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Pesiome

OmHnM 13 (hakTOpOB KadecTBa 00pabOTaHHOI MOBEPXHOCTH SIBISIOTCS OCTATOYHbIE HANPSDKEHHSI, BOSHUKAIOIINE ITOCIIe MEXaHUIe-
CKOM 00pabOTKH, KOTOpPBIE HMEIOT BaXKHOE 3HAUECHHE JUIS IOITOBEYHOCTH M HAJIGKHOCTH KOHCTPYKIMHI U n3zienuil. B cBs3u ¢ aTiM
AKTYaJIbHOCTh OIPE/ICNICHHs] TAKMX OCTATOYHBIX HANpPSHKEHUH CTAaHOBUTCS Bce Oonee BakHOH 3amauell. OCTaTOUHbIC HANPSOKCHUS
HEOOXO/IMMO YUUTBIBATh MPH MPOSKTHPOBAHUH U M3TOTOBIICHUH M3enuid. OnpesenieHre YpOBHs HAPSHKSHUH U UX paclpeaesieHHs
B MaTepHaje OMOTaeT IPeJOTBPATHTh BOZHUKHOBEHUE MPOOJIEM U TOBPEXKICHUH MPH SKCIUTyaTalluy IPOAYKIIHMH, a TAKKe ONTH-
MH3MPOBATh MPOLECCH 00PaOOTKU U MOBBICUTH €€ Ka4ecTBO M HAJeKHOCTh. CyILIECTBYIOT pa3inYHbIC METOABI IS U3MEPEHHS 1
CHSTHSI OCTATOYHBIX HAINPSDKCHUH, TAKHE KaK MEXaHMYECKHil, pEHTTCHOCTPYKTYPHBIH, aKycTHYeCKUi 1 1p. Bece OHM MMEIOT cBOU
JOCTOMHCTBA M HEJIOCTATKH, M BHIOOp METO/Ia 3aBUCHT OT KOHKPETHBIX TpeOoBaHMil U yciaoBuid. OHAKO OTCYTCTBYET CHOCO0, 103~
BOJIIIONIMI Ha CTaJHU TEXHOJIOTHYECKOrO MPOSKTUPOBAHMS M3 IIPOTHO3UPOBATH JOITYyCTUMBIN yPOBEHb OCTAaTOYHBIX HArIps-
JKeHHWH. B maHHO cTaThe mpeutokeHa M OIMcaHa METOJHMKAa, OCHOBAaHHAS HA HCIOJBb30BAaHUHM KOMITBIOTEPHOIO MOJEITHUPOBAHM,
KOTOpast IOMOTaeT IPOrHO3UPOBATh U KOHTPOIMPOBATh YPOBEHb U BEJIMYMHY OCTATOYHBIX HAIPSHKEHHUIT ellie Ha CTaIuH TeXHOJIOTU-
YeCKOW MOATOTOBKU MPOM3BOACTBA. [IpHMEHEeHNE KOMITBIOTEPHOTO MOJCTUPOBAHHSI COBMECTHO C JaHHBIMH O MaTepHaiiax U Mpo-
recce 00pabOTKU aeT BO3MOKHOCTb TOYHO HACTPOHUTH MapaMeTphl 00pabOTKHU, YTOOBI TOCTHYB KEJTAEMOro YPOBHS U 3HAaKa OcTa-
TOYHBIX HAPSHKEHHH, YTO MOBBICHT 3(()EKTHBHOCTb IIPOU3BOCTBA M CHU3UT BEPOSTHOCTb A()EKTOB MPOIYKIIMH.
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Abstract

One of the factors of the quality of the machined surface is the residual stresses arising after machining, which are important for
the durability and reliability of structures and products. In this regard, the relevance of determining residual stresses, especially
after machining, is becoming an increasingly important task. Residual stresses must be taken into account when designing and
manufacturing products. Measuring residual stresses allows to determine their level and distribution in the material, which helps
prevent problems and damage during operation, it also allows to optimize processing processes and improve the quality and reli-
ability of products. There are various methods for measuring and relieving residual stresses, such as mechanical, X-ray diffrac-
tion, acoustic and others. They all have their advantages and disadvantages, and the choice of method depends on the specific
requirements and conditions. However, there is no way to predict the required level of residual stresses at the stage of technologi-
cal design of a product. This article proposes and describes a technique based on the use of computer modeling, which allows to
predict and control the level and magnitude of residual stresses even at the stage of technological preparation for production. The
use of computer simulation in conjunction with material and processing data makes it possible to fine-tune processing parameters
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to achieve the desired level and sign of residual stresses, which will increase production efficiency and reduce the likelihood of

product defects.
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Beeaenue

B coBpemMeHHOM MUpE KapoITPOYHbIE MaTepH-
aIbl MIUPOKO MPUMEHSIOTCS B PA3IMYHBIX OTPACIISAX
MIPOMBIIUIEHHOCTH, BKITIOYAsi SHEPTETHKY, ABHAITHIO
u TpaHcroptT. [lpu mexaHwmyeckoit 00paboTKe 3ITHX
MaTepuaioB 00pa3yroTCsl OCTAaTOYHBIE HAIPSHKEHHS,
KOTOpBIE MOTYT HETaTUBHO CKa3aThCsl Ha KadeCTBE
00pabOTaHHOW TMOBEPXHOCTH W MPOYHOCTH KOHEY-
HbIX w3menuii. OCTaTOYHbIE HANPSDKEHUS MOTYT
TIPUBECTH K JleopManysaM, TPEIIUHAM M pacTshKe-
HUSIM MaTEpUANIOB, YTO MPHBOAWT K COKPAIICHHUIO
JKU3HEHHOTO [IUKJIA U3/ICNIUI U MOBBIIICHUIO BEPOST-
HOCTH HX BbIX0/a 3 cTpost [1-3].

ITosiBrieHHE OCTATOYHBIX HANPSHKEHUM CBsi3a-
HO C YCTIOBHSIMH W3TOTOBJICHHUS JETAICH, TOATOMY
TEXHOJIOTHYECKHE TIPOLIECCHl WX MPOM3BOJICTBA
JTOJKHBI TIPOCKTHPOBATHCS TaK, 9TO0 BO3HUKAIOIITHE
B MOBEPXHOCTHBIX CJIOSX OCTATOYHBIC HANPSIKCHUS
rapaHTUPOBAIN HAJCKHOCTh PaOOTHI AeTalieii B 3a-
JAHHBIX YCIIOBHSAX OKcIuTyaranuu. Kak w3BecTHO
OCTaTOYHbIC HANPSHKCHUS OBIBAlOT JBYX BHJIOB:
pacTsaruBaronue M CxUMaronue. Pacrsarusaroriue
OCTaTOYHBIE HANPSHKEHUS] MOTYT BBI3BIBATh Jedop-
MaIlM0, TPEIIMHbI B MaTepHaje, YTO NPUBOIUT K
Pa3pyIICHUIO WM CHIDKCHHUIO MEXaHHUYECKUX
CBOICTB 00pabOTaHHOM JeTalH.

Ha dopmupoBanne 3THX  OCTATOYHBIX
HAMPSHKCHUIM OKa3bIBAIOT BIIUSHUE TAKUE MPUYMHBI
KaK IJiacTudeckas jaedopmarysi, JIOKATN30BaHHBIN
HarpeB W (pa3oBBbIE TPEBPAICHUS MOBEPXHOCTHBIX
cioeB u3zenus [4].

Kpome Toro, usmepeHue U KOHTPOJIb OCTa-
TOYHBIX HAIPSHKEHUH IOocie MEXaHW4YecKoW oOpa-
OOTKHM CTaHOBHTCS Bce Ooiee BaKHOW 3amavedl B
CBSI3U C BO3HUKHOBEHHEM TEXHUYECKHX CIIOKHOCTEH

M3-32 KOHCTPYKIMOHHBIX OCOOEHHOCTEH neraneit
MO0 BCIIEICTBHE HEOOXOIMMOCTH pPa3pyIICHUS To-
TOBOTO M3ICITHSL.

Ha npanHBIi MOMEHT CYIIECTBYET MHOXKE-
CTBO METOJOB M3MEPEHUS] OCTATOYHBIX HaIlpsiKe-
HUW: METOJ PEHTTEHOCTPYKTYPHOTO aHaIM3a, Me-
XaHUYECKUH, aKyCTUYECKUH, METOJ KOMIIBIOTEP-
HOTO MOJIeIUpoBaHus U T.1. Bce oHu uMeroT cBou
JIOCTOMHCTBAa U HEAOCTAaTKH, KOTOPBIE BIHSIOT HA
BBIOOpP KOHKPETHOTO METO/a u3MepeHus [S5—7].

B nacrosimiee BpeMsi MIMPOKOE pacmpocTpa-
HEHUE MOJIyYrI METOJ KOMIIBIOTEPHOI'0 MOZEIUPO-
BaHUs Tporiecca TodeHus [8]. B pabore mpemiara-
€TCsI paCCMOTPETh 3TOT METOJ] B Ka4eCTBE CIocoda
omnpeAeNicHUs] YPOBHS OCTATOYHBIX HANPSLKEHUM
MIPY TOUYCHWH KAPOTIPOYHBIX MAaTEPHAJIOB B 3aBU-
CHMOCTH OT Pa3HBIX PEKUMOB PE3aHMs], a UMEHHO
Mpy U3MEHEHUHM CKOPOCTU pe3aHusl U MOJauu pe-
XKyLIero uHcTpyMeHTta. llenpio uccrienoBaHust siB-
JISIETCSI TIPOBEACHUE CPAaBHUTEIHLHOTO aHAN3a Me-
XaHU4YecKoro merona JlaBuIIeHKOBA M KOHEYHO-
3JIEMEHTHOIO METOAA OINpPENETeHUs. OCTATOYHBIX
HamnpsOKEHUH C IEeTbI0 yCTAHOBJICHUS (hakTa, dUToO
METO/]T KOMITBIOTEPHOT'O MOJICIIUPOBAHKS TIO3BOJISIET
Ha CTaJUU TEXHOJOTHYECKONW MOJITOTOBKU MPOH3-
BOJCTBa IPOrHO3UPOBATh C JOCTATOYHOW BEPOST-
HOCTBIO BO3HUKHOBEHHE J1e()OPMAIMOHHBIX SIBJIC-
HUI [OCJIe MEXaHUYECKOH 00pabOTKH.

OnucaHue NpoGAeMHOM CUTYaUUH
M NOCTaHOBKa 3aAauu

CoBpeMeHHOE MPOM3BOJICTBO HA CTAIHU TEX-
HOJIOTHYECKON TOJrOTOBKU 3aKJIaJbIBaeT OIpeie-
JICHHBII YpOBEHb OCTATOYHBIX HAMPSKCHUH TPU
00paboTKe KapONPOIHBIX M3Aenuii. [IpuMeHseMbrit
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Ha TIPOM3BOJICTBE MEXaHHYECKHH METOJ Ompexaese-
HUSL YPOBHS OCTaTOYHBIX HAINPSDKEHWHA SBISETCS
OTpabOTaHHBIM M HAJICKHBIM, OJHAKO UMEET CYIIe-
CTBEHHBII HEJOCTATOK — Pa3pyIlIeHHe TOTOBOTO U3-
JIEJTHS TIOCTIE MEXaHMIECKOW 00pabOTKH.

Hogeiimme MeToapl KOMIIBIOTEPHOTO MOJE-
JUPOBAHMSI TIO3BOJISIIOT CIIPOTHO3UPOBATH YPOBEHB
OCTaTOYHBIX HAMpPsDKEHUM Ha CTaJAuM TEXHOJIOIH-
YECKOW MOJITOTOBKH IMPOU3BO/ICTBA.

MeToAanKa HCCAeAOBaHUNA

[Ipu uccnenoBaHnM BIUSIHUS JIEMEHTOB pe-
JKIMOB pe3aHusi Ha (HOPMHUPOBAHHE OCTATOYHBIX
HaNPsDKCHUH  UCTIONBG30BATI TPy THOOOpabaThiBae-
MBbIE MaTepHalibl, 00JaJalone BHICOKIMM COIPOTHB-
JIeHWeM K TUIACTUYECKOH nedopManii U paspylie-
HUIO TIPH JIEWCTBUM BBICOKMX TEMIIEPATyp M OKUCIIH-
TENBHBIX Cpell, IpHUMEHseMble B aBHACTPOCHHH,
SHEPrOMAIIMHOCTPOCHUH W MPOU3BOACTBE CIICLH-
AIBHBIX W3MIENNI, UMEIOIINE CYIIECTBEHHO Pa3iIHd-
HBIII XUMHUYECKUH W CTPYKTYpHO-()a30BBIi COCTaB,

(PU3NKO-MEXaHWMYEeCKUE CBOWCTBA, YPOBEHb OTHOCH-
TEBHOW 00pabaThIBAEMOCTH pPE3aHUEM: MKapOIIPOU-
HbIE 1e()OPMHUPYEMBIE CIUIABbI HA HUKEIICBOH OCHOBE
XH73MBTHO u XH77THOP (tab6m. 1) [9].

CmiaB XH73MBTIO (ODM698) otHOCHTCS K
TIACTIEPCUOHHO-TBEPICIONTAM KapOTMPOYHBIM
CIUTaBaM Ha HUKEJICBOH OCHOBE, YIPOUYHSIONIMXCS
BCJICJICTBUE BBHIICIICHUS MHTEPMETAILTUAHON (hasbl
y" — daser Tuma Nis(Al, Ti) [10]. Cnoxuoneru-
poBannbiii crmaB XH73MBTIO umeer BbICOKyIO
JUTHTENBHYIO IPOYHOCTh B MHTEpPBaJe TEMIIEpaTyp,
COYETAOMINXCS C JOCTATOYHO BBICOKOW IUIACTHY-
HOCTBIO0. DTH CBOKMCTBA CIUIaBa 00SCIICUUBAIOTCS B
pe3ynbTaTe CIOKHOW TEPMHUYECKOW 00padOTKH.
Cmias XH77TIOP (BM437 B) oTHOCHTCS K JKapo-
MPOYHBIM Je(OpMHUPYEMBbIM CILJIaBaM Ha HHKEIIe-
BOoll ocHOBe. JlaHHBIN Marepuan 00namaeT BHICO-
KOW IUIACTHYHOCTBIO, XOpPOIIO 00padaThIBaeTCs
JIABJICHUEM, JIOMYCKaeT IITaMIIOBKY, IPOKATKY,
npouiIrpoBaHue, Xopoio ceapuBaercs [11].

Tab6auna 1. du3nuxo-MexaHUYeckre CBOMCTBA HCCIEyEeMBIX MaTepPHUAIOB
Table 1. Physico-mechanical properties of the materials under study

O06pabathsI-
;::ZB;IP;H CocrosiHne . MIla oT, HB S, | w, Haznauenue
P State ® MIla % | % Purpose
Processed
material
Harpes npo 775°C, BbI- g;BEZCTBeHHHe ﬂeTa:
POBEIX M Ta30
Jnepxkka 16 4., oxjaxaeHue BBIX TypOHH cOBpE-
+ ° -
ma sospyxe +700°C, Bur MEHHBIX JHepreTuye-
nepxka 16-20 4., oxmaxzae- CKIX
XH73MBTIO | uue na Bo3ayxe 1210 800 | 285-341 |31 |24
Heating up to 775 °C, hold- YCTaHOBOK
. A Critical parts of steam
ing for 16 hours, cooling in and das turbines of
air +700 °C, holding for 16— o de?n eray sl
20 hours, cooling in air lations 9y
Paboune nonaTkw,
6 ,
AyCTEHUTH3ALUS PU ;}éﬁbﬂglfzpyrﬁgcig_
1 080 °C B Teucrme 8 4., TaJ¥ ra30BEIX TypOUH,
OXJIAKACHUE Ha BO3YXE,
o JUISL CITYKOBI TIpH
crapenue npu 700 °C B Te-
yerne 16 4., oxaxaeHne Ha Temrneparype so
XH77THOP BO3IYXC ? 950 660 | 321-255 | 20 | 21 | 750 °C
Austenitization at 1,080 °C \tﬁ\i/r?glfjlir;gksblzizss, ;lrj]g
for 8 hours, air cooling, ag- other parts’ of gas tur-
Ing at 790 °C for 16 hours, bines, for service dur-
air cooling ing temperatures up to
750 °C

Ipumeuanue. G, — BpEMEHHOE COMPOTHUBIICHUE Pa3phIBY MPU PACTSKECHUM; 0T — npeaen Tekydectr; HB — tBepmocts
Io EpI/IHCJ‘IJ‘[IO; 0 — OTHOCHTEILHOE YAJIUMHEHUE TTOCJIC pa3pbiBa; \y — OTHOCUTCIIBHOC CYKCHUE ITOCJIC pa3pbIBa.
Note. o, — temporary tensile tear resistance; or — yield strength; HB — Brinell hardness; & — relative elongation

after runture: w — relative contraction after runture.
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[Ipu npoBeneHnH SKCIEPUMEHTOB HCHOJIB30-
BaJIM PEXYIIHH WHCTPYMEHT Il 00pabOTKM KaHa-
BOK (C TeoMeTpHeil pexymero nactpymenTa A = 0°,
Y 0%, a= 7° r 1,5 mMM) c ¢usuko-
MEXaHHYECKUMH XapaKTEPUCTUKAMH, IPEICTaBIICH-
HeIMHA B Tabi. 2. Marepwan IUTaCTHHBI — TBEpIas
MEJIKO3EPHHCTAsl BOJIL(PPaMOK0OOaIbTOBasi OCHOBA C
6 % conmepxaHueM KoOaibTa, OONamaronIas MOBBI-
LIEHHOM KpPaCHOCTOMKOCTBIO M CTOMKOCTBIO K ILIa-
cruaeckoit gedopmanmu ¢ nmokpeiruem TiAIN [12].

C wmenplo wuccnenoBaHus  (HOPMHUPOBAHUS
OCTaTOYHBIX HANpPSDKCHUH B 3aBUCHUMOCTH OT pe-
JKIMOB PE3aHUsl PallMOHANBHOE COuYeTaHue oopa-
OaTpIBaeMBIX MaTEpUAIOB M MHCTPYMEHTa BBIOpa-
HBI COTJIACHO peKkoMeHaanusm [13, 14].

Mexannyeckas o0paboTKa MpPOBOIMIACH HA
TOKapHOM CTaHKE C YHCIOBBIM IIPOTPaMMHBIM
yIpaBJIeHHEM, OCHAIICHHBIM JIByMS  MOTOp-
WINUHACTAMU. 3aXKUM 00pa3loB MPOU3BOIHICS
MyTeM IBWKEHUS 3afHeW IIMHUHIENbHOW 0abKHu B
CTOpPOHY TIepenHell HIMUHJENbHON 0abku ormoi-
HUTEJIBHO B TEJO 3arOTOBKU IIOCJE KOHTAaKTa Ha
0,2 mm. Cxema 0a3upoBaHHS 3arOTOBKH IPEACTaB-
JieHa Ha puc. 1.

CornacHo IUTEpaTypHBIM UCTOYHHUKAM [15—
17]0mmbka! McToYHMK CCHUIKH He HAiiIeH. s
marepuaia XH73MBTHO ontumanbHBIMU PEXHU-
MaMH pe3aHUusl SBISIFOTCS CKOPOCTh pe3aHusl B
YCIIOBUSIX YUCTOBOH 00paboTku V = 25 M/MuH., a
nmosrava pexyiero uHcrpymenta S = 0,05 MmM/00.,

Ta6auna 2. Ou3nKo-MeXaHHISCKUE CBOMICTBA MHCTPYMEHTA
Table 2. Physical and mechanical properties of the tool

Marepuan BK8
Haumenosanue Name Material WK8
Inotnocts, r/cM® Density, g/cm 14,4-14,8
Y nenbHoe 3IeKTPOCONpOTHBIeHHE, MKOM - M 186
Specific electrical resistivity, pOhm - cm '
Kos(puureHT THHEHHOTO TEPMHYECKOT0 paciiupenus, o - 1078 rpax? 51
Coefficient of linear thermal expansion, o - 106 deg™ ;
KoaddumueHT TermmonpoBoaHOCTH, Kai/(cM - ¢ - rpaf) 012
Thermal conductivity coefficient, cal/(cm - s - deg) '
[penen npounocty Ha m3ru6, Mlla 1568
Ultimate bending strength, MPa
IIpenen npounocTu Ha cxatue, MIla
: . +
Ultimate compressive strength, MPa 412722
Teepmocts HRA Hardness HRA 87

Puc. 1. Cxema 6a3upoBaHus 3arOTOBKU
Fig. 1. Workpiece basing scheme
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a i1 XH77THOP — V = 23 m/muH, S = 0,2 MmM/00.
B cBs3u ¢ 3TUM Ha OCHOBaHMU METOAUKHU ILIAHU-
pOBaHUsI SKCIIEpUMEHTa OBLTH OMpPEIeIeHbI PEXH-
MBI pe3anust (Tabu. 3).

B pesynbprare 0O0pabOTKH OBLTH TOIYYEHBI
BTyNKH (pucC. 2), W3 KOTOPBIX OBIIM BBIPE3AHBI
TUTACTUHBI 3JEKTPOIPO3UOHHBIM METOIOM (puc. 3).
ITocne BBIpE3KH IUIACTHMHOK M3 00paslia, OHU BbI-
THYJIMCh Ha Pa3jIM4HyI0 BEIWYMHYy Iporuda B 3a-
BUCHMOCTH OT PEKUMOB PE3aHMUsL.

[Tocne BbIpe3ku MIACTUHBI OBUTH MOATOTOB-
JIEHBI [UISl OIIPENEICHNUs] OCTAaTOUHBIX HaNpsHKEHUH

MEXAaHUYCCKHUM METOJ0M I[aBI/IZ[GHKOBa n METOAOM
KOMIIBIOTEPHOT'O MOACIINPOBaHMA.

MoaeAb npouecca pe3aHUsi AN ONPEAEAeHHA
OCTaTOYHbIX HaNPsHKeHUH

st MopenupoBaHusl IpoLiecca TOUYSHUs ObLT
HCIIONTE30BaH MPOrpaMMHEIH maker Deform3D.

[Ipu omucannm muacTuyeckon JehopMariu
MaTepuana HCIoJb30BaHa Mojenb [[)KoHcoHa —
Kyka, mno3Bomstonias y4yecTb KHUHEMAaTHUECKOE
YIIPOYHEHUE W anuabaTWdecKuii pa3orpeB aedop-
MHUpPYEMOTo MaTepuana:

Ta6auua 3. PexxuMel pe3aHus
Table 3. Cutting modes

Howmep obpasiia CKOpOCTh pe3aHus, M/MHH IMomaua, Mmm/00
Sample number Cutting speed, m/min Supply, mm/rev
XH73MBTIO

1 0,05
2 0,05
3 0,05
4 0,05
5 0,05

XH77TIOP
1 0,2
2 0,2
3 0,2

Puc. 2. Brynka mocie mpoBeneHus Je3BUIHON 00paboTKI
Fig. 2. Bushing after machining processing

a

o

Puc. 3. MI3rotoBieHue MIacTHH JIEKTPOIPO3UOHHBIM METOOM:
a — 3aroTOBKa B BUJIC BTYJIKH; 6 — TOTOBBIC 00Pa3IIbI
Fig. 3. Production of plates by the electroerosion method:
a — blank in the form of a sleeve; b — finished samples

26
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€

€

T-T,
T T, )|

;
rae € — 3 QeKTHBHAs IDIacTHYECKas aedopMarus;

€ N
— — 2(]dexTuBHAsT CKOPOCTH IUTACTHYECKOHN Jie-

€
¢dopmaruu; A — mpeaen TeKy4ecTd HEYNpPOYHEHHO-
ro marepuana, Mlla; B — koaddumument ympodne-
HUs Tipu eopmupoBannn; C — KOHCTaHTa CKOPO-
cTu AedopManmy; N — SKCIOHEHTa TBEPIOCTH; M —
KOHCTaHTa TEPMUYECKOTO CMELICHUs; 1 — TeKyIas
temneparypa, °K; T — HadanpHas Temneparypa, °K;
Tm — TeMmnepaTypa miaBneHus: Matepuana, °K [18].
Onpenenenne nmapaMeTpoB MOJENIN BBINOJ-
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m

3aroToBka /

V. M /MuH
—_—

HSIETCA Ha OCHOBE MH(OPMALUHN O IJIACTHYECKUX
JegopMarisx MaTepuanga Ipu pa3sHbIX MHTEHCHUB-
HOCTSIX JeOpMHPOBaHHS U TemIiiepaTypax [19]. B
Ka4yeCcTBE KPHUTEPUS CTPYKKOOTAEICHUSI BHIOpPAaHO
KPUTHYECKOE 3HaueHue nedopManuy CABUra B
CJI0€, pa3leNsaIolEM 3ar0TOBKY U CTPYKKy. Mmu-
THPOBAJIOCH CBOJHOE pE3aHHUE, BEIMYMHA I0JAaYU
MHCTPYMEHTa yUUTHIBAJach 3a CUET IIUPHUHEI Cpe3a
(puc. 4).

3aroTtoBKa ¢ MOCTOSHHON CKOPOCTHIO V JBH-
JKETCAd HABCTpedy HMHCTPYMEHTy. Pexymmit uH-
CTPYMEHT HMEET BO3MOXHOCTH JIBUTAThCSI TOJNBKO
BJI0JIb OCH X. B KauecTBe rpaHUYHbBIX yCIOBUN MPO-
HCXOIUT 3aJaHu€ KOHTAKTa, T.e. B3aUMOJICHCTBUE
00bexTOB Ipyr ¢ apyrom. llpm mozmenupoBaHuu

HHcTpyMeHT

Puc. 4. IIpeacrapneHre Ha4aIbHBIX TPAHUYHBIX YCIOBHH
Fig. 4. Model of the initial boundary conditions
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Puc. 5. OkHO ynpaBiIeHUS CUMYIISIIHEH
Fig. 5. Simulation control window
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Puc. 6. ITone HanpspKeHMH B 30HE pe3aHUs
Fig. 6. Stress field in the cutting zone

nporecca TOYCHUs] HEOOXOIUMO CO3JaTh B3aUMO-
JCWCTBE 3arOTOBKH W PEXYILIEr0o HWHCTPYMEHTA,
TaK Kak OOJIbIIIOE 3HAYCHUE B JJAHHOW 3a/iaue OyAeT
UMeTh BHYTpPEHHEEe TpeHHe U JedopManun B TIOC-
KOCTH CIBHIa B 3arOTOBKE B Tpolecce pe3aHus. B
JaHHBIX B3aUMOJEHCTBHUAX YKa3bIBarOTCS KOd(du-
[IMEHTBI TeIUIonepeayn, TpeHus u ap. [20-23].

Jlanee mnporpaMma MpPOCYUTHIBAET ONTHU-
MaJIbHOC KOJIMYCCTBO MIAaroB CUMYJISIIMU W LIar
MIpHUpalIeHus s coxpaHeHus (puc. 5).

B pesynprare MOJETUpPOBAHUS OINpPEEIis-
JIMCH MOJIA HAIpPs’)KCHHA B 30HC KOHTAaKTa MaTCpu-
aja ¢ pexylluM HHCTPYMEHTOM (puc. 6).

MexaHHUYEeCKUIH METOA ONpPEeAEACHUA
OCTaTOUYHbIX HANPAXEHHUH

JlaHHBI METOJ| 3aKJIFOYaeTCs B TOM, UYTO C
TMMOBCPXHOCTHU IMOJTYYCHHBIX INIACTUH 3a CUCT JJICK-
TPOJIUTUYECKOTO U DIEKTPOXUMHUUYECKOIO TpaBlie-
HUSl CHUMAETCs] HEKOTOPbI MOBEPXHOCTHBIN CIIOM,
NPU 3TOM MPOUCXOJHUT U3MepeHHe AedhopMannu u
TONIIMHBI oOpasna. Jlamee Mo aHATUTHYCCKUM
(hopMysiaM pacCUMTHIBAIOTCS OCTATOYHBIC HArps-
JKEHUS.

OOpazenr  ansi  M3MEPEHUST  OCTATOYHBIX
HANpPsOKECHUM KPEMUTCS Ha TOJBECKE, MpeiBapu-
TEJIBHO BECh MOKPHITHIN JJAKOM HIIK BOCKOM, KPOME
rccieayeMoit moBepxHocty (puc. 7, 8).

Puc. 7. Uccnenyemsrit oOpaser,
3aKperuIeHHBIH Ha TTOJJBECKE
Fig. 7. Test sample mounted on a suspension
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Puc. 8. YcranoBka 115 viccie0BaHUs
OCTAaTOYHBIX HAIIPSHKEHUH
Fig. 8. Installation for studying residual stresses

[lyreM 37E€KTpPOXMMHYECKOTO TpPaBICHHS
MIPOM3BOAMIIOCE HEMPEPBIBHOE YJAJICHUE HAIps-
JKEHHBIX IOBEPXHOCTHBIX CJIOEB M OJHOBPEMEHHO
OCYILECTBIISIACH perucTpanus aedopMannii u3ru-
0a oOpasua. s TouHOro M3MEpeHus nepemerie-
HUM ¥ nedopManiii TPUMEHSIOT WHIUKATOPHBIE,
ONITUYECKUE TMPUOOPBI, TEH30METPHUIO, HMHAYKTHB-
HblE M TOKOBHUXPEBBIC JATYMKH, MEXAHOTPOHBI,
TONOrpauuecKyro TEXHUKY, XPYIKHE MOKPBITHS U

np. B maHHOM ciydyae mpuMeHsIICS Ta3epHBIN TpH-
aHTYJSIIUOHHBIN gaTunk. CocTaB BaHHBI IS TPaB-
JICHUSI TTOA0UPAICS C YIETOM XUMHUYECKOI'0 COCTa-
Ba M CBOMCTB ucciueayemoro meramia. CKOpocTb
JNEKTPOXUMHUYECKOTO TpPaBJICHHS 3aBUCHUT OT
IJIOTHOCTH TOKA, COCTaBa, CTEMEHU 3arpsS3HEHUS
anektponuTa. [II0THOCTE TOKa BRIOMpanach ¢ yue-
TOM HEOOXOAMMOH CKOPOCTH TpaBJICHHS W Orpa-
HUYMBaJach JOMYCTUMOM TeMIlepaTypoil Harpepa
3JIEKTPOJIUTA, MOBBIIIEHHE KOTOPOH COMpPOBOXK/a-
€TCsl 3HAYUTEIbHBIMU TeMIepaTypHbIMU Jnedop-
MaIUsIMH yCTaHOBKH W TIOTPEIIHOCTSIMH H3Mepe-
Huit [24].

Pe3syAbTaTbl HCCAEAOBaHUM

B pesynbTate npoBeAEHHBIX HCCIEAOBAHUM
ObpUTH ToNTydeHbl 3aBucuMoctu (puc. 9, 10) dop-
MHUPOBAaHHUSI OCTAaTOYHBIX HANpSHKEHUH NpH pas-
TuHBIX cKopocTsx pe3anus (V = 20-50 m/mMuH.).

H3meHeHre cKOpOCTH pe3aHus He IOKa3alio
KakoW-mu0o 4YeTKoW 3aKOHOMEPHOCTH BIMSHHS Ha
YPOBEHb OCTaTOYHBIX HAMPSHKEHUHA. DTO CBA3aHO CO
CIIO)KHBIMH MEXaHH3MaMH YIIPOYHEHHs 00padaThi-
BAaEMOr0 Marephaja TpPU BO3PACTAaHHU CKOPOCTH
e OPMUPOBAHUS U C HAIO)KEHHEM MHOTHX (PaKkTo-
POB (HEOTHOPOJHOCTH (Pa30BOTO COCTAaBa U CBOMCTB
Marepuala, BapuaTUBHOCTh KOHTaKTHBIX HaIpsiKe-
HUHl U Temneparyp u 1p). B aByx ciydasx u3 tpex
YBEJIMYCHUE CKOPOCTH PE3aHMsl MPUBOAMUT K HOBBI-
IICHUIO OCTAaTOYHBIX HarpspkeHud. C yBeTmueHHeM
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Puc. 9. 3aBHCHMOCTE BEIMYHHBI OCTATOYHBIX HANPSIKEHUH OT TITyOUHBI MX 3aJICTraHui
IIpY TOYEHHUU NPU MOCTOSHHOM Mojiaue pe3aHus U paslIndHbIX ckopocTsax pezanus XH73MBTIO
Fig. 9. The dependence of the magnitude of residual stresses on the depth of their occurrence during turning with
a constant supply of cutting and different cutting speeds CrNi73MoNbTiAl
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CKOpOCTH pe3aHMsi CHMKAETCsI TITyOnHa TMPOHUKHO-
BEHHs HANPSHKEHUH TOCTOSHHOTO YPOBHA — C TO-
BBIIIEHHEM CKOPOCTH 3arOTOBKa YCIEBaeT Mporpe-
BaThCS HA MEHBINYIO TITyOuHY.

I[Ipu o00paboTke oOpasma U3 Marepuaia
XH77THOP nipu n3MeHEeHNH CKOPOCTH pE3aHUs OT
18 mo 35 M/MuH ObUTH TMOJyYeHBI 3aBUCUMOCTH,
npeacTaBleHHbIe Ha puc. 11 u 12.

Kak BUIHO W3 3aBUCHMOCTEM NpU U3MEHE-
HHUH CKOPOCTEH Ha MOBEPXHOCTH 0Opa3ia chopmu-
poBaHbI HanpsbkeHus pactsokeHus 210-750 Mlla
Ha Tiryomde 0,005 mM. Ilocme mpeomosieHUsT dKC-

TpemyMa Ha rayomae 0,01 MM HampspkeHus pac-
TSDKEHUS IEPeXOIIT B HAIPSIKCHUS CKATHs, OJHA-
KO T[IyOMHa UX 3aJeraHusd He3HadWTeNbHa.
HanpsokeHust pacTspkeHHsS Ha IOBEPXHOCTH 00pas-
na OOYCIIOBJIEHBl MPEBANHPYIOIIMM BIMSHUEM
TeMIepaTypHOro (GakTopa Mpu MexaHooOpaboTke.
Pe3ynbrarel, monydeHHBIE 3KCIEPUMEHTATbHBIM
METOJOM M METOJOM KOMIIBIOTEPHOTO MOJENINpPO-
BaHMs, KOPPEIMPYIOT MEXIy co0oi B mpenenax
10 %, uTO sBNIsETCS JOMYCTHUMBIM COTJIACHO HC-
cJenoBaHUAM aBTopa [25].
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Puc. 10. 3aBUCHMOCTb BEIMYMHBI OCTATOYHBIX HAMPSHKEHUI OT ITyOWHBI MX 3QJICTAHUH MPH TOYCHUU
NP MOCTOSIHHOM MOJjaue PEKYIIEro HHCTPYMEHTA U Pa3IMuHON CKOPOCTH pe3aHusl, MOJTyYEHHbIX
METO0JI0OM KoMIbioTepHOTro Mosenuposanust XH73MBTIO
Fig. 10. The dependence of the magnitude of residual stresses on the depth of their occurrence
during turning with a constant supply of cutting tools and different cutting speeds
obtained by the method computer simulation CrNi73MoNbTiAl
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Puc. 11. 3aBUCHUMOCTD BETUYMHBI OCTATOYHBIX HANpPsDKEHUI OT INTyOMHBI X 3aJIeTaHui IPH TOUYCHUN
IIPY IOCTOSHHOM TMOaue pe3aHus U pa3InyHbIX ckopocTsax pesanus XH77TIOP
Fig. 11. The dependence of the magnitude of residual stresses on the depth of their occurrence during turning
with constant supply of cutting and different cutting speeds NIMONIC 80A
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Puc. 12. 3aBUCHUMOCTD BETUYMHBI OCTaTOYHBIX HANPsDKEHUH OT INTyOMHBI MX 3aJIeTaHuil IPH TOUYSCHUN
IIpU IIOCTOSIHHOM NOJaue PEKYyIIEro HHCTPYMEHTA U PA3IIMYHOM CKOPOCTHU PE3aHMsl, II0JIy4EHHbBIX METOJOM
KOMIBIOTepHOTO Moaenuposanus XH77THOP
Fig. 12. The dependence of the magnitude of residual stresses on the depth of their occurrence during turning
with a constant supply of cutting tools and different cutting speeds obtained by computer modeling NIMONIC 80

3aknlouenue

CKOpOCTh pe3aHus — CaMbIil CIIOKHBIA (hak-
TOpP, OKAa3bIBAIOIINN BIUSHUE HA XapakTep OCTa-
TOYHBIX HaNpsDKeHUH [26, 27] U UX HEOAHOPOJHOE
(dhopMHpOBaHUE BCIEICTBHC B3aMMHOTO BO3JCH-
CTBUSl TUIACTHYECKOUW Jnedopmaruu U  (HU3UKO-
MEXaHUYECKUX MPEBPAIICHUM.

OpHako TpHMEHEHHE METOAa KOMITBIOTEep-
HOTO MOJICTMPOBAHUS JJISl ONPEACIICHUS OCTaTOY-
HBIX HANpsHKEHUH Npu 00paboTKe KapOMpPOUHBIX
MaTepualioB Ha JTale TEXHOJIOTHYECKOH MOJIro-
TOBKH TIPOM3BOJICTBA ITO3BOJISIET MPOTHO3UPOBATH
U KOHTPOJHMPOBATH YPOBEHb M 3HAK OCTATOYHBIX
HaIpsHKEHUH.

Jns IpoBepKH aJIeKBaTHOCTH KOMIIBIOTEp-
HOH MOJENIHM JOCTaTOYHO DKCIICPUMEHTAIBEHO
OTPEJICIIUTh YPOBEHb OCTATOYHBIX HAIPSHKCHUH, a
B JaNbHEHIIeM BO3MOXKHO HCIOJB30BAHUE KOM-
NBIOTEPHON MOJENH IJIsi MOJEIUpOBaHus GpopMu-
POBaHUS OCTAaTOYHBIX HAPSKCHHUI.

Pa3zpaboranHass Mozmenb pacuyera OCTaTod-
HBIX HampsOPKeHWH NP TOYEHHH TO3BOJIIET pac-
CUNTATh TIyOHMHY IUTaCTHYECKH JedopMupoBaH-
HOTO CJIOS U PacHpesielleHHe OCTaTOYHBIX Hamps-
KEHUH 10 TIIyOuHe.
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