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BITIUAHUE HAMNPAXXEHUA U CKOPOCTU CMOTKU
ANEKTPOOA-INMPOBOJIOKU HA ®OPMUPOBAHUE
LUEPOXOBATOCTN OGPABEOTAHHOW NOBEPXHOCTH
NP NPOBOJIOYHO-BLIPE3HON
ANEKTPO3PO3UOHHOWN OEPAEOTKE

O6beKkToM MccneaoBaHus sIBNSETCS npouecc hopMMpoBaHusl LepoxoBaTocTn obpaboTaH-
HOM MOBEPXHOCTU NPU MPOBOSIOYHO-BLIPE3HOWN 3MEKTPO3PO3noHHOM obpaboTke ([MBA30). Lepoxo-
BaTOCTb 0BpaboTaHHoOW noBepxHocTu npu NMBA30 3aBUCUT OT MHOXeCTBa (akTOpOB: CBOWCTB pabo-
Yeln XuOKocTu, ceoicTB obpabaTbiBaemMoro marepuana, CBOMCTB 3MeKTpoAa-NnpoBOSiokK, napameT-
poB uMmnynbca (Bpems BKIIOYEHUS W BBIKIMIOYEHWS UMMYNbCa, HanpsbkeHve B 3a3ope, cuna Toka
1 Ap.), CKOPOCTU CMOTKM MPOBOJIOKN, BbICOTbI 06pabaTbiBaemol 3arotoBku 1 agp. lNpuHMMas Bo BHU-
MaHue MHoxecTBO ¢akTtopoB MNBO30, BnMaAOWMX HA POPMMPOBaHME LLEPOXOBATOCTM obpaboTaH-
HOW NOBEPXHOCTU, ANA aHanu3a B3aMMOCBA3M LienecoobpasHo NpUMEeHATb METOAMKY NNaHNpoBaHNs
aKcrnepumenTa. Llenbio paboTbl ABNAeTCS aKCnepuMeHTanbHoe NccnefoBaHne BAMAHUS HanpshxkeHns
N CKOPOCTU CMOTKM 3MeKTpoAa-npoBOSIOkM Ha (hOpMMUpOBaHME LepoxoBaTocTu obpaboTaHHOM no-
BEPXHOCTN MpPW MPOBOJIOYHO-BLIPE3HON 3MEKTPOIPO3NOHHON 0bpaboTke. JKCnepvMeHTanbHoe Wc-
crnefoBaHve MPOBOAMUTCA MO MeToAy MONIHOro (hakTOPHOro 3KcrnepumeHTa. B kayecTBe OCHOBHbIX
dakTopoB ANA NpoBeAeHVs 3KCrepumeHTa BblbpaHbl CKOPOCTb CMOTKM 3neKTpoAa-npoBOSIOKM
(M/MWH) 1 HanpsixeHne B 3a3ope (B). B paboTte nokasaHo, YTo Npu yBenuyeHun Hanpsbkenus U npu
obpaboTke TuTaHa mapku BT3 u ctanu mapkn 09IN'2C wepoxoBaTocTb 06paboTaHHOW NOBEPXHOCTH
Ra (Mkm) yBenuumuaetcs. YCTaHOBMEHO, YTO Npu yBenuveHnn Hanpsbkenmsa U npu obpaboTke anto-
MUHUS 1 cTann mapkn 40XH2M2 wepoxoBaTocTb obpaboTaHHoW noBepxHocTn Ra (MKM) ymeHblua-
eTcs. Mpu yBennyeHnnm ckopocTu CMOTKM MPOBOMOKN v (M\MUH) npy o6paboTke antoMUHUS 1 TUTaHa
mapkn BT3 wepoxoBaTocTb 06paboTaHHON noBepxHOCTN Ra (MKM) yMeHblUaeTCcs B Manbix Avanaso-
Hax. OnpegeneHo, 4YTo nccnegyemblii napaMeTp — CKOPOCTb NoAayun NPOBOSOKN V (M\MWH) — npu 06-
paboTke ctanen mapok 09I2C n 40XH2MA He okasblBaeT CyLLECTBEHHOro BMMSAHUSA Ha hopmumpoBa-
HUe LepoxoBaToCcTn 0bpaboTaHHON NOBEPXHOCTH.

KntouyeBble crnoBa: NPOBOJIOYHO-BbIpE3HasA 3NEeKTPO3PO3NOHHAA 06pa60TKa, ANeKkTpoa-npoBo-

NOKa, LWepoxoBaToCTb, Ka4yecTBo, CbaKTOpHI:IIZ OKCMEepUMEHT, perpeCCI/IOHHbIVI aHanus, amnupuyeckasn
Mozernb, 3aBUCUMOCTb, HanpsaXxeHune, UMnynbc, peXXuMbl O6p660TKVI.
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INFLUENCE OF VOLTAGE AND WIRE SPEED ON FORMING
THE MACHINED SURFACE ROUGHNESS DURING WIRE
ELECTRICAL DISCHARGE MACHINING

The object of research is the process of formation of the roughness of the machined surface
during wire electrical discharge machining (WEDM). The roughness of the machined surface by WEDM
depends on many factors: the properties of the working fluid, the properties of the material being proc-
essed, the properties of the electrode-wire, pulse parameters (the time of turning on and off a pulse
voltage in the gap, current, etc.)., The wire speed, the height of the workpiece and others. Taking into
account the many factors influencing the formation of WEDM roughness of the machined surface for the
analysis of the relationship is the use of appropriate techniques of experimental design. The aim is to
study the influence of experimental stress and wire speed formation surface finish at wire-wire electric
discharge machining. Experimental research is conducted by the method of full factorial experiment.
The main factors selected for the experiment, select the wire speed (m/min) and the gap voltage (B).
It is shown that an increase in voltage U, in the processing of titanium VT3 and Steel 09G2S, machined
surface roughness Ra, microns increases. It is found that increasing the voltage U, in the processing of
aluminum and steel 40HN2M2, machined surface roughness Ra, microns decreases. By increasing the
speed of wire winding v (m/min), treated aluminum, and titanium VT3, machined surface roughness Ra,
microns decreases in low ranges. It was determined that the monitoring parameter wire speed v (m/min)
when processing steel grade 09G2S and 40HN2MA has no significant effect on the formation of the
roughness of the machined surface.

Keywords: wire cut EDM, electrode wire, roughness, quality, factorial experiment, regression
analysis, empirical model, dependency, voltage, impulse, cutting conditions.

TexHoa0rHsT TPOBOJIOYHO-BBIPE3HON 3JEKTPOIPO3ZUOHHON 00pabOTKH
(IIBO50) no3BosseT U3roTaBIMBaTh AETAld CIIOKHOM IeOMETPUYECKON
(OopMBI C BBICOKOH TOYHOCTBIO M HM3KOW MIEPOXOBaTOCTHI0. COBpEMEHHBIE
[IBOD crtanku no3BoJsOT 00ecreynBaTh U3rOTOBICHUE JIeTajlei, COOTBET-
ctByroux 12-my knaccy miepoxosaroctu [1]. B cBsasu ¢ atum I1BOD0O
LIMPOKO MPUMEHSAETCS Ha BELYIIHUX MAIIMHOCTPOUTEIbHBIX NPEAIPUATHSAX.

[Tpormecc AMEKTPOIPO3NOHHON OOPAOOTKH SBISETCSA CIOKHBIM SJICK-
Tpodpusndyeckum mnpoueccom [1-8]. ILllepoxoBaTocTs 00paboTaHHOM THO-
BepxHOoCcTH npu [IBDD0O 3aBUCUT OT MHOKECTBA (aKTOPOB: CBOMCTB pabo-
4el KUAKOCTH, CBOMCTB 00padaThIBAEMOT0 MaTepuasa, CBOMCTB AJIEKTpoia-
IIPOBOJIOKH, NTapaMeTPOB UMITYJIbCa (BpeMs BKIIOUECHUS U BBIKIIOUEHUS UM-
MyJibCca, HaNpsDKEHUE B 3a30pe, CHJIa TOKA U JIp.), CKOPOCTH CMOTKH IIPOBO-
JIOKH, BBICOTHI 00pabaTeiBaeMoii 3aroToBKH u ap. [9-10].
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[Tpunumas BO BHUMaHuEe MHOXeCTBO (hakropoB [IBDDO, Bnustomumx
Ha (OPMUPOBAHKE MIEPOXOBATOCTH O00PaOOTAHHON MOBEPXHOCTH, JJISI aHA-
732 B3aMMOCBSI3U II€JIECOO0Pa3HO MPUMEHEHHE METOIMKH TUTAHUPOBAHHS
JKcHepumeHTa [2, 5, 11].

B pa6otax [11, 12] nomy4eHbl SMIUPHYECKUE MOEIH, TIO3BOJISIONINE
OLICHUTH BIIMSIHHE PEKHMOB 3JIEKTPOIPO3ZHOHHON 00pabOTKH (BpeMsi BKIIIO-
YCHUS W BBIKIIOYCHHS HMITYJIbCOB), BBICOTHI OOpaOOTKM U (PHU3HKO-
MEXaHUYECKUX CBOICTB 0OpabaThiBaeMOro MaTepuasia Ha LIEpPOXOBATOCTb
obpaboTanHoit noBepxHocTu nocie [IB2330. B paborax [11, 13-20] noxka-
3aHO, YTO 3HA4YEHHE 1mepoxoBaTocTu Ra (MKkM) 00pab0TaHHON MOBEPXHOCTH
00paTHO MPONOPIMOHAIBLHO CKBAXXHOCTH HMIYJbCOB. llpu yBenuueHuH
BPEMEHU BKIIOYECHUSI UMITYJIBCOB f,, (MKC) ¥ CHH)KCHUH BPEMEHHU BBIKJIIOUE-
HUSL UMITYJIbCOB f, (MKC) YBEIMYMBAECTCSl 3HaYEHHE IIEPOXOBATOCTH 00Opa-
O0OTaHHOW TMOBEPXHOCTH. YCTaHOBJIEHO, 4yTo mpu [IBODO wmarepuanos
C BBICOKUM KO3(DPUITMEHTOM TEIUIONPOBOAHOCTH MIEPOXOBATOCTH 0Opada-
THIBa€MOIl MOBepXHOCTH Ra (MKM) yBenM4YMBaeTCs. YBEJINYEHHE BBICOTHI
00pabaThIBa€MOI 3arOTOBKH BEJET K YBEIMUCHUIO IIIEPOXOBATOCTH 00pado-
TAaHHOM MOBEepXHOCTHU. [IpM yBenuueHUH BBICOTHI 0OpabaThiBaeMoOi 3aro-
toBku ¢ 50 no 80 MM Ra (Mkm) yBenmuuBaercst B 1,1 pasa. Ilomyuennas
B paboTe 3MIupHUYecKas MOJEIb MO3BOJISAET OLEHUTh BIMSHUE JIMIIb HEKO-
TOpBIX MapaMmeTpoB mpouecca [IBO30 Ha mepoxoBarocts 00paboTaHHOMN
noBepxHocTu. s pacmmpeHus 3HaHMW B 00JIACTH M3yuY€HUs Ipolecca
I[IBO20O u mporHo3WpoBaHUs MMapaMETPOB KadecTBa 0OpabOOTaHHOW TO-
BEPXHOCTH HEOOXOAMMO MPOBECTH JIOTIOJIHUTENbHBIE HCCIIEIOBAHMUS.

B pa6ote [11] moka3zaHo, 4YTO yBeIWYEHHE 3HAYEHHUS LIEPOXOBATO-
ctu npu [IBODO cBA3aHO ¢ HEPABHOMEPHOCTHIO PacHpeAesieHUuss MexX-
aneKTpoHOTO 3a30pa (MD3) B mporecce 00pabOTKH B CBA3M C TOMaja-
HUEM 3JIEKTPOIPO3MOHHOIO IIjlaMa B KaHall mpobos. Yem Oomblie mio-
maab o0pabaTeiBaeMO 3arOTOBKH, TEM OOJIBIIE BEPOSTHOCTh CKOTIIICHUS
nulaMa B KaHase npo0osi. Hanuune npoaykToB 3po3uu B KaHaie 1npobos
ABJIETCS] OJTHOM U3 MPUYMH BO3HUKHOBEHUS JOTOIHUTEIBHBIX HCKPOBBIX
pPa3psAoB MEXAY 3JIEKTPOJOM-TIPOBOJIOKOW M METANIMYECKUMH YacTH-
aMU y>K€ YJaJIeHHOr0 MaTepuala, 4YTo CocoOCTBYEeT HEPAaBHOMEPHOMY
dopmupoBanuto 1mepoxoBaroctu. Ha dopMupoBaHue IOMOJHUTEIBHBIX
UCKPOBBIX pa3psioB B Ipoiecce 00pabOTKH CYIIECTBEHHO BIHSIOT CKO-
POCTh CMOTKH JJIEKTPOIA-TIPOBOJIOKM M HANPSDIKEHHE B 3a30pe MEXIy
ANEKTPOJAMHU.
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Lenbto paboThl SBISETCA SKCIEPUMEHTAIBHOE HCCIIEOBAaHUE BIIUS-
HUS HaIlPSDKEHUSI U CKOPOCTU CMOTKH 3JIEKTPOJIa-IIPOBOJIOKU Ha (HOPMUPO-
BaHUE MIEPOXOBATOCTH OOpPaOOTAaHHOH MOBEPXHOCTH NPU TPOBOJIOYHO-
BBIPE3HOI AJIEKTPOIPO3NOHHON 00paboTKe.

OKCHEepUMEHTAIbHOE UCCIIEOBAaHUE IPOBOJUTCS 110 METOJLY ITOJIHOTO
(aKTOPHOTO SKCIIEPHUMEHTA.

HeobxoauMoe KOIMYECTBO 3KCIEPUMEHTOB N PAaCCUUTHIBACTCS IO

dbopmye [17]
N=n", 1)

Izl 1 — KOJIMYECTBO YPOBHEMH; k — 40 GaKTOpOB.

B kagectBe (hakTOpOB, BBIOpAaHHBIX ISl TMPOBEICHUS (PAKTOPHOTO
aHan3a, OTNpPeICIICHBI CIICAYIOIINE TTapaMeTpPhI:

1) nanpsoxenue B 3a3ope U (B);

2) CKOPOCTH TTOAa4YH MPOBOJIOKH V (M/MHH).

BapeupoBanue (akTopoB OCYIIECTBIISIETCS Ha JBYX YPOBHSX (BEpX-
HeM U HuwkHeM). CorylacHO ypaBHEHUIO (1) KOJIMYECTBO OINBITOB PaBHAETCS
YeThIpeM.

B Tabn. 1 npencrabneHsl ypoBHU (haKTOPOB M MIX KOJIOBBIE 0003HAYCHUSI.

Tabmumna 1
YpoBHM U UHTEPBaJIbl BAPHUPOBAHUS (PAKTOPOB
YpoBHH PaKTOpOB
@aktopel |O603HaueHue| Bepxuwuit OcHoBHOH Hyoxunit Ba?g;;g ::IJ;H;{
(D) ©) D
U,B X1 60 45 30 15
v, M/MHH Xo 5 3 1 2

3aBucumocth Ra (MKM) oT umccnemyembix (DaKTOpOB Ipe/CTaBlieHA
JMHEWHBIM ypaBHECHHEM BUJ1a

y=b,+bx, +b,x, +b,xx,, 2)

rJie y — ToKa3aTesb KauecTBa 00pabOTaHHOW MOBEPXHOCTH (IIEPOXOBATOCTD
oOpaboTraHHO# moBepxHOCTH Ra); X1, X, — KOIMPOBaHHBIE 3HAYECHUS (DaKTO-
poB U, v COOTBETCTBEHHO; b — KO3(PDHUIIUEHT PErpecCuu.

JInst mpoBeieHNsT SKCIIEPUMEHTOB HCHOJIB3YIOTCS YeThIpe 00padarhl-
BaeMbIX MaTepuaa:

1) turan mapxu BT3 mo 'OCT 19807-91;
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2) amomunuii ynctsiilt Al mo 'OCT 4784-97;

3) cranb mapku 09I'2C no 'OCT 19281-89;

4) cranp mapku 40XH2MA no 'OCT 4543-71.

Koaddurments! TeruonposonHoctu A (Br/MK) npencraBnenHsx ma-
TEpUAJIOB NPUBEICHBI HIKE.

KoaduumeHTs! TemI0mpoBOIHOCTH MaTEPHUAIIOB:

Matepuan A, Br/mMK
Tutan mapku BT3 7,1
AnmroMuHu# YiCTHIN Al 9,4
Cranb mapku 09T2C 0,04
Cranp mapku 40XH2MA 0,14

3aroTOBKM BBIMOJIHEHBI B BHUJAE JIUCTOB MHPSIMOYTOJIBHOTO CEYEHHS.
TomniuHa 0THON 3arOTOBKU 8 MM.

DKCHEPUMEHTAIBHOE HUCCJEI0BAHUE MPOBOJIMIOCH HA IMPOBOJIOYHO-
BBIPE3HOM 2JIEKTPO3p03uOoHHOM cTaHke Eco Cut.

N3mepenue mepoxoBatocT 00pabOTaHHOW MOBEPXHOCTH IMPOBOIM-
nock o I'OCT 2789-73, B xauecTBe 000pyA0BaHUs BbIOpaH mpoduiaomerp
Mahr Perthometer S2.

B kagecTBe aJeKTpoAa-MHCTPYMEHTa BbIOpaHa AIIEKTPOIPO3UOHHAS
npososioka Berco Cut (auamerp 0,25 mm). O6paboTka MpoBOAMIACE B IUC-
TUJUIMPOBAHHOMU BOJE.

JI71s1 HOBBIIIEHNS TOYHOCTH MPOBEACHUS SKCIIEPUMEHTOB KaXK]IbIil OIBIT
B CepelIMHE MHTEpBaja BApbUPOBAHHUS TAPAMETPOB OBTOPSUICS TPH pasa.

[TomydeHHbIE SMIUPUYECKHIE 3aBUCIMOCTH TPEJICTABICHHI B Ta0M. 2.

Tabmua 2
PerpeCCI/IOHHBIC MOACIN
Howmep O6pabaTriBaeMBbIit OMnuprdeckas MOJeNb
MOJISIIH MaTtepHa
1 BT3 Ra =10"-(2,265 + 0,001U — 0,105v + 0,002Uv)
2 Al Ra=10"-(3,27 — 0,01U + 0,08v — 0,002Uv)
3 0912C Ra=10"-(0,67 + 0,011V )
4 40XH2MA Ra=10"°-(1,77 - 0,011V )

Amnanus 3aBucuMocTeii (cM. Tabu1. 2) mokasai:
1. Ha ¢popmupoBaHue mepoxoBaTOCTH MOBEPXHOCTH MPU 00paboTKe
tutana mapku BT3 u amromunmst Al oka3pIBalOT BIUSHUE BCE UCCIIETyEMbIC
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(bakTops! (HanmpsHKEHHE B 3a30p€ M CKOPOCTh CMOTKU MPOBOJIOKH), a TAKXKe
UX COBMECTHOE B3aUMO/ICHCTBHE.

2. Ha ¢opmupoBaHue 1IepoX0oBaTOCTU MOBEPXHOCTH MpH 00padoTke
craneit Mapok 0912C u 40XH2ZMA oka3bIBaeT BIMSHUE TOJBKO OAUH HC-
cnenyeMblid akrop (HampspkeHue B 3a3ope). Ilpu mMatemarndeckoit oOpa-
0O0TKE perpecCHOHHBIX MoJeNel K03 PHUIMEHTHI, CBS3aHHBIE C TAPAMETPOM
«CKOpOCTh TOJa4¥ MPOBOJIOKHU», CYMTAIOTCS CTATHCTUYECKH HE3HAUUTENb-
HBIMHM U WCKJIIOYAIOTCS U3 YPAaBHEHUS PETPECCHM, TaK KaK UX 3HAUYEHUs IO
a0COIOTHON BETTMYMHE MOJYYHIIUCh HAMHOTO MEHBIIE JOBEPUTEILHOTO UH-
TepBana. CTOUT OTMETUTh, YTO MPUYMHON HE3HAUUTEITHLHOTO BJIHUSHUSA CKO-
POCTU CMOTKH MPOBOJIOKHU MpU 00pabOTKe cTajieil MOrJia CTaTh BBICOTA 00-
pabaTbIBaeMoOii JeTau.

Ha ocHoBe monydeHHBIX 3aBUCHMOCTEI MOCTpOEHbI rpaduku 3aBUCH-
MOCTH IIEPOXOBATOCTH 00pabOTaHHOM MOBEPXHOCTH OT MApaMETPOB MOJIEIIH.

Ha puc. 1 npencrasien rpaduk 3aBUCHMOCTH IIEpOX0OBaTOCTH Ra (MKkM)
oOpaboranHoi oBepxHOoCcTH BT3 0T hakTOpOB, paCCMOTPEHHBIX B MOJICIIH.

2,35
2,34
2,33

; e
2,32 /
231 —
2,30
22 \/.'?‘\*
2,28
2,27

; e
2,26 /
2,25
2,24

[ITepoxoBarocts Ra, MkM

25 30 35 40 45 50 55 60 65

- Hanpsbxenue U, B
| | | |

1 2 3 4 5
- CKOpOCTb CMOTKH V, M/MUH

Puc. 1. 3aBucuMOCTb IEpOXOBATOCTH 00paOOTaHHOM
ITOBEPXHOCTHU THTaHa OT ycioBuii [IBO20

N3 ananuza rpadukoB clienyeT, 4TO MEePOXOBATOCTh MOBEPXHOCTHU
MPSMO TPOMOPIMOHATBFHA HANIPSKEHHOCTH TOJIS IPpH 00paboTKe TUTaHA
Mapku BT3. VBennueHue HampsKEHHOCTH MOJIS MPUBOAUT K yBEIUYe-

180



Brusnue HANPANCEHUSL U CKOPpOCMU CMOMKU 3fzekmp00a—np030ﬂ01<u Ha wepoxosamocmos

HUIO 3HAYEHMS IIEPOXOBATOCTH 00paboTaHHOHN moBepxHOCTH. M3 mpose-
J€HHBIX JKCIIEPUMEHTOB YCTAHOBJIEHO, YTO IPOLECC pE3aHUs TUTaHA
C MUHMMAaJbHBIM HAIpsSKEHUEM TOJISI XapaKTepU3yeTCsl MOBBIIICHHOM
MPOU3BOIUTEIILHOCTBIO.

W3 rpaduka BUAHO, YTO MPHU YBETUYEHUU CKOPOCTH CMOTKU IPOBO-
JIOKM YMEHbILAETCS LIEPOXOBATOCTh 00paboTaHHOW mNoBepXHOCTU. YUem
0oJblIEe CKOPOCTh CMOTKH MPOBOJIOKU, TEM ObICTpee MPOUCXOIUT yJae-
HUE NPOAYKTOB 3PO3UU U3 MEKIIEKTPOAHOro 3a30pa. OTCyTCTBUE AOIOII-
HUTEJIBHBIX HCKPOBBIX pa3psioB MEXIY 3JEKTPOAOM-UHCTPYMEHTOM
Y METaJUIMYECKUMU YaCTUIIAMH YK€ yIaJIEeHHOTO MaTepuaia CliocoOCTBYeT
6osee paBHOMEPHOMY (POPMUPOBAHUIO IIEPOXOBATOCTH 00pabaThiBaeMO
noBepxHocTu. IlokazaHo, YTO BIMSHHME CKOPOCTH CMOTKHU IPOBOJIOKH Ha
dbopMUpOBaHHE IIEPOXOBATOCTH TpU 00paboTke THTaHa mapku BT3 oka-
3anach HECYIIECTBEHHOM.

I'paduk 3aBUCHMOCTH MIEPOXOBATOCTH OOPaOOTAHHON IMOBEPXHOCTH
AIIOMHHUS OT (PaKTOPOB, PACCMOTPEHHBIX B MOJIEJH, TIPEACTABJIEH Ha pUC. 2.

3,05
3,00 y

2,95 ™
2.90 N

2,85 A

2,80 \"
2,75 B
2,70 — S

i
2,65 ~

2,60

[lTepoxoBarocts Ra, MKkM

25 30 35 40 45 50 55 60 65

—— Hampspxenue U, B
| | 1 :

1 2 3 4 ]

- CKOpOCTb CMOTKH V, M/MHH

Puc. 2. 3aBucumMocTs mepoxoBaTocTi 00paboTaHHOI
MTOBEPXHOCTH aIIOMUHHSA 0T ycioBuit [IBO30O

W3 ananuza rpaduKoB CIEIyeT, YTO IIEPOXOBATOCTh MOBEPXHOCTH
00paTHO MPOMOPLHOHATIBHA HANPSHKEHHOCTH IOJISl TPH 00paboTKe YHCTOro
ATIOMHUHUS. YBEJIMYEHNE HANPSXKEHHOCTU IOl IPUBOAUT K YMEHBIICHUIO
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3HAYEHHUs IIEPOXOBATOCTH 00paboTaHHON MOBepxHOCTH. [l 3HaUeHHs Ha-
npsbkeHHocTH 1ot 30 B mepoxoBaTocTh NOBEPXHOCTH 3arOTOBKHM U3 aJlto-
MuHUSL coctaBisieT 2,99 Mkm. [lpu yBenuyeHMM HampsHKEHHOCTH MO
no 3HadeHus 60 B BennunHa MIEPOXOBATOCTH MOBBIIACTCS 10 3HAYCHUS
2,63 mxM. M3 npoBeeHHBIX SKCIEPUMEHTOB YCTaHOBJIEHO, UTO MPOLIECC pe-
3aHUS C MUHUMAaJIbHBIM HAIPSDKEHUEM I0JISL XapaKTepU3yETCsl MOBBIIIEHHON
MIPOU3BOUTENBHOCTBIO.

W3 rpaduka BUJHO, 4TO MPHU YBETMUEHUH CKOPOCTH CMOTKH MPOBOJIO-
KM YMEHBIIAETCS IIEPOXOBATOCTh 00paboTanHOI moBepxHOCTU. Yem 60ib-
1€ CKOPOCTh CMOTKHU MPOBOJIOKH, TEM ObICTpEE MPOUCXOAUT yAAJIEHUE TIPO-
IOYKTOB 3po3uu n3 MO3. OTCyTCTBUE NONOJHUTENBHBIX HCKPOBBIX pa3psI0B
MEXIY 3JIEKTPOJAOM-UHCTPYMEHTOM U METaNIMYECKUMHU YaCTULIAMU YXKe
yIaJCHHOTO MaTepualia CIiocoOCTByeT Oojiee paBHOMepHOMY (hopMupoBa-
HUIO IIEPOXOBATOCTH 0OpabaTeiBaeMoi moBepxHocTu. [lokazano, 4ro Bius-
HUE CKOPOCTH CMOTKH IPOBOJIOKM Ha (POPMHUPOBAaHHUE MIEPOXOBATOCTH IPH
00paboTKe YHCTOrO ATFOMUHUS OKa3aJlach HECYIIIECTBEHHOM.

I'paduk 3aBUCUMOCTH MIEPOXOBATOCTH OOPaOOTAaHHOW IMOBEPXHOCTH
ctanu 091"2C ot HanpskeHHOCTH 1oJst U nipeicTaBieH Ha puc. 3.
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Puc. 3. 3aBucuMOCTB IEpOXOBATOCTH 00PaOOTaHHOM MOBEPXHOCTH
OT mapameTpa HanpspkeHHocTH nodist U ipu o6pabdoTke ctanu 0912C

[loka3aHo, 4TO IIEPOXOBATOCTb MOBEPXHOCTH MPSAMO MPOINOPIHO-
HaJIbHA HAIPSHKEHHOCTH MOJIs IpH 00padoTke cranu Mapku 0912C. Ypenu-
YeHHEe HaIPsHKEHHOCTH Mostst mpu o0padoTke ctanu mapku 091 2C npuBoaut
K YBEJIMYEHHUIO 3HAUYEHUS IIEPOXOBATOCTH 0OpabOTaHHOW MOBEPXHOCTH.
Jlia 3HaueHus HampspkeHHOCTH nois 30 B mepoxoBaTocTh MOBEPXHOCTH
coctassieT 1,00 mxm. [Ipu yBennueHUN HANPSHYKEHHOCTH TIOJIS 10 3HAUYCHUS
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60 B BeanunHa MIEPOXOBATOCTH MOBBIMIACTCS 10 3HaueHus 1,33 MKM it
ctanu Mapku 091" 2C.

I'paduk 3aBUCUMOCTH HIEPOXOBATOCTH OOPaOOTAaHHOW MOBEPXHOCTH
cranu 40XH2MA ot HanpspkernHocTy nosist U peacTaBiieH Ha puc. 4.
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[IepoxoBarocTh
MoBepXHOCTH Ra, MKkM

Puc. 4. 3aBucuMOCTSb 1IEpOXOBATOCTH 0OPAOOTAaHHOM MOBEPXHOCTH
OT MapaMeTpa HarpspKeHHOCTH 1o U tipy 06paboTKe cTaju
Mmapku 40XH2MA

W3 ananuza rpaduka cienyer, 4To MIEePOXOBATOCTh MOBEPXHOCTH 00-
paTHO MPOMOPLHUOHAIbHA HAMIPSKEHHOCTH MOJIs Mpu 00paboTKe cTanu mMap-
ku 40XH2MA. YBenuueHue HampsyKEHHOCTH TOJS MpU 0OpabOTKe cTamu
Mapku 40XH2MA npuBOAMT K YMEHBIICHHIO 3HAUEHHUS ILIEPOXOBATOCTH
obpaboTtanHOW TOBepXHOCTU. J[ns1 3HaueHus HampspkeHHoctu mons 30 B
IEPOXOBATOCTh MOBEPXHOCTH cocTaBigeT 1,44 mxM. [Ipu yBenuueHun Ha-
MPSKEHHOCTH ToJIst 10 3HadeHus 60 B BennunHaA M1epoX0BaTOCTH MOBBIIIA-
ercs 1o 3HadeHud 1,11 mxm st ctanu mapku 40XH2MA.

Ha ocHoOBaHHMU TNpOBENEHHBIX HCCIEIOBAHUN MOXKHO CHAENaTh Clie-
JYIOIII€ BBIBOJIBI:

1. ITomyyeHsl SMOMpPUYECKUE 3aBUCUMOCTH, TTO3BOJISIOLINE PACCUUTATH
IEPOXOBATOCTh 00pabOTaHHOM MOBEPXHOCTH B INpPOLECCE Pe3aHMs pasivy-
HBIX METAJIJIOB.

2. Ilpu yBenuyeHun HampspkeHUs: B 3a3ope U npu 00paboTKe TUTaHa
Mapku BT3 u cramu mapku 091'2C mepoxoBatocTh 00pabOTaHHON TOBEPX-
HocTH Ra (MKM) yBenuuuBaeTcs.

3. IIpu yBenuueHun HanpspkeHus B 3a3ope U mpu 00paboTke amoMu-
Hus u cranu mMapku 40XH2M?2 mepoxoBatocTs 00pabOTaHHON MOBEPXHO-
ctu Ra (MKkM) yMeHbIIaeTcs.

183



A.H. Anuxees, T.P. Abnaz

4. Ilpu yBeJIMYEHUU CKOPOCTH CMOTKH IPOBOJIOKH v (M/MUH) MpH 00-
paboTke ynucToro anmoMuHus U TuraHa mapku BT3 mepoxoBaTocts 06pado-
TaHHOU MoBepXxHOCTH Ra (MKM) yMEHBIIaeTCsl B MaJIbIX AINa30HaXx.

5. YCTaHOBIEHO, YTO MCCIIEAYEMBI MapaMeTp — CKOPOCTh I10/Ia4u
MPOBOJIOKH Vv (M\MHUH) — mipu 00paboTke craneit mapok 091'2C u 40XH2MA
HE OKa3bIBAaeT CYNIECTBCHHOI'O BIHMSHUS HA (POPMUPOBAHHUE IIEPOXOBATOCTH
00pabOTaHHOM MTOBEPXHOCTH.
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