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Annomayusa. Cmamvsi cooepocum pesyavmamsl UCCIe008aHULL NO IUsAHUe 00pabOmKU adpa3USHbIM
NOMOKOM HA WEPOX08amocms U MUKPOMEEPOOCHb NOBEPXHOCIU MATbIX KAHAL08 (omeepcmuil) 6 obpas-
yax saeomoeox uz cmaau [2X18HIOT. [lonyuenvl smnupuyeckue 3a8UCUMOCIU USMEHEHUS UepOX08amo-
cmu U MUKpOmMEEPOOCMU NOBEPXHOCHU MAN020 KAHAAA OM CeneHu HanoaIHeHus paboueti cpeobl niacmu-
Guxamopom u Oasnenus coguea eUOPABIUUECKOU CUCHEMbl C IKCHMPEMYMAMU OAHHBIX DYHKYUL 8 Uccie-
dyemoti obnacmu. Ha ocrnoge smux 3agucumocmeti vlopan cocmae paboueli cpeovl. cmeneHb HanoIHeHUs
0cHOBbI pabouell cpedvl (Mpu HeusMeHHOM codepoicanuu benoeo snekmpoxopynoa — 30 %) naacmughuxa-
mopom 6 ude armasnoul nacmel (ACH 60/40 BOM I') Ka 40 % u xkayuyxka CKT 30 % coomeemcmeento.
B pesynomame obpabomxu abpazugnvim nomokoM yO0anoch YMEHbUUUMb GeTUUUHY UWePOXO8amocmu no-
sepxnocmHoz2o cnos ¢ Ra = 0,49—0,62 mxm 0o Ra = 0,047-0,06 mxm, a maxoice ygenuuums MUKpomeep-
docmb nogepxuocmu om geaununvl h = 188—192 HB 0o h = 213-220 HB. Benuuuna ynpouneHHO20 ClOsl
= 7,24 mrm. Ananusz npoghunoepamm nosepxXHoCcmu NOKA3blédaem, 4mo 6 pesyivmame oopabomku abpasus-
HbIM HOMOKOM CYWECTNBEHHO YMEHbUUIUCL KAK 8bICOMHbIE napamempsl uiepoxosamocmu (cpeonue — Ra,
Rz, Rp; maxcumanvhvle — Rmax), max u enyounnvlie napamempsl wepoxogamocmu (Rk). Ilpu nomowu
anexmpourou muxkpockonuu (SEM MAG) nposedena kxauecmeenHas OYeHKa CmpyKkmypbl HO8EPXHOCHHO20
cnos manozo kawana. Ilomyuennvie pesynvmamel HOKA3bIBAIOM XOpouiyio obpabamoléaemocms abpazug-
HbIM HOMOKOM 3A20MOB0K U3 AYCMeHUmHbIx cmane, 8 wacmuocmu cmanu 12X18HI10T.

Kurouesvie cnosa: obpabomra abpasueuvim nomokom, cmanw 12XIS8HIO0T, wepoxosamocmov, Muxpo-

meépOoCmb, MAIbILL KAHAIL.
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Abstract. The article contains the results of research on the effect of abrasive flow machining on the
roughness and microhardness of the surface of small channels (holes) in samples of workpieces made of
12X18N10T steel. Empirical dependences of the change in roughness and microhardness of the surface of
a small channel on the degree of filling of the working medium with a plasticizer and the shear pressure of
the hydraulic system with the extrema of these functions in the studied area are obtained. Based on these
dependencies, the composition of the working environment was selected: the degree of filling of the work-
ing media base (with a constant content of white electro corundum — 30 %) with a plasticizer in the form of
diamond paste (ASN 60/40 VOM G) Ka 40 % and SKT rubber 30 %, respectively. As a result of abrasive
flow machining, it was possible to reduce the roughness of the surface layer from Ra = 0.49...0.62 um
to Ra = 0.047...0.06 um, and also to increase the microhardness of the surface from h = 188...192 HB
to h = 213...220 HB. The thickness of the hardened layer is = 7.24 um. Analysis of surface profilograms
shows that as a result of abrasive flow machining, both the height roughness parameters (average — Ra, Rz,
Rp,; maximum — Rmax) and the depth roughness parameters (Rk) were significantly reduced. Using elec-
tron microscopy (SEM MAG), a qualitative assessment of the structure of the surface layer of the small
channel was carried out. The obtained results show good machinability by abrasive flow of austenitic steel
blanks, in particular 12X18N10T steel.

Keywords: abrasive flow machining, 12X18N10T steel, roughness, microhardness, small channel.

Beenenne

B nactosimiee BpeMst 01HON U3 po0sieM B MPOM3BOACTBE JeTalell U3 ayCTeHUTHBIX CTalleil ocTaeT-
Csl OKOHYATeJIbHAsl 00paboTKa BHYTPEHHHUX MMOBEPXHOCTEH KaHAIOB (OTBEPCTHI) ¢ MaJlOW IUTOMIAIBIO
MOTIEPEYHOTO cedeHus. Tak, Py OleHKE KadecTBa BBHIMTOTHEHHUS OTBEPCTHS MAJIOTO JHAMETPa OCHOB-
HBIMH KPUTEPHSIMH SIBISTFOTCS TOYHOCTH, hopMa, HAIMYKME W pa3Mep KOHYCHOCTH TI0 TITyOMHE KaHaua,
IIIEPOXOBATOCTH TMTOBEPXHOCTH, HAJTMIHE MUKPOTPEIINH, TpaTa [1].

Juns hopMooOpa3oBaHUs TAKMX TTOBEPXHOCTEH IMUPOKO MPUMEHSIOT PA3IIUYHBIC CIIOCOOBI: pe3aHue
(cBepneHne) cBepiIaMH MaJIOTO THAMETPa, Ja3ePHBIM W DIEKTPOHHBIM JIYUOM; SJIEKTPO3PO3HOHHYIO
00paboTKy; 3JIEKTPOXHUMHUYECKYIO M YIBTPa3BYKOBYIO 00pabOTKy; CTpyHHO-a0pa3uBHy0 00paboTKy U
Ip., K&XIBIH U3 KOTOPHIX UMEET CBOM JAOCTOMHCTBA U HeAOCTaTKH [2]. OXHUM M3 HEAOCTATKOB SIBIIS-
eTcs HEBBICOKOE KaYyeCTBO MOBEPXHOCTH TAKMX KaHAJIOB.

B MammHocTpoeHHH Al YMEHBLICHUS MIEPOXOBATOCTH M MOBBILICHUS! MHUKPOTBEPIOCTH IMOBEPX-
HOCTHOTO CJIOA JieTanell U3 ayCTEeHUTHBIX CTaleld MPUMEHSIOT TaKHe OTIACIOYHO-YIPOUYHSIONINE TeX-
HOJIOTHH, KaK YILTPa3BYKOBOE yAapHOE yIpouHeHne Oolikamu [3] u mapukamMu B Bakyyme [4], KoM-
IUIEKCHOE JKMIKOCTHOE [5] M MIa3MeHHOE a30THpOBaHME [6], Ta3zepHOe ynpouHeHue [7], GPUKIUOH-
Hyto [8], npobectpyiiayio [9] u moHHO-IIa3MeHHYI0 00padoTky [10]. OmHako B ciaydae 0OpabOTKH
TaKUX TPYAHOJOCTYITHBIX MOBEPXHOCTEH, KaK OTBEPCTHSI M KaHAJIbI MaJbIX IONEPEYHBIX CEUCHHH,
BBIIIETIEPEUNCIIEHHBIE TEXHOJIOTHHI UMEIOT IIeIBIA PSII OTPaHUICHHA.

Jns oxoH4aTenbHOW 00pabOTKM MallbIX OTBEPCTHH M KaHAJOB Bce Ooiee MMPOKOEe NMPUMEHEHHE
HaxXoIuT 00paboTka abpa3uBHEIM MOTOKOM (abrasive flow machining (AFM)), npu KOTOpO# BBICOKO-
BsI3KUI MaTepuain (pabouasi cpefia), paBHOMEPHO HAIOJHCHHBIN aOpa3uBHBIMU YaCTHIIAMH, BO3BPAT-
HO-TIOCTYNATENbHO MepeMeIaeTcsl MOPLUIHAMU pabounX MIIUHIPOB Yepe3 o0padaThiBaeMylo JeTab.
[Ipu TakoMm TedeHuH cpefa KonupyeT GopMy oOpadaTeIiBaeMOro KaHaja, co3[aBas CKUMAIOIIEe JaB-
JeHue Ha 00pabaThIBAEMYIO TIOBEPXHOCTh U OCYIIECTBISAA a0pa3uBHBIN KOHTAKT [11].

Hauwnnas ¢ 80-x rr. mpommioro Beka, meroq AFM cran mpuMeHATBCS IS YOAICHHUs TeQEKTHOTO
CJIOSl B OTBEPCTHAX OXJIAXKICHUS JIOMATOK U IUCKOB, 00pabOTaHHBIX JIa3€POM HIIH 3JIEKTPOIPO3NOHHOM
00paboOTKOM, CHATHUS 3ayCEHIIEB B OTBEPCTUSIX (OPCYHOK JUIS PACHBUICHUS TOIUTMBA M MOJIHUPOBAHUS
JUTBHIX TTIOBEPXHOCTEH JIOTIATOK, KOJIEC KoMIIpeccopa U pabounx koiec [12].

B Hacrosiee BpeMsi JaHHAs TEXHOJIOTHS BCE Yallle MPUMEHSETCS ISl YMEHBIIECHHS IIEpPOX0BATO-
CTH U TIOBBIIICHHUSI MUKPOTBEPIOCTH 3aKPBITHIX KAHAJIOB JICTAICH M3 ayCTCHUTHO-MapTEHCUTHBIX CTa-
ne#t [13], B TOM 4nciie NOTYYEHHBIX METOI0OM CEIEKTUBHOTO JIA3EPHOro CrutaBieHus [ 14].

O06paboTkoii abpa3uBHBIM IMOTOKOM BHYTPEHHHX KaHAJIOB OOpa3LOB M3 MAapTEHCHUTHOCTapEIOIeh
ctany 300, MOTY4YEHHBIX CEIEKTUBHBIM JIa3€PHBIM CIUIABICHHEM, YAAJOCh MOBBICHTH YCTaJOCTHYIO
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npodHocTs Ha 26 %. OmHaKo MpH YMEHBIICHUH TUaMeTpa o0padaThiBaeMBbIX OTBEPCTHH A0 3 MM U
MeHee BO3HUKIIHU MTPOOJIEMBI ¢ TEYEHHEM CPEIbl B 3TUX OTBEPCTHSIX [15].

OTH npoOeMBbl CBS3aHBI C BHICOKOH BSI3KOCTHIO padouei cpelbl TpagulMOHHOTO cocTaBa. M3Bect-
HO, YTO JuI1 00paOOTKM TaKuX OTBEPCTHH B HEOOJBIIUX IO Pa3Mepy HETalsiX IIMPOKO INPUMEHSIOT
MeTox micro AFM, B KOTOpOM B KaueCTBE OCHOBBI paboyeli Cpeibl HCIOIb3YIOT HU3KOMOJIEKYIISIPHBIE
HEHBIOTOHOBCKHE cpebl [16]. OmHako mpuMeHEeHHEe TeXHOIoTH micro AFM oTHOCHTEIRHO AeTanei
U3 TpyZHOOOpabaThIBAEMBIX CIIABOB BEAET K CHIDKEHUIO MPOM3BOJUTEIBHOCTH 00pabOTKH, TaK Kak
HU3KOMOJICKYJIIPHBIE CPEAbl ¢1a00 MpOSIBISIOT yIpyrue cBorcTsa [17].

Jlo6aBneHre B BBICOKOMOJIEKYJISIPHYIO Cpely aJMa3HOW IIacThl IIO3BOJIAET YIIPABISATH BSI3KOCTBIO
paboueii cpeapl OTHOCUTENFHO TEOMETPHUUECKUX XapaKTEPUCTUK 00pabaThIBAEMOro KaHaia M OCyIe-
CTBJISITH OKOHYATEIHHYIO 00paboTKy nByHarnpaBicHHOH AFM.

Lenp paboTel — uccnenoBanue BIUSHUA 00pabOTKM aOpa3uBHBIM MOTOKOM paboueil cpensl cpel-
HEH BA3KOCTH Ha LIEPOXOBAaTOCTh U MUKPOTBEPJOCTh BHYTPEHHEH IOBEPXHOCTH MaJIbIX KaHAJIOB 00-
pasuoB U3 aycteHuTHOH ctanu 12X18H10T.

MeTtoauka npoBeaeHus ucciae 0BaHU

B pesynprare mpenbimynux HCCISIOBaHUM Mpolecca adpa3uBHO-IKCTPY3HOHHONW 00pabOTKU Ma-
JIBIX OTBEPCTHH HKCIIEPUMEHTAIILHO OMPE/ENIEH TaKOW cOCTaB paboumii Cpe/ibl, MPU KOTOPOM COXpaHs-
€TCSl BOBMOXKHOCTh €€ C/JIBUTOBOT'O TEUCHUS B OTBEPCTHUU C MAJIBIM IONEPEYHBIM CEUCHUEM U MaKCH-
MaJIHOE TIO BEJIMYHHE HANPSHKEHHO-IC(OPMUPOBAHHOE COCTOSHUE, MO3BOJISIONICE JOOMBATHCS MaK-
CUMAJILHOU MPOU3BOAUTEIBHOCTH 00pabOTKU MaJIbIX KaHAJIOB B 00pa3sliaXx W3 allOMHHUCBOTO CILIaBa
AMTr6. CocraB cpensl (BecoBoil): kayayk CKT — 40 %, anmasnas nmacta — 60 %, qucriepcHOCTh Oenoro
anekTpokopyHaa Ba = 40 — 63 mxm. Ucnons3oBana nmacta ACH 60/40 BOM I' — Ka = 28 %. Cnsu-
rarormee nasieHue Py, = 12 Mlla. Bpems o6pabotkm — 60 c¢. O6paboTka MpoBeaeHa Ha YCTAaHOBKE
YBHI-25 [17].

3a METOAMYECKYI0 OCHOBY MaHHBIX HCCIENIOBAaHUI Oblla MPHUHATA BBHINICONHMCAHHAS METOAHMKA
C Y4€TOM TOTO, YTO TIOJyYEHHBIE paHee 3aBUCHMOCTH IIEPOXOBATOCTH 00paboTaHHOTO OTBepCcTHs Ra
MOHOTOHHO YOBIBaIOT Ha BCEM HCCIICIYEeMOM HMHTEpPBAJEe, a BEJIMYMHA YAAJIECHHOTO cios metamia Al
pu 00pabOTKEe MOHOTOHHO BO3PACTAET, T. €. IKCTPEMYMEI HE oTpenesieHs [17].

JIJis TIoucKka 3KCTPEMYMOB AMITUPUIECKUX 3aBUCUMOCTEH MIEpOXOBATOCTH Ra OT cocTaBa paboucit
CPeIbl U AaBIEHUS CABUTa THAPABIMYECKON CHCTEMBI PCll MPEAIOKEHO PaCIIuPUTh HHTEPBAI BapbU-
POBaHUs TapaMETPOB BECOBOTO COAECPIKaHUS KOMIIOHEHTOB paboyeil Cpeapl.

OKCIEPUMEHTHI MPOBEACHHI 10 TuTaHy KoHo (m = 2, 4ncio MOBTOPEHHUI Ha OJHOM ypOBHE — 0).
Baprsupyemble (hakTophl: CTENCHb HAIMOJHEHUS OCHOBHI paboueil cpenbl (IIpy HEU3MEHHOM COJIepKa-
HuH Oenoro snekrpokopyHia — 30 %) mactudukaTopom B Buae amMazHoit nactel (ACH 60/40 BOM IN)
Ka — 30, 40, 50 % u kayuyka CKT — 40, 30 u 20 % cOOTBETCTBEHHO; IaBICHUE CBUTra TUAPABIAYC-
ckoit cucreMsl Pcn — 8, 10, 12 MIla. B kadecTBe HamoJHUTENSI UCIOIB30BaHBI 3¢pHA HOPMAIILHOTO
3IIEKTPOKOPYHAA. 3€pHUCTOCTH 3epeH Ba = 63 MKM ollpeesieHa 0 peKOMEHAaluusIM BbIOopa BHIa U
BEJIMYMHBI 3¢pHA HAIIOHHUTENS TIPpH 00paboTke abpa3uBHEIM noTokoM [18]. Bpems oOpaboTku u Be-
JIMYMHA CABUTAIONICTO NaBJICHHUS OCTAIMCH TAKUMHU K€, KaK U B MPEABIYIIEM UCcClieoBaHuu. J[1s Ma-
TeMaTHIecKoi 00pabOoTKY MPOU3BEICHO KOMUPOBAHUE IEPEMEHHEIX X1 = Ka, x, = Ba, y; = Ra, y, = h.

N3 croiictB ctamm 12X18H10T HE0OXOAMMO OTMETUTH CIIEAYIONINE: TIIOTHOCTh — 7,9 r/em’; mo-
nynb ynpyrocta (Moxayib FOura) — 193 I'Tla; mpeaen mpoyHOCTH Ha PaCTSDKEHHE — B OTOMXOKEHHOM
coctossHAH 0Kojo 520—680 MII, mocne Tepmoobpabotku mo 900 Mlla; mpemen TekydecTHm B OTO-
#oKeHHOM coctostHuM 205 MIla, nocne ynpounenus no 600 MIla; oTHOCHTENBHOE YUIMHEHUE MTOCIIE
paspsia — 40-60 %; ynapHas Bs3kocTh — 600—1000 k/[K/M°; TBEpAOCTb 110 BPUHENIIO — B OTOXIKEH-
HoM coctosium 140—180 HB, mocne TepmooOpadoTku no 300 HB.

54 o6pasmna (puc. 1, @) BBINOIHEHBI M3 JIICTOBOTO OTOXOKEHHOTO IPOKaTa ayCTEHUTHOH CTaiH
12X18HI10T ('OCT 5632-2014). Manerit kanan I (puc. 1, 6) moiydeH (pe3epoBaHUEM KOHIICBOM
(bpe30ii 32 OIMH MPOXOJ, perepHas ToUKa 2 MpeaHa3HaueHa 71 KOHTPOJIS BETHYUHBI CheMa MeTaa
o pe3ynbTaTaM 00paboTKH aOpa3uBHBIM MTOTOKOM.
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Puc. 1. O6pa3up! 3aroroBok u3 cranu 12X18H10T ¢ manpiMu kaHanamu:
a — Habop u3 54 06pa3uoB; 6 — eNMHUYHBI 00pa3zew: / — Manblii kKaHai; 2 — pernepHas Touka

Fig. 1. Samples of 12X18N10T steel workpieces with small channels:
a — set of 54 samples; 6 — single sample: / — small channel; 2 — reference point

I'eoMeTpuyeckue xapakTepucTUKu 00padbaThiBaeMOro kaHana amHa L, = 10 MM, pa3Mepbl ceueHUs
(mmpuHa x BeICOTA) 2%0,625MM, IIIOMIAAb TOMEPEYHOTO CEUCHUS Seeq = 1,25 MM ®opmMma, pazmep u
YTOJI BXOJHOTO Y BBIXOJTHOT'O CE€YEHHS KaHalla UACHTHIHBI.

Hcxomnast mepoxoBaTOCTh MMOBEPXHOCTH 00pa3IloB BapsbupoBajiack B wHTepBasie Ra = 1,2—1,4 MM,
HCXOHAs IIIEPOXOBATOCTh MOBEPXHOCTH MAJIOro KaHaia rmocie gppesepopanus — Ra = 0,49-0,62 MxM.

HcxomHasi MUKPOTBEPAOCTh MIOBEPXHOCTH 00pa3IioB BaphbupoBasiack B nHTEpBaie i = 175-179 HB.
[Mocne ¢pesepoBaHrs MUKPOTBEPIOCTh TOBEPXHOCTH MAJIBIX KaHAJIOB B 00pa3lax yBENWYHIACh U
BappHpoBasIach B uHTEpBaje # = 188—192 HB.

Pe3ynbTaThl HCCJIETOBAHMSA M X 00CyKIeHHE

Pesynpratel 00paboTKH abpa3uBHBIM MOTOKOM 54 00pa3LoB ¢ MajlbIMU KaHalaMH B 3aBUCHMOCTHU
ot ¢axTopoB X1 u X2 npuBeneHs! B 1adn. 1 u 2.

I'padux 3aBUCHMOCTH U3MEHEHHSI LIEPOXOBATOCTH ITOBEPXHOCTH MaJOro KaHajia B oOpaslie U3 cTa-
mu 12X18H10T ot cremenu HamoimHEeHUs1 pabouel cpeapl mnactupukatopoMm Ka (X1) u naBneHneMm
C/IBHTa THAPABIUYECKON CUCTEMBI Pcl (puc. 2, @) MOKa3bIBaeT HAINYNE SKCTPEMYMOB SMIIMPUYCCKUX
3aBucuMocTerd B obnactu 40 % HamonHeHus paboueil cpenpl ruiacTH(GUKATOPOM (aIMa3HOM MacTOi)
JUTSL BCETO PacCMaTpHUBAaeMOro MHTEpBaJla 1aBICHUN CABHra.

Tabauya 1
IIlepoxoBaTOCTh MOBEPXHOCTH MAJIBIX KAHAJIOB MOCJI€ 00PAGOTKH aGpa3MBHBIM MOTOKOM B 3aBHCHMOCTH
OT CTeNeHN HATOJHEHUs paGoyeil cpeabl MIACTH(PUKATOPOM U TaABJIEHHEM CABHIA THAPABINYECKON CHCTEMBbI

Cpennee

®DaxTopsI [IepoxoBarocTs Ra, MKM SHANCHHC

110 6 omblI-

Tam Ra,

X1 X2 1 2 3 4 5 6 MKM
1 1 0,102 0,099 0,105 0,106 0,098 0,106 0,103
-1 1 0,088 0,094 0,086 0,086 0,090 0,086 0,088
1 -1 0,120 0,130 0,123 0,135 0,127 0,125 0,127
-1 -1 0,099 0,095 0,095 0,101 0,105 0,105 0,100
1 0 0,120 0,123 0,118 0,120 0,121 0,117 0,120
-1 0 0,095 0,098 0,091 0,095 0,095 0,103 0,096
0 1 0,047 0,050 0,050 0,048 0,048 0,049 0,049
0 -1 0,065 0,067 0,069 0,070 0,065 0,065 0,067
0 0 0,060 0,055 0,065 0,060 0,059 0,061 0,06
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Tabauya 2
MuKpOTBEPIOCTH MOBEPXHOCTH MAJIBIX KAHAJIOB IOCJIe 00pPa00TKH adpa3uBHBIM MOTOKOM B 3aBHCHMOCTH
OT CTeNeHH HAMOJIHEHNsI padoyeii cpeabl MIACTHHUKATOPOM U JaBJIEHHEM CABHUIa THIPABINYECKOil CHCTeMBI

Cpennee
®daxTopsr MukpoTtsépaocts i, HB 3HauYEHNE
o 6
OIIBITaM
X1 X2 1 2 3 4 5 6 1. HB
1 1 215 213 216 216 214 216 215
-1 1 212 211 210 213 213,00 213 212
1 -1 209 210 208 209 208 210 209
-1 -1 206 206 205 205 207 207 206
1 0 212 212 211 213 213 211 212
-1 0 209 207 210 210 209 209 209
0 1 220 221 218 221 220 220 220
0 -1 213 211 214 214 213 213 213
0 0 217 218 218 216 216 217 217

ITTepoxoBaToCcTh Rat, MEM
0,14

0,12
0,10
0,08

0,06

0,04
0,02

0

-1 0 1
PaxTop X1

Muxpotsépaocts h, HB

220

216

212

208

-1
DaxTop X1

0

Puc. 2. I'paduk 3aBuCHUMOCTH IOKa3aTeNlel IOBEPXHOCTU MAJIOr0 KaHaia B o0paslie
n3 cramy 12X18H10T ot crenenu HanonaHeHus padodelt cpeapl miactuduxatopoM Ka (X1)
U IaBJICHUEM CJIBUra TMIPAaBIMUECKON cucTeMsl Pen (X2):
a — 11epoX0BaTOCTH; 6 — MUKPOTBEPIOCTH

Fig. 2. Graph of the dependence of the small channel surface parameters
in a 12X18N10T steel sample on the degree of filling of the working medium
with plasticizer Ka (X1) and the shear pressure of the hydraulic system Psd (X2):
a —roughness; 6 — microhardness
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[Ipu TakMX COOTHOIICHUAX peryiupyeMbix (akTopoB X1 u X2 pabouas cpena B 00pabaThIBAEMOM 00-
pasiie OCYIIECTBIISIET CABUTOBOE TEUCHUE C JIYUIIMMU COYCTAHHUSIMH BSI3KUX M YIIPYTUX CBOWCTB. J[iist moka-
3aTeJIsl MUKPOTBEPAOCTH (pHC. 2, 6) SKCTPEMYM SMIHPHUICCKON 3aBHCUMOCTH Taroke HaOIromaeTcs Ay 00-
nactu 40 % HarmoHeHns pabodeii cpe/ipl IIacTUQUKATOPOM M MAKCUMAITBHOM BETMUMHBI JIABJICHHS CIIBUTA.

B KoMpoBaHHOM BBIpQKEHUH IMITUPUYECKAast 3aBUCMOCT IIIEPOXOBATOCTH ONpeJieieHa Kak

mrepoxosatocts: Y1 = 60,63 + 10,8X1 — 8,9X2 + 47,1X1% - 3,1X2% - 3,1X1X2. (1)

CTaTHCTHYECKHE XapaKTePHCTHKH: MaKCUMalbHas aucepens S'max = 0,236; Qucmepeus BOCIPO-
M3BOAMMOCTH CpenHero sHadenus S’(y) = 0,261; mucrepcus OTKIHKOB MEpBOro poga S,° = 293,99
(oTnmuHa OT HyIs, Tak Kak S,%/S*(y) = 1126,4 > F0,05(2;18) = 3,55); aucrepcus OTKINKOB BTOPOTO
poma S,” = 148567 (3HauUMTeNBHO OTIMYHA OT HYJ, Tak Kak S,”/S*(y) = 569222 > F0,05 (3;18) =
= 5,09); ocratounas mucrepens S*oct = 1,389; 3Hadenne kputepus OuUIIepa Ipu ypoBHE 3HAYUMOCTH
o = 0,05 paeusiercs Fax = 1,389/1,564 = 0,89, uto MenbIie 5,09. [ToayyeHHOE ypaBHEHHE aJeKBaTHO
OTIMCHIBACT PKCIIEPUMEHTAILHBIC TAHHBIC,

Muxpotséprocts: Y1 =216,8 + 1,5X1 + 3,2X2 — 6,2X1% — 0,2X2. )

CTaTHCTHYECKHE XapaKTePHCTHKH: MaKCUMalbHas aucepens S'max = 1,333; aucmepens BOCIPo-
M3BOMMMOCTH CpeaHero 3HaueHns S°(y) = 0,16; mucrepcus OTKIHKOB mepBoro poaa S;° = 198,9 (ot-
JIMYHA OT HYIIA, TaK Kak S,%/S*(y) = 1243,1 > F0,05(2;18) = 3,55); aucrepcus OTKIHKOB BTOPOTO POja
S,* = 126601 (3Ha4HTEIBHO OTINYHA OT HYIIA, TaK Kak S,”/S*(y) = 791256 > F0,05 (3;18) = 5,09); oc-
TatouHas gucrepcus S oct = 0,148; 3naueHne kputepus Duurepa mpu ypoBHe 3HAYHMOCTH oL = 0,05
pasusiercst Fag = 0,148/1,564 = 0,09, uro mensbme 5,09. [lonyyenHoe ypaBHeHHE aA€KBATHO OIUCHI-
BAaeT HKCIEPUMEHTAIbHBIE JaHHBIE.

[lo pe3ynbpraTam mccienoBaHHUsA W MOJTY4YEHHBIX 3aBucumocTeid (1) u (2) 06paboTKy abpa3uBHBIM
MOTOKOM MaJIbIX KaHaoB B oOpasnax u3 cranu 12X18H10T pekomeHIOBaHO MPOBOAUTE ¢ paboucit
Cpeloi CIIEAYIOIIET0 COCTaBa: CTENEHb HAIMOJHEHUS! OCHOBBI paboueil cpenbl (Mpyu HEM3MEHHOM CO-
Jepxanun 6enoro snexTpokopyHaa — 30 %) miactudukaTopoMm B Buae anmasznoi nactel (ACH 60/40
BOMT) Ka 40 % u xayuyka CKT 30 % cooTBercTBeHHO. MakcuMalnbHOE JaBIECHUE CIIBUTA THIPAB-
nudeckoit cuctemsl P 12 MIla orpaHu4eHO TEXHUUYECKUMHU BO3MOKHOCTSIMU YCTAHOBKH.

JanpHelime nccnenoBanus M0 KaYeCTBEHHON M KOJIMYECTBEHHOW OIIEHKE M3MEHEHHsI CTPYKTYpHI IO-
BEPXHOCTHOTO CJIOS1 OBLIHM TPOBEACHBI HA 00pa3lax, o0padoTaHHbIX Ha ycnoBusix Ka (X1) = 40 % u Pcn
(X2) = 12 MIla. KonnuectBeHHast OLleHKa M3MEHEHHS ILIEPOXOBATOCTH MOBEPXHOCTHOTO CJIOSI IPOBEACHA
Ha OCHOBE MPOTOKOJIOB Mpoduiorpamm (puc. 3), nomydeHHsIx Ha npodunomerpe MarSurf M300. CpaBau-
TeNbHAasA XapaKTePUCTHKA [IEPOXOBATOCTH MMOBEPXHOCTHOT'O CJIOSI MAIOTO KaHasla IPEACTaBleHa B Ta0. 3.

CpaBHeHHE ABYX MOJyYEHHBIX MPOQUIOrpaMM MOKAa3bIBacT, YTO B pe3yibTare oOpaboTku abpa-
3MBHBIM MIOTOKOM CYIIECTBEHHO YMEHBIIMINCH KaK BBICOTHBIE MAapaMeTpPhl IIEPOXOBATOCTH (CPEAHUE —
Ra, Rz, Rp; MakcuManbHble — Rmax), TaKk U TIIyOUHHBIE TapaMeTphl MepoxoBaTtocTy (Rk).

YBennueHnue MaTepuanbHbIX cocTaBisromux Mrl u Mr2 ¢ 7 no 10 % u ¢ 72 go 87 % cooTBeTcT-
BEHHO ITOKAa3bIBAET, YTO B XOA€ 0OpabOTKH MPHUCYTCTBOBAIM TaKWE BUABI KOHTAKTa, Kak MUKpOpe3a-
HHUE W TUIacTU4ecKas Jedopmarus. IToT (akT MOJATBEPIKIACTCS BO3pACTAaHHEM MHKPOTBEPIOCTH IMO-
BEPXHOCTH KaHalla 1mocyie o0padoTku abpa3uBHBIM MOTOKOM Ha 12—15 % (ams paccmarpuBaeMbIX 00-
pasmos ¢ 189-191 no 213-220 HB).

KauecTBeHHast ol1leHKa H3MEHEHHUSI COCTOSHUS ITOBEPXHOCTHOTO CIIOSI MAJIBIX KaHAJIOB 00Pa3IoB U3
crmiaBa 12X18HI0T Obuta mpoBeieHa HAa OCHOBAaHUM W300PaKCHHM, IMOTYYECHHBIX HAa ONTHYCCKOM
Mukpockorte (puc. 4). IIpu nomoru 3nexktporHor Mukpockonuu (SEM MAG) monydeHo nzobpaxke-
HUE TpoUIIS TIOTIEPETHOTO ceueHms kaHana nocie AFM (puc. 5), CTpyKTypsl IOBEpXHOCTHOTO CJIOS
KaHaja nociie gppesepopanus (puc. 6) u 00pabOTKU abpa3uBHBIM HOTOKOM (puc. 7). s uccienosa-
HUS U3MEHEHUS CTPYKTYpPhl MaTepHraiia oopasiia mocie o0padoTKku abpa3uBHBEIM IIOTOKOM HCCIIEIOBAH
Mukponumad kanama (puc. 8), pa3pe3aHHOTO BIOIb OCEBOU JTHHUH.
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Puc. 3. I[Ipodpunorpamma moBepXHOCTH KaHaa:
a — nocnie gpesepoBanus; 6 — nocie 00padoTKu abpa3MBHBIM TOTOKOM

Fig. 3. Profile of the channel surface:
a — after milling; 6 — after AFM

Tabauya 3
CpaBHHTe/IbHAsI XAPAKTEPUCTUKA IIEPOX0OBATOCTH IIOBEPXHOCTHOIO CJIOSI MAJIOT0 KaHaJIa
nocJie ¢ppesepoBanus 1 00padoTKH a0pa3sHBHBIM OTOKOM 110 IPOTOKO1aM NPO(HIOrpaMM

YucneHHoe 3HaueHnE
HanmeHnoBaHMe mapaMeTpoB MIEPOXOBATOCTH T1apaverpos
noce nocie AFM
(pesepoBaHus
Cpennss apudMeTHyecKas epoXoBaTOCTb, Ra, MKM 0,464 0,047
Cpenssist BRICOTa HEPOBHOCTH, Rz, MKM 1,954 0,345
MakcumManbHast BRICOTa MIEPOXOBATOCTH, Rmax, MKM 2,484 0,757
CpenHsist BBICOTA BBICTYIIOB MPOGUIIs, Rp, MKM 0,883 0,133
I'myOuHa mepoxoBaToOCTH CEPALEBUHBL, RK, MKM 1,187 0,154
MarepuanbHas COCTaBISIOLIAs ONpeleseTcs A JIMHUU pa3pes3a, KoTopas 7 10
OTJENSAET BBICTYNAIOIUE IMKUA OT OCHOBHOI'O Ipoduiis mepoxosBarocty; Mrl, %
MarepuanbHas COCTaBISIOLIAs ONpeleseTcs A JIUHUU pa3pes3a, KoTopas 72 87
OTJAENsAET IIyOOKHe BIAJAUHBI OT OCHOBHOIO Ipoduiist mepoxosatoctu; Mr2, %

Jst CTPYKTYpBI TIOBEPXHOCTH 00pa3loB B MCXOJHOM COCTOSHUU (pHC. 4, @) XapaKTepHBI CJICIbI
MpoKaTa B MPOAOJIHHOM HalpaBICHUH, O0OPa3yIOIIUe PEryIsIpHYIO IMepoxoBaTocTs. Ha moBepxHOCTH
TaKXKe BUJIHBI APAMTUHBI OT MEXaHUYECKOTO BO3JICHCTBHSI TIPU NIEpEMEIICHHH 00pa3iioB U UX GopMo-
obpazosanus. [locie dhpesepoBaHms CTPyKTypa MTOBEPXHOCTH MAaJIOTO KaHama (puc. 4, 6) mpeTepriena
psan m3Menenuit. OHa TpeAcTaBieHa KOMIUIEKCOM TMapajuIeIbHBIX IapaniH U BIAIWH ciena (pessl,
KOTOpPBIE MOATBEPKIAAOTCS MIPOTOKOIOM PO UIOrpaMMbI TIOBEPXHOCTH (CM. pHC. 3, @).

B 1mieioM moBepXHOCTh Manoro KaHajia COOTBETCTBYET THUIIOBOM CTPYKTYpPE MOBEPXHOCTH JleTaseit
n3 ctamm 12X18H10T mocne dpesepHoii 00pabOTKH.

[Mocne 06paboTKK aOpa3UBHBIM MMOTOKOM HAIPABJICHUE MIEPOXOBATOCTH MMOBEPXHOCTH HE M3MCHU-
nock (puc. 4, 6), HO TIIyOWHA MapamnuvH CYIIECTBEHHO YMEHBIIMIACh. MUKPOHEPOBHOCTH Clie/ia
0T (ppe3bl MOTHOCTHIO yAAJICHBI. JTO MOATBEPXKICHO IMPOTOKOJIOM MPOQIIOrpaMMEI (CM. puc. 3, 6),
a TaKkXKe yYMEHBIIICHHEM Ioka3ateneid Rmax c¢ 2,484 no 0,757 mxwm, Rp ¢ 0,883 no 0,133 MM u Rk
¢ 1,187 no 0,154 mxm.

VYBenuuenue ¢ 72 g0 87 % maTepuanbHON COCTABISIOLICH A JIMHUM pa3pes3a, OTACNSIONIeH
rIyOOKWE BIAJWHBI OT OCHOBHOTO MPO(MIIIS MIEPOXOBATOCTH, MO3BOJISET CAEIATh BHIBOJ O TOM, YTO

146



TexHonozuueckue npoueccol U mamepuaJisl

nedexTHbIe CI0M OT MPEALISCTBYIOIINX ONepanuii mpokara u (pe3epoBaHUS MOITHOCTHIO YAAJICHBI.
YBennueHue MaTepualbHOM COCTABISAIOIIEH Ul JIMHUM Pa3pes3a, OTACSIOLIEH BBICTYNAOIINE MUKU
OT OCHOBHOTO mpodmis mepoxoBatoctd, ¢ 7 10 10 % Taxke CBUAETEIHCTBYET O BHIPABHUBAHUH
CTPYKTYpPbI MUKPOHEPOBHOCTEH IMTOBEPXHOCTHOTO CIIOS.

[Mocne oOpaboTku abpa3MBHBIM ITOTOKOM ObLIIa TIOJTyYeHa paBHOMEPHAs CTPYKTYpa MOBEPXHOCTHO-
ro ciuos. I[lpu 3TOM BenWYHMHA IEPOXOBATOCTH Obla ymeHblleHa ¢ Ra = 0,49-0,62 MM J0
Ra =0,047-0,06 Mmkm. MUKpOTBEPIOCTH MOBEPXHOCTH B pe3ynbrate AFM yBennummnach OT BETUYIAHBI
h=188-192 HB no h =213-220 HB.

B 1enom B cTpyKType MOBEPXHOCTH HAOJIIOIACTCS CIIOMCTOCTh MaTepuaia U HaJTMIue MUKPOBKITIO-
YCHUIA, XapaKTEPHBIX JIJI OCHOBHOTO CJIOS MaTepuaia oopasna Ha Mukponumdax (puc. 8).

dopma MoTnepeyHOro CeUYeHNsI MaJoro KaHajla COOTBETCTBYET MPOQHII0 KOHIIEBOH Gpe3bl. AHAIH3
TEOMETPUUYCCKOTO0 KOHTYpa MpOQMIs BEIXOAHONW KPOMKH MONEPEYHOro ceueHus kaHana nocie AFM
(puc. 5) mokasbIBaeT paBHOMEPHOCTh 0OpabOTKK Bcero MpoQuis B Mpeneiax 3aJaHHBIX JOMYCKOB
Ha 00paboTKy.

UzobpaskeHne MOBEPXHOCTHOrO €JIOs KaHanua mociie ¢pesepoBanus (puc. 6) Takke MOKAa3bIBacT
HaJIMYKe Psia MEKPOHEPOBHOCTEH Pa3HON BBICOTHI U JUTHHBI.

Puc. 4. CtpyKTypa HOBEpXHOCTH KaHaa:
@ — TIOBEPXHOCTh 00pa3ia 10 popMoodpa3oBaHus KaHana; 6 — Hocie (hpe3epoBaHus;
6 —nocine 60 ¢ 00paboTKu abpa3uBHBIM HOTOKOM

Fig. 4. Structure of the channel surface:
a — sample surface before channel formation; 6 — after milling;
6 — after 60 seconds of AFM
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Puc. 5. T'eomeTpryeckuii KOHTYp TPOGUIIS MOMEPEYHOTO CEUCHUSI
kanana nociie AFM (142 x)

Fig. 5. Geometrical contour of the channel cross-section profile after AFM (142 x)

CTpyKTypa MOBEpXHOCTHOTO CJIOsl KaHAla mocie oO0paboTKu a0pa3WBHBIM MOTOKOM, TONyUCHHAS
MIPY IOMOLIH NIEKTPOHHOH MuKkpockonuu (SEM MAGQG) (puc. 7), noka3bIBaeT HAIMYHE YIIPOYHEHHOTO
ciosi. UzoOpakenne ¢ yBenuaenueM 710 X (puc. 7, @) mMoka3pIBaeT OTHOCHUTEIHLHYIO PaBHOMEPHOCTh
ATOTO CJIOSI OTHOCUTENBHO BCEH MOBEPXHOCTH KaHaa, a n300paxkeHue ¢ yBenmueHueM 4,33 kx (puc. 7, 6)
JIa7i0 BO3MOXKHOCTh YCTAHOBUTD TOJIIMHY YIPOYHEHHOTO ciost = 7,24 mxm. Tonorpadus o6paboTaHHOM
MOBEPXHOCTH (pHUC. 7) TaKKe NEMOHCTPHPYET yBEIUUEHHE MaTepHaIbHbBIX cocTaBisommx Mrl u Mr2.

Puc. 6. CTpykTypa HOBEpXHOCTHOTO CJI0s KaHama nocie ¢peseposanus (708x)

Fig. 6. Structure of the surface layer of the channel after milling (708x)

Puc. 7. CtpykTypa HOBEpXHOCTHOTO CJIOS KaHAJa MOCle 00paboTKN aOpa3sUBHBIM IIOTOKOM:
a — ysenuuenue 710 x; 6 — yBenuuenue 4,33 kx

Fig. 7. Structure of the surface layer of the channel after AFM:
a — magnification 710 x; b — magnification 4.33 kx
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Muxkponuud obpasna (puc. 8), IeMOHCTPUPYIONIMHA CTPYKTYPY €ro Marepualia, Takke MOJTBep-
KJIAeT YBEJIMYCHHE MHUKPOTBEPIOCTH MOBEPXHOCTHOTO Ciiod. Tak, OCHOBHOM Marepuan MMeeT CIIOU-
CTYIO CTPYKTYpY 30HHI /, XapaktepHyto st ctanu 12X18H10T. B moBepXHOCTHOM ci10€ 30HBI 2 TOJI-
IIUHBI CJIOEB YMEHBIIAIOTCS, YTO CBUAETENLCTBYET 00 mx nedopmanuu. O6macte 3 COOTBETCTBYET
pangnycy CKpyrJieHHs: OOKOBOM CTEHKH KaHaJa.

Puc. 8. Ctpykrypa Marepuana obpasla, pa3pe3aHHOro BAoJIb OCEBON JIMHUM KaHaa (MUKpouLtud):
a — ysennuenue 1,52 kx; 6 — yBennuenue 3,81 kx

Fig. 8. Structure of the sample material cut along the channel centerline after AFM (microsection)
of the channel surface cut: @ — magnification 1.52 kx; b — magnification 3.81 kx

Takum 00pa3oM, B pe3ynbTare 00paboTKH abpa3uBHBIM MMOTOKOM paboyeill cpejibl YCTAaHOBIEHHOTO
COCTaBa 3a OJMH 3Tall YAI0Ch 00ECIIeYNTh CYIIECTBEHHOEC YMEHBIIECHHE IIEPOXOBATOCTH TTIOBEPXHO-
CTHOTO CJIOSI MaJIOro KaHajla M YBEIMYUTh €r0 MUKPOTBEPAOCTh. JTO MOKA3bIBAET XOPOIIyI0 0Opaba-
TeiBaeMocTh ctanmu 12X18H10T B oTnmume oT craneil ayCTEeHUTHO-MApTEHCUTHOTO THIA M CILIAaBOB
MOPOIIKOBOTO MOJHOIeHa, 00padoTKa KOTOPBIX MPOBOAMIACE B 1Ba 3Tana [13; 19].

3axinroueHue

B pesynbraTe ncciienoBaHUl 3aBUCHUMOCTH M3MEHEHMS LIEPOXOBATOCTH U MHUKPOTBEPIOCTH IO-
BEPXHOCTH MaJIoro kaHana B oopasie u3 cranu 12X18H10T ot creneHun HanoaHeHUs pabodel cpesbl
IIACTU(HUKATOPOM M JABICHHS CIBHIA THAPABINIECKON CHCTEMbI MONYyYCHBI SMIMPHIECKUE 3aBUCH-
MOCTH C DKCTPEMyMaMH JaHHBIX GYHKLHUH B UCCIeTyeMOn 00JIaCTH.

OTO MO3BOJUIIO PEKOMEHAOBATh 00paboTKy abpa3uBHBIM MOTOKOM pabodell cpelsl CIeoyIOIIero
COCTaBa: CTENCHb HAIMIOJHEHHUSI OCHOBHI pabouell cpensl (Ipy HEM3MEHHOM COJIEpKaHUU 0eJIoro dIIeK-
TpokopyHaa — 30 %) mnactudukaropom B Buae anMazHoi nactel (ACH 60/40 BOM I') Ka 40 % u
kayayka CKT 30 % cooTBeTCTBEHHO.

B pesynbraTe 00paboTku aOpa3uBHBIM MOTOKOM YIAIOCh YMEHBIINTH BEIUUMHY HIEPOXOBATOCTU
MOBEPXHOCTHOTO ciost ¢ Ra = 0,49-0,62 mkm 10 Ra = 0,047-0,06 MKM, a TakXe YBEITUUUTH MUKPO-
TBEPAOCTH MOBEPXHOCTH OT BenuuuHbI £ = 188—192 HB no /4 = 213-220 HB. BenuunHa ynpoyHeHHO-
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ro ciost = 7,24 MkM. AHaIM3 poUIOrpaMM TTOBEPXHOCTH TTOKA3bIBACT, UTO B PE3yNIbTaTe 00pabOTKH
aOpa3vBHBIM ITOTOKOM CYIIECTBEHHO YMEHBIIMJINCh KaK BBICOTHBIC IMapaMeTphl IIEePOXOBATOCTH
(cpemune — Ra, Rz, Rp; MakcuManbHbBIE — Rmax), Tak ¥ TIIyOHHHBIC TApaMeTPHI IIepoX0oBaToCTH (Rk).

[Mony4eHHBIE pe3yNIbTaThl TIOKA3BIBAIOT XOPOIIYI0 00padaThBAeMOCTh a0pa3UBHBIM TTOTOKOM 3aro-
ToBOK 3 ctanu 12X18H10T.
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