOTO CEYEeHHS 3arOTOBKM ObLIa MPUHSATA YIPOIICH-
Has chepuieckas Mouens 3epHa (puc. 1).

Jns mociemyroniero TeOpeTHYecKOro aHain3a
KOHTaKTHBIX B3aUMOJEUCTBHI 3€pEH HAIOIHUTEIS
Pa3IMYHONM BEIUYMHBI B yIjaX HPSIMOYTOJbHOTO
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KaHaJla MpeAJioKeHa MNPUHLMIIMAIBHAS —CcXeMa
(puc. 2). B pennosxxeHHON aBTOpaMu ChepruIecKon
MOJIEIH 3€pHa PeXyIasi KpOMKa MpeACcTaBlIeHa Iy-
roil OKpYy>KHOCTH, alNpOKCUMHPOBAHHOM JIOMaHBI-
MH OTpE3KaMH MEXIY MHUKPOBBICTYIIAMH 3€pHa.
MopenupoBaHie€ KOHTAaKTa PEXYyIIEH KpOMKOM
3epHa IO CXEMe IMPOU3BEACHO C TPHUMEHEHUEM
CAD-cucteMbl Opy COOTHOIIEHUH Pa3MEPOB 3€pHA
HAIOJIHUTENS. U MOINEPEeYHOr0 CEYEHUsS 3arOTOBKH
B MacmTabe 1:1 u oTkIOHEeHHsT 00paboTaHHON IO-
BEPXHOCTH OT IPsAMOro yria +1°.

W3 cxembl HarJIAAHO BHIHO, YTO IO KacaTellb-
HOW Jyre 3epHa K BHYTPEHHEMY Daauycy B yIiax
CEYEHHUS 3€PHO pajnycoM < 7 IOJHOCTBHIO BIHCHI-
BaeTCAd B KaXIBIH yroj MO MONEPEYHOMY CEUCHHIO
3aroToBku. IIpu Takoil BeauMYMHE 3€pHA HAIOJHU-
TeNsl peXyluas KpoMKa OyAeT KOHTaKTHPOBaTh CO
BCEil TIOBEPXHOCTHIO BHYTPEHHEIO PaJHyca CKpYT-
JIHUsS, TO €CTh 00paboTKka B yriax OyneT obecrre-
YeHa M0 BCEMY CEYEHHIO.

Ecnu pa3mep 3epHa OyJeT NpeBbIIaTh 3HAUCHHE
7, TO B KaXIOM IPSIMOYIOJIBHOM YIJI€ 3arOTOBKH
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BO3HUKHET HeoOpaboTaHHBIN y4yacTok. [ pacdera
3HAYCHUS IUTOmanu S HeoOpaboTaHHOTO ydacTKa
MOBEPXHOCTH OBUI HCIIONB30BaH MOAYJH H3Mepe-
HUS JTaHHOM IUIOIIAAM Ha MPSIMOM, TYIIOM, OCTPOM
yrie, a Takke CyMMBI IDIOMIAaNed YeThIpeX TaKhX
YYacTKOB IS ceueHuit a u b (puc. 2). Ux 3HaueHus
nprBeACHBI B Tabuie 1.

Cmenka kasana

Hbuxerue cped

PH]ME’,U Yacmuys!

Puc. 1. MoaenupoBaH#ue CUIIOBOH IETIOYKH

Fig. 1. Power chain simulation

S

Puc. 2. Cxema B3aMOAEHCTBHS 3epHA Pa3IMYHBIX pa3MepoB IpH 00paboTKe abpa3sMBHBIM ITOTOKOM B YIJIaX BHYTpPEH-
HEel NMOBEPXHOCTH 110 MUHUMAJILHOMY IIOIIEPEUHOMY CEUEHHUIO: g — IOMEepeyHoe ceueHne KaHana ¢ yrimom 90°; b — momneped-

HOE ceueHue KaHana ¢ yriaom 91° (tymoit yrom) u 89° (ocTpsrit)

Fig. 2. Scheme of the interaction of grains of different sizes during processing with an abrasive flow in the corners of
the inner surface along the minimum cross section: a - channel cross section with angle 90°; b - channel cross section with

angle 91° (obtuse angle) and 89° (sharp)

Tabnuya 1. YncneHHbIe 3HAYEHUE IUIOLIAM HEOOPAOOTAHHOI MOBEPXHOCTH B YIJIaX 3aroTOBKH

Table 1. Numerical values of the area raw surface in the corners of the workpiece

2

Pasmep 3epHa, MKM 5 (90°), MM’ ‘ ZS , MKM

S (91°), mxm’ Zsa MKM’ S (89°), MKM? ZS, MKM?
| | | |

Ceuenue: 2,4 x 1,2 x 0,8 MM

250 L1 4.4 1 4 1,2 4,8
400 6 24 5 20 7 28
600 17 68 16 64 15 60
800 31 136 30 120 29 116
1000 50 250 49 196 51 204




MamnHOCTpoe}me U MAIIUMHOBECACHUEC 9

Oxonuanue maon. 1
Table 1 (continued)

2

Pasmep 3epHa, MKkM S5 (90°), Mxm’ ‘ ZS , MKM

‘ S (91°), mxm? ‘ ZS, MKM? ‘

S (89°), mxm? ‘ ZS, MKM?

Ceuenne: 11 x 5,5 x 1,4 Mmm

1000 19 76 18 72 20 80

1500 80 320 79 316 81 324
2000 170 680 169 676 171 684
2500 300 1200 299 1196 301 1204
3000 420 1680 419 1676 421 1684

Takum o00pa3zom, IS MPOaHATU3UPOBAHHOTO
ceuenus 2,4 x 1,2 x 0,8 MM UCIIOJIb30BaHHE 3€pHA
BEJIMYMHOMW, TpeBbIatoneii 3nauenue » = 0,1 Mm,
mpuBeeT K 00pa3oBaHHI0 B YIIaX IONEPEYHOTO
CEUYCHHUS YeTHIpeX HeoOpaObOTaHHBIX YYaCTKOB,

CyMMapHas IUIoIaab ZS KOTOpPBIX B 3aBUCHUMO-

CTH OT pa3Mepa 3epHa OyaeT COCTaBISITH OT 1 10
49 MrM’.

[Ipu AFM ceuenus 11 x 5,5 x 1,4 MM ¢ Benu-
yiHOU 3epHa Oonee r = 0,4 MM cyMMmapHas IUIO-
maae HeoOpaOOTaHHBIX YYacTKOB B yrilaX IOIIe-

PE4YHOro ceuyeHust ZS cOCTaBUT OT 76 MKM® [0

1,7 mm’. DTO mpuBeneT K OOPa3OBAHMIO MONOCHI
HeoOpabOTaHHOW MOBEPXHOCTH IO BCEH JIHHE 00-
pabaThiBa€MOTO KaHala.

B COOTBETCTBUHM C TONYYCHHBIMH JAaHHBIMH
MOXXHO CJIENaTh BBIBOJ, YTO PAaBHOMEPHOCTH 00Opa-
OOTKM TO BCEH IUIOIAAM IOMEPEYHOTO CEUCHHMS
MPSMOYTOJILHON 3aTOTOBKH, B TOM YHCIIE U B yIJiax,
OymeT MOCTHTHYTa MPHU BBIOOPE BEIMYHHBI 3€pHA
HAITOJIHUTEJISI, HE MPEBHIIIAIONIETO 3HAYCHUE YIBO-
E€HHOTO paauyca BHYTPEHHETO 3aKpyIJCHUS Mps-
MOTO yIJIa KaHaa.

Bunsinne BuIa HANOJIHUTEJISA

HA (PUHUIIHYI0 00pPadOTKY BHYTPEHHHMX

M0JIOCTEH MPAMOYTI0JIbHOM 3ar0TOBKH

B nacrosimee Bpems nmpu AFM B kauecTBe Ha-
NOJHUTENST paboueil cpeabl HMPUMEHSIOTCS 3€pHa
KapOuia KpeMHHUS, IEKTPOKOPYHIA M CHHTETHYE-
ckux anMazoB. CpaBHHTEIbHAas XapaKTepUCTHKA
CBOWCTB TakMX HAIOJHUTENCH NpUBeneHa B TaOIH-
e 2 [14].

Kpucramnel anekTpokopyHIa uMeOT ¢GopMy
HENpPaBUIbHBIX MHOTOTPAaHHHUKOB (poMOoO3apuye-
ckast popMa) ¢ 3a0CTPEHHBIMH T'PAaHSIMH, YTO 00Y-
CIIaBJIMBACT CKJIOHHOCTH JaHHOTO abpa3uBa K CKa-
JBIBAHUIO ATHX TpaHeil B X0Je KOHTaKTHBIX B3au-
MOJIHCTBHI TTpU 00paboTke. B mMammHOCTpOSHUHN
AJIEKTPOKOPYHI TMPUMEHSETCS U1l 00pabOTKH 3a-
TOTOBOK M3 pAa3NMYHBIX BHAOB CcTajell, JIaTyHU
u OpoH3BI, a Takke mpu 00paboTke CBOOOIHBIM
abpa3uBoM (IIECKOCTpYHHAs, THUIApoaOpa3zuBHAS
obpabortka) [15].

Tabnuya 2. CpaBHUTEIbHAS XapaKTePHCTHKA
CBOICTB HANOJTHUTEJIeH

Table 2. Comparative characteristics of the properties
of fillers

Anmaz
CaoiicTBa 31210?(;}1:;_ If;aer;g/:; CHHTE- 3
TUYCCKHUU
[LnoTHOCTH, T/eM’ 3,9 32 3,5
MukpoTBEpIOCTS,
I'Tla 20 35 90
Teepnocts 10
Moocy, ef. 9 9.5 10
Abpa3uBHas
CIIOCOOHOCTB, T 0,04...0,06 0,09 0,5

Kpucramnel kapbunga kpeMHHS HMEOT OOIbIIe
MPSIMOJTMHEHHBIX PEXYIIUX KPOMOK TI0 CPaBHEHHIO
C 3epHaMH AJIEKTPOKOPYHAa. MUKpPOBBICTYIHI 3€p-
Ha KapOuaa KpeMHUSI UMEIOT OOJIBIIUM paguyc U ux
CTOMKOCTh K CKAJIBIBAHUIO BBIIIC, YEM Yy DJIEKTPO-
kopyHaa. [Ipumensrorcs 3epHa KapOuma KpeMHUS
B OTIEpAIMSIX [TOBOJKA ¥ UUTH(GOBAHHUA TBEPIBIX
Matepuanos [16, 17].

Anma3zHble MUKPOTOPOIIKA M3 CHHTETUYECKHX
aJIMa30B BBIMTYCKAIOTCS Ma3eo0pa3HbIMH I1acTaMU
B ocHOBHOM 1ByX THnoB ACM u ACH, xotopsle
npeAHa3HA4YeHBbl Il JOBOJKUA U  IIOJIMPOBAHHUS
[[BETHBIX METAJIOB W cIiaBoB. Kpucrammer anmasa
UMEIOT (HOPMY OKTadaApOB, HEOOJIBIITOE KOTUICCTBO
3epeH MMEIOT IUIACTUHYATYI0 M UTONBYaTyo (hop-
My, a OCHOBHAsI Macca 3epeH MMeeT C(hepHuecKyro
(hopMy ¢ MHOXKECTBOM TIpaHei. YTJbl MPU BEPIIH-
Hax aJMa3HbIX 3€peH MEHbIIE, YeM P BEPLIMHAX
aOpa3uBHBIX, YTO ONpPEAEIICT BO3MOXKHOCTH CHSI-
THS aJIMa3HOW MACTOW B OTIMYHE OT abpa3nBa TOH-
KOH CTPY>KKH M TIOJTy4YeHHs 0oJiee BBICOKOTO Kilacca
IIIEpPOXOBATOCTH MOBEPXHOCTH.

[Ipu ompenenreHHr ONTHUMAIBFHOTO BHIOOpa pe-
*kuMoB AFM mpu uwmcroBoit obpabotke Al/15
Bec.% SiC-MMC B kauecTBe HANOIHUTENS pado-
yeld cpelpl ObUIM HCIONB30BaHBI 3€pHa KapOuzaa
KpEMHUsI Pa3IMYHON BeIHYWHBL B Xome npoBeneH-
HOTO HMCCJIeJOBaHMs yCTaHOBJICHO, YTO IPH Herpa-
BUJIBHOM BBIOOpE PEXHMMOB 00pabOTKH HaOo1a-
eTCsl HeXeNaTeNbHBIH 3PQEeKT B BUAE MOSBICHUSL
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IyOOKWX TapanuH C BBIIaBIUBaHHEM MarepHala
Ha KPOMKY IIapanuHbl. bobIIoe BIMSHHUE HA TPO-
necc 00pabOTKU OKa3bIBACT BENUYMHA a0pa3HBHOTO
3epHa W MPOLEHT colepKaHus abpa3uBa B paboueit
cpene. Bs3kocTs paboueil cpenmbl TaKkKe OKa3bIBaeT
CYILLIECTBEHHOE BIHMSIHHE Ha MPOU3BOAUTEIHHOCTH
00paboOTKH W BEIMYMHY WIEPOXOBATOCTH 00Opabo-
TaHHOW TTOBEPXHOCTH.

B xo071€ sKcrieprMeHTaNbHBIX UCCIIeN0BaHUN TTPU
oTJeNKe 3aroToBok 3 marepuana Al/SiC-MMC’s
B npouecce AFM ycTaHOBIIEHO, YTO ONTHUMAaNbHbBIE
pe3ynbTaThl 00pabOTKH TOCTHTAIOTCS MpU 00padoT-
K€ 3epHaMH KapOuaa KpEeMHHUS 3epHHCTOCTBIO
200 mMxM, naBneHun skctpysuu 4,5 MlIla u 50%-i
KOHIIeHTparmu abpa3usa B padboueit cpene [18].

[Ipu o0OpaboTke aTIOMUHHEBBIX CIUIABOB JUIS
yaaneHus: Ae(eKTHOro Clos PEKOMEHAOBAaHO WC-
MIOJIb30BaTh abpa3uB ¢ yriiaMy MPH BEPIIMHE MUK-
poBbICcTyIOB MeHee 90°, 4To XapaKTepHO, Halpu-
Mep, A7 JIEKTPOKOPYHA, a ISl YMEHbBIICHHS II1e-
pPOXOBAaTOCTH MOBEPXHOCTH — ¢ yraamu 90...120°
(manpumep, KapOHUI KpEeMHUS) TIPU CHIIC TIPYDKATHS
€IMHIUYHOTO a0pa3uBHOTO 3epHa B JHAara3oHe
0,02...0,4 H, uro mo3BOIHUT peaanu30BaTh IJIACTH-
yeckoe aeopmupoBanwme [19].

IIpn wccnenoBanmm mporecca abpa3sMBHO-IK-
CTPY3HOHHOM 00pabOTKM MaJIbIX OTBEPCTHH B 3aro-
TOBKaX W3 alllOMUHUS PEKOMEHIIOBAaHO B KauecTBE
HamOJHUTENS © IUTacTU(UKATOpa WCIIOb30BaTh
Ma3eoOpa3Hbie anMa3sHbie nacThl Tuna E wiu . Be-
COBOE COJEp)KaHHE B Cpele aaMasHbBIX 3epeH
24...28 % " WCIONB30BaHUE B KAa4eCTBE OCHOBHI
cunTernueckoro kayuayka CKT obecnieunBaer Takoe
COYETaHHUE BSI3KMX U YIPYTHX CBOMCTB CpEeAbl, MpH
KOTOPOM COXpaHSeTCs BO3MOXKHOCTh €€ CIIBUTOBOTO
TEYEHHUS B OTBEPCTUHU C MAIIBIM TOTIEPEYHBIM Cede-
HUEM U MaKCUMaJIbHOE IO BEJIMYWHE HAIpPSKEHHO-
neOpMUPOBAHHOE COCTOSIHUE, IMO3BOJIIONIEE J0-
OWBaThCI MAaKCHMAaJbHOW IPOWU3BOIUTEIHHOCTH
(Jlesko B. A., JleBko A. A. (2011) HUccnenoBanue
mporecca a0pa3WBHO-OKCTPY3MOHHOH 00paboTKH
MaJIbIX OTBEPCTHH).

AHanu3 myOiuKanui MOATBEPKAAET MPUMEHH-
MOCTh BCEX TPEX BUAOB HAIOJHUTENIEH B TEXHOJO-
ruu AFM. OgHako nNpeanouTUTeNbHO TPUMEHEHNE
CHUHTETUYECKHIX ajMa30B 10 CPaBHEHHIO C abpas3u-
BaMU i1 TOCTOOPaOOTKM KaHAJOB HEKPYIIIOH
(hOpMBI U3 IBETHBIX CILJIABOB.

OTO CBSI3aHO B TEPBYIO OdYEpenb C OKPYTIIOH
(hopMoil TpaHel KpHCTaNIOB CHHTETUYECKOIrO all-
Maza (puc. 3). Takas ¢opma oOycnaBiuBaeT ero
0OJIBIIYI0 MUKPOTBEPAOCTh, a0pa3MBHYIO CIIOCO0-
HOCTb W OMpENENIeT BBICOKYIO CTOMKOCTh rpaHei
K CKaNbIBaHUIO B XO0J€ KOHTAKTHBIX B3aWMOJEHCT-
BH, T€M CaMbIM MPAaKTUYECKH HCKIIOYasl BEPOST-

HOCTh IIAPXKUPOBAHMS CKOJOTHIMH YaCTHYKAMH
00pabaTeIBacMOl MTOBEPXHOCTH B OTJIMUHE OT abpa-
3MBa.

Puc. 3. Dopma 3epHa CHHTETHYECKOTO ajiMasa

Fig. 3. Synthetic diamond grain shape

KoHCTpyKIust mpsIMOYTOJIHBIX TPYO Xapakre-
pusyercss OOJBIIMM OTHOIIECHHEM IUIOIAAN BCEH
BHYTpEHHEH TIOBEPXHOCTH KaHalla 3arOTOBKHU
K IJIOIIaIA ee IMomepedHoro cedeHus. s momod-
HBIX 3arOTOBOK MpPHUMEHEHHE padO4HMXx cpel BHICO-
kol BszkocTH npu AFM 3arpynneno. Ucnonb3oBa-
HUE B Ka4eCTBE HAIOJIHHUTEIS Ma3eo0pa3Hoil mac-
ThI, COJAEp)Kallleil aJMa3Hble 3€pHa, TI03BOJIAET
YMEHBIIUTH BA3KOCTH CPEMBI IO CPEAHEN BSI3KOCTH,
a IWCIIEPCHOCTh aIMa3HBIX 3epeH — 00pabOTKy yT-
JIOB MpsIMOYyTONIbHOTO ceueHus [20].

[IponienTHOE conepkaHUe anMa3HOM MACTHI
B paboueil cpene oOmpenenseTcss COOTHOIICHHUEM
IJIONIaJIM BCEH BHYTPEHHEW IMOBEPXHOCTH KaHalla
3arOTOBKHM K IUIOIIAAM €€ IONEePEeYHOr0 CEYEHHUSI.
Uem Ooupllle 3TO OTHOIIEHHE, TEM BBIIIE KOHIICH-
Tparus macThl B paboueii cpee.

[Mpumenenne pabounx cpen C alMa3HBIMU I1ac-
tamu st AFM 1mo3BoiuT MpoBOIUTH 00pabOTKY
B OJIMH JTam. Takue cpempl MOTYT OBITh HCIIONB30-
BaHbI JIsl GUHHUITHONW 0OpabOTKH 3ar0TOBOK M3 JIIO-
OBIX IIBETHBIX CIUIABOB. JI1s pacCMOTpPEHHBIX B CTa-
Th€ CEUCHHH TPYOHBIX 3arOTOBOK C IMPSMOYTOJb-
HBIM TonepeyHbM ceuenueM (2,4 x 1,2 x 0,8 mwm,
ruR=0,1 mm; 11x5,5%14,5x1,4 Mmm, r u R = 0,4 Mm),
TpejuIaraeTcs UCIONb30BaHne paboueil cpefpl cie-
nytoriero BecoBoro cocrara: kayayk CKT — 40 %,
anmmasnas nacta ACH 60/40 BOM I — 60 %.

BoiBoabI

PaBHOMepHOCTH 00pabOTKKM BCell ILIOMIAAN TO-
MEPEYHOr0 CEUYCHHS MPSAMOYTOJIbHOH TPYOHOH 3a-
TOTOBKH, B TOM YHCJIE M B YIJIaX ¢ OOECIeYCHUEM
nomycka 90 £ 1°, OyZeT JOCTUTHYTa MPHU UCIIONIB30-
BaHUU HAIOJHUTENS, BEIHMYMHA 3epHA KOTOPOTO HE
MIPEBBIIIAET 3HAYCHUS yABOSHHOTO paguyca BHYT-
PEHHETO 3aKPYTJICHHS TIONIEPSUHOTO CCUCHHS.
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AOpa3uBHBIE 3epHA KapOWaa KpeMHHUS U JIeK-
TPOKOPYHAA UMEIOT CBOWCTBA CKAJIBIBAHHUS WX Tpa-
Hel B XOJi¢ KOHTAKTHBIX B3aMMOJICHCTBUN ¢ oOpa-
OaTpiBaeMOH TOBEPXHOCTHIO, YTO HE HCKIIOYAeT
TEOPETHYECKO BO3MOXKHOCTH MIAP)KUPOBAHUS TIO-
BEPXHOCTH 3arOTOBOK M3 LIBETHBIX CIIJIABOB CKOJIO-
TeIMU 4YacTulaMu. ClefoBaTenbHO, CIEAYeT yuu-
THIBaTh MCXOJHOE COCTOSHHE TOBEPXHOCTH Mepe]
¢buHUITHOM 00paboTkoit. KimtoueBEIM MOMEHTOM
SBJIIETCS BO3MOXKHOE 3acTpavBaHHEe aOpa3sWBHBIX
YacTHUI[ B MOBEPXHOCTHOM CJIOE, HE TTO3BOJIAIOIIEE
pPaBHOMEPHO HAHECTH TOKOIPOBOJIIEE TOKPBITHE
Ha 00pabOTaHHYIO TMOBEPXHOCTH JeTanu. [losTomy
B 3aBHCHMOCTH OT Ka4e€CTBEHHOT'O COCTOSHHS IIO-
BEPXHOCTH KaHaJla pPEKOMEHAYEeTCS MPOBOJIUTH
OTHEIKY BHYTPEHHUX IIOBEPXHOCTEH JeTaneut
¢ rpy0oil mepOoXOBaTOCTHIO B JABa dTama: MpeaBa-
putenpHas oOpabOTKa 3epHaMU KapOuja KpeMHUS
M 3JIEKTPOKOpyHAA (eciu pa3Mep 3epHa BIUCHIBaA-
€TCsl B yroJI 3aroTOBKH), a IOCJieé OKOHYAaTelbHas
MOJIMPOBKA aJIMa3HOM MacTOM.

[IpumeHeHnue anMas3HBIX 3€peH, WMEIOIINX BHI-
COKYI0 CTOWKOCTh TpaHeil K CKaJbIBaHUIO B XOJIe
KOHTaKTHBIX B3aUMOJCUCTBUM, MPAKTUYECKU HC-
KITFOYaeT BEPOATHOCTh MIAP)KUPOBAHUS CKOJOTHIMHU
JacTUIKaMu 00pabaThIBaeMOi TOBEPXHOCTH.

Hcnonp3oBanue B KauecTBE HAIMOJIHUTEIS Ma-
3e00pa3HOil alMa3HOW MacThl TO3BOJHUT 3a CUET
W3MEHEHHs €€ KOHICHTPAIMH PeryJupoBaTh Bs3-
KOCTh paboueil cpelbl B 3aBUCUMOCTH OT T'€OMeT-
PUYECKUX XapaKTEPUCTUK 00pabaThiBaeMOW 3aro-
TOBKM U TIpoBOJUTh AFM 3aroToBOK M3 IIBETHBIX
CILJIaBOB.
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Type and Size Filler Grain Selection During Abrasive Flow Machining of Non-Ferrous Alloys Rectangular
Parts

P.A. Ivanov, Post-graduate, Reshetnev Siberian State University of Science and Technology, Krasnoyarsk, Russia
V.A. Levko, DSc in Engineering, Associate Professor, Reshetnev Siberian State University of Science and Technology,
Krasnoyarsk, Russia

Abrasive flow machining is one of the promising technologies for finishing rectangular channels, which are char-
acterized by a constant increase in accuracy and reduction of surface roughness. During modeling of the contact in-
teraction of grains in the corners of rectangular part cross-section in the intended abrasive flow machining, the key
features of the size and filler grain selection were fixed. In the proposed spherical grain model, the cutting edge is
represented by an arc of a circle that fits into the angle of the cross-section of the part. It is confirmed that if the grain
size exceeds the value of the inner radius of the rounded corner of the part, an untreated zone appears, with the area
calculated using the CAD system on a straight, blunt and sharp angle. It is proved that the abrasive flow machining
with a filler grain size not exceeding the value of the doubled radius of the inner rounding of the rectangular cross
section is carried out.

The physical properties, the shape of the cutting edges and the applicability of fillers, electrolytically produced co-
rundum, silicon carbide and synthetic diamond were analyzed. The shape of a diamond grain, in comparison with the
fillers mentioned above, shows a more rounded shape of the crystal faces, which causes greater microhardness and
abrasive ability. The revealed features confirm the exclusion of a possible phenomenon, caricature in the process of
post-processing. It is recommended to use abrasive grains of a certain grain size for uniform pretreatment of a rough
surface, followed by polishing with an ointment-like diamond paste of channels of small transverse rectangular cross-
section.

Using as a filler a salve-like paste containing diamond grains allows to reduce medium viscosity and machining
corners of rectangular section. Abrasive flow machining with medium viscosity with synthetic heat-resistant rubber as
the base and a salve-like paste containing diamond grains is used for finishing machining of non-ferrous parts.

The use of working media with diamond pastes will allow the internal channels of blanks made of various non-
ferrous alloys to be treated with an abrasive flow.

For the minimum cross sections of rectangular pipe blanks presented in this article, it is proposed to use the work-
ing medium of the following weight composition: synthetic heat-resistant rubber - 40 %, salve-like diamond paste
ASN 60/40 PTO — 60 %. A number of general recommendations are proposed for further research.

Keywords: abrasive flow machining, rectangular part, abrasive grain, filler, diamond paste.
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