processing time. However, the speed increase leads to the friction
increase and, hence, to the temperature in the cutting zone increase
which limits the productivity of cutting due to corresponding tool heat
resistance.

Reduction of the friction between tool and workpiece possible by
reducing the tool surface roughness that will increase the allowable
speed of processing and, consequently, the productivity of the cutting
process.

It is necessary to consider the that the tool roughness reduction
requires considerable investments. This can be done through the use of
final methods of the tool surface treatment that are directly in contact
with the chip and the workpiece surfaces. The electrolytic polishing is
also possible.

Methodology of determining the temperature in the cutting zone by
natural thermocouple method, as well as exertions arising from tool and
the workpiece interaction, are disclosed.

Impact of the tool surface roughness on the cutting forces during
turning and the temperature in the cutting zone is investigated.

It is determined that temperature decrease in the cutting zone by
reducing the tool surface roughness makes it possible to increase cutting
speed and as a result increase the productivity of cutting process.

Matematical dependences are derived enabling for determination
of the impact of the tool surface roughness at the temperature in the
cutting zone and at the cutting forces during turning.

Key words: tool, roughness, cutting speed, temperature,
productivity, heat resistance, precision
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AHHOTauuA. B cmamee rpoaHanu3supogaHbl UMelowuecs 8
pasfuyYyHbIX UCMOYHUKax pekomeHOauuu Orsi ebibopa mMamepuasios u
criocobog 2a3zomepmMu4ecKko20 HarlblieHUss MoKpbimul u orpedesieHbl
Kpumepuu 3¢bgheKmueHo20 UX MPUMEHEHUS.

Cnocobbl eazomepmMu4eCcKo20 HarblrieHuss omau4aromces 6o1buwum
pasHoobpasuem rnapamempos rpouecca. Temnepamypa
HarblnumerbHbIX Momokoe moxem bbimb 6 Ouarna3oHe 200...4200 K u
8bIWE; CKOPOCMb rosiema HanblisgseMbiXx Yacmuy, eapbupyemcsi om 30
0o 1200 m/c; ducmaHuusi HanblneHus — om 10 do 400 mm, duamemp
namHa HanbineHus om 5 8o 60 mm. Kpome moz2o, 8 pasriuyHbIX
mMemodax  HarblleHUss ~ CYyWEeCmBEeHHO  omju4aromcsi  cocmae
HanbelumersibHou cmpyu u paboyel cpelkl, rnpou3sodumesibHOCMb 10
pacxoQy ropowka u rp.

Ceolicmea HarbIeHHbIX [MOKpbImuu 3asucsm om 60751buwoeo
Konudecmea  hbakmopos,  Kofu4ecmeo  Komopbix — docmuzaem
HECKOJIIbKUX OecsimKos, oripederiieMbIX COCMOSHUEM HarbliiumesibHO20
rnomoka U HarnbisemMou rnogepxHocmu Oemanu. 3mu  ¢bakmopsbl
HerlocpedcmeeHHO 8/1USIoM Ha CmpyKkmypy u ceolcmea ¢hopmMupyembix
MOKPbIMUU: MUKPOCMPYKMYypPY, MPOYHOCMb CUEMNEHUs, Mopucmocme,
meepoocmab U Op.

bonbwum  pasHoobpasuem omudaromcs U Mamepuarbl
2a30mepMuUYecKUX MOKpbIMUU Ha OCHO8e Memarssos, Crasos,
UHmMepmemannauoos,  Memarssu4eckux  KOMMO3Umos,  KepMemos,
Kepamuku u np. B 3asucumocmu om UCXOOHO20 Mamepuarna, €20
ceolicme U mexHosio2uu ronyqYeHuUss u memoda 2a30mepmMuyecKo20
HarbifleHUsi ceolicmea [rOKpbIMUS Mmakxe 8apbUpytomcsi 8 WUPOKOM
Ouana3soHe, Hanpumep: rnopucmocmb — 0,5...17,0 %; npo4YHOCMb
cyernneHus — 17...67 Mla; meepdocmb — 0,5...7,6 [Tla; mOOyrib
ynpyeocmu — 23...225 [Tla.

Lnsa ebibopa 3hheKkmMueHO20 2a30mepMU4YeCcKo20 [OKPbIMUS
Heobxodumo rpexde e8ce20 8blbpamb me Kpumepuu, Komopsble
Haubornee cywecmeeHHO ornpedensaom e2o pabomocriocobHocmb U
mexHosroau4yHocmb. B pside crniydaee ebibop mMamepuarna MnoKpbImusi
MOXXem cornpoeoxxdambcs U 8bI60pOM OCHOBHO20 Mamepuaria demariu.

lpu ebibope ahhekKmMuBHbIX 2a30mepMUYecKUX MOKpPbIMuU
OCHOBHbIMU paccmampusaembIMU Kpumepusimu SA6715110MCS:
1. CnyxebHoe HasHa4dyeHue u ycrnosusi pabombsl demaneu. 2. ®yHKUUU
nokpbimus. 3. Ceolicmea OCHO8HO20 Mamepuana. 4. Tpebyembie
ceolicmea  MOKpbIMUS ~Ha  OCHOBHOM  Mamepuane  demariu.
5. KoHcmpyKkmueHble ocobeHHocmu oemarnu U  MOKpbIMUS.
6. PacronoxeHue U KOHCMPYKMUEHbIE OCOBEHHOCMU M08EPXHOCMU C
nokpbimuem. 7. OzpaHudyeHusi o eblbopy memoda HarbiieHuUs U
rnocrieHarblnnumesisHotu obpabomku.
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KnrouyeBble croBa: 2azomepmMuyecKoe HarnblsieHue, Kpumepuu,
NoKpbIMuUsi, nMopucmocms, [MOPOWKU, MPOYHOCMb CUernJIeHUus,
ceolicmea, aghchekmueHoCcmb

MocTaHoBKa npobnemsbl. Bbibop addeEKTUBHBIX ra30TEPMUYECKUX
NOKPLITUA NPeACcTaBNAeT CINOXHYK MHOrFoKpUTepuarnbHyo 3aaudy.
OpHako B coBpeMeEHHOW nutepaType NpakTU4Yeckn He paccMmaTpuBaloTca
BOMpPOCbl  BblbOpa MartepuarnoB ra3oTepMUYECKMX  MOKPbITUA
TEXHOMormMm  ux  nonydeHusi. KMmerwotca  nuwb  orpaHuUYeHHble
peKkoMeHZauun, yyuTbiBalowWmMe OTAerNbHble acnekTbl MNosfydeHus u
NpUMEHEHNA MokpbITUM [1-5], 4TO He Bcerga no3BonsieT BblOUpPaTb
BbICOKOQ(P(PEKTMBHbIE  MOKPbITUA B KOHKPETHbIX  Criydasix  uX
NPUMEHEHUS.

Lenb wuccnegoBaHMM — BbISIBIIEHME OCHOBHbIX KpUTepueB
9(PPEKTUBHOCTM ra3oTEPMUYECKUX MOKPbITUA C BO3MOXHOCTbIO MX
Mcrnonb3oBaHNa Ana paspaboTkn MeToauKkM Bbibopa M TexHoMormm
NoJsTly4eHUs MOKPbITUIA 3TOro BMAaA.

MaTepuanbl n MeToauka nccnegoBaHmu. PaboTta BbiNonHeHa Ha
6ase aHanmsa u 0600WeHna OaHHbIX nuTepaTypHbIX WMCTOYHUKOB W
pes3ynbTatoB  UCCreAoBaHUM, OCYLLECTBMEHHbIX B  nadopatopun
rasoTepMmnyecKux MOKPbITUA Kadenpbl TEXHOMOMMW MalLMHOCTPOEHUS
KnToMmMpCKOro rocygapCTBEHHOIO TEXHOSOrMYeCcKoro yHmBepcuTteTa U
Ha  Kadegpe  MaAWMHOCTPOEHUS W TMPUKNAZHOW  MEeXaHWKU
BocTo4yHoykpanHckoro HaLMOHAaNbHOrro yHUBepcuTeTa NMEHWU
Bnagummnpa Oans.

Pe3ynbTatbl uccnepgoBaHuKU. B HacToslwee Bpems paspaboTaHo
M UCNOMb3yeTCa MHOMo0 MEeTOOO0B U TEXHOSIOMMW  MonyyeHusd
rasaoTepMmUYEeCKnX MNOKPbITUA, HO K OCHOBHbIM, LUMPOKO MPUMEHSEMbIM B
NPOMbILLITEHHOCTU MeToaam HanblNeHns OTHOCATCS [1-6]:
rasonniameHHoe (IMIH), BbiCOKOCKOpOCTHOEe rasonsiameHHoe (BITIH),
getoHaumoHHoe (OH), nnasmeHHoe Ha oTkpbiToM Bo3gyxe (IMH),
nrasmMeHHoe B BakyymMe Wnu  KoHTponupyemown cpene (BIH),
anektpoayrosoe (30H), xonogHoe (XH) u gp. OcHOBHbLIE NapameTpbl
9TUX MEeTOLOB HanbINeHnsa npuBegeHbl B Tabn. 1, cocTaBneHHOM no
OaHHbIM paboT [1-5, 7].

OTW [aHHble He OoTpaxalwT BCero pasHoobpasus ycrnoBum
ra3oTepMMYECKOro HanblfieHUs, MOCKOSbKY Ha 0OpMMPOBaHME NOKPbLITUIA
BNUSAKOT: cocTaBbl paboynx cpen, B KOTOPbIX MNPOUCXOOUT Harpes W
YCKOpPEHWEe HarbIiNngemMblX 4YacTul, U B3aMMOLEWUCTBUE HaNbIUTENbHOro
noToka C u3genvem; reomeTpus M pasmepbl HanbINAeMoro WU3gesivs;
dopma, pasmMepbl M pacrnosiokeHue HanblIgeMblX MOBEPXHOCTEN;
OCHOBHOM  MaTepuan wu3genvs;  PU3MKO-XMMUYECKOEe  COCTOsSHUE
HanbINSeMOon NOBEPXHOCTU U Ap.
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1. TunuyHsble 3HavYeHus napamempoe Memodoe
2a30MepPMUYEeCKO20 HanbIJTeHUS.

Temnepatypa CkopocCTb AuncTtaHums flnamerp
MeTtop M naTHa
pabouen cpeapl, yacTuu, HanbINeHus,
HanblneHusa HanbINneHus,
K Mm/c MM MM
MH 1800...3000 30...150 120...250 50
S0H 1000...1400 120...320 50...70 40
AH 2400...3200 380...930 100 25 n meHee
MNnH > 4200 180...400 60...130 20...40
BINH > 4200 480...800 300...400 50...60
BI'MH 1200...3400 280...1000 150...300 20 n meHee
XH 200...800 400...1230 10...50 5 n meHee

OCHOBHble  XapaKTepuUCTUKM  ra3oTePMUYECKOro  HarblfIeHHOro
NMOKPLITUS 3aBUCAT OT MHOXEeCTBa KOHCTPYKTUBHO-TEXHOSTOMMYECKUX
napameTpoB, 4YTO MOXHO MpenCTaBUTb  Criefylowen  HesiBHOM
3aBMICMMOCTbIO [6]:

d p itlo'ap ;G(dp)itZO-a(dp);Wpo it3(7—
Ao T £lior, _
Th, it5afbo ,Envi g0, ;SLj J_rt7c73|_j , (1)

rae cpedHue ctatucTudeckue sHadenns: dp — aunametpa vactuu; G(d,)

— pacxofa HanbInseMoro Matepuana B HanbinutensHom ctpye; Wp, —

CKOPOCTU YacTuu, | p, — TemnepaTtypbl 4acTuL, nepen CoydapeHuem;
Th, — TemnepaTypbl ocHOBbI; ENVi — coctaBa 1 napameTpoB COCTOSHNS

paboyeit cpeppbl; gj — napamMeTpbl CTPYKTypbl W  CBOWCTB

MOBEPXHOCTHOIrO  Crosi  getanu; GSP« —  XapaKTepuUCTUKM

LLIEPOXOBATOCTUN HaMbINSAEMON NOBEPXHOCTU U reoMeTpumn getann; Dmy —
pasmMepbl NoONepeyvyHoOro CeYeHns HanbIMTENbHOM CTPYW.

B nepBoM npubnmkKeHMn OCHOBHbIE XapaKTEPUCTUKUA MNOKPbITUS
onpenensdrTcs  MPOCTPAHCTBEHHO-BPEMEHHBIMW  pacnpenerneHnamMm
pacxoga  G(Dp,r,t) 4actMy  3agaHHOro pasmepa M €ro
cpeAHeKkBagpaTUYECKUM  OTKITIOHEHUEeM Ogpp,r, 1, PacnpeaeneHnamm
OCPEeAHEHHbIX 3HA4YEeHUN KIoYeBbIX OU3NYECKMX NapaMeTpoB: CKOPOCTHU
Upo, Pasmepa Dy, arperaTHoro coctosiHna Ay U Temnepatypbl T, YacTu
nepen coygapeHuem, TemnepaTtypbl Tpg OCHOBbI, XapaKTepUCTUK
lepoxoBatoctm ee noeepxHoctM Ra, Rz, Rmax, a Takke
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cpefHeKBagpaTUYECKUMM  OTKIIOHEHUAMM  MEPEYUCNEHHbIX  Bblle
napameTpoB MO CeYeHUo NATHaA HanbineHna r < Rslot (nonaras, 4To
NATHO OCECMMMETPUYHOE, a arperaTHoe COCTOSIHME YacTuL, MOXeT ObITb
OLHO3HAYHO onpeaesieHo Nno TemMnepaType Ux NOBEPXHOCTU) U OPYrUMun
napameTpamu.

[MoKpbITEe MOXET noaBepraTbCsl KpOMe pasMepHOW U OTAEN0YHOM
(ynpo4Hsowen) obpaboTkm [ononHuTenbHoM o6paboTke C  Uenbto
N3MEHEHNA ero CTPYKTYpbl, MOPUCTOCTU, MPOYHOCTU CLENSIeHna n ap.
[MoaToMy mMeToauka Bblbopa MaTepuana M TEXHOSOrMM MonyYeHus
MOKPbITUA [OSMKHA Yy4nUTbiBaTb U 3TN dhakTopbl. CBOMCTBA MOKPLITUA B
3Ha4YMTENBbHOM CTEMEHN 3aBUCAT OT MUCXOAHbIX MaTepuanoB. OCHOBHbIE
BuAbl MOPOLUKOB AN MOSYYEHUS MOKPbITUM npuBeaeHbl B Tabn. 2.
TunNnyHbIe CBOMCTBA ra3oTeEPMUYECKNX NMOKPLITUA HA OCHOBE METAasoB U
CnraBoB  MpPUBEAEHDI B Tabn.3. [aHHble 3TtoM  Tabnuubl
CBMOETENLCTBYIOT O TOM, YTO CBOMCTBA MOKPbLITUA Oa)ke OOHOro Kracca
OTNNYaKTCA 3HAYUTESNbHBLIM Pa3dbpocomMm.

2. OCHO8HbIe euUOobI nopouwkKos ons rnoJiy4eHusi
2azomepmMuYecKUX NoKpbimudu.
Knacc MeToabl
MeToapbl
mMartepuanos MopoLwuku nonyyYeHus
N HanbINeHns
NMOKPbLITUI NMOPOLLKOB
Al; Al-Si PIr MH; XH; I'MH
_ . BI'MIH; MH;
Cu; Cu-Ni; Cu-Al PIr XH: ITIH
Ti; Ta Pr BIMH; XH
FeCr; FeCrNiMo; ) ) ) )
MeTtannsl Ha ocHoBe FeCr PI5 PB; I MH; TTH; AH
M cnnasbl MCrAlY Pr MH; BIMH;
(M = Co, Ni, Fe) BMH; AH
Mo; Ha ocHoBe Mo CO; KC; MNP MNH
R MH; I'MH;
iz -cr AL Pr; PB; M XH; BITIH;
BMH; OH
Ha ocHoBe Al-Si M:C MH: MMH
(v3HawmBaemsble)
MeTannuyeckune Ha octose CoNi n MH
(v3HawmBaemsble)
KOMMO3UTbI .
Ha ocHoBe Ni
M M
(v3HawmBaemsble)
Cu-Al (bpoHsa) M BITIH; MNH
CoCrNiWC;
Ha ocHoBe CoCr, Pr; PB BIMMH; NH; aH
NHTepmeTannugbl  camodpniocytolmecs
NiCrSiB; Pr- PB MH; BIMIH;
Ha ocHoBe NiCrSiB ’ OH

240




lMpodomkeHue mabn. 2

Knacc MeToabl
MeToabl
mMarepuanos MopoLuku nony4yeHus
N HanbINeHus
NOKPbITUI NOPOLLKOB
Mo-Mo,C KC MNH
CrC-NiCr; A A MH; BI'MH;
KepmeThbl Ha ocHoBe CrC-Ni ChKC: I nP MA; aH
WC-Co; WC-Ni; A A MH; BI'MH;
Ha ocHoBe WC CI; KC; I 1P Md; aH
A|203; A|203-T|02 I'I,D,, C |_|H, I'I'IH, ,D,H
Cry03; Cra03-TiOy; P .
Kepamuka Cr,03-TiO,-SiO» nA; CA; KC; C MH; AH
P TiO, na MH; IMH
ZFOZ-Yzog; . .
Z10,-MgO na; KC; ne MH

O6o03Ha4veHus: PIM — pacnbinenue rasa; PB — pacnbineHne sBogon; C[L — cnekaHue ¢
nocnegywowmm gpobnenvem; N — cnnaeBneHne ¢ nocneaywowmnm ppobneHuem;
KC - «koHrnmomepupoBaHue C nocnegylowmmMm cnekaHmem; [1 — nnakupoBaHue;
MNP — nnasmeHHoe pacnbinenune; C — mexaHn4yeckne CMecu.

3. Tunu4yHble ceolicmea caszomepmuYdecKux noprlmud Ha
OCHOee MemaJilyioe U Clrijiag0es.

CBowncTBa NOKPLITUI
MeTtop IMpoyHOCTb . Moaynb
HanbINeHns nOpIE'ICI/SCTb cuenneHus TBﬁp#ﬁ:Tb ynpyrocTu
’ Gy, MMa ’ E,Ma
2,0-13,0;
MH 25.17.0 17-66 0,6-7,4 30-225
BIMH 0,5-5,6 34-64 0,5-7,6 53-282
XH 0,5-2,0 20-46 0,5-2,5 54-110
AOH 2,0 63-67 3,0 —
MH 4,5-6,5 21-41 0,5-3,2 -
o0H 5,5 - 0,5-1,6 23-110
BIMH 1,2 — — 110-218

PaboTtocnocobHOCTb WM TEXHOMOMMYHOCTL  ra30TEPMUYECKOrO
MOKPbLITUS 3aBUCUT OT psiga rpynn KpUTEpPUEB, YTO B HESBHOW dhopme
MOXHO NpeacTaBUTb YyPaBHEHNEM:

P = f (Fp1 FC! Mpl MC! PC! Gp1 GC! Spr; PSpI’)l (2)
roe: F, — KpuTepuu, yuyuTblBalOLLME Ha3Ha4yeHve W ycrnoBus paboTbl
Hanbinsemon petanu;, F. — kpuTepuu, yuduTbiBawoWme QYHKLUN

BbIBMpaeMoro nokpuiTus; M, — CBOMCTBa OCHOBHOrO Marepuana getanu;
M; — cBoucTBa Martepuana nokpbiTusa; P, — cBOWCTBa M napameTpbl
MOKPbITUA Ha OCHOBHOM MmaTepuane petann; G, — napameTpbl
reoMeTpun, pasmepoB W KOHCTPYKTUBHble OCOBEHHOCTW pJetanu C
nokpblTnem; G. — dopma, pasmepbl U KOHCTPYKTMBHbIE OCOOEHHOCTU
NOBEPXHOCTU C MOKPbITUEM; SPr — METO N PEeXUM ra3oTepMnUYeckoro
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Hanbinexuus; Ps,, — MeToAabl U napameTpbl nocneayowen obpaboTku
NMOKPbITUS.

BrnivsHne otgenbHbIX rpynn Kputepues MOXeT ObiTb BblAefieHO B
BUOe OTOENbHbIX (YyHKUMM U BblpaxeHne (2) Torga Oyger
npencrasBrieHo, Kak:

P = f(Fp) - f(Fe) - {(Mp) - (M) - f(Pc) - f(Gy) - f(Ge) - f(Spr) - f(Psp)-  (3)

OnTumanbHoe NPoeKTUpPOBaHME 3akn4vaeTcs B BbIOOpe 3HaYeHumn
yKasaHHbIX KpuUTepueB [Ansl YBENUYEHUS WNU  YMeHblueHnsa P B
3aBMCMMOCTW OT MOCTaBrfEeHHbIX uenen. [lpuyem, HekoTopble U3
KputepueB MoryT ObiTb MPU3HaHbl HE3HAYUMbIMKU N COOTBETCTBYIOLLMNE
dyHKkuum f; npupaBHeHbI K 1.

Bbibop matepuanoB MOKpbITUM M OCHOBHOrO Matepuana getanu
B3aMMOCBA3aH N TpebyeT paccMoTpeHus pasHoobpasHbiXx CBOUCTB. WX
MCronb3oBaHMe BO3MOXHO TOMbKO MNpU  HebOMbLUOM  KONMUYecTBe
orpaHuvymMBalOLLMX KpuTepueB. EcCnn Takmx KpuTepues MHOro, BblIOOp
MaTepuanoB MnpeBpallaeTcs B BeCbMa rpPOMO3AKYH 3aJady, KoTopas
MOXeT ObITb peleHa TONbKO C UCMONb30BaHWEM COBPEMEHHbIX
MHOPMaUNOHHBIX TexHonorun. MNMpumepom sensetca cuctema CES ans
Bbl6opa KOHCTPYKUMOHHBLIX MaTepuanos, onucaHHas B [8]. basa gaHHbIX
9TOM CMUCTEMBbI BKITOYaeT MHpopMaumio 0 maTepmuanax, OpraHM3oBaHHYHO
no uepapxmdeckomy npusHaky. CBegeHMs O Kaxaom MaTepwuane
BKINIOYAT MX (PU3NKO-MEXAHMYECKME U TEXHOSNOormyeckme CBOWCTBA C
y4eTOM pacCesHUsi, BbI3BAHHOIO KOHCTPYKTUBHO-TEXHOSTOMMYECKNMMU
dakTopamn, OOKYMEHTaUMIO B BUAE TEKCTOB, M306paxeHun u
MCTOYHMKOB  UWHGopmaumn. Bbibop ocyuwecTBnsercs € y4eTom
OOonycTMMOro AwanasoHa Tpebyembix cBOMCTB. Cuctema ydutbiBaeT
Takke BO3MOXHOCTN (hopMO0oBpasyoLmnx MeToao0B.

BbiBOAbI

[Mpn BblbOpe 3PEPEKTUBHBLIX ra30TEPMUYECKUX MOKPLITUA B
KayeCTBe OCHOBHbIX paccMaTpuMBaeMblX KpuUTepueB HeobxoauMmo
npUHUMaTb, B YacTHocTn, Takue: 1. CnyxebHoe HasHayeHne 1 yCrioBus
paboTbl fgetanen. 2. dyHkuun nokpbiTna. 3. CBoMCTBA OCHOBHOIO
maTepuana. 4. Tpebyemble CBOMCTBA MNOKPbITUS HA  OCHOBHOM
maTepuane pgetann. 5. KOHCTpPYKTUBHbIE OCOBEHHOCTM pgetanu W
NOKpbITUA. 6. PacnonoXeHne UM KOHCTPYKTMBHblE  OCOBEHHOCTU
NMOBEPXHOCTU C NOKpbITMeM. 7. OrpaHuMyeHuss no BbIGOpy MeToaa
HanbINEeHMs 1 NocneHanbINUMTENbHON 06pPaboTKN.

B kauectBe KkputepueB ans Bblbopa MaTepuanoB getanuM U
NOKPLITUS MOTYT UCMOSMb30BaTbLCA PasfinyHbie NapamMeTpbl, B YaCTHOCTMU:
Elp; og Ip; Ki; of of [Ea; I; 1/ p n gp. (p — NAOTHOCTb; o — npeaen
npoyHocTn; Kjc — KPUTUYECKUA  KOI(PPUUMEHT  MHTEHCUBHOCTMU
HanNpsHKeHUn; of — yaapHas BA3KOCTb; o — KOIULNMEHT TEPMUYECKOrO
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pacwmpeHns; | — WHTEHCMBHOCTb W3HawmBaHud; f — koadbdumumneHT
TPEHUS).

[Monck onTMmanbHOro pelleHus Bblibopa mMartepuana MoKpbITUS U
MeToAda ra3oTepMMYECKOro HamnbIfIEHUS MO PAaCCMOTPEHHBLIM KPUTEPUSM
npeacTaBnseT CroXHY 3agady, T. K. 06bemM MHpopmMauumn o0 CBOMCTBAX,
napamMmeTpax MOKPbITUA N TEXHOSTOrMM UX NONYYEHUs], ECINN CPaBHUBATDL C
KOMNakTHbIMX  MaTepuanamu, OTHOCUTESIbHO  KOTOpPbIX  UMEITCS
OOWMpHbIE  aHanorMyHble daHHble, B T.4.,, W no cnocobax
dhopmMoobpasoBaHus, eLe HegoCTaTOYEH.

PaspabaTtbiBaeMble KOMMNbIOTEPHbIE CUCTEMbl ANns  Bblbopa
ra3oTepMmMYECcKnX MOKPbITUN MOryT 6biTb ABYX Tunos: 1) ans Bblbopa
NMOKPbITUA 1 MeToda ero HaHeceHust (ecnn He CTaBUTCS 3adava 3aMeHbl
OCHOBHOro martepuana getanum n crnocoba ee copmoobpasoBaHus); 2)
ons Bblbopa MOKPbITUA M OCHOBHOrO MaTepuana getann, a Takke
cnocoba dopmMmoobpasoBaHUsS.
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KPUTEPII BABOPY MATEPIAITY NOKPUTTA TA METOAY
FASOTEPMIYHOI'O HAMUIIEHHA
KO. O. Xapnamoes, J1. I'. lNonoHcwkkul, FO. O. Ha2opHSIK,
B. M. Haymuyk, B. A. SlHoecbKul

AHoOTaUifA. Y cmammi npoaHarnizoeaHo Hasi8Hi 8 Pi3HUX Oxeperax
IHgbopmauii  pekomeHOauii 0nsi  eubopy Mamepianie | memodie
2a30mepMi4YHO20 Harus/leHHs oKpummie ma 8u3Ha4YeHO OCHOBHI
Kpumepii egheKmu8HOo20 IX rNpu3Ha4yYeHHs.

Memodu 2a3omepMidHO20 HarusreHHs1 8i0pPIi3HSIMbCS 8esTUKUM
pi3HOMaHimmsAm napamempie npouecy. Temrnepamypa HanusoeaHux
rnomokig moxe 6ymu y Oiana3oHi 200...4200 K ma b6inbwe; weudkKicmp
nonbomy HarnusogaHux 4yacmok eapiroemscss 8i0 30 0o 1200 m/c;
oucmaHuis HarnusneHHs1 — 8id 5 0o 60 mm. Kpim mozo, 8 pisHux memodax
HarurneHHs1 cymmeao 8i0pI3HSAOMbBCS CKlald HarumoeaHo20 CMpyMeHs
ma poboyoeo cepedosulya, nNPodyKmugHiCmb 3a aumpamamu rnopoLKy
moujo.

Bnacmueocmi HarnuneHux rokpummie 3arexame 8i0 8esluKol
KinbKocmi ¢bakmopie, KifbKiCmb SKUX CS2a€ KiflbKox 0ecsimKis,wWo
8U3Ha4YaembCsi CMaHOM Harusire8aHo20 [10MOoKy ma HarureaHo
rnoeepxHi Oemani. Lli ¢akmopu 6esrnocepedHbo ernnuearmp Ha
cmpykmypy ma grracmusocmi ymeoproeaHuUX nokpummie:
MiKpoCmpyKmypy, MiUHICMb 34erfieHHs, nopucmicms, meepdicmb Mouwjo.

Benukoro € makox i HOMeHKamypa mamepiasie 2a3omepMidyHUX
nokpummie Ha OcCHoei Memarsnige ma crnaeie, IiHmepmemarniois,
Memarsnesux KoMmrosumie, Kepmemie | Kepamiku. B 3anexHocmi 6id
8UXIOHO20 Mamepiary, U020 erflacmugocmel, MexHOs02ii ompuMaHHSs
ma Memoldy 2a30mepMiYHO20  Harus/leHHS  rokpumms  Uo20
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grrlacmueocmi makoX MOXymb 8apitogamucs 68 WUpoKomy Oiara3oHi,

Hanpuknad: nopucmicmb — 0,5...17,0 %; MiuyHicmb 34E€rnneHHs —
17...67 Mla; meepdicmb — 0,5...7,6 Tla;, MmOOynb npyxHocmi  —
23...225 [T]a.

nsa eubopy egpekmusHo20 2a30mepMidyHO20  MOKpUMMSs
HeobxiOHO Hacamreped eubpamu Kpumepii, Wo eu3HayYarome (020
npauesdamHicmb | mexHosoaiyHicmbs. Y 6inbwocmi eunadkie eubip
Mamepiany nokpumms cyrnpoeooxyemscsi | eubopoM OCHOBHO20
Mamepiarny oemarii.

[Npu subopi egheKMuUBHUX 2a30MePMIYHUX MOKPUMMI8 OCHO8HUMU
Kpumepisimu, siKi HeobxiOHO posansHymu, €: 1. Cryx6oee rnpu3Ha4yeHHs
ma ymosu pobomu Oemarned. 2. QyHKUii nokpumms. 3. Bnacmusgocmi
OCHOB8HO20 Mamepiany. 4. HeobxiOHi enacmueocmi rnokpumms Ha
OCHOBHOMY mamepiasii 0emarii. 5. KoHcmpykmueHi ocobriugocmi demarni
ma nokpumms. 6. PosmawygsaHH ma KOHCMpyKmMugHi ocobriugocmi
rnosepxHi 3 nokpummsm. 7. ObmexeHHsT 3 subopy memody HaruseHHs
ma ricrisiHanusieasisHoi 06pobKu.

KrirouoBi crioBa: 2azomepMiyHe HanusieHHs, Kpumepii, MoKpummsi,
nopowkKu, MiyHicmb 34ersieHHs1, eslacmusocmi, egpekmueHicmb

CRITERIAS OF CHOICE OF COATING MATERIAL AND METHOD
OF THERMAL SPRAYING
Yu. A. Kharlamov, L. G. Polonsky, Yu. O. Nagorniak,
V. N. Naumchuk, V. A. Yanovsky

Abstract. The paper describes the recommendations for the
choice of materials and methods of thermal spraying of coatings.

The methods of thermal spraying is differentiated by a great variety
of process parameters. Temperature of spraying jets may be in the range
of 200...4200 K or higher; velocity of sprayed particles ranges from 30 to
1200 m/s, spraying distance from 10 to 400 mm, the spraying spot
diameter from 5 to 60 mm. In addition, various thermal spray methods
significantly differ the jet composition and working environment, the
performance of the flow rate of the powder and so forth.

The properties of thermal sprayed coatings depends on tens
factors, which determined by the states of spraying jet and the surface of
the part. These factors directly affect the structure and properties of
sprayed coatings: microstructure, adhesive strength, porosity, hardness,
and others.

There are also a great variety of materials of thermal sprayed
coatings on base of metals and alloys, intermetallic compounds, metallic
composites, ceramic and cermet. Depending on the starting material, its
properties, and method and technology of thermal spraying coating
properties can also vary within a wide range, for example, porosity in the
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range of 0,5...17,0 %; bond strength of 17...67 MPa; hardness of
0,5...7,6 GPa; elastic modulus of 23...225 GPa.

For selection of the effective thermal sprayed coatings first of all it
IS necessary to extract the criteria for its best performance and
manufacturability. In some cases, selection of the coating material is
accompanied by a choice of the base material of part.

The main criteria for choosing of effective thermal coatings are:
1. A service appointment and working conditions of part. 2. Functions of
the coating. 3. Properties of the part base material. 4. The desired
properties of the coating sprayed on the base material of part. 5. Design
features of part and coating. 6. The location and design features of the
surface to be sprayed. 7. Restrictions for selection of thermal spray
method and posttreatment of sprayed coating.

Key words: thermal spraying, criteria, coatings, porosity,
powders, bond strength, properties, efficiency

YOK 656.11
AKTYAJIbHI MUTAHHA BE3MNEKU OOPOXHbLOIO PYXY

I. O. Konocok, kaHOuOam nedaz202i4HuUx HayK
e-mail: kolosoc@online.ua

AHoTauisf. Npobrnema 3abesrnieyeHHs1 6e3rneKku OOPOXHBbO20 PyXy 8
YKpaiHi 3a ocmaHHIi poku Habyrna akmyarnbH020 xapakmepy. EKoHomika,
W0 po3susaembcsi 3 00HO20 BOKY, CmMUMYITHOE PO38UMOK | PO3WUPEHHS
asemomobinbHUX rnepeegesdeHb, 3 I[HWo020 60Ky — Hece Hez2amueHi
HacnioKku, a came: 3pocmaHHs Jucria OOpPOXXHbO-MpaHCrnopmHux nooid,
36inbWeHHs  KinbKkocmi  3a2ubnux | nopaHeHux, 3abpyOHeHHs
omouyyr4o2o cepedosulia, 36irbUWeHHsT €KOHOMIYHUX 36umkis.

OCHOBHUMU rpudyUHaMu mako20 cmaHy € HedocmamHil pieeHb
3abeasrievyeHHs1 6e3rneku O0POXHbO20 PyXy; HeHarexHe 3abe3rnedyeHHs
MexHiYHo20 06Cy208y8aHHS MpPaHCrnopmHuUx 3acobig; HU3bKUU Pi6EHb
OucyunmniHU y4acHukie OOpPOXHbO20 pPyXy, HesIiOrnogidHiCcmb cmaHy
8Y/TUYHO-OOPOXHBLOI Mepexi pPi8HI [HMEeHCU8HOCMI MmpaHCrnopMmMHoO20
pyxy; HedocmamHicmb  8rpoeadXeHHs  HOB8IMHIX mexHosoziu |
mexHi4YHUX 3acobie opaaHizauii 00POXHLO20 PyXy.

3abesrneyeHHs1 b6e3rieku pyxy Ha aemomobiribHOMy mpaHcropmi —
KomrinieKkcHa 3adaya, 0115l eUpileHHS SIKoi nompibHul cucmemHuu r1ioxio,
obymoerieHUll  CMBOPEHHSIM  eheKmu8HoOI  cucmemu  yrpaesiiHHS
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