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Annomayus. T'iryonHHOE NUTMGOBAaHKUE IIUPOKO NMPUMEHSETCS NPU M3TOTOBICHHH OTBETCTBEHHBIX IETallCH W3 Kapo-
MIPOYHBIX aBHAIIMOHHBIX MaTEPHAIIOB, OJJHAKO CONIPOBOXKIAETCSI HHTEHCHBHBIM ar€3MOHHO-KOT€3NOHHBIM IIPOIIECCOM 1
3HAUUTEJIbHBIM TEIUIOBBIJECICHUEM B 30HE pe3aHus. I TUTAaHOBBIX CIIIABOB, OOJIANAIOIINX BBHICOKOW aare3MOHHOM
CIOCOOHOCTBIO, OCOOCHHO aKTyalbHOH SIBIAETCA IpoOieMa 3acaluBaHUs IUTH(OBAIBLHOTO KPyra M MIAp KUPOBAHUS
MOBEPXHOCTH MPOAYKTaMH M3HOCA aOpa3sMBHOTO MHCTPYMEHTA, YTO MOJYKET HETaTMBHO CKa3bIBATHCS HA DKCILTyaTally-
OHHBIX XapaKTepUCTUKAX MOJy4aeMbIX H3lenuid. 13BecTHO, 4To 3 PeKTHBHOCTH IMpolecca TIyOUHHOTO IUTH(OBaAHUS
TUTAHOBBIX CIUIABOB OINPENEISIETCS] BLIOOPOM MapaMeTpOB PEXUMa PE3aHUsl U XapaKTEPUCTHK IUTH(OBAIBHOTO Kpyra.
Tem He MeHee BOIPOC BJIMSHUS JaHHBIX YCJIOBUIT 00pabOTKM HAa MHTEHCUBHOCTH are3MOHHO-KOT€3MOHHOTO TIpolecca
U COCTOSIHME MHKpopesbeda 00paboTaHHOW MOBEPXHOCTH JI0 CHX IO OCTaeTCsl MaJlou3y4eHHbIM. B pabore npencraB-
JICHBI PE3YJIbTaThl UCCIICIOBAHUS COCTOSIHUSI 00pabOTaHHON MOBEPXHOCTH TUTAHOBOTO citaBa Ti6AI4V mocie riyOuH-
Horo mmmgosanus. [Ipeacrasnennsie B paboTe pe3yabTaThl SKCIIEPUMEHTAIBHBIX HCCIIEA0BaHUI TTOJyYEHBI ¢ HCIIOJIb-
30BaHHMEM CKaHHPYIOLIETO JIEKTPOHHO-MOHHOTO MUKpOCKONa. Vccie1oBaHus IPOBOJMIIM C YIETOM 3TaroB (GopMoo0-
Pa30BaHMs MIOBEPXHOCTHOTO CIIOS, BIMSHUS TNTyOMHBI IUTH(OBAHUS U XapaKTEPUCTHKN aOpa3UBHOTO MHCTPYMEHTA M3
KapOu1a KpeMHHs. YCTaHOBJIIEHO, YTO cocTosHHe ciuiaBa Ti6Al4V ompenpensercs 3aKOHOMEPHOCTSIMH HM3MEHEHUS
MTHOBEHHOM PEXYIIEeH CIHOCOOHOCTH M M3MEHSETCs 0 JUIMHE o0paboTaHHON moBepxHOCTH. Ha 3rtame mocTossHHOH
JUIMHBI TyTW KOHTaKTa HaOJroaeTcs MaKCHMallbHAas WHTEHCHUBHOCTH aAr€3MOHHOIO B3aMMOAEHCTBHS M IepeHoca Ha
oOpabaThIBaeMyI0 IOBEPXHOCTH HAJUIIOB METAJIa U 0OBEKTOB C KPHCTAIIMYECKUM cTpoeHreM. Ha npoTskeHnu stamna
BBIXO/1a MHTEHCUBHOCTb 3THX IPOILIECCOB MOCJEOBATEIbHO CHIKAETCS. Y CTAaHOBJICHO, YTO NMPUMEHEHHE IUIN(OBaAIb-
HOTO Kpyra c 6oJjiee BEICOKOW TBEpAOCTHIO M MEHBIIMM Pa3MepOM 3epHa CIOCOOCTBYET CHI)KEHHIO KOJHYECTBA HallH-
OB MeTajula Mpu TiyouHe numdposanus 1,5-2 MM. YCTaHOBIIEHO, YTO yBeJIMYEHHE I1yOuHbI nutudoBanus ot 1,5 10
2 MM NPHUBOAMT K POCTY HACHIIIEHHUA 00pabaThiBaéMON MOBEPXHOCTH MOCTOPOHHUMH 00BEKTaMH. DKCIEPUMEHTAIBHO
MOATBEPXkKICH (haKT MIAPKUPOBAHMS TMOBEpXHOCTH ciuiaBa Ti6Al4V mponykramMm M3HOCa NUIM(OBAIBHOTO Kpyra M3
KapOuga KpeMHUS TPU TITyOMHHOM IITH()OBAHIH.

Knroueswie cnosa: cinas Ti6AI4V, kpyr u3 kapOuna KpeMHUsI, CKAHUPYFOLIMI 3JIEKTPOHHO-HOHHBIH MHUKPOCKOII, Xa-
PaKTepUCTHKA MUIM(POBAILHOTO KPYTa, BIMSHUE TITyOMHBI NUIM(OBAHMS, aHAIN3 COCTOSTHUS TOBEPXHOCTH
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STUDY OF THE SURFACE CONDITION OF A TITANIUM ALLOY
DURING CREEP-FEED GRINDING UNDER DIFFERENT PROCESSING
CONDITIONS

Nosenko V.A., Kremenetsky L.L., Klentsova I.V.
Volzhsky Polytechnic Institute (branch) of VVolgograd State Technical University, VVolzhsky, Russia

Abstract. Creep-feed grinding is widely used in the manufacture of critical components made of heat-resistant aero-
space materials; however, the process is accompanied by intensive adhesion-cohesion phenomena and considerable heat
generation in the grinding zone. For titanium alloys possessing high adhesive affinity, the problems of grinding wheel
loading and surface contamination by abrasive tool wear products are particularly important, since these phenomena
may adversely affect the service performance of manufactured components. It is well known that the efficiency of
creep-feed grinding of titanium alloys is determined by the selection of cutting conditions and grinding wheel character-
istics. Nevertheless, the influence of these processing parameters on the intensity of adhesion-cohesion interactions and
the condition of the machined surface topography remains insufficiently investigated. This paper presents the results of
an investigation into the surface condition of the Ti6AI4V titanium alloy after creep-feed grinding. The experimental
results were obtained using a scanning electron and ion microscope. The investigations were carried out taking into ac-
count the stages of surface layer formation, the influence of grinding depth, and the characteristics of silicon carbide
abrasive tool. It was established that the condition of the Ti6Al4V alloy is governed by the variations in the instantane-
ous cutting ability and changes along the length of the machined surface. During the stage of constant contact arc
length, the maximum intensity of adhesive interaction and the transfer of adhered metal and crystalline particles onto
the workpiece surface were observed. Throughout the exit stage, the intensity of these processes gradually decreased.
The use of a grinding wheel with higher hardness and finer abrasive grain size was found to reduce the amount of ad-
hered metal at grinding depths of 1.5-2.0 mm. An increase in grinding depth from 1.5 to 2.0 mm resulted in a higher
concentration of foreign particles on the machined surface. The phenomenon of impregnation of the Ti6AI4V alloy sur-
face by wear products originating from the silicon carbide grinding wheel during creep-feed grinding was experimental-
ly confirmed.

Keywords: Ti6Al4V alloy, silicon carbide grinding wheel, scanning electron and ion microscope, grinding wheel char-
acteristics, influence of grinding depth, surface condition analysis

For citation

Nosenko V.A., Kremenetsky L.L., Klentsova I.V. Study of the Surface Condition of a Titanium Alloy During
Creep-Feed Grinding under Different Processing Conditions. Vestnik Magnitogorskogo Gosudarstvennogo Tekhnich-
eskogo Universiteta im. G.l. Nosova [Vestnik of Nosov Magnitogorsk State Technical University]. 2026, vol. 24, no.
21, pp. 127-137. https://doi.org/10.18503/1995-2732-2026-24-2-127-137

BBenenue

I'nyounnoe uumgosanue (') Haxomut mmpokoe
MPUMEHEHHE TP TOJTyYEeHHH JeTalled U3 BBICOKOIIPOYHBIX
cTaneil, aBHallMOHHBIX AJIOMHHHEBBIX CIUIABOB, a TaKXke
KapOMPOYHBIX KOHCTPYKIIMOHHBIX MAaTE€pPHUAJIOB Ha OCHOBE
HuKeIs nin tiTaHa [1, 2]. C ucrnonp30BaHHEM COBpEMEH-
HBIX METOJIOB KOHTPOIS COCTOSIHUSI METAJUTMYECKUX Mate-
PHAJIOB BEIYTCS UCCIIEJOBAHMS B BOIIpOcax (OPMUPOBAHUS
MHKPOTBEPJOCTH M HETATUBHBIX TOCJIE/ICTBUI HHTEHCHBHO-
IO TEIUIOBBIAEIECHHS B 30HE KOHTAKTa MHCTPYMEHTA M 3aro-
toBkH mpu 11 [3, 4]. Takxke ydeHble UCCAEAYIOT NPOUME
MeXaHU3MBI (POPMHUPOBAHMS XapaKTEPUCTUK ITOBEPXHOCT-
HOTO CJIOSl MaTepHaJIOB — KaK IIepoxoBaTocTH [3, 5, 6], Tak
1 OCTATOYHBIX HampspkeHuit [7]. B nemsix maTeHCHbUKAIIN
nporiecca ['III pa3pabaTeIiBarOTCS  CIIETMATN3UPOBAHHBIE
COX [5, 6], a TakxKe BBICOKOIIOPHCTBIH, BRICOKOCTPYKTYP-
HBIN a0pa3uBHBIN UHCTPYyMeEHT [§].

3HaYMUTENBHBIN MCCIIEIOBATEIbCKHI HHTEPEC BBI3BIBAET
SIBJICHUE TIEPEHOCA MaTEepHAIIOB B Ipoliecce NUIH(OBaHMS, B
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0COOEHHOCTH MIApKUPOBaHHE TOBEPXHOCTH AeTajiei IMpo-
JyKTaMH u3Hoca 1umroBaibHOro kpyra [9, 10]. Ota mpo-
Grema mproOpeTaeT 0coOYI0 aKTyalbHOCTh IPU 00paboOTKe
KapONPOYHBIX CIUIABOB HA OCHOBE THTAHA, are3MOHHAS
CTMOCOOHOCTH KOTOPBIX KpaiiHe Bbicoka [11, 12]. [lapxwupo-
BaHHbIE B 00pPabOTaHHYIO MOBEPXHOCTh abpa3WBHBIC 3epHA
00pa3yIoT 30HBI JIOKAJGHOTO HANPSKEHUS, MOTEHINAIHHO
CHIDKAIOIINE pecypc pabOThl OTBETCTBEHHBIX M3IENHUMN, HC-
MoJIb3yeMbIX B aBuacTpoeHuu [13]. Bo3aMoKHOCTH CKaHU-
PYIOILETO 3JIEKTPOHHOTO MHKPOCKOMNA JOKa3bIBAIOT, 4YTO
npouecc I'lll TUTAHOBBIX CIIABOB CONPSDKEH C MHTEHCUB-
HBIM TIap>KUpOBaHUEM 00padaThIBAEMOTO MaTepHaia MHK-
pouactunamy nutrgosansHoro kpyra [14, 15].

Kiroueoii Bextop pazButust oneparmii [Tl — moxbop
ONTHMAJIBHBIX PEeXUMOB pe3anus [6, 16, 17]. DddexTus-
HOCTh 00paboTku Metomom I'IIl B 3HAUMTENBHOW CTETIEHH
OTIpeIeNsIeTCs] CKOPOCThIO NUTH(OBaHMs. Panee ObUIO MOKa-
3aHO, YTO AKTUBHOCTH aJr€3MOHHO-KOT€3UOHHBIX IPOLEC-
COB M COCTOSIHHE MUKpOpeibeha 00padoTaHHOH MOBEPXHO-
CTM 3aBHCHUT OT ckopoctd uuudosanus [15]. 'myOuna
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numQoBaHus — He MEHee BaXKHBIN ITapamMeTp pexuma pesa-
Hus, onpenesitormi mporecc ' [18]. Tem He meHee BO-
MPOC BIISTHHS TIIyOWHBI NUTM(OBAHUA Ha MOPQOIJIOTHIO
MIOBEPXHOCTH JKapONPOYHBIX THTAHOBBIX CIUIABOB 0 CHX
MOp OCTAacTCS MAJOM3yYECHHBIM M B OTCUECTBCHHOH, M B
MHPOBOH HAyYHOH IIKOJE. YCTaHOBJIEHO, YTO OT BEIOOpa
OIITUMAJIBHBIX XaPaKTEPHCTUK BBICOKONIOPHCTOTO, BBICO-
KOCTPYKTYPHOTO a0pa3WBHOTO MHCTPYMEHTA 3aBHCHT IIE-
poxoBarocth noBepxuoctu npu ' [19-21]. CnenoBaTenn-
HO, CTOUT TIPEATIONIOKUTB, YTO MapamMeTpbl HUIN(OBATBLHOTO
Kpyra MOTI'YT OKa3blBaTh BJIMSIHUE M HA MPOLECCHI aJre3uH,
xore3un npu 'L

Lens paboThl: HMCCIeAOBaHUE COCTOSHMS ILTH(OBaH-
HOI1 oBepxHocTH crutaBa Ti6Al4V mpu Il ¢ yuerom rimy-
OvHbl TM(GOBAaHMUSI W XapaKTEPHCTHK aOpa3sWBHOTO WH-
CTpyMEHTA.

MaTepna.m,I U METOAbI UCCJICJOBAHUA

Oo6pabotky metomoMm I'lll ocyliecTBIsAIN HA CICIH-
anpHOM TpodmienumdoBarbHOM cTaHke moxemn SLS
434 (mpomzBoactBo OO0 «CII CrankoBeHaT»). OOpada-
ThIBaeMblii MaTepuan — cruaB Ti6Al4V. AOpasuBHbII
MHCTPYMEHT — NIIH(OBATIbHBIE KPYTH U3 KapOuaa Kpem-
HUs 3eneHoro (mpomsBoncTBo OAO «Bomkckuit abpa-
3MBHBIN 3aBOJ») C Xapakrepuctukamu 64CF80H12V,
64CF100112V (manee xkpyru 80H, 1001).

Pexumbr o0paboTku mertomom [l mpuBeneHsl B
Ta0u. 1.

Tabnuna 1. Pexumer 06padotku metomom [T
Table 1. CFG grinding modes

VcxonHble naHHBIE Xapakrepuctika
A a Pesxum Nel | Pesxrm Ne2
I'my6una nummdoBanus t 1,5 Mm 2 MM
CkopocTb numdosanus V 20 m/c
CKOpOCTbh POIOJILHOM Mo1a4H Vg 150 Mmm/MuH
IMogava mpassimiero ponmka Sy 1,2 MkM/00
3.1
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[Mopsimok MpoBeACHHs aHANW3a COCTOSHUS 00pabo-
TaHHOI1 MOBEPXHOCTH M3JI0KEH B paHee OMyOIHKOBaHHOM
cratbe [15]. s anammsa coctossHUs 06paboTaHHOM 1o~
BEPXHOCTH HCIIONB30BANINA 00OpymoBaHHE: IH(PPOBOI
mukpockorn Levenhuk DTX TV, ckaHHpyroumii siek-
TpOHHO-HOHHEIN MuKpockon FEI Versa 3D DualBeam.

Pe3yJII)T3TI)I HCCJICAOBAHUA H UX 06cym)1emle

Meronom I'lll mHCTpyMEHTaMH U3 KapOuma KpeMHUS
3€JIEHOTO B 3arOTOBKE BBIIIIM(OBBIBAIM Ma3bl. Pazmepsl
Kaxgoro masa: mmmHa 40 MM, mmpuaa 16 MM. IIporecc
obpabotkn meromom [l cocronT W3 Tpex mMOCIemOBa-
TEIBHBIX 3TANOB BPE3aHUs, IOCTOSHHON JJIMHBI AYyTH KOH-
takTa (ganee [1JIJIK) u BbIxona, mpoaoKUTENLHOCTh KO-
TOPBIX ONpeJessieTcs: IyOuHOH nuT(OBaHUS, CKOPOCTHIO
MPOJOJIBHON MOJayH, JUIMHOM oOpabaTeiBaeMOll MOBEpX-
HOCTH M pajuycoM uumdoBaibHOro kpyra [22]. Homu-
HaJlbHasi MTHOBEHHAsI PeXyILasi CIOCOOHOCTh (| Ha ATamax
I'lll, npuBeneHHas k 1 MM IIUPUHBI 0OpadaThIBaeMOM MO-
BEPXHOCTH, OIpeJelieHa M0 MaTeMaTHYeCKUM MOJEIM,
W3JIOKEHHBIM B pabote [22]. Panee ObUIM yCTaHOBIICHEI
3aKOHOMEPHOCTH M3MEHEHUs ( MO JUIMHE NUIH(OBaHUS: (
MIOCTOSIHHO PACTET Ha 3Talle BPE3aHMs, JOCTUTaeT MaKCH-
MyMa Kk Hadary 3tana [IJ/IK u crabunmupyercs, ¢ Hada-
JIOM 3Talla BBIXOJa HAYMHAET CHIKAThCSA U JIOCTHTaeT Hy-
neBoro 3HaueHus [23]. 'padudueckoe oToOpaxkeHUe U3Me-
HEHUs ( 10 JUTMHE IUTM(OBAHUS M BPEMEHU HIIN(POBAHUS
MOKa3aHo Ha puc. 1. Dram Bpe3aHus Ha rpadukax rmoxaszaH
B OTPHLATENILHOW 00JacTH ocH abcuuce, Tak Kak (Gopmu-
poBanue oOpaboranHoO# noBepxHocTH npu '] HaunHaeT-
cs1 ¢ nepexonoM Ha stan [TJJIK.

Ha srtanme Bpesanmst ( JoCTHTaeT MakCUMyMa: IIpH
t=1,5mm o g =3,75 Mm2/c; nput=2mMmmoq=>5 MM2/c.
ITpoTsHKeHHOCTD M BpEeMEHHAs! TIPOJIOIDKUTEIIBHOCTD 3TAIIOB
I'lI nokazaus! B Ta6J1. 2. Paquyc numgpoBaIbHEIX KPYTOB B
MPOBEJCHHON CEPUU UCIBITAHUI paBeH okoio 240 Mm, ya-
CTOTa BpalleHus NUH(OBAILHBIX KPYroB paBHa 13,27 o6/c.

5.1

Puc. 1. HoMuHanbHast MTrHOBEHHAs peXyIIast CIIOCOOHOCTD (X a — 110 JUTMHE NUTM(OBaHNU,
6 — no Bpemenw uutudosanust; 1 — spesanue; 2 — [IJJJK; 3 — Beixom; ——t= 1,5 MM, ==—t=2 MM

Fig. 1. Instantaneous cutting capacity q: a is on the grinding length, 6 is on the grinding time; 1 is stage of incision,
2 is stage of constant length of arc, 3 is stage of exit; —t=1,5 mm, ==t =2 mm
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Tabnuna 2. IIpoTsuKeHHOCTH L ¥ MPOI0KATEIBHOCTD T

atanoB [T
Table 2.Grinding length L and grinding time

at stages of CFG

Sran TIII t=1,5 Mmm t=2MMm
L, mm 7,C L, MM 7,C

Bpesanue 26,79 10,72 30,92 12,37
MK 13,21 5,28 9,08 3,63
Beixox 26,79 10,72 30,92 12,37

Takum obpazom, npu t = 1,5 MM 1urHa UM oOBaHUS
cocraBisaeT 66,79 MM H TIPOIOIDKATEIFHOCTh 00paboTKH
paBHa 26,72 c, npu t = 2 MM ayHA HUIHGOBAHUS COCTAB-
nset 70,92 MM M TIPOIOIDKUTETHHOCTE 00pabOTKH paBHA
28,37 c. JlaHHBIE O pasnaTIbHOM M3HOCE HITH(OBAIHHOTO
Kpyra h, ompenenseMoM mojadel IpaBsIIEro PoIHKa S,
1 BPEMEHHOH NPOJODKUTEILHOCTEI0 00pabOTKH 7, IOKa-
3aHBI B TA0JI. 3.

Tabnuna 3. Paguansueiii u3HOC utHpoBaIbHOro Kpyra h
Table 3.Radial wear of thegrinding wheel h

h, MxM
Oran Tl t=1,5mMm t=2 MM
Oran [IJJK + stan BeIxoga 127,39 127,39
Oran Bpe3anus + stan [TJJIK + 21271 225 86
9Tamn BBIXOJa ' '

[epBuuHBIif KOHTPOIb COCTOSIHHSA MHUKpopenbeda o0-
pabOTaHHOW TOBEPXHOCTH THTAaHOBOTO civlaBa Ti6AlI4V
nocie mmgosanmst kpyrom 80H mpoBoamii ¢ MOMOIIBIO
udposoro mukpockona Levenhuk DTX TV. VcranoBneHo
HaJIMYHE CIIEI0B padOThI 3epeH nutudoBatbHOTO Kpyra (60-
PO31I U I[aparivH), a TAKKe MOCTOPOHHUX 0OBEKTOB (pHC. 2).
YacTh 00BEKTOB MPEJICTABISIET COOOH HAIMITBI MaTepHaia —
YacTHILbI TUTAHOBOTO CIUIABA, PaHee CLEIUICHHBIE C PEXy-
IIMMU KPOMKaMH 3epeH NUI(OBAJIBHOTO Kpyra M 3aTeM
MePEHECEHHBIE 00paTHO HA 00PadaTHIBACMYIO TIOBEPXHOCT.
HHble 00BEKTHI NPETIONIOKNUTEILHO MOTYT HIMETh KpUCTAJI-
JIMyeckoe cTpoeHue. JanbHeHIumil aHaau3 COCTOSHUSL MUK-
popenseda 00pabOTaHHOW MOBEPXHOCTU MPOBOIMIM C HC-
TI0JIb30BaHUEM PACTPOBOH HJIEKTPOHHON MUKPOCKOITHH.

OnextpoHHble (oTorpaduu MUKpopenbeda MOBEPXHO-
cTH, oy4deHHo# mpu t = 1,5 mm kpyrom 80H, mpencrasie-
Hbl HIke. Puc. 3, a, 6 — ¢oTtorpaduu mukpopenbha, chop-
MuUpoBaHHOro B Hauase stana [1/1JIK u B ero konue; puc. 3,
B-1 — (Qotorpaduu Mukpopenbda, cHopMUPOBAHHOTO Ha
JTarne BbIXO/aA.

®dotorpaduu 0OpabOTaHHOW TMOBEPXHOCTH, IOTYYEH-
HBIE C MOMOUIBIO JIEKTPOHHO-MOHHOTO MHKPOCKOIIA, TOJI-
TBEPXKIAIOT  &/IN€3MOHHO-KOTE3MOHHOE — B3aUMOJIEHCTBIE
MEXAy KapOunoM kpemHus U cruasoM Ti6AI4V (cMm. puc.
3, a, 6). Ha srane TIJJJIK oOpaboTaHHasi MOBEpXHOCTh B
3HAYNTEJILHOM CTETEHN MOKPHITA HAIUIIIINM, Pa3Ma3aHHbIM
Matepuaniom. Ha o0paboTaHHOW TOBEpXHOCTH TPHUCYT-
CTBYIOT U OTJIEJIbHBIC Tella: Kak OOBEKThI, KOTOPBIC Tpe/iBa-
PHTENBHO BO3MOXKHO OIPE/ENHTh, KaK HAJIWIIBI MeTallia,
Tak U OOBEKTHI, MPEINOIOKUTEIHHO, UMEIOIE KPHUCTall-
mgeckoe crpoenne. 3a stan ITJIJIK mopdonorus nosepx-
HOCTH HE TIpeTepreBacT 3HaYMMBIX H3MEHEHHUH — CTPYKTYpa
MOBEPXHOCTH OCTAETCsl MPAKTUUECKH OJHOPOJIHON B Teue-
nue panHoro srtama ['1II. C mepexogom Ha 3Tam BbIXOJa
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XapakTep aJIre3MOHHO-KOTE3MOHHOTO TPOIecca W3MEHSeT-
csi: HaOJMIOAeTCsl YMEHBIIICHHE YMCIIa HAJIMIIOB, ICPCHECCH-
HBIX C BEPIIHH a0pa3WBHBIX 3¢pEeH Ha TIOBEPXHOCTH TUTAHO-
BOTO CIUIaBa M IUIACTHYECKH Je(hOPMUPOBAHHBIX MO HEH;
BO3HMKAIOT 0OJIee OTUETIIMBBIE LIAPAIIMHBIL, (POPMUPYEMBIE
BEPIIMHAMH 3€peH MUTU(OBATBEHOTO KPyra, OYHIICHHBIMU
OT HAJMIIIIETO METAaUIa B Pe3yibTaTe paboTHI MPaBSIIETO
poimuka (cM. puc. 3, B). YiydlleHHe CTPYKTYpbL 00pabo-
TaHHOH TIOBEPXHOCTH HAOJIIOIACTCS U B CEPEIMHE, U B KOH-
1e 9Tana Beixoza (cM. puc. 3, T, 1), IpH 3TOM CTOUT OTME-
TUTB, YTO HAJHYHE HEKOTOPOTO KOJMYECTBA ITOCTOPOHHHX
OOBEKTOB OBUTO 3a(hMKCHPOBAHO AK€ HA PACCTOSHHUU
38 MM OT Kpasi 3arOTOBKH.

YcraHoBieHo, uto Ha 3tane [IJIJIK cuna pezanus mak-
cIMasibHa [24], KaKk MaKkCHMajlbHa W BEPOSTHOCTH BEIKpa-
IMBaHUS 3epeH ¢ paboueil MOBEPXHOCTH Kpyra Ha JaHHOM
atarne [25], a 3Tall BbIXOJa XapaKTepU3YyETCsl MOCTENEHHBIM
CHIDKEHHUEM COCTABIISIONINX CHIIBI pe3aHusl. 3aKOHOMEPHO-
CTH M3MEHEHMS CUITBI pe3anus Ha dtamnax 11 oOycmoBieHb
m3meHeHusiMu ( [24]. K navany stana [IJJJIK q nocturaer
MaKCHMMyMa M OCTaeTCsl HEM3MEHHOM JI0 Mepexojia Ha 3Tan
BeIxoma. CKOpOCTh pamfaibHOTO W3HOCA NITH(OBAIHLHOTO
kpyra Ha stane [TJJ/IK npakTudecku paBHa CKOpPOCTH pajiil-
ATFHOM TIOAa4X TIPABAIIETO POJIMKA WM JaKEe MPEBBIIIACT
ee, 4To OOBSCHSET KpaiHe BBICOKYI0 MHTEHCUBHOCTB aJire-
3MOHHO-KOT@3MOHHOTO Tporecca. Ha asrtame BbIXOma, MO
Mepe CHWKEHHS CHIIbl Pe3aHusl, CKOPOCTh PaJUaIbHOTO
W3HOCA KpYTa CHIDKASTCS — OJHOBPEMEHHO C 3THM BO3pac-
TaeT YMCIIO 3epeH, MOABEPraeMbIX OOHOBICHHIO MPABSIIUM
pomkoMm. Takum oOpaszom, cieacTBueM pocta 3(hheKTHB-
HOCTH TIPaBKHU POJIUKOM SIBIISIETCSI HE TOJIBKO KpaifHe BaxK-
Hoe st ['11] THTaHOBBIX CIUTABOB CHIDKCHUE TEMIICPaTyphl
B 30HE pe3aHus, HO U YJIy4llIeHHe MUKPOCTPYKTYphI 00pa-
0OTaHHOU MTOBEPXHOCTH.

YCTaHOBIIEHO, YTO C YBEJIMYCHHUEM TIYOHHBI HUTH(O-
BaHusl OT 1,5 nO 2 MM HHTEHCUBHOCTh aJr€3MOHHO-
KOTe€3MOHHOTO B3ammojeicTus Ha dtamne [1IJIK Bo3pac-
TaeT — Ha 00pabaTHIBAEMYIO0 TIOBEPXHOCTH OOJiee aKTUBHO
HAJTUIACT METAJLI, aJiee TIACTHYCCKU AehopMUpyeMblil B
xozxe obpabotku (cM. puc. 3, a, 4, a). YCTaHOBJICHO, YTO
obpabotke mpu t = 2 MM XapakTepHO 0Opa3oBaHue Ooiee
YETKHX, TIYOOKHX CIIEAOB pE3aHHs, YTO OOYCIOBICHO
yBeNnn4eHneM o0beMa MaTepuana, yAaasieMoro B eIUHUILY
BPEMEHH — 3Ta 3aKOHOMEPHOCTh COXpPAHIETCS Ha IMPOTS-
xennn dtana [1/1JIK. VI3MeHeHust B COCTOSIHIM TTOBEPXHO-
CTH, Ha0TI0JaeMBIE C TIEPEX0JOM MEKAY ATallaMH B YCIIO-
Busx t = 1,5 MM, TakKe COXpaHSIOTCS B yCIOBHAX t =2 MM.
C mepexoioM Ha 3Tarl BeIxoja mpu t =2 MM oOpaboTaHHas
MTOBEPXHOCTh TAK)KE CTAHOBHTCS OoJiee YHCTOW OT HaJH-
OB MeTajua (cM. puc. 3, B, 4, B), HO IMEET XapaKTEPHBIC
qust orana [IJJK rmyGokue crnenpl pe3anus (cM. puc. 4).
JlaHHBIE U3MEHEHHS CTPYKTYPHl MHUKpopenbeda 00ycIIoB-
JeHbl Kak pocToM ( ot 3,75 Mm/c onpu t = 1,5 MM 10
5 mm%/c npu t =2 MM (Ha 33%), TaK U yBEIHUCHHEM 00b-
eMHOM pexxymien criocobHoctr Q ot 225 no 300 MM/MEH
COO0TBETCTBEHHO. Hamune 00beKTOB, BHELTHUI BHJT KOTO-
PBIX MMO3BOJISICT BBIIBUHYTH TUIIOTE3Y 00 MX KPUCTAJLIHYEC-
CKOM CTPOEHHH, YCTAaHOBJICHO Ha Ka)KIOM YYacTKe HC-
cllelyeMold TOBEPXHOCTH, IMONYyYeHHOW mpu t = 2 MM
kpyrom 80H.
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a

Puc. 2. Cocrosiaue mukpopenseda mosepxsHoct npu I' kpyrom 80H, t= 1,5 mm, | =22 mm: a — x50; 6 — x200
Fig. 2. Surface topography after CFG by 80H grinding wheel, t = 1,5 mm, | = 22 mm: a is x50; 6 is X200

Puc. 3. Cocrosiaue mukpopenseda mosepxaoctd mpu I kpyrom 80H, t=1,5mm: a — =1 mm; 6 — | = 9 mm;
B—Il=14mvm;r—1=30Mm; 1— | =38 Mm

Fig. 3. Surface topography after CFG by 80H grinding wheel, t=15mm: aisl=1mm; 6isl=9 mm; Bis| =14 mm;
risl=30mm; xis| =38 mm
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Puc. 4. Cocrosiare mukpopenseda mosepxaocty mpu [' kpyrom 80H, t =2 mm:a— =1 mm; 6 — 1 = 9 mm;

B—l=14mm;r—1=30Mm; 1 — | =38 Mm

Fig. 4. Surface topography after CFG by 80H grinding wheel, t=2mm: aisl=1mm; 6isl=9 mm; s is| =14 mm;

risl=30mm; xis| =38 mm

AHamn3 00paOOTaHHOW MOBEPXHOCTH, MOITYyYEHHOM
kpyrom 1001 mpu t = 1,5 MM, OATBEpKIAET 3aBUCHMOCTh
cocrosiHUsS MUKpopenbeda Ha stamax ' oT 3akoHOMepHO-
cTell m3MeHeHus ( 1o JuHe OU(OoBaHMSA. YYacTOK II0-
BEPXHOCTH 3arOTOBKH, HAYUHAIOIIMKCS OT €€ IEepeIHero
Kpast ¥ 3aKaHYMBAIOIIMICS Ha PACCTOSIHUM MpUMepHO 13 MM
UMeeT CTPYKTYpy (pMc. 5, a, 0), B 3HAYUTEILHOU CTENCHH
UJICHTUYHYIO paHee OIMCAaHHBIM B PaboTe CTPYKTypam,
cthopmupoBanasiM Ha dTare [TJJIK. C Hagaaom cCHIKEHUS
g oT cTabMJIbHO MaKCUMAJIbHOTO 3HAYEHHUs 10 HyJs oOpa-
OoTaHHasi TOBEPXHOCTh TOCTENIEHHO CTAHOBUTCS Ooliee
YUCTOW OT HAJMIOB METaIa W, BEPOATHO, KpUCTaJUINYe-
CKHX TeJl — MPOIYKTOB M3HOCa Kpyra (puc. 5, B-1). Odesus-
HO, 4TO (hakTOp BHIOOpA XapaKTEPHCTHK aOpa3MBHOTO HH-
CTPYMEHTA OKa3bIBACT CYIIECCTBCHHOC BIMSHHE HA COCTOS-
HEe MUKpopenbeda o0paboranHoi moBepxHoctd TiBAI4V.
3akoHOMEpPHOCTH (POPMHUPOBAHHS ITOTO MHKpopenbeda Ha
paznmmunbix tanax 'L npu sTom 3aBucsT B Oonbiei cre-

MIeHW OT U3MEHEeHUs ( MO0 JIMHE NUTH(OBAHMSI, HEXKEIH OT
TBEPJOCTH U 3ePHUCTOCTH MHCTPYMEHTA.

YBemmuenue riayouns! mumdosannst Ha 33% (¢ 1,5 no
2 mm) npu numgosannu kpyrom 1001 Biusier Ha MUKpope-
nbe¢) 00pabOTaHHOH MOBEPXHOCTH B TOM JKE CTETICHU, KaK H
yBenmyeHue t npu padore kpyra 80H. B3anmonepenoc ma-
TepHaJIOB MEXIy 00pabaThIBAEMOM 3arOTOBKOM U PEXYIINM
WHCTPYMEHTOM IIPOUCXOJHUT Ha MPOTSHKEHUH BCETO NEPHO-
Jia 00pabOTKH, MPpUYEM Ha y9acTke < 9 MM OT Kpast 3aroTOB-
KH B3aUMOTIEPEHOC TIPOUCXOIUT HAHOOJIee aKTUBHO (pHC. 6,
a, 0). Tena MpeaNONIOKUTENEHO KPUCTALIMIECKOTO CTPOe-
HHUS TPHCYTCTBYIOT Ha KaXIOM Y4YacTKE HCCIETOBAaHHON
MOBEPXHOCTH (CM. puc. 6). KommuecTBo JaHHBIX 0OBEKTOB
OIpeIeNseTCs PaIHaIbHBIM U3HOCOM HUTH(OBAILHOTO KpYy-
ra h, 3HaueHHe KOTOPOro BO3pAcTacT C YBEIHMYCHHEM IITy-
6unbl numdosanus (cM. Tada. 3). [l nmoBepxHOCTEH TH-
TAHOBOTO CIUIaBa, (POPMHUPYEMBIX METOJIOM MasTHUKOBOTO
HUMQOBaHMS, XapaKTEepHO IIAp>KHUPOBaHHE aOpa3HBHBIX
yacTHI B 00padaThiBacMyl0 MOBEPXHOCTH [26]. OO0beMHas
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pexymas cnocobHocTs Q mpoliecca MasTHHKOBOTO IITH-
(oBaHus B JeciITKH pa3 MeHblne Q mporecca TiTyOMHHOTO
numdosanust. CHIWKEHHE KOJIMYECTBa BHEAPEHHBIX abpa-
3UBHBIX YacCTHIl IIPU MasSTHUKOBOM HUTH(OBAHHU CIOCO0-
CTBYET YBEIMYCHHIO YIAPHOM BS3KOCTH M YCTaJOCTHOM
MPOYHOCTH TUTAHOBOTO cruiasa [27]. OueBuaHO, 4yTO 0OEC-
NeYeHre KayecTBa 00paboTKH, (POPMHUPYEMOTO B YCIOBHAX
MasiTHHKOBoro numgosanus, npu [Tl npaktruecku He-
BO3MOJKHO, JI@)Ke K 3aBEPIICHUIO JTalla BHIXOJA Ha MOBEPX-
Hocth TiBAI4V ycTaHOBIEHO HATMYHE 3HAYUTEILHOTO KO-
JIYECTBa CIIEIOB aire3ur abpa3MBHOTO MaTeprana K odpa-
0aTpIBAEMOMY MaTepHay.

DaxTop XapaKTePHUCTHKH NUIU(OBATIEHOTO Kpyra Io-
YTH HE OKa3bIBACT BIMSHMSA HA POpMOOOPa30BaHIE TIOBEPX-
HocTH mipu t = 1,5 Mm B Havarne stana [1/1/IK (cm. puc. 3, a,
5, a). [Ipu t = 2 MM nepexon ot kpyra 80H x xpyry 1001
TaK)Ke HE OKa3bIBAET CYIIECTBEHHOT'O BIIMSHUS HA CTPYKTY-
py 0OpaboTaHHOW MOBEPXHOCTH Ha ydacTke < 1 MM (cM.
puc. 4, a, 6, a). Tem He MeHee K 3aBepieHkto dtara [1/]JIK
pabota kpyra 100l obecmeunBaeT (opMupoBanue Oosee
YHCTOI OT HAJIMIIOB METAJlIa TIOBEPXHOCTH, HEXKeEU paboTa
kpyra 80H. Ctpykrypa noBepxHocTH Ha ydactke 14-30 Mm

TaKXKE XapaKTepH3yeT BIMSHUE 3EPHUCTOCTA U TBEPHAOCTU
U OBAIIBHOTO KpyTa — OBEPXHOCTh, (popMupyemas mpu
pabote kpyra 100I, B GobINcH CTENEHN PEICTABISIET CO-
00l COBOKYITHOCTH CJIEJOB MHKPOPE3aHMs, YeM COBOKYII-
HOCTh HAJUMOB MeTasia. Ha paccrosuuu 38 MM OT mepen-
HEro Kpasi 3arOTOBKH BO BCEX PacCMaTpUBAacMBIX B paboTe
YCIIOBUSIX YK€ HE TPOMCXOIUT MAaccOBOrO OOpa3oBaHMs
HaJMIoB Metaiuia (cM. puc. 3, 1, 4, 1, 5, 1, 6, 1). 10 MOX-
HO OOBSICHUTH NMPUOIIMKAIOIIMMCS K HyJIEBOMY 3HAYCHHUIO
rokasarelnieM (1 Ha JaHHOM Y4acTKe MOBEPXHOCTH TIPH TITy-
oune mumdosanms 1,5 My q = 0,04 Mv%/c, pu riyOuHE
mmdosarms 2 My ( = 0,05 mmYc (cm. puc. 1). daxtop
HOMPHAJIGHOH MTHOBCHHOM pEXyIeH crnocoOHOCTH Ha
JITAHHOM Y4YaCTKe MOBEPXHOCTH y)Ke HE OKa3bIBACT 3HAYMMO-
TO BIHSHUS HA MUKPOPEIbed); ONPEeNesOiM COCTOSHIE
MHKpopenbeda GpakTopoM K KOHILY Tama BbIXOJa SBISIETCS
XapaKTEepUCTUKA WHCTPyMeHTa. Takum oOpasoM, mepexon
or kpyra 80H k kpyry 100l obGecreunBaer yaydIiieHue
MHKpopenbeda 00paboTaHHON MOBEPXHOCTH, O YeM CBHUIC-
TENBCTBYIOT (oTorpady, IMONyUYEHHbIE METOJOM CKaHH-
pYIOLLEH 3JIEKTPOHHOU MUKPOCKOIIHH.

Puc. 5. Cocrosinue mukpopenseda mosepxHoctu npu ['IL kpyrom 1001, t=1,5mm: a—1=1mm; 06— 1 =9 Mm;

B—Il=14Mvm;r—1=30Mm; 1— | =38 Mm

Fig. 5. Surface topography after CFG by 1001 grinding wheel, t=15mm: aisl=1mm; 6isl=9 mm; Bis | =14 mm;

risl=30mm; gis| =38 mm
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Puc. 6. Cocrosinure mukpopenseda mosepxuocty mpu [ kpyrom 1001, t=2 mm:a—1=1mm; 6 — | =9 mm;

B—Il=14mv;r—1=30Mmm; 1— 1 =38 Mm

Fig. 6. Surface topography after CFG by 1001 grinding wheel, t=2 mm:aisl=1mm; 6isl=9 mm; Bis | =14 mm;

risl=30mm; gis| =38 mm

BusyanbHas oLieHKa Tell, Haluuue KOTOPBIX ObLIO 3a-
(bMKCUPOBAHO Ha KaX[0H NEKTPOHHOM (oTorpaduu MUK-
popeibeda, o3BOJISIET BHIIBUHYTH IIPEATOIOKEHHE 00 UX
TIPUPOZIE — TH TeJIa SBISIOTCS MO0 OTAENBEHBIMU MeTall-
JMYECKUMHU HAIWTNIAMH, JTHOO aOpa3WBHBIMH YaCTHIIAMH.
OneHKy coJepKaHUs JJIEMEHTOB B OOBEKTaX, INpPUCYT-
CTBYIOLIMX Ha ITOBEPXHOCTH 3arOTOBKH, INPOBOIMIM Ha
9JIEKTPOHHO-MOHHOM MMKPOCKOIIE METOJIOM TOYEYHOTO
aneMeHTHoro ananmsa [15]. [Tomydena anexTpoHHas ¢oro-
rpadus MOBEPXHOCTH, MUKPOpEIbed) KOTOPOH COMEPKHT
MOCTOPOHHHUE BKIIIOYEHHMS: TOUYKA | — MPE/IIoN0KUTENBEHO
HAJIMI TUTAHOBOT'O CIUIABA; TOYKA 2 — MPE/IIOI0KUTEIEHO
KpHCTaJUT KapOnaa KpeMHHUs; TodKa 3 — 00JacTh BU3yalb-
HO YHCTOTO y4acTKa IOBEPXHOCTH (pHc. 7, a). Pe3ynbTaTs!
MPOBE/ICHUS] TOYEYHOTO DJIEMEHTHOTO aHajiu3a [0 BbI-
OpaHHBIM TOYKaM IIPEACTaBICHbI Ha pHC. 7, 6.

OO0bexT B j1eBoit yactu Gororpaduu (cMm. puc. 7, a) B
Touke | MMeeT KOHIEHTpauuio yriepoaa 3,11 mac.%,

KoHneHTparuio kpemuaus 0,16 wmac.%. KonmenTparms
TUTaHa B Touke 1 paBHa 79,95 mac.%.

B Touke 2 KOHIICHTpalUHU yTiepoja U KpeMHUs paB-
Hbl 17,76 u 80,29 Mac.% COOTBETCTBEHHO, TOrJa Kak
KOHIIEHTpanus TuTaHa paBHa 1,25 mac.%. B Ttouke 3
KOHIICHTpAIK yriepona U KpemHus paBusl 1,88 u 0,08
Mac.% COOTBETCTBEHHO, a KOHIICHTpAIUsI TUTAHA COCTAB-
nset 83,66 mac.%.

DJEeMEHTHBEIA COCTAaB B TOYKE 2 3HAYHUTENILHO OTJIH-
YaeTcsl OT COCTAaBOB, BBISIBICHHBIX B Toukax 1 u 3. Ilpo-
LIEHTHBIE OTHOIIEHMS COCTABIAIOIMX cruiaBa Ti6Al4V
yrBepxkaeHbl crangaprom SAE AMS4928U-2017, co-
TJIaCHO TTOJIOKEHHSIM CTAHAAPTa COACpKaHMe yriepona u
KpeMmHHS He noipkHO npesbrmats 0,08 n 0,1 mac.% coot-
BeTcTBeHHO. CpaBHEHHE JaHHBIX 3JIEMEHTHOTO aHaju3a B
Toukax | W 3 TMO3BONSAET ONMpPENeIUTh OOBEKT B JIEBOM
yact portorpaduu (cM. puc. 7, a) KaK HaJIUO TUTAHOBO-
ro ciuiaBa. OOBEKT, BBIJCIICHHBIN Ha 3JCKTPOHHOH (POTO-
rpaduu TOYKOI 2, — KpUCTAIUT KapOuaa KPeMHUS.
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Si Ti ¥V

Puc. 7. CocrosiHue mMukpopenseda nosepxHoctu npu ysenuuennun %4000 (a), pe3ysnbTaThl MPOBEIECHUS 3JIEMEHTHOTO
ananu3a (0): @ — Touka 1; m — Touka 2; 0 — TouKa 3
Fig. 7. Surface topography at x4000 magnification (a), results of spot elemental analysis (6): m is spot 1; m is spot 2;

o isspot 3

3akiaroueHue

Muxkpopeinbed 00paboTaHHOH MOBEPXHOCTH CILIaBa
Ti6Al4V usMmenseTcs 1Mo JUIMHE 3aIOTOBKH, €r0 COCTOS-
Hue 3aBucut oT 3Tana ['lll u 3akoHOMepHOCTEN U3MEHe-
HUsI MTHOBEHHOH pexylueil cnocoOHocTH (. YcTaHoBIe-
HO, YTO B3aUMOIIEPEHOC MaTepHalioB abpa3MBHOTO HH-
CTPYMEHTA U 3arOTOBKHM C HAaHOOJbIIEH HHTEHCHBHOCTBIO
npoucxogut Ha stane IIJ/JIK. C 3aBepumenuem stamna
[NAJK n HagamoMm »Tama BBIXOJa HAOMIOMAcTCs CyIIe-
CTBEHHOE CHIDKEHHE MHTEHCHBHOCTH a/IT'€3MOHHOTO B3a-
NMOJCHCTBUSL MEXJy HHCTPYMEHTOM M oOpabarbiBae-
MBIM THUTAQHOBBIM CIUIaBOM. Jlanee Ha MPOTSDKCHHUH dTara
BBIXO/Ia MHTCHCHBHOCTh aJr€3MOHHOTO B3aHMOJICHCTBHS
TaKKe MPOJOIDKAET CHHIKATHCSL.

Ilepexon ot xpyra 80H x xpyry 1001 obecrneunBaer
yIIy4ilieHHe MHUKpopesibeda 00paboTaHHOW MOBEPXHOCTH
(cHIWKEHHEe KOJIMYeCTBa HAJIMIIOB METAJUIA) B KOHIIE dTana
[NAAK m Ha sTame BEIXOAAa NpH TIyOWHE NUTH(OBaHUSA
1,5-2 mm. YBennuenue riryounsl nomdosanus ¢ 1,5 mo 2
MM HPHBOJHT K POCTY MHTEHCUBHOCTH HACBHIIIEHHS 00pa-
GarpiBaemoro cruiaBa Ti6Al4V mpoaykramu H3HOCA HLTH-
(OBaNBHBIX KPYrOB pPa3iIMyYHBIX Xapakrepuctuk. C wmc-
TIOJIb30BAaHUEM 3JIEKTPOHHO-MOHHOTO MHKPOCKOIA JIOKa-
3ano, uto B mporecce 'l craBa TiBAI4V kpyramu u3
KapOuma KpeMHHUS MPOWCXOIUT IIap)KUpoBaHHEe o0pada-
THIBAEMOH MOBEPXHOCTH KPUCTAIUIAMU KapOH/Ia KPEMHHSI.
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