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Annomayus. Paccmompenvt ocobennocmu pezeposanus mpyonooopadbamuleaemozo JcaponpourHo2o CHiasa UHKOHeLb
625 (ananoe XH75MBTIO). Obpasey bvin nonyuen no aooumugnou mexuoao2uu EBAM c ucnonvsosanuem s1ekmpoHHO-1y4esoll
yemanogku. C uCnonib308anuem 8blCOKOMOUHO20 AHAIUMUYECKO20 000PYO08ANUSL NPOBEOEHbl UCCAEO0B8AHUSL MUKPOCHPYKNYPbL
U PUBUKO-MEXAHUYECKUX CBOUCME HA 0OPA3YAX, GbIPE3AHHBIX 600b U NONEPEK HANPAsLeHus nodadu npu cunmese. Mzmepenus
CUTL Pe3aHUsl, BO3HUKAIOWUX NPU (DPe3ePOSaAHUU HA PASIUYHBIX PEHCUMAX, GbINOIHEHO C UCTIONb30BAHUEM MOKAPHO20 OUHAMO-
memp Kistler. [lanvl noschenusi no cxemam usmepeHus CUi pe3anust U ux HanpagieHuio 8 3a6UCUMOCIY OM YCA06ULE KOHMAKmMa
@pesvl u 3acomosku. [l hpeseposanus ObLIU UCNOIB306AHBI MBEPOOCNIABHbIE KOHYesble ppesvl ouamempom 8 u 12 um be3
nokpvimus. B xooe usmepenus cocmasnsiowux cun pesanus ObLIO YCMAHOBNIEHO, YMO YBEIUUeHUue nooauu 6 Ouand3oue
25...200 mm/mun npu pezeposanuu npueooum K IuHetHomy pocmy cun pesanus. Ipu smom nabmodaemces cmabuivbHas men-
OeHyust npegbluLeHUs CUTL Pe3aHUsl npu (hpe3eposanuu 600Jb HANPAGIEHU NOOAYU NPU CUHIME3e 8 CPAGHEHUU C AHALO2UYHbIMU
yenogusim. B ciyuae pezeposanus nonepéx nanpasienuss nooauu npu cunmese oopasya yCmaHo8IeHo, Ymo YOenbHas Cuid
PEe3aHUsL Ha TUMUMUPYIOWUX peacumax oocmuzaem snavenui 428 H/mm2. Ananu3s pe3yromamogs uccie008anus o360 8blpa-
bomams mexHoLo2uecKue PeKOMEHOAYUL N0 HAZHAUEHUIO NAPAMENMPOE PENCYWEe20 UHCIMPYMEHMA U YCMAHOGNEHUIO TUMUNU-
DPYIOWUX PEANCUMO8 (hpe3epoBanus.
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TexHoJ0rnu MeXaHNYecKoi 00padoOTKH 3ar0TOBOK
Technologies of mechanical processing of workpieces

Proccessing characteristics study for the alloy obtained through
additive technology EBAM (inconel 625) under milling
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Abstract. The features of milling of the difficult-to-process heat-resistant inconel 625 (analog of CrNi75MoNbTiAl)
are viewed. The sample was obtained using the EBAM additive technology using an electron beam installation. By means
high-precision analytical equipment, microstructure and physico-mechanical properties were studied on samples cut far
and wide of feed path under synthesis. Acting cutting forces were measured under milling in various modes using a Kistler
dynamometric turning appliance. The schemes for measuring cutting forces and their direction, depending on the contact
conditions of the milling cutter and stock material were explained. Carbide end mills uncoated with diameters of 8§ and 12
mm were used for milling. When measuring the cutting forces components, it was found that an increase in feed in the
range of 25...200 mm/min during milling leads to a linear increase in cutting forces. At the same time, there is a stable
tendency to exceed cutting forces when milling along the feed direction under synthesis in comparison with similar condi-
tions. In the case of milling against the feed direction under sample synthesis, it was found that the specific cutting force
in the limiting modes reaches values of 428 N/mm2. The analysis of the research results made it possible to develop

technological recommendations on the assignment of cutting tool parameters and fixing limiting milling modes.
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BBenenune

HenpepbiBHOE pa3BUTHE WHHOBAIMOHHBIX
TEXHOJIOTUH aJINTUBHOTO IPOM3BOJICTBA 3ar0TO-
BOK M3 IIMPOKOH TaMMbl METaNIOB M CIUIABOB
dopmupyeT 3amaud, CBA3aHHBIE C TOJTYYEHUEM
MOJTHO(DYHKITHOHAJIBHBIX M PA0OTOCTIOCOOHBIX U3-
nenuii. HambGonee BocTpeOOBaHbI aJAMTHUBHBIC
TEXHOJIOTUH TIPH MOJYYSHUH 3aTrOTOBOK, a TaKkKe
IpU PEMOHTE M3HOIICHHBIX TOBEPXHOCTEH U3 10-
POTOCTOSIIIIMX U TPYIHOOOpaOaThIBAEMBIX MaTe-
pHAJIOB, TaK KaK CTaJl0 BO3MOXXHBIM 00ECIICYHTH
dbopmy OJHM3KYIO K TOTOBOMY H3JCIHIO, TEM Ca-
MBIM CHHXasl TPYAOEMKOCTh U CTOMMOCTH T'OTO-
BOT'O M3JIENHS 32 CYET MUHUMH3AIUN TIPUITYCKOB
Ha 00pabotky [1].

K uymcny tpyaHooOpabaThiBaeMbIX KOH-
CTPYKIIMOHHBIX MAaTEpHaJIOB OTHOCUTCS TpPYIINa
HUKEJb-XPOM-MOJIHOACHOBBIX CIUIaBOB, KOTOPBIE
MPUMEHSIFOTCS. B U3/ICTHUSX, UCIIBITHIBAIOIINX BbI-
COKHE  CWIOBBIE M  XUMHKO-TEPMHUYECKHE
HArpy3KH, HAMpUMeEp, B XUMUYECKOW (KpPHOTCH-
HBIE COCYJIbl), aTOMHOM (2JIEMEHTHI PEAKTOPOB) U
CYJIOCTPOHUTENHHBIX (TPEOHBIC BUHTHI 1 00OJIOUKH )
otpacisax. O6ecneynTh HEOOXOUMBIC TTapaMETPhI
TOYHOCTH, IIEPOXOBATOCTh MOBEPXHOCTEH U IMPO-
U3BOJIUTEIIEHOCTh BO3MOYKHO KJIACCHUYECKUM IIy-
TéM — 3a cuéT CyOTpaKkTHBHOW 0OpabOTKH, T.C.
NPUMEHEHHS JIE3BUHHOTO PEXYIIEro HWHCTPY-
meHTa. [loaToMy B BHIy 0COOEHHOCTEH TEXHOJIO-
THA aJIATUBHOTO TMPOW3BOJCTBA U (HOPMHUPOBa-
HUS MHKPOCTPYKTYPBI, (PU3UKO-MEXaHUYECKUX U
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JIPYTUX CBOWMCTB M3yYE€HHE BOIIPOCOB 00pabaThI-
BAa€MOCTH TIPU PE3aHUU OTHOCUTCS K YHCITy aKTy-
abHBIX 33/1a4.

OpHUM U3 TIPEICTaBUTENCH HUKEIb-XPOM-
MOJIHOIEHOBEIX CIUIABOB ABIISIETCS MHKOHED 625
(poccuiickuii ananor craB XH75MBTHO). Jles-
BUIfHas 00pa0OTKa MOCIEAHETO MPEACTaBIAETCS
BECbMa CJIO)KHOW 3aJadei u3-3a TEHIACHUHHU
YOPOYHEHHUS NIPU Pe3aHUH, HATHYHEM HU3KOM Ter-
JIOTIPOBOJTHOCTH, a TaKXKE HAUYHs TBEPABIX Ya-
CTHUIl B MUKPOCTPYKTYpe [2 — 4].

B pab6orax [5, 6] npemioxkeHbl pa3indHbIe
MEXaHUCTUYECKUE MOJIENIU JIsl IPOTHO3UPOBAHUS
BEJIMYMHBI CUJI pe3aHus pu (Hpe3epoBaHUN MHKO-
Helb 625, OYYEeHHOTr0 MO aJJTUTUBHON TEXHOJIO-
TUU. ABTOPBI MOKA3bIBAIOT BIUSHUE PEXKUMOB pe-
3aHMS (CKOPOCTh, MTO1a4a) Ha U3MEHEHUE CHII Pe-
3aHug. OTMedaeTcsi BeCbMa HEMpOAOKUTEIbHOE
BpeMsi 00paboTKH M3-32 YCKOPEHHOT'O U3HOCA Pe-
KYIIUX KPOMOK.

O6ocHoBaHME U BBIOOP MHCTPYMEHTAJIb-
HOTO Martepuajia sl o0pabOoTKM WHKOHETh 625
npuBe/EH B [7]. [lokazaHo, 4TO UCTIONIB3yEMBIE CO-
BpPEMEHHbIE TBEP/IbIE CIIaBbl 00ECIIEUNBAIOT YBE-
JUYEHHE CTOMKOCTH MHCTPYMEHTA, HO MPHU ITOM
Ha0JI01aeTCsl JOMUHHUPYIOIEe BIUSHUE OKUCIH-
TETHHOT'0 H3HOCA paO0YNX MTOBEPXHOCTEH HHCTPY-
MEHTA.

B pabote [8] mpuBeneHbl pe3yiabTaThl 1O
UCIOJIb30BaHNI0 MUHUMAJILHOTO KOJIMYECTBA CMa-
3pIBatomIel kuakoctu (Meroq MQL — minimum

JIEKTPOHHO-JTYHUCBasA
IyuIKa

MEXAHH3M
MoJi1a4vyH MpOBOJIKH

NOUI0KKa

quantity lubrication) 1 MUHIMH3alIMK U3HOCA U
YIIyYIIEHUS [IEPOXOBATOCTH TIpH (Ppe3epoBaHUH.
VYcranosneno npeumyiiectBo MQL mepen o6pa-
0oTkOi 0€3 mojauu CMa30YHO-OXJIAXKIAr0IIeH
YKUJIKOCTH M ¢ OOMJIBHOM TI0/1aueli B 30HY pe3aHusl.

Amnanu3s pe3yabTaTtoB padoTsl [9] moaTBep-
AT TUTIOTE3Y O BJMSHUM HAMpaBjieHUs MOoJadu
IIPY CHUHTE3€ 3aroTOBOK M3 MHKOHENb 625 MeTo-
nom LPBF (c anrn. — nasepHoe cruiaBjieHHE T1O-
POIIIKa HEMTPEPHIBHBIM JIy4OM). Y CTAHOBJICHO, UTO
pu nepeMerieHny Gpesbl MPOTHB BEPTUKATHHOTO
HATPaBIICHUSI CHHTE3a, OBUIM 3apeTUCTPHPOBAHBI
0oJiee HU3KHUE MMUKOBbIE CHIIBI ¢ O0Jiee BBICOKUMU
OTKJIOHEHUSIMU. B cBOIO ouepens, mpu nepemeriie-
HUU Gpe3bl BIOJIb BEPTUKAIBHOIO HAIPaBIICHUS
CUHTE3a MCCIIEA0BATEHN HA0IIOIaTi BBICOKUE TTH-
KOBbI€ 3HAYECHMs CHJI pe3aHus ¢ 0ojiee HU3KUMU
OTKJIOHEHUSIMHU.

MarepuaJibl 1 METOIbI

3aroToBKa 1S POBEICHUS UCCIEIOBAHMI
ObuIa OJTy4YeHa Ha JIabopaTOPHON yCTaHOBKE, pe-
anmu3sytomei TexHonoruio EBAM (¢ anri. — snek-
TPOHHO-TTy4€BOE  AJJUTHBHOE IPOU3BOJICTBO)
(puc. 1). Cormacao 'OCT 57588-2017 « AnauTuB-
HBIE TEXHOJIOTHUECKHE TIPOIecChl. bazoBbie mpuH-
uunbl. Yacte 2. Marepuansl 1151 aIIUTUBHBIX TE€X-
HOJIOTHUYECKUX TporeccoB. OOmme TpeboBaHMsD»
JTaHHAasi TEXHOJIOTUSI OTHOCUTCS K KJIACCy MPSIMOTO
MOJIBOJIA SHEPTUU U MaTepHaa.

[®]

0)

Puc. 1. Pabouas 06;1acTh J1a00paTOpPHOIi yCTAHOBKH (@) 1 BHelIHMI BuJ (6) o0pa3na Inconel 625

Fig. 1. The working area of the laboratory installation (a) and the Inconel 625 sample habitus (b)

[lonydyeHne 3aroTOBKHM OCYIIECTBIISIACH
U3 IMPOBOJOKM JuamerpoM 1,2 MM Mapku
OKAutrodNiCrMo-3 ¢upmer ESAB (I1IBenus)
npu yckopsitonieMm HanpspbkeHuu 30 kB u Toke
ayda 60 MA. CdoKyCHpOBaHHBIA JIy4 TepeMe-
I1AJICS 110 KPYTOBOM pa3BEPTKE AUAMETPOM 6 MM,
CKOpOCTh nevatu coctaBuia 300 Mm/MuH.

Jlns mpoBeneHus: UCCIEA0BaHUM C MOJY-
YEHHON 3aroTOBKM Ha  3JEKTPO-3PO3UOHHOM
CTaHKe cpe3anu ACPEKTHBIM TMOBEPXHOCTHBIN
clioi ToiamuHo# 3. . .4 Mm. ITocae 3Toro u3 ocHOB-
HOTO MaTepuajia TOJIIMHON 12 MM rotoBmin 00-
pasuel B ABYX B3aMMHO IEPIEHAUKYIIPHBIX I1710C-
KOCTAX I MEXaHWYSCKUX MCIBITAaHUH U
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U3YYEHUSI MUKPOCTPYKTYPBI C Y4ETOM BO3ZMOKHOMN
AQHU30TPONHUH CBOMCTB. OCTaBIIYIOCS YacTh pas-
pe3anu Ha 00pasiel pazmMepoM 50x50x16 MM uist
npoBesieHus ppe3epoBaHUs C YUETOM HAAEKHOTO
3aKpeIJIeHHs B THCAX.

HccnenoBanue (a3oBoro cocraBa M CTPYK-
TYpHBIX MapaMeTpoB 0OpasloB MPOBOIMIOCH HA
mudpakromerpe  XRD-6000 ¢upmsr Shimadzu
(Anmonus) Ha CuKy-m3nyuennn. XUMHUYECKUN CO-
CTaB ONpEIENSUIM C IOMOIIbIO TOPTATUBHOTO
PEHTTEeHO-(PIIyOPECIIEHTHOTO aHayM3aTropa
S1 TITANSPX ¢upmsr Bruker (CILIA). Muxpo-
aHaJIU3 IPOBOAUIIN HAa NOJUPOBAHHBIX TOBEPXHO-
CTSIX C MOMOIIBI0 METAIOTrPaPUIECKOro MUKPO-
ckorma AxioObserver mpousBojactBa CarlZeiss
(Iepmanusi) 1 pacTPOBOTO IIEKTPOHHOTO MUKPO-
CKOMa, OCHAIIEHHOTO JHEProJUCIEPCUOHHBIM
cnektpomerpom MIRA 3 LMU ¢upmer Tescan
(Yexus). U3smepenue TBEPIOCTH OOPA3IOB BBIMOJ-
HSUTH MeToJioM Bukkepca Ha cTallMiOHapHOM MHK-
porBepaomepe Durascan-10 B cCOOTBETCTBHM C

I'OCT P UCO 6507-1-2007, ¢ narpy3skoii 100 r.
MexaHnnyeckue HMCHBbITAHUS TMPOBOIWIM HAa YHH-
BEpPCAIBHOM WCTIBITATEIIbHOM MaIlluHE
TiniusOlsen 50ST mo 'OCT 1497-2023.

B kauecTBe pexyllero MHCTpYMEHTa HC-
MOJIb30BAJIUCh  TBEPAOCIIABHBIE  KOHILIEBBIC
dpe3bl, npousBenéHnple komnanuer MUOH (r.
Tomck) 1o cnenuansHOMYy 3akasy (puc. 2). Uc-
M0JIb30BAJIM HHCTPYMEHT JIBYX IUaMETPOB dpp= 12
u 8§ MM, 0€3 MOKPBITUSI C YHUBEPCATHLHOU TeOMET-
pueri (3agHuit yron o = + 10 °, mepenHuii yroma
y = + 8 °; yron HakiJloHa BHHTOBOM KaHaBKH
o = 40 °, yucno 3yoseB z = 4, L = 78 mm,
[ = 22 mm). ®pe3bl U3rOTOBICHBI U3 TBEPAOTO
crmaBa mapku H10F co crnegyromuymu xapakrepu-
ctukamu: =~ 89,4 % maccel kKapOuaoB Bosb(ppama,
10 0,6 % mMacchl CMENIaHHBIX KapOUIO0B M OKOJIO
10,0 % Macchl K0OabTa B Ka4€CTBE CBSA3KH; Pa3-
Mep 3epHa kapoumnoi ¢asel 0,5...0,6 MxM, Tpe-
nen mpoyHocTH pu u3ruoe =~ 3200 Mlla, a TBEp-
noctb 92 HRA.

R
6)

Puc. 2. CxemaTuueckoe (a) 1 peajibHoe () n300paxenune (ppe3bl ¢ yKa3aHHEM OCHOBHBIX F€OMeTPHYECKHX Pa3MepoB

Fig. 2. Schematic (a) and real (b) images of the milling cutter with indication of the basic geometric dimensions

Juametrp ¢dpessl 12 MM ObLT BBIOpaH Kak
pallMOHANBHBINA: TIPU  YBEIUYCHUU JHAMETpa
¢bpe3bl €€ CTOMMOCTD YBEIMYUBAETCS MPOIOPIIHO-
HAJIBHO KBaJIpaTy €€ TuamMeTpa, MO3TOMY HCIIOb-
30BaHHE IETBHON TBEPIOCIUIAaBHOW (pe3bl aua-
MeTpoM Oojiee 12 MM CyIIECTBEHHO yBEITUYHUBACT
3aTpaThl Ha PeXyIIUA HHCTPYMEHT, XOTS U TI03BO-
JSET UCIOJB30BaTh OOJNBIIYI0 MOJAAYy WU IIH-
puny dpesepoBanus. OgHAaKO HAZAO UMETH B BUILY,
YTO yBEIMYCHHE TUAMETpPa MOXET HAaKIIaIbIBaTh
orpaHuyeHuss npu ¢Gpe3epoBaHUU HEOONBIINX H
TOHKOCTEHHBIX 3aroTOBOK MpPH aJJUTUBHO-CYO-
TPaKTUBHOW 00paboTke. dpe3a nuamMeTpoMm 8 MM
U MEHEEC MMEET CYIIECTBEHHO MEHBIIYIO MPOY-
HOCTb IO CPAaBHEHUIO C 12 MM, MO3TOMY B HaIlIMX
OKCIIEPUMEHTAaX OHA WCIOIb30BANIACH OTPAHH-
YEHHO — TOJIBKO JJISl ONpe/IeTICHUs] COOTHOIICHUS
CHUJI C OCHOBHBIM JTHAMETPOM.

HenocpencTBeHHO HCTIBITaHUS IPOBOIUIN
Ha (pesepHom cranke mon. DMU 50 dupmsl
DMG MORI (Anonwus). st u3MepeHus cui pesa-
HUS UCIOJIb30BANM JuHAMoOMeTp Moa. 9257BA
dbupmer Kistler (LBeinapus), KOTOpbIi ObLT ycTa-
HOBJICH HEMOCPEJICTBEHHO Ha CTOJI (pe3epHOro
ctanka. [IpogomkUTenbHOCTD IIUKIa CHATHS JaH-
HBIX C MOMEHTAa YCTAaHOBHBIIETOCS PE3aHHs CO-
CTaBJisIa 5 ¢, T.€. OCJEe BXOJa B 3arOTOBKY BCEX
3yOneB (ppesbl. Perucrpariuis Cuit ocymecTBIsuIach
¢ yactorou nonydenus curdana 10 kI'a. dpesepo-
BaHUE 3arO0TOBOK BBITIOJIHSITN KaK BJIOJIb, TAK U TO-
nepék moaauu npu cuuTese (puc. 1, 0).

Jis  MUHUMU3aMM  BIUSHUSA  (akTopa
OXJIKJEHUS U CMa3bIBaHUs 30HBI pe3aHus ppese-
pOBaHHE TPOBOAMIM O€3 HCIOIB30BAaHUS CMa-
304YHO-OXJIAXKAAIOIIEH KUIAKOCTH.

[Tpu ucHBITaHUSX PUMEHSIIOCH Gpe3epo-
BaHME COTJIACHO cxemam (puc. 3).
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Fz=Px=Px

Px

Fy =Py = I’y B Hauane pesanus

1A 100050 MONOKEHHA HHCTPYMEHTA (peza

ocH

Fx = Ph = Pz B Hauasic pe3axns munavomerpa X

v

obpazeny

Puc. 3. CxemaTnuHoe u3o0paxeHue napaMeTpoB ¢pe3epoBaHus (a) M cXeMbl AeiicTBUSA cHJI pe3aHus (0, ) Ha ¢pe3y

OTHOCHTEJIBbHO CUCTEMbI KOOP/IMHAT IMHAMOMETPA

Fig. 3. Schematic representation of milling parameters (@) and the cutting forces mechanism (b, c¢) acting upon the mill-
ing cutter relative to the coordinate system of the dynamometer

[IpenBapuTenbHBIC HCCIICIOBAHUS, BBIITOJ-
HCHHBIC B paMKaX OMKHCHIBAEMOW pabOThI, MOKa-
3aJI¥, YTO TPH TOMYyTHOM (Dpe3epOBaHUHU IO CPAB-
HEHUIO CO BCTPEYHBIM (ppe3epoBaHHEM MTPU OJHUX
U TexX ke pexxumax pesanus (n = 315 o6/muH,

a)

1500
1000

500

(H)

Ph, Pv
8]

7

988
L]

=1 (04

=1500

(H)

, Pv,Px

<40
=500

=00

B=7wmM, t =1 MM, Syun= 25 MM/MUH) yBEIUYH-
BACTCSl BEJIMYMHA COCTABILIIOMMX CUI Phpax 1
Pvyax moutu B 6 pa3 (puc. 4). [loaToMy Bce OCHOB-
HBIE HKCIIEPUMEHTHI BBINOIHSINCH NPH BCTPEU-
HOM (pe3epoBaHUH.

t(cex)

ticek)

Puc. 4. CpaBHenne rpapukoB H3MeHeHHUs CHJI IPH MONYTHOM (@) H BCTPEeYHOM (ppe3epoBanuu (6) NpH OAMHAKOBBIX

pexuMax ¢pesepoBaHus:
1 — cuna Ph; 2 — cuna Pv; 3 — cuna Px

Fig. 4. Comparison of force change graphs for climb-cut milling (¢) and cutting up () under similar milling modes:

1 — Ph force; 2 — Py force; 3 — Px force
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[Ipu ¢dpesepoBannu 00pa3oOB, MOTYYCH-
HBIX MO0 aJTUTUBHOM TEXHOJIOTUU, U3MEPSIIU Clie-
OYIOIME  COCTaBISIOIIME  CHJIl  PE3aHMs:
Ph — cuna, HanipaBieHHAas! BIOJIb HAPABJICHUS T10-
naun (cwia mojauu); Pv — cuiia, HampaBiIeHHAs
NEepPHEeHANKYJISIPHO HANpaBeHUIo mojadu (O6oKo-
Bas cuia); Px — cuia, HampaBlIeHHas BJIOJIb OCU
dpe3bl (oceBast cuiia). ITU CHIIBI HEMIPEPBIBHO W3-
MEHSIOTCA W3-32 W3MEHEHHs TOJIIMHBI Cpe3a
a; = S-sin ;, Tne S:— mojgada Ha 3y0; \; — IeH-
TPaJIbHBIM YTrOJd OT Hayajla BpE3aHUsl PEXKyIIei
KPOMKH 3y0a 110 e€ TeKyero nosnoxxenus [10].

[Ipu BpameHnu QGpe3bl MPOUCXOAUT MOBO-
pOT  TaHrE€HUUAIBHOM  COCTABJISIOLICH  CHJIBI
pe3anus Pz (1efcTByeT BI0JIb HAalPaBIECHUS CKOPO-
CTH pE€3aHus, WIH MEePHEHAUKYISIPHO PaauyC-BeK-
TOpPY OT OCH BpAIlIEHUS IO PEKYILEH KPOMKH); U
paguaibHOM COCTaBIAIONIEH CWIbI pe3aHus Py
(meHcTByeT BIOJb pPaJnyC-BEKTOpa OT pexyluei
KPOMKH K OCH BpaIieHus ppesbl). ITH COCTaBIISIO-
IIHE SBISOTCS UCXOIHBIMU, HO TIpH (hpe3epOBaHUN
UX BBIICTUTH HEBO3MOXKHO M3-3a MOBOpOTa 3yda
¢pe3bl. Cunbl Pz u Py nexaTt B OCHOBE TEXHOJIOTH-
4yecKux cuil Ph u Py, KOTOpBbIE MOXXHO U3MEPHUTH C
MCIOJIb30BaHUEM HaMU MPUMEHSEMOT0 TOKApPHOTO
nuHamometpa Kistler mos. 9257BA.

B nauaune Bpe3anus cuina nogauu Ph coBmna-
JIaeT C HAIMpaBJICHUEM CHUJIbI Pz, HO IpHU BpallleHUN
¢dpe3bl U MOBOPOTE CHIIBI Pz 3Ta COCTaBIISIONIAS
HAaUMHAECT M3MEHATBCA B TMOJb3y YBEIMYCHUS

O6okoBoi cuitel Pv. B cBOO o4epesb, B HavYase Bpe-
3aHus1 OOKOBasi cuwiia Py cOBMagaeT ¢ Hampase-
HUEM CWIbI Py, HO pY MOBOPOTE MOCIEAHEN HAYU-
HAeT U3MEHSTHCS B MMOJIb3Y YBEIHUYEHHsSI CHIIBI T10-
naun Ph. bonee mompoOHO 3TH W3MEHEHUs OIH-
canbl B ctarbe [11]. B cBA3M ¢ BbllIecKa3aHHBIM
AHATU3UPOBAIOCH U3MEHEHHNE HAauOOIbIUX cuil Ph
U Py, T.K. IMEHHO HauOOJBIIINE CHIIBI TIPUBOMST K
MOJIOMKE PEXKYIIEro MHCTPYMEHTA.

OceBast cuima Px TOCTOSHHO HampaBiieHa
BIOJIb OCH (Hpe3bl, HO TPH OCTPOU PEKYIICH
KpOMKE (ppe3bl OHa MOKET OBITh HAIIpaBJIeHa OT 3a-
TOTOBKH BBEPX U3-3a yIJla HaKJIOHA TJ1aBHOM pexy-
mieit kpoMku o = 40, T.e. ppe3a mpITaeTCst NOJHATH
3arotoBKy. Ha MoHHTOpe AnHamoMeTpa B 3TOM
cilydae oHa 00O3HA4YaeTcsl C OTPUIATEIBHBIM 3Ha-
KoM (cM. puc. 4). [Tocie u3Hoca 3yObeB Gpe3sl Mo
yToJIKaM 1 Ha TOPLIEBOM YacTu (ppe3sl 3Ta cuiia, Kak
MPaBUJIO, MOJIOKUTENbHA, T.€. HAllpaBlieHA BHU3 U
NPWKUMAET 3ar0TOBKY K cToiy cTaHka. Otpuna-
TEeJbHAS BEJIMYMHA CUJIBI Px CYIIIECTBEHHO YBEJH-
YMBAET PUCK MOJTHATHSI 3aTOTOBKH M3 MPHUCIIOCO0-
JeHusl, 0COOEHHO TpU OONBIIOW BEIWYMHE IIH-
puHbI ppe3epoBaHus B, MO3TOMY B HallleM IPUCTIO-
cOOJIeHNH, 3aKpETUIEHHOM Ha AMHAMOMETpe, Oblia
NPEeIyCMOTpPEHa YCTAHOBKAa  JOMOJIHUTEIHLHOIO
MPWKUMA 3aTOTOBKH CBEPXY.

@Ope3epoBaHKe BBIMOIHSUIA Ha PEXUMAX,
NpUBEIEHHBIX B Ta0I. 1.

1 Pe:xkumbl ppesepoBaHusi HHKOHENb 625

1. Inconel 625 milling modes

Noe omnbiTa n, 00/MUH vV, M/MUH Sy, MM/MHH t,MM | B, MM 0, MM*/MuH

1 25 175

2 50 350

3 315 11,9 20 560

4 200 1400

5 25 1.0 7.0 175

6 50 350

7 630 23,8 20 560

8 200 1400
ITpuMedaHue: MOMBITKA YBEIHMUCHHS CKOPOCTH PE3aHUs W/UITH TIOa4H BhIIIE TAOJHUYHBIX 3HAYCHUHN MPH-
BOJIMIIN K BBIXOAY (Dpe3sl U3 CTPOS B PE3YIIBTATE MOJOMKH.

upuna ¢pesepoBanus B = 7 MM NPUHU-
MaJIach B OCHOBHBIX CEPUAX DKCIEPUMEHTOB IS
MIOJTy4€HUsI BO3MO>KHOCTH YBEJIMUEHUS TI0Ja4H 10
250 MM/MHUH, T.€. C PE3epBOM MPOYHOCTU TMPHU
6omnpmeit momaue. Ilomauy Oomee 250 mMm/MuH

IPUMEHSATH HelenecoodpasHo, T.K. 00paboTaHHas
TOPU30HTAJIbHAS TOBEPXHOCTh MUMEET HAJHITaHHS
U HEMpUTojHa I MOJYYEHHUS OKOHYATEIHHOTO
pasmepa 3aroToBKH (puc. 5).
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Puc. 5. BHemnuii BuA o0pa3una MHKOHeIb 625 mocie
BBINOJIHEHHSI CEPHM IKCIIEPUMEHTOB 110 (Ppe3epoOBaAHUIO

Fig. 5. Inconel 625 sample habitus after performing a
series of milling experiments

[TomygaeMble B MpoOIECCE PETUCTPALNH
JaHHbIE 00pabaThIBAINCh C HCIOJIb30BAHHEM
KJIAaCCUUECKHUX IIOJIOKEHHMI MaTeMaTHYeCKOl cTa-
TUCTUKU M TUIAHUPOBAHUS SKCIICPUMEHTA, a IS
ABTOMATHU3AIlMM PACUETOB HCIIOJIB30BAU TIPO-
rpammHoe ooecniedeHue Microsoft Excel.

Pe3syabTarsl

da30BBIll cocTaB oOpasma MpeAcTaBiIcH
¢azoit TBepmoro pactBopa Ni(Cr), a pe3yabTaThl
XUMHYECKOTO aHaJN3a MPUBEICHBI B Ta0II. 2

2. XuMu4ecKuii cOCTaB MPOBOJIOKH U HCCJIeyeMoro odopasua

2. Chemical composition of the wire and the test sample

OOBEKT uccie- MaccoBas 10J1s 2JIEMEHTOB, %
JIOBaHUs U Tpe- C Si Mn Cr Mo Ni Al Cu Ti Fe | Nb+Ta
OoBaHud 110
CTaHapTy
[TpoBosioka <0,5 | <0,5 21,5 9,0 >60 | <04 | <0,5 | <04 | <2,0 3,7
O6pasen 0,3 0,3 21,5 9,0 63,5 0,4 - 0,4 0,5 3,7
Inconel 625 <0,1
I'OCT 5632- <0,5 | <0,5 | 20...23 | 8...10 | >58 | <0,4 - <04 | <5,0 | 3,2...42
2014

WNukonens 625 oTHOocUTCS K AMCHEPCH-
OHHO-TBEpJICIOMUM cIiaBaM [12], mocie Tpasie-
HUS CTPYKTYypa OJHOPOAHAS, BUAHBI TPAHUIIBI 3€-
peH. [TonydeHnnble 00pa3Lbl UMEIOT TOHKYIO JI€H/I-
PUTHYIO CTPYKTYpYy, OOYCIIOBICHHYIO BBICOKOM
CKOPOCTBIO OXJIQX/ICHUS B IMpPOLIECCe HaIUIaBKU.
Uem BbIllIE CKOPOCTh OXJIAKIEHUS, TEM MEHBIIIE

pa3mMep 00pa30BaBIIMXCS ICHAPUTOB, YTO COOT-
BETCTBYET 30HaM MeTauia CcHOPMHPOBAHHBIX
cioeB. B mepexoqHpIX 30HAX, a TaKKe B 30HAX
CIUIABJICHUS CJIOEB MPOBOJIOKHU, BU3YaATH3UPYETCS
cTonbvarasi CTpyKTypa, YTO OOBSICHSACTCS TOBTOP-
HBIM TETIJIOBBIM BO3/ICHCTBHEM Ha YXKE 3aKPUCTAII-
TU30BaBIIMiiCS MeTast (puc. 6, a).

a) 0)

Puc. 6. ITanopama MUKPOCTPYKTYpPHI (a) o0pa3na MHKOHeAb 625 B mpoaoiabHoM ceyeHnu (ZOX) u otaenbHbie (0, 6)

CHUMKH MHKPOCTPYKTYPbI

Fig. 6. Microstructure view (@) of the inconel 625 sample in longitudinal section (ZOX) and particular (b, c) images of the

microstructure
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JIeHOpUTHOE CTPOCHHE OOYCIIOBJICHO HE-
paBHOMepHBIM pacTBopeHreM ¢a3 Ni-Cr apyr B
IpyTe, C BBIICICHUEM MEIKOIUCIIEPCHBIX BKIIIO-
YeHHWI JerupoBaHHBIX KapOoumoB (Mo, Nb, Ti),
(puc. 6, 06, 8), MPEUMYIIIECTBEHHO B 00JIACTSIX C

OOJBIIIM
obnactn).

TBEpIOCTH 0OpPA3LIOB BApUPYETCS B JHa-
na3zone ot 200 go 246 HV. Pe3ynbrarsl uccneno-
BaHUS MEXaHUYECKUX XapaKTEPUCTUK ITPUBEICHBI
B TaOII. 3.

comepkanueM Ni  (CBeTJ0-cephie

3. MexaHH4ecKHe CBOICTBA HHKOHEIb 625 B 3aBUCMMOCTH OT HaNpaBJICHUs] CHHTe3a

3. Mechanical properties of inconel 625 depending on the direction of synthesis

CeucHue oB, Mlla or, Mlla 05, %
Z0OY (monepék) 640 £+ 20 144 + 14 56+3
Z0X (BI10JIb) 647 + 80 171 +£5 61+3

Ha puc. 7 nmpexacraBnens! rpaguku BIUs-
HUS 11071241 HAa HAWOOJIBIIYIO BETMYUHY COCTaB-
JSIOUINX CUIIBI pe3aHUs TP HaIlpaBiieHuu (pese-
poBaHuUs HHKOHENb 625 (dpp= 12 MM,

3000 1
2800 4
2600 o
2400
2200 4
2000 =
1800 A
1600 o
1400 A

1200 4

Ph. PV Px-(H)

1000 +

800 4

n =315 06/mMun, B =7 MM, t = 1 MM) BJIOJIb H TIO-
nepéK HanpaBJICHHs MOAaYu P CUHTE3e 00pas-
IIOB MPE/ICTABIICHBI HA PHCYHEKE 7.

600 1

400 4

200 1

0 +

—

0 25 50 7

100 125 150 175

8., (MM/MHH)

et

Puc. 7. BinssHue MUHYTHOH MOAa4u Syyn HA HANOOIbIINE CHIIBI IPH (pe3epoBaHUH
BJIOJTb HATPaBIICHUS TOJa9H TTPH CUHTE3C: | — Phmax; 2 — PVmax; 3 — PXmax;
norepEK HANPABJICHUS TIOJIAYH NIPH CUHTE3E: 4 — Phmax; 5 — PVmax; 6 — PXmax

Fig. 7. The effect of the minute feed of Smin on the greatest forces under milling along the feed direction under synthesis:

along the feed direction during synthesis: I — Phmax; 2 — PVmax; 3 — PXmax;
across the feed direction during synthesis: 4 — Phmayx; 5 — PVimax; 6 — PXmax
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Brustaue pesxxumMoB 00pabOTKH U TuaMeTpa
KOHIIEBOU ()pe3bl Ha HAHMOOJBIIUE CHUIIBI TPU ppe-
3€pOBaHUM HHKOHENb 625 BAOJb HaNpaBJICHUS

2000 7
18000 4
1600 4
14001

12004

L (H)

£ 10004

Pv,

8004

Ph,

6001

4004

noaauu npu cuaTese (n = 630 06/mMuH; B = 2,6 MM,
t =1 MM) IpHUBEZIEHBI HA pUC. 8.

2004

175 200 225 250 275 300 325

5, ( MM/ MHH)

Puc. 8. Binssnue MUHYTHOH noaaqu Syun M AUaMeTpa ¢pe3bl dpp HA HANOOAbIINE CHIIBI:

ph dgp = 12 MM: 1 — Phimax; 2 — PVmax; 3 — PXmax;
npH dgp = 8 MM: 4 — Phimax ; 5 — PVmax 3 6 — PXimax

Fig. 8. The effect of the minute feed of Smin and the diameter of the milling cutter dmc on the greatest forces:

at dgp = 12 MM: 1 — Phmax; 2 — PVmax; 3 — PXmax;
at dgp = 8 MM: 4 — Phmax ; 5 — PVmax 5 6 — PXmax

Oo6cy:xxnenue

[Ipu BBINOJHEHUM HKCHEPUMEHTOB IIU-
puHa (¢pe3epoBaHus B, wuszMepsemas napai-
JeNIbHO OCH KOHIIEBOH (ppe3bl, B OCHOBHOM IpH-
HUManach paBHasg 7 MM, a TiyOuHa (pesepoBa-
HUS ¢, U3MepsieMas NMEePHEeHIUKYISIPHO OCH KOH-
1IeBOM (pe3bl, B OCHOBHOM IPUHUMANIACh paBHAs
1 MM. D10 OBUIO BBI3BAaHO HEOOXOAUMOCTHIO
o0ecneunTh HaUOOJIBIIYIO MPOU3BOAUTEIHHOCTh
MIPU COXpPaHEHUH PabOTOCTIOCOOHOCTH KOHIIEBOM
bpe3sl mpu npreMIEMON CTOUMOCTH (Gpe3bl Tra-
MeTpoM 12 mMm. PaHee BBINOJIHEHHBIE SKCHEPHU-
MEHTBI IOKA3aJI1, YTO MPH MOCTOSHHON TUIOIIA U
HONEPEYHOI0 CEUEHUS Cpe3a JKeNaTeIbHO yBEJIU-
yuBaTh IIMPUHY (pe3epoBaHus B, a He
riyouny ¢ppe3epoBaHus f.

[Ipu yBenuueHuu ¢ CTpy>KKa HaXOAUTCS
B CTPY’KEUHOI KaHaBKe Qpe3bl 6osee MpoJoK1-
TEIIbHOE BpeMsl, €€ 00hEM YBEITUUUBACTCS U U3-32
BBICOKOI TeMIlepaTypbl pe3aHus, 0COOCHHO Mpu
YBEIUYEHUH CKOPOCTH pe3aHus V, CTPYXKKa HauH-
HaeT NMPUBAPUBATHCA K MEpPEIHEH MOBEPXHOCTHU
3y0a ¢pessl. [Ipu yBennyeHnn MUHYTHOM 1MO1a9n
Swnn YBEJIMUUBAETCSI 00BEM y1aIsi€eMOT0 MeTaslia
B CTPY’KEUHON KaHaBKE, KOTOPHI HAaYMHAET Ia-
KETHPOBAThHCS, NPEMATCTBYSI CBOEMY YJAJIECHHUIO,
U 3TOT 00pa3oBaBIINCcS KOMOK MpPH BpAaIlEHUU
¢bpe3bl HaUMHAET UHTEHCUBHO Pa30TrpeBaThCs U3-
3a TPEHUS C TIOBEPXHOCTHIO PE3aHUSI 1O KPACHOTO
1BeTa 1 enié 0oJbIIe MPUBAPUBATHCS K CTPYKed-
HOHM KaHaBKe. JTO SIBIICHHE MOXET MPOUCXOIUTh
TOJBKO B OJHOM U3 CTPY’KEUHBIX KAHABOK, HO I10O-

OBITKH  YJAIUTh  OOpa30BaBIIMHCA  KOMOK
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OPUBOAAT K BBIKPAIIMBAHUIO PEXYILIEH KPOMKHU
TBepaociuiaBHOM (pe3bl. [IpakTuka mokasaina,
YTO A HAAEKHOTO YIAICHHS CTPYKKH XKeja-
TEJIBbHO, YTOOBI TIIyOrHa (pe3epoBaHus OblIa HE
6omnee 1 Mm.
W3 puc. 7 BUIHO, 4TO HAMOOJIbIIIAsT BEJIU-

YUHA CWJIBlI TOAAauu Phmax yBeTUYUBaeTcs Oolee
MHTCHCUBHO TIO CpPaBHEHHUIO C OOKOBOW CHIION
PVmax, HO UX COOTBETCTBYIOIINE IPAPUKUA BIIOJb
U TOmNepéKk NpakTUYeCKU NapasienbHbl. Cuibl
Phmax 1 Pvmax ipu ¢ppe3epoBaHUM BAOJIb HAIIPaB-
JI€HUsl CHUHTE€3a HEMHOT'O IPEBBIIIAIOT COOTBET-
CTBYIOILIIME CHJIBI IpHU (ppe3epoBaHUM MOMEPEK,
YTO CBS3aHO, 110 HAIlIeMy MHEHHIO, C O0oJIbIIEeH Be-
JTUYMHOW Tpesena TEKy4eCTH BIIOJIb 10 CpaBHe-
HUIO C TIONEPEYHbIM HalpaBieHHeM oOpa3siua
(Tabm. 3).

HauOonpmiasgs BenuuyuHa OCEBOM  CHIIBI
Pxmax HE U3MEHSETCS MPU YBEIWYEHUU TOJAUH,
HO TIpH (Ppe3epoBaHUM BAOJIb OHA CYLIECTBEHHO
Oorbie, yeM npu ¢pesepoBaHun nonepék. [lpu
bpe3epoBaHuy MONEPEK CUNA PXmax HUKINYECKU
NPUHUMAET TO MOJ0KUTEIbHBIHN, TO OTPUILIATEIb-
HBIH 3HaK. JTO SBJIECHUE MOXKET MPUBOJUTH K TIO-
SBJICHUIO BUOpanuu, a npu (pesepoBaHuu He-
OONBIINX 3aTOTOBOK OTpUIIATEIbHAs CHla PX BbI-
pBIBaeT UX M3 MPUCHOCOOJICHUS MpU 3aKperie-
HUM TOJBKO MO OOKOBBIM IOBEPXHOCTSIM, T.K.
CUJIBl 3aKpEIUIEHUs] NOpPOM HENOCTaTOYHO. OTO
KacaeTcs 1 00pabOTKH TOHKOCTEHHBIX U HEeXKECT-
KHX 3aroTOBOK, KOTJla HEBO3MOXKHO HCIOJIb30-
BaTh OOJIBIIIYIO CUITY JUJISl MX 3aKpeIICHUSI.

[Ipu ymeHbmieHUH auameTpa ¢Gpe3bl ¢
12 10 8 MM MPOUCXOIUT OKHUIAEMOE YMEHBIIIE-
HUE BEJIMYMHBI HAaUOONBIIUX CUT Phmax U PXmax
IpU OJIMHAKOBOM TI0/1aue, HO OOKOBas cuiia Pvmax,
HAao0OpOT, TMapaJoKCaJbHO Jak€ HEMHOTO
OoJIbIlIe TPU MEHBIIEM AuaMeTpe (ppe3bl 8 MM,
(puc. 8). Ilo HameMy MHEHHIO 3TO CBSI3aHO C TEM,
YTO JOMUHHUPYIOIIast 107151 O0KOBOM cuitbl Py BO3-
HUKAaeT OT KOHTAKTa 3aJHEel MOBEpXHOCTH 3y0a
bpe3sl U OKPYTIIEHHON PEeXyIel KPOMKH C T0-
BEPXHOCTHIO pe3aHus, 0COOEHHO MPU MaJIOH Iiy-
6unbl pezanus ¢ < 0,1d u B Havane pe3anus, a mpu
000UX TuaMeTpax dTH BEIMYUHBI IPUMEPHO OJIH-
HAKOBBI.

3akjaoyeHne

Ha ocHOBaHWU TONYYEHHBIX pe3yibTa-
TOB CJIEJIaHBI CIEAYIOIINE BHIBOIBI:

1. IIpu koHIIEBOM (pe3epOBaHUU CILIaBa
WHKOHENb 625, MOJYyYEHHOro MO aJJIUTHUBHOMN
texHosiornu EBAM, npennodrurenbHee UCIOJIb-
30BaTh TBEPIAOCILIaBHYIO (hpe3y nuamerpom 0o-
nee 8 Mm. HexenaTtenbHO yBEIMYMBATH KOJIMYE-
CTBO 3yObeB (hpe3bl, T.K. 3TO MOXKET MPUBECTH K
3a0MBaHUIO CTPYKEYHOU KaHABKU M3-32 HEJOCTa-
TOYHOTO €€ 00bhEMa, 0COOCHHO Mpu moade 6oee
150 mm/muH. s ¢ppe3 nuametrpom meHee 12 mm
JKeJaTeIbHO MPUMEHSTh Ppe3bl ¢ 4-Ms1 3yObsMHU.

2. Ilpu dpezepoBanuu TBEPIOCTUIABHBIMH
KOHIIEBBIMU (hpe3aMu TuaMeTpoM § MM U MEHee
MPOUCXOJIUT UHTEHCUBHBIA U3HOC MO 3aJHEH 1O~
BEPXHOCTH, HO JJa)Ke HE3HAUUTENIbHBIN U3HOC T10
3a/lHe TOBEPXHOCTH MPUBOJIUT K CYIIECTBEH-
HOMY YXYAIIEHUIO KadyecTBa 00paboTaHHON MO-
BEPXHOCTH, T.K. METaUl HAYMHAET WHTEHCHUBHO
OpwInnaTh U K Qacke H3HOCA, U K pexylien
KpOMKE Ha MepeaHeil MOBEepXHOCTH.

3. Heo0xoauMo TNpPHUMEHATH TOJBKO
BCTpEYHOE (pe3epoBaHue, T.K. MPH IMOMYTHOM
bpe3epoBaHUU MPOUCXOAST PHIBKU CTOJIa Jaxe
py HEOOJIBIION TToAaY€e Syux™>80 MM/MUH, U CHJIa
MO/Ia4y YBEJIIMUUBAETCS B 6 pa3 Mo CPAaBHEHUIO CO
BCTpeUyHBbIM (pe3epoBanueM. Hampaprnenue mo-
JTa4y¥ BJIOJIb U TIOTIEPEK HaIlpaBieHUs M01auu pU
CHUHTE3€ BIIMSET Ha BEJIMYHUHY COCTaBIISIFOIIMX
CHUJI pe3aHusl.

4. Tlo BO3MOXHOCTH HCIIOJIb30BaTh HE-
OoupIryt0 TIIyOHHY (ppe3epoBanms ¢t < 1 MM U yBe-
JUYUBATh TMPOU3BOAUTEIHLHOCTh OOpabOTKH 3a
cuéT yBEeITMUCHUS IUPHHBI (ppezepoBanus B, a He
3a c4€T TIyOuHBI (ppe3epoBanusi. MUHYTHAs TO-
nada st ppe3 quaMmeTpoM 12 MM TOKHA OBITH
He Oosiee 120 MM, B IPOTUBHOM cllydae CyIIle-
CTBEHHO YXYJIIAETCS KadecTBO 00paboTaHHOU
MOBEPXHOCTH, U B MEPBYIO OYEpPEab BEPTUKAIIb-
HOHM, 00pa3yeMoOi TJIaBHBIMU PEXYIIUMU KPOM-
Kamu Ha nepudepuu Gpessl;

5. Ilpu yBeIHMYEHUH CKOPOCTH PE3aHUS
YMEHBIIAIOTCS COCTABJISIONINE CHIIBI pe3aHusl, HO
eé yBenudenue 6oisee 50 M/MUH MOKET MPUBECTH
K TPUBAPUBAHUIO CTPYXKKH K CTPYNKEUHOU
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KaHaBKe. Y BEJIMYHUTH TPOU3BOAUTEILHOCT 00pa-
OOTKM MOYKHO 3a CYET YBEJIMYCHUS CKOPOCTHU pe-
3aHus 10 50 M/MUH U yBEJIUYEHUS TIPU 3TOM MH-
HyTHOI nmogauu 10 120...150 mm/MuH.

6. OceBas cuijia MHOTA MPUHUMAET OTPHU-
[aTeJIbHOE 3HAYEHHE, YTO MOXKET HPUBECTH K
HOJHATHIO 3arOTOBKHM W3 MPUCIOCOOJICHUS, MO-
3TOMY IpH 00pabOTKe HEOONBIINX U MATOKECT-
KHX 3arOTOBOK HEOOXOIMMO MPETyCMOTPETH J10-
HOJHUTENBHBIA HAAEKHBIM NPIKUM 3arOTOBKH
CBEpXY, T.K. €€ 3aKpEeIUICHHE TOIBKO 10 OOKOBBIM
MOBEPXHOCTSAM YacCTO OKa3bIBAETCS HEOOCTATOY-
HBIM.

7. Cuna nmogauu MoxetT nocturath 3000 H
u Oonee mpu (pesepoBaHUM TBEPAOCIUIABHON
¢dpe3oii tuamerpom 12 MM npu mupune dpese-
poBanust 7 MM, TIIyouHe ¢ppesepoBanus 1 MM, ya-
crote BpameHuss ¢gpe3bl 315 o6/MuUH U momaye
200 MmM/MuH, T.€. yACIIbHAS CUJIa PE3aHUs IIPH Ce-
yeHuu cpesa Bxt pasHa 428 H/mm?2,
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