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MepMCcKMin HAaUMOHAaNbHbIV NCCreaoBaTENbCKUA NONMMTEXHUYECKUI yHUBEpPCUTET, MNepMb, Poccus

NOBbILWEHUE KAYECTBA MNOBEPXHOCTEW U3OENUN,
NONYYEHHbIX METOAOM 3JIEKTPO3PO3UOHHOW OEPABOTKM,
ANYTEM NPUMEHEHUA TEXHONOIM MU SNIEKTPOJIMTHO-MNA3MEHHOIO NMOJIMPOBAHUA

AKTyanbHON 3apjayeit sBnseTcs pa3paboTka TEXHOMOrMK, NO3BOMSIOLLEN NPOM3BECTUN (PUHULLHYIO 06paboTKy MNOBEPXHOCTEN CIOXHO-
NpoUnbHbIX AeTanew, BbINOMHEHHbIX U3 TpyAHoo6pabaTbiBaeMblX MaTepranos, Nosy4YeHHbIX METOLOM 3MEKTPO3PO3NOHHON 0bpaboTku. Lienbio
paboTbl SBNSETCS 3KCNEepPUMeEHTanbHOe MCCeAoBaHne NPUMEHEHNSI TEXHONOTMN 3NIEKTPONMUTHO-NMa3MEeHHOro NONMpoBaHNsA ANs PUHNULLHOW 06-
paboTkn NnoBepxHOCTEN AeTarnei, NonyYeHHbIX MeTOA0M KONMPOBanbHO-NPOLLUMBHOW 3NEKTPO3PO3NOHHON 0bpaboTku. B kavecTBe obpabaTbiBae-
MOro matepuana BblbpaHa KOHCTPYKLMOHHAas nermpoBaHHas ctanb 38X2H2MA no FOCT 4543-71. OnekTpoapo3noHHas obpaboTka obpasua
NpOXoAuna Ha KOMMpoBaribHO-MPOLUMBHOM 3MEKTPO3PO3NOHHOM cTaHke Electronica Smart CNC. 3kcnepyMeHTbI MO 3NEKTPOSIMTHO-NIa3MEHHOM
MONMPOBKE 3KCMeprMeHTanbHbIX 06pa3LIoB NOCne 3NeKTPO3PO3MOHHON 06paboTkn NpoBoAMMCL Ha nabopartopHon yctaHoBke Polytech-15 mouw-
HocTblo 15 KBT. MeTop aneKkTponUTHO-NNasMEeHHOWM MONMPOBKY OCHOBAH Ha 3y1eKTPOpaspsidHbIX SIBIIEHUSX B CUCTEME MeTan/—3neKkTponuT, npu
aToM obpabaTbiBaemas fgeTanb siBnsieTcss aHogoMm. MonvMpoBaHMe MeTansioB NpoMcxoauT B o6racTi 3HauyeHuin Hanpsixkenus 200-350 B v nnoT-
HOCTM Toka 0,2-0,5 A/cM>. Mpun HanpskeHun Gonee 200 B Bokpyr aHofa npu nepexode OT My3bIPbKOBOrO KUMEHWS K NieHoYHoMYy obpasyerT-
csl ycToiumBasi ToHkas (50—100 mkm) naporasoBasi oGoriouka. HanpshkeHHOCTb 3reKTpuYeckoro monsi B napora3oBoii oborouke gocturaet
104-105 B/cm. B61131 MUKPOBLICTYMOB HaNPshKeHHOCTb 31eKTPUYECKOro Nons Bo3pacTaeT, U Ha 3TWX y4acTkax BO3HUKAOT MUrpupytoLLme no rno-
BEPXHOCTU MUKpOMNa3MeHHble pa3psidbl, KOTOpble obecneunBaloT KOMMNEKCHOe XMMuYeckoe 1 husnyeckoe BO3aeiCcTBME Ha MaTepuan noBepx-
HOCTV u3genus. B npouecce nccneaoBaHus M3yyYanochk M3MEHEHUE LepoxoBaTocTn obpaboTaHHoW noBepxHocTu. B paboTe nokasaHa BO3MOX-
HOCTb MPUMEHEHUSI TEXHONOTMN 3NEKTPONUTHO-NMasMEeHHON MONMPOBKM ANS MOBbILEHUA KayecTBa 0OpaboTaHHOMW MOBEPXHOCTU CcTanm
38X2H2MA nocne aneKkTpo3apo3noHHOW 06paboTkn. YCTaHOBMNEHO, YTO MPUMEHEHNe TEXHOMOrMN 3NEKTPONUTHO-NMasMeHHOro NMonMpoBaHns 3a
5 MuUH paboyero BpeMeHn No3BOMUIMO CHU3UTL LLEPOXOBATOCTb 06paboTaHHO METOAOM 3MEKTPOIPO3NOHHOM 06PaboTKM NOBEPXHOCTU B cped-
Hem B 5 pas. [oka3aHo, 4TO ANs MOMyYeHWs LepoxoBaToCcT obpaboTaHHOW MOBEPXHOCTM AeTanu 3HaveHnem Ra = 1,6 mkm adpdekTuHee
MCMONb30BaTb COYETaHNE TEXHONOMIN ANIEKTPOIPO3NOHHO 06paboTku Ha pexumax Ne 2 1 aNeKTPONUTHO-NNasMEHHOro NONMPOBaHMSI.

KntoyeBble crnoBa: aneKkTpoapo3noHHasi o6paboTka, aneKTpoNMTHO-Ma3MeHHOe MonMpoBaHue, LLIepPOXoBaTOCTb, KayecTBO, NMPOWN3BO-
[UTENbHOCTb, CTPYKTYpa, €4MHNYHAsA NyHKa, MAKPOCKOMUYECKUIA aHanu3, anektTpoduanyeckas obpaboTtka, pranko-mexaHMyeckme CBOMNCTBA.

T.R. Ablyaz, K.R. Muratov, E.U. Kochergin, T.V. Shakirzanov
Perm National Research Polytechnic University, Perm, Russian Federation

IMPROVING THE QUALITY OF THE SURFACES OF PRODUCTS OBTAINED
BY ELECTRICAL DISCHARGE MACHINING USING ELECTROLYTIC-PLASMA POLISHING
TECHNOLOGY

The actual task is to develop a technology that allows the finishing of surfaces of difficult-to-profile parts made of hard-to-work materials
obtained by electro erosion treatment. The purpose of the work is an experimental study of the application of electrolyte-plasma polishing technol-
ogy for finishing surface of parts obtained by the method of copying and piercing erosion processing. As the processed material, structural alloyed
steel 38X2H2MA in accordance with GOST 4543-71 was chosen. Electrical discharge machining processing of the sample was carried out on an
Electronica smart CNC echo sander. Experiments on electrolyte-plasma polishing of experimental samples after Electrical discharge machining
were carried out on a laboratory installation "Polytech-15" with a power of 15 kW. The method of electrolytic-plasma polishing is based on electro-
discharge phenomena in the "metal-electrolyte" system, while the workpiece is an anode. Polishing of metals occurs in the stress range 200-350
(V) and current density of 0.2..0.5 (A/cme). At a voltage of more than 200 (V) around the anode, a stable thin (50-100 um) vapor-gas shell forms
during the transition from bubble boiling to film anode. The electric field strength in the gas-vapor cladding reaches 104-105 (V/cm). Near the mi-
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croprotrusions, the electric field strength increases, and in these areas microplasma discharges migrating over the surface arise, which provide a
complex chemical and physical effect on the surface material of the article. In the course of the study, the change in the roughness of the treated
surface was studied. The paper shows the possibility of applying electrolyte-plasma polishing technology to improve the quality of the machined
surface of 38X2H2MA steel after Electrical discharge machining . It is established that the use of electrolyte-plasma polishing technology within 5
minutes of operation allowed to reduce the roughness of the surface processed by the Electrical discharge machining surface by an average of 5
times. It is shown that in order to obtain a roughness of the machined part surface with a value of Ra 1.6 pm, it is more efficient to use a combina-
tion of Electrical discharge machining technologies at regimes No. 2 and electrolytic-plasma polishing.

Keywords: electrical discharge machining, electrolytic-plasma polishing, roughness, quality, productivity, structure, single well, micro-
scopic analysis, electrophysical processing, physical and mechanical properties.

BBenenue

D dexTHBHOCTh MPUMEHEHUS TEXHOJOTHH JICK-
TPOdpO3UOHHON 00paboTku (220) o0ycioBieHa
BO3MOKHOCTBIO M3TOTOBJICHHS KaK OTAEIBHBIX CIIOXK-
HOHpO(bI/IHBHBIX DJICMECHTOB Ha 3aroToBKax, TakK M I10JI-
HOIICHHBIX JIETaJici MaIllMH W MCXaHHW3MOB, BBIITOJ-
HEHHBIX W3 MAaTEPHANIOB C IOBBIIICHHBIMA (DHU3HKO-
MEXaHUYEeCKHMHU CBOMCTBAMH.

DJEeKTPOIPO3UOHHAs 00paboTKa METAIOB U
JIPYTUX TOKOIMPOBOMSAIIMX MaTepHaloB OCHOBaHA Ha
a¢deKTe paciuiaBICHNAS W HCIAPEHUS MUKPOITOPITHA
Marepuaia MoJ BO3AECHCTBUEM UMITYJIbCOB 3JIEKTpUYE-
CKOIl DHEPTUU B KaHAJC pa3psia, BOSHUKAIOIICM MEXK-
Iy TIOBEPXHOCTBHIO O0pabaThiBaeMOW IETal M JIICeK-
TPOAOM-UHCTPYMEHTOM, IMOIPYy>XCHHBIM B JKHIKYIO
cpeny (0OBIYHO HEDJIEKTPONPOBOJIHYIO Cpeay — pado-
4qyl0 XKHUIKOCTh). Clemyromme Opyr 3a OpyroM HM-
MTyJIBCHBIE Pa3psbl MPOWU3BOAAT BBHIIIIABICHHE W HC-
NapeHne MHKPONOPLHUI MaTepuana ¢ IOBEPXHOCTH
o0OpabaTeiBacMoOi AeTai. Pa3BUBAOIIHECS B KHUIKOCTH
THIPOIITHAMHYECKAE CHITBI BEIOPACHIBAIOT pacCIlIaBIIcH-
HBII Marepuan u3 30HBI pa3psioB, M AIEKTPOI-
WHCTPYMEHT IIOJy4aeT BO3MOXKHOCTb BHEJPSTHCS B 00-
pabaTeIBaeMylo IeTaib, 00pasys B Hell yriyOieHue,
cooTBeTCTBYMOMIEE (hopme aekTpona [1-8].

YcTaHOBIEHO, YTO B pe3yjbTare €INHHYHOTO
paspsiia ¢ MOBEPXHOCTH MAaTepUalia BBUICTAIOT COTHHU
YacTHUI[ Pa3HOTO pa3Mepa, o0paszys TaKk Ha3bIBaCMEIC
eauHu4Hble TyHKU [1-9]. [Ipu yBenudeHun sHepruu
AMOyJbCca IyTEM HW3MCHCHHS PEXHMOB 00pabOTKH
YHCIIO YaCTHIl OOJBIIIEro pa3Mepa, a TaKkKe MX MaKCH-
MaJIbHBIN JAUaMETp BO3paCTarOT, YTO CYIICCTBCHHBIM
00pa3oM OKa3bIBaeT BIMSHHC Ha KadecTBO 00pado-
TaHHOH moBepxHOCTH. OXHUM M3 TIOKa3aTelell Kade-
CTBa MOBEPXHOCTH JIeTa)Id, 00paboTaHHOW MMITYJIbCa-
MU 3JIEKTPUYECKOTO TOKA, SIBJISIETCS IIEPOXOBATOCTb.
B mponecce 330 11epoxoBaTOCTh TOBEPXHOCTH 00pa-
3yeTcs IMyTeM HaJIOKEHHS IpyT Ha APYyra eIUHHIHBIX
TyHOK. B cBsizu ¢ TeM, uro TexHosorus 930 mpume-
HSAETCS TpU OOpabOTKE BHYTPECHHHX H HaPYKHBIX
CIIOKHOTIPO(MITBHBIX TTOBEPXHOCTEH M3IEIHUH, BBHITOI-
HCHHBIX M3 MaTCpUajiOB C IMOBBIIICHHBIMH (1)1/13141(0—
MEXaHUYCCKUMHU CBONCTBaMH, NMPUMEHCHHE TPaIHIU-
OHHBIX MEXaHWYECKHX Omeparuii (GUHUIITHOH oO0pa-
OOTKH COIIPOBOKIAETCS TEXHOJIOTHYSCKIMH U SKOHO-
MUYCCKMMU OTPAaHUYCHUAMH, CBIA3aHHBIMHU C paspa-

OOTKOW CIeIUATN3UPOBAHHON OCHACTKH, HHCTPY-
MEHTa M 3ayacTyl0 pydHOro Tpyna. IIpumeHenue
TEXHOJIOTUH XUMUYECKOM M 3JEKTPOXHUMHUYECKOH MO-
JMPOBKH B CBS3H C BBICOKOW TOKCHYHOCTBIO AJIEKTPO-
JUTOB TpeOyeT OONBIINX 3aTpaT Ha obOecreyeHne Ko-
JIOTHYECKOW OE30MAaCHOCTH JIIOJCH M OKPYXKAOIICH
Cpellbl, a TAaKXKe Ha yTUIn3aLuuio oTxoa0s [10-12, 14].

CoBpeMeHHBIE DJIEKTPOIPO3NOHHBIE CTAaHKH TIO-
3BOJISIIOT TOJIydYaTh ILIEPOXOBATOCTh 00pabOTaHHOI
noBepxHoctu Ra = 0,1...0,4 Mxm. [lanHbIE OKa3aTENU
IIepOXOBATOCTH IOCTHTAIOTCA TIPU  MOIKIIOYCHUHN
3JEeKTPOJa-IeTald K OTPUIATENbHOMY MOJIOCY TeHe-
paTopa MMITyJIbCOB U HAa3HAYCHUH PEXKHMOB C MHHU-
MaJIbHOH 3Heprueit nmiyiasca. OxpHako oOpaboTKa u3-
JIeNnii Ha YUCTOBBIX PEXMMaX pe3aHus XapaKTepH3y-
€TCsl HU3KOH MPOM3BOAUTENBHOCTRIO porecca D30.

B pabote [6] mokazaHo, uTo ipu 00paboTKe cTANN
38X2H2MA Ha KONHMpOBaILHO-NPOLUIMBHOM CTaHKE Ha
YHCTOBBIX PEXUMaxX IMPOM3BOAUTEIBHOCTh OOPaOOTKH
cocrapisier 0,05 Mm/4. Huzkas Nmpow3BOAUTENHEHOCTH
npouecca 330 BeleT K YBETUUEHUIO TEXHOJIOTHYECKO-
TO BPEMEHU M ce0ECTOMMOCTH M3TOTOBJICHUS M3/EIIHS.
B cBs3u ¢ 3TMM mpu pa3paboTKe TEXHOJIOTHYECKOTO
mpormecca D20 3agacTyro Ha3zHa4daroTcs Oolee rpyOBIe
MMOKA3aTeNI 10 KauecTBY OOpaOOTaHHBIX IMOBEPXHO-
CTeH, YTO HE IMO3BOJISIET PEAIn30BaTh B IOJIHON Mepe
3aJI0)KEHHBIE B W3/ICNHE JKCIDTyaTaIl[MOHHBIC XapakTe-
PUCTHUKH.

Jlygmum pemeHueM Ui TOCTAaBICHHBIX 3a1ad
ABJIIETCA TPUMEHEHHE TEXHOJIOTUH 3JIEKTPOJIUTHO-
IDTa3MEHHOTO TIOJHPOBAHUS CIOXHOIPO(PHIBHBIX TO-
BepxHocTer (DIIII). Metox OIIII ocHOBaH Ha d3Jek-
TPOPA3PSAAHBIX SBJICHUSAX B CUCTEME METaI—3JIEKTPO-
JWUT, TpU ITOM oOpabarbiBaeMasi JETallb SBISIETCS
aHozoM. [lonmMpoBaHUE METAIIOB MPOUCXOIUT B 00-
nacTtu 3HadeHui HanpspkeHus 200-350 B u mutoTHOCTH
toka 0,2-0,5 Alem>. Ipu manpspkenuu Oonee 200 B
BOKpPYT aHOJa TPH MePexXoJie OT IMy3bIPFKOBOTO KHIIE-
HUS K IUIGHOYHOMY OOpa3yeTcst yCTOMYMBAas TOHKAs
(50-100 mxm) maporazoBast obonouka (I1I'0). Hampsi-
JKEHHOCTh ajekTpuueckoro monga B III'O pmocturaer
104-105 B/cm. BOnm3u MHKpPOBBICTYIIOB HampsHKEH-
HOCTB JJIEKTPUYECKOTO IOJII BO3PACTaeT, W Ha 3THUX
ydacTKaX BO3HUKAIOT MUTPUPYIOIIUE MO TTOBEPXHOCTH
MHUKPOIUTa3MEHHBIE Pa3psbl, KOTOpbIE 00ECIICUNBAIOT
KOMILUIEKCHOE XUMHYECKOe W (U3NIEeCKOe BO3LECUCT-
BUE Ha MaTepual MOBEPXHOCTH Hu3jenus. B Mukpopas-
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psinax BBIAETSAETCS 3HAUMTENbHAsl SHEPTUS W HaOIIfo-
JTaeTCs WHTEHCUBHBIM IIPOLIECC CHMKEHUS BBICOTHI
MUKPOHEPOBHOCTEN MOBEPXHOCTH, UYTO NPUBOJUT K €€
nonupoBanuto. TexHonorust OIIIT sBasercs sxonoru-
gecku 0e30macHON U He TpeOyeT MPUMEHEHUs KHUCIIOT,
LIEJIOYH U JIPYTUX BPEIHBIX BEIIECTB B OMACHBIX KOH-
ueHTpauusx [12-20].

B HacTosiee Bpems He B IOJHOW Mepe HU3ydeH
Borpoc npumeneHus: texuosorun DI nmst 06paboT-
KM TIOBEPXHOCTEH Jeranel, MOJYyYEHHBIX METOJIOM
3990.

Lens paboThl — 3KCHEPUMEHTAIFHOE HUCCIIE0Ba-
Hue npumeneHus texHonoruu OIIIT must PpuHHLIHON
00paboTKM MOBEPXHOCTEH JeTaliel, MOJyYeHHbIX Me-
TOJIOM KOIHPOBATIBHO-TIponIiBHOI D20.

MaTepnamﬂ M METOAbI HCCJICA0OBAHUSA

B kauectBe 0oOpabaThIBaeMOro MaTepHalia BBI-
OpaHa  KOHCTPYKIIMOHHAas  JICTHPOBaHHAs  CTalb
38X2H2MA mo I'OCT 4543-71. DxcrepuMeHTaIb-
HBIA 00pasel mpejcTaBisieT coOOW IUIACTHHY pa3Me-
poM 10X20 MM ¥ TOTIHUHON 2 MM.

DeKTpo3po3nuoHHasE 00paboTKa 00pasia Mpoxo-
1A Ha KOMHPOBAIHHO-TIPOIIMBHOM 3JIEKTPOIPO3HU-
onroM cranke Electronica Smart CNC. Pabouas sxwu-
kocTh — Macyo M-20A.

Pexwmbr 00paboTku mpencTaBieHHl B TaOm. 1,
rae To, — BpeMs BKIIFOUEHHUS] UMIYJIbCOB, MKC; T, —
pabounii ukn ummynesca, %; U — Hanpspkenue, B; I —
cmiia Toka, A. ['imybuna mpoxwura cocrasisuia 0,4 MM.

Tab6muma 1
Pexumbr 920
Homep Pesxxumebr 00paboTku
JKCIIEPUMEHTA I, A U,B Ton, MKC Tous %
1 6 50 50 26
2 50 50 50 26
3 20 50 50 26
4 3 50 50 26
5 1 50 50 26

Ilocme mpoOBEAECHHBIX SKCIEPUMEHTOB IO IIPO-
KUy 00pasloB Ha 3a/IaHHYI0 TIIyOMHY HPU Pa3HBIX
pexxumax 930 MpoU3BOAUICS 3aMep LIEPOXOBATOCTH
00paboTaHHOH MOBEPXHOCTH, a TAKXKE MHUKPOCKOITHYE-
CKHIl aHaIH3 CTPYKTYPBI 00pabOTaHHOM MOBEPXHOCTH.

W3mepeHue m1epoxoBaTOCTU MPOU3BOAMWIOCH Ha
npo¢unomerpe Mahr Perthometer S2 no I'OCT 2789—
73. AHanmM3 CTPYKTYpBI IIPOBOAMIICS TP TIOMOIIM CBE-
ToBOro MUKpockona Olympus nipu ysennaerun x200.

OKCIIEpUMEHTHI TI0 AJIEKTPOJIMTHO-IIa3MEHHOI
MOJIMPOBKE  3KCIEPHUMEHTAIBHBIX 00pa3LoB  Iocie
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950 mnpoBoawiHCh Ha JA0OPAaTOPHOH yCTAaHOBKE
Polytech-15 momuocTrio 15 kBT. Mcnons3yemslil Me-
TOJ| — YaCTHYHOE NorpyxeHue. st BU3yaJbHOro Ha-
OmrozieHns pesynbTata 00pasusl n3 cranu 38X2H2MA
OITyCKaJINCh B BaHHY C 3JIEKTPOJIMTOM HAIIOJOBHUHY,
B BEpXHEH YacTu pacnonarajics 3axuM. Hemocpezacrt-
BEHHO K 00pasily MOAKIIOYAICS IIOJIOKHUTEIbHBIH
MIOJFOC MCTOYHHKA MUTAHUS, B TO BpeMs Kak K pado-
Yyeld BaHHE IIO/IBOJIMJICS OTPHLATENBHBIA IIOJIOC.
Hanpsoxenne Ha anextpoaax coctasisuio 270 B. Jlns
muddepeHnnanyy  ypoBHS BBIIPSIMIICHHOTO BBIXOJI-
HOTO HampspKeHus B yctaHoBke Polytech-15 mcmoins-
3yeTcs J1abopaTopHBIi Tpexda3Hblii aBTOTpaHchHOp-
Marop.

B kadecTBe 31€KTpONMTA HCHONB30BATNCH pac-
TBOpBI COJICH B JAMCTUJUTMPOBAHHOW BOJE. DJNEKTPOIHUT
TIPEJICTaBIsUT TPEXKOMIIOHEHTHBI PAcTBOP B CIEAYIO-
IMX KOHIEHTpanusx (Bec.): xmopun ammonns NH,Cl —
3 %, cynsdar ammonus (NHy),SO4— 1 %, Tpuon b —
0,5 %. Kinacc uuctots! BemectB — UJIA. Kaxpiii kom-
TIOHEHT PAcTBOpa B3BEIIMBAJICA Ha 3JIEKTPOHHBIX BEcax
«Macca-K BK 150.1». Co3nanue pacTBOpa MpOH3BOAN-
JOCh TMyTeM IOCIIEI0BATENBHOrO J100aBIEHUSI KOMIIO-
HEHTOB B Tozorperyio mo 60 °C Bomy ¢ IMOCTOSHHBIM
nepeMemmBanreM. Pabodast Temrieparypa 3JIeKTposInTa
coctaimsma 90 °C. Bpems 00paboTKu 3KCIIEpUMEH-
TaJILHOTO 00pasia cocTaBisuio 5 muH [12-18].

[Tocne 0OpabOTKM HaANpsHKEHHWE CHUMAJIOCh, 00-
pas€n U3BJICKAJICA W3 BaHHBI U IIPOMBIBAJICSA B TEIUION
TEXHUYECKOH BOJIE, MOCJIE Yero MPOXOAMJ CYIIKY Ha
BO3JIyXe€.

Ha o6paborannsix metogom DIIIT moBepxHOCTIX
00pa3I0B OCYIIECTBIISICS MOBTOPHBIH 3aMep IIEPOXO0-
BaTOCTH, a TaK)K€ MHKPOCKONMHMYECKHH aHAIN3 CTPYyK-
TypBI 00paOOTaHHOH MTOBEPXHOCTH.

PeSyJIbTaT])I HCCJICAOBAHUA U oﬁcyme}me

B mpouecce 3ieKTPOIMTHO-IIA3MEHHON MOJIHU-
POBKH 00pAa3IOB, MOMYYCHHBIX METOIOM KOIHPOBAJb-
HO-TIPOIIIMBHOM AIIEKTPO3PO3UMOHHON 00paboOTKH, TpH
Tojia4e HalpsDKEHUsT Ha AJIEKTPOJIbI BOKPYT MOBEPXHO-
¢t 00pasiia, MOTPYKESHHOH B 3ICKTPOJIUT, 3ar0pasach
CTa0WiIbHAs TUIa3Ma aHOMAJIBHOTO TICIOIIETO pa3psina.
[Ipoucxoaniio KOMILIEKCHOE 3JIEKTPOXUMUYECKOE U
aNeKTpodu3nueckoe BO3EHCTBIE Ha MOBEPXHOCTH 00-
pasia, B pe3yibTaTe Yero MpOHMCXOMUIIO CTIIAKWBAaHHE
MUKpOHEpOBHOCTEH (monupoBanue). OOpaboTaHHBIE
MOBEPXHOCTH NMPUOOPETAIN METAUINYECKUH OJIecK.

YCTaHOBIIECHO, YTO TPHU CHIDKECHUH TEMITEPaTyPHI
anekTponuTa Hiwke 90 °C ToammHa maporuia3sMeHHON
000JI0YKH yMeHbIIaach, BO3HUKAN 3P deKT aHoaHOTO
HarpeBa. D(dexT moaupoBaHUs B JaHHOM CIIy4ae OT-
CYTCTBOBaJ, IOBEPXHOCTH 00pa3ia MOKpHIBaJach 4ep-
HBIMU IIATHAMMU.
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B Tabn. 2 mpencraBieHBl pe3ynbTaThl 3amepa
BBICOTBI MHKPOHEPOBHOCTEH, IOMyYeHHBIX IIOCIE
0320 Ha pexumax Tabm. 1, U pe3yiabpTaThl 3aMepoB

9THX K€ 00pa3IoB mocie mpuMeHeHus metoaa JI1I1.

Tabuuna 2

IITepoxoBaToCTh MOBEPXHOCTEN AeTasel

Howmep I, A Ra nocae Ra nocae
JKCIIEPUMEHTA 250 OIIIT
1 6 4,6 1.4
2 50 7,7 1,6
3 20 6,7 1.4
4 3 1,6 0.4
5 1 1,5 0,4

W3 mpoBeACHHBIX HCCIEAOBaHUN yCTaHOBJICHO,
yTo npumeHenue texHojoruu DI mo3Bonuno cHu-
3UTH BBICOTY MHKPOHEPOBHOCTEH, ITOyUYECHHBIX MOCIE
3290, B cpenHeM B S pas.

Ha puc. 1 npexacraBieHsl npoiIorpaMMBbl 10-
BepxHOCTeH 00pa3moB Ne 4 u 2 (cMm. Tabm. 2) mocie

930. Ha puc. 2 mpencraBieHsl Mpo(QUIOrpaMMEI T10-
BepxHocTell o0pa3noB Ne 4 u 2 (cM. Tabn. 2) mocie
OIIT.

Amnanu3 npo¢uiiorpaMMsl 1okaszai (cM. puc. 2),
gyt0o mociie D] mporcXoauT BBHITIaXHBAHWE BBICTY-
OB C€AWHUYHBIX JIYHOK, IMOJYYCHHBIX IIOCJIC JJICKT-
PO3pO3UOHHON 00paboTKH. MakcumanbHas BBICOTA
MUKpOHEpOoBHOCTEH neramn Ne 4 R, YMEHBIIIIACH
orT 3HaueHus 10,9 mxm (mocime D30) 10 3HAYECHMS
4,1 mxMm (mociie OIIIT). MakcumanbHasi BbICOTA MHUK-
ponepoBHOCTel gertamn Ne 2 R,x YMEHBIIWIACH OT
3HadyeHuss 60,6 Mkm (mocme DOD0) 10 3HaYEHHUS
9,9 mxMm (mocne DIIIT). Cpeanuii mar HEPOBHOCTH Sm
nocne OIII yBenuuuncs no 3HaueHus 421,4 B cpas-
HEHHH CO 3HA4YeHHWEM CcpemHero mara mocie 220
Sm = 1974 mxMm (getans Ne 4). OTMedeHo, 4TO yBe-
JUYEHHUE CPEJHEro Iara BT K MOBBIIICHUIO ILIOT-
HOCTH KOHTAaKTa IMIOBEPXHOCTEH.

Ha puc. 3 u 4 npencrasieH aHaiau3 MOBEPXHO-
cTeii 3arotoBku (00pasubl Ne 4 u 2) mocne 320 u mo-
caenytomero DIIII.

Amnanms moBepxHOCTH 00pasma Ne 4 mokasai, 9To
nociie 950 00paboTaHHAs TOBEPXHOCTh MPEACTABIISACT

50.00
il
um A = { \I A
0 A, g /\ A A A Fa [\ A A A
| ¥ L4 VTV WA, N v 7" =~ (WA Ny
-50.00
4.00 mm
Roughness parameters
Ra 7,6677 um
R Sm 322,1818 um
Rz 42,7777 um
Rmax 60,5921 um
a
10.00
um /\ !"\ £
N LIV A Y WA TN A TR |12 O e N A NN { I . VYN AV (o
RN ARE T Y Y T e
-10.00
4.00 mm
Roughness parameters
Ra 1,6221 um
R 8m 1974211 g
Rz 8,8085 um
Rmax 10,8938 um

7

Puc. 1. IIpodunorpammer noBepxHocted petanei nociae 330: a — netans Ne 2; 6 — nerans Ne 4
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10.00

o . — -

NS T , X

-10.00
4.00 mm
Roughness parameters
Ra 1,6248 um
R Sm 355,5000 ym
Rz 7.5185 um
Rmax 9,9978 um
a
5.000 T
o ' A \‘\..U‘n/“/m_’\‘ WM
-5.000
4.00 mm
Roughness parameters
Ra 0,4710 um
R Sm 421,4375 ym
Rz 2,7032 um
Rmax 4,0912 um
6

Puc. 2. IIpodunorpammer noBepxHocTe aetaneit mocie OIIII: a — nerams Ne 2; 6 — nerans Ne 4

Puc. 3. Muxpockonnueckuii aHanu3 oopaboTaHHIX moBepxHocTer aetamu Ne 4, X100:
a — moBepxHOCTh mocie II0; 6 — moBepxHOCTH mocie M1

a o
Puc. 4. Mukpockonudeckuii anamm3 o0paboTaHHbIX moBepxHOcTel aetamu Ne 2, X100:
a — noBepxHocTs nocne 990; 6 — noBepxHOCTh mocie DIIT
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co0o#i DOJIBIIOE KOJIMYECTBO HAJIOKEHHBIX JIPYT HA JPY-
ra eJMHUYHBIX JIyHOK (CM. pHc. 3, a). BugHsl crnens! on-
JIaBJICHUS] METaJIa Ha TPaHuIax JIyHOK. [loBepxHOCTH
obpasma Ne 2 (cMm. puc. 4, a) mocine 50 xapakTepusy-
€TCs YBCIIMYCHHBIM pPasMEpOM €AMHHUYHBIX JTYHOK 663
YEeTKO BBIp@KEHHBIX rpaHul. HabmomaioTcst 30HHI 10-
BBIIIEHHOTO IUIABJICHHS METaIIA.

IMocne DIIIT (em. puc. 3, 6 u puc. 4, 6) Ha 0Opa-
OOTaHHBIX IOBEPXHOCTIX HE HaOJIIOAaeTcs SIPKO BbI-
PaKEHHBIX CJIEIOB CIMHWYHBIX JTyHOK. [loBepXxHOCTH
pOBHas, 30H OIUIaBIIeHHA MeTauia mocie 990 He Ha-
Omopaercs.

B xozme mpoBeneHHOTO HCCleIOBaHHS yCTaHOB-
JICHO, 9TO ISl 00pabOTKH 3aroToBKH MeromoMm D20
Ui o0ecrieueHHs IEPOXOBATOCTH  MOBEPXHOCTH
1,6 MKM HEOOXOJMMO HCIIOJIH30BAaTh PEXHUM C MHHH-
MaNbHOW 3Heprueil umiynbca (oopaszery Ne 4). IToka-
3aHO, YTO JUIs TOJYYeHHs aHaJOTMYHOTO 3HAYCHHS
IIEPOXOBATOCTH BO3MOXKHO HCIIOJIBb30BaTh TEXHOJIO-
ruto GpuHUIIHON 00paboTku Meronom OIIIT B coyera-
HUH ¢ 0oJee MPOU3BOAUTENBHEIM peskuMoM D30 (00-
pazen Ne 2).
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