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Problems connected with the definition of influence degree of orientation of sapphire crystal on
its machinability during diamond grinding by disc face and elaboration of the perspective, original
scheme of formation of the incomplete spherical surface, particularly, sapphire head of endoprosthesis
of the human hip joint are considered.

The endo-prosthesis heads of human’s hip joint from the point of view of cha-
racter and volume of load are exploited in extreme conditions. Therefore, in each
specific case the selection of the necessary material with corresponding physical-
mechanical characteristics and also increasing of precision and quality of the most
significant part of endo-prosthesis — spherical surfaces is rather actual task the
acuteness of which intensively grows in recent years. It is conditioned by the fact
that if earlier the necessity of similar operations was caused by the age factor of the
man or traumatologic fractures in recent two decades abruptly increased the num-
ber of patients at young age of 30-40 years of both men and women without any
injuries and fractures. In opinions of physicians the principal reasons of it are non-
active way of life of youth, composition of contemporary artificial food products
and metabolic disease. All the above-mentioned reasons determine the number of
used endo-prostheses in some tens of millions of pieces a year and the statistics
shows that unfortunately this number increases every year.

The medical practice proves that the repeated prosthetics of the human hip
joint is connected with big problems. In many cases the implementation of such
operations becomes practically impossible. Therefore, the durability of the endo-
prosthesis of the human hip joint to the end of the patient’s life especially at young
age has especially significant meaning.

By these circumstances is explained the fact that in such leading countries of
the world as the United States, Germany, England, Japan, France etc. are conducted
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wide scale scientific-research works on elaboration of optimal schemes of forma-
tion, characteristics of abrasive tool for finishing operations and the technological
process as a whole for fabrication of the spherical heads of endo-prosthesis from
various materials with the minimum fault of shape and with high indices of the
surface quality [1].

For nowadays in the world practice these heads are manufactured from vari-
ous alloys, composition materials and ceramics which mainly are isotropic mate-
rials. Therefore, the data of the above-mentioned works do not give the necessary
information on machining of anisotropic materials, particularly artificial crystal of
sapphire [1, 2].

The most biocompatible with the human organism, wear proof and durable
material for fabrication of the above-mentioned article is the sapphire artificial
mono-crystal.

In connection with this through the Ukrainian Science and Technology Center
was organized the International Project the performers of which are Georgian
Technical University (Thilisi), Institute of Super Hard Materials of the National
Academy of Sciences of Ukraine (Kiev), and Institute of Mono-Crystals of the Na-
tional Academy of Sciences of Ukraine (Kharkov).

By the Project participants were solved the independent scientific tasks, par-
ticularly: by Georgian Technical University is investigated the influence of aniso-
tropy of sapphire crystal on workability of the material at grinding; are elaborated
the perspective, theoretical schemes of formation of incomplete spherical surface
taking into account advantages of the LPG method as the effective one for grinding
of hard and brittle, intractable and non-metallic materials; by the Institute of Super
Hard Materials were investigated the links of the friction coefficient with crystallo-
graphic properties of sapphire and annealing modes; were investigated work abili-
ties of materials possessing anisotropy properties, particularly of sapphire, by the
traditional technology for evaluation of the influence of anisotropy on the forma-
tion precision of spherical surface; were elaborated recommendations applicable to
the process of diamond finishing of the endo-prostheses heads of the hip joint from
the artificial mono-crystal of sapphire. By Kharkov Institute of Mono-Crystals were
determined the growing modes providing maximum purification of the sapphire
material; is obtained sapphire in crystallographic direction having the minimum
anisotropy.

The aim of the presented work is a definition of the influence degree of orien-
tation of the sapphire crystal on its workability by the method of low temperature
precision grinding (LPG) elaborated at the Department Mechanical Engineering of
the Georgian Technical University and development of perspective, original
scheme of formation of incomplete spherical surface, particularly sapphire head of
endo-prosthesis of the human hip joint taking into account the advantages of LPG
method [2, 3, 4].

The basing of conducted investigations on workability of the sapphire crystal
by LPG method served its successful production probation on the scale of super
hard, brittle, intractable non-metallic materials, particularly mono-crystals.
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In Fig. 1a is shown the LPG scheme - machined parts set on a cassette in se-
parators or other methods of fixture, for example, gluing carry out rotational
movement with angular speed of w, and grinding ring with the speed of ®, in the
same direction. In the cutting area is implemented a hold-down by force P of ma-
chined surfaces of parts from the work surfaces of the grinding ring.

The cutting speed is determined within the contact area as a medium meaning
of the speed relatively the travel of the tool work surface on the machined surface
of the part where Fq is the area of the machined surface of the part — contact area.

Vo, =ij VdF,
F,F

The investigations of the orientation influence of the sapphire crystal on the
workability of a material were conducted on the sapphire samples with orientation
(0001), (1010) and (1012). The sizes of samples are 10x10x6 mm and ® 10x6 mm.

The experimental investigations were conducted on a laboratory device
equipped with a special precision head for LPG (Fig. 1.b). Diamond rings with gra-
nularity of 14/10 and 28/20 on ceramic, metallic and organic bunches of shape 6A2
were used.

The output parameters of the LPG process were: productivity of machining,
linear minute takeoff of the material —q, mkm/min, the height of irregularities of the
surface roughness —R,, mkm relative support length of the profile at the level of 03
— tpos, %, sub-relief violated layer — H, mkm.

The LPG process factors are: cutting speed — V, m/s, pressure in the cutting
area P kPa and characteristics of the diamond tool: granularity — dz, mkm, bunch,
concentration — K,%.

The experiments were conducted in following conditions: cutting speed range
—V=1...12 m/s, pressure in the cutting area — P=100...1500 kPa. The cooling liquid
— filtered running water.

By the analysis of the data of all-side experimental investigations conducted
by us one can make the following conclusion:

The influence character of factors of the LPG process on the output parame-
ters for selected orientations of the sapphire crystal of ((0001), (1010), (1012)) is
constant.

From the characteristics of the diamond tool on the productivity by prevailing
way influence granularity and bunch of the diamond tool. The concentration influ-
ence is insignificant. With increasing of the granule size within d;=14/10...28/20
the productivity grows 1,5 ...2.5 times.

In other equal conditions of machining on orientation (0001) is achieved
higher quality of the surface than on the rest two ones. The difference is in 1...1,5
class of roughness.

From the LPG factors on the surface quality in prevailing way influence the
granularity and the material of tool bunch. With increasing grain in the investigated
range the height of irregularities Rz grows within 1...1.5 of class and the depth of
the violated layer of H - 1,5...2 times.

261



a b

Figure 2 — Micro-photos of surfaces of experimental samples
of sapphire machined by the LPG method.
a- Orientation 1010, b- 1012. Diamond ring —~ACM 14/10, bunch organic special 50 % Cut-
ting modes: V=1m/s, P=750 kPa.

By the quality of machined surface the best results are given by the diamond
rings on organic bunches BC-11 and organic bunches BC-11 and organic special
elaborated by us is in the process of patenting. In comparison with diamond rings
on metallic and ceramic bunches parameter R, in order below ~0,25 mkm, parame-
ter tpgz is 1,5 times higher than ~ 35...45% and parameter H is 3...5 times less than
~2..5 mkm.

By the study of morphology of the machined surface is proved the cutting
possibility of the sapphire material by plastic deformation of the removed layer at
low cutting speeds V=1...3 m/s with the least depth of the violated sub-relief layer
(Fig.2).

This result deserves special attention as the machining of the vitreous mate-
rials, particularly, crystals of sapphire by means of plastic deformation of removed
layer the pledge of obtaining of the machined surface practically without inherited
defects — without sub-relief layer. H value appeared to be the least namely on these
samples of sapphire.

Elaboration of the new or updating of existing technological process of ma-
chining of sapphire head sets an actual task of creation of new highly effective
schemes of formation. The optimization criteria of technological operations such as
productivity, indices of the surface quality and precision of machining determine
the place of new schemes-methods of formation in the technological process taking
into account their advantages.

The applied nowadays methods for abrasive machining of incomplete spheri-
cal surface of articles of wide purpose as separate operations of technological
process of machining of incomplete sphere can be divided into two groups: grind-
ing by abrasive-diamond rings and finishing by free abrasive.

The method of LPG relates to the first group methods, however, the method
of diamond abrasive machining of flat surfaces unlike the existing methods unites
in itself positive sides of methods of the above-mentioned groups; namely, LPG is
characterized by the high productivity at the same high precision of machining and
quality of surface.
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For elaboration of the theoretical scheme of diamond machining of sapphire
spheres taking into account kinematics and other positive features of LPG were
considered and analyzed the well-known formation schemes of incomplete spheri-
cal surface.

The most close by kinematics method of LPG is the method for grinding of
the incomplete sphere by the flank of grinding ring with double rotation of part
with angle speeds of o, and w3 (Fig. 3) which is taken for the base of elaboration of
the original version of theoretical scheme of diamond machining of sapphire
spheres taking into account kinematics and other positive features of the LPG me-
thod [4, 5].

We elaborated some versions of theoretical schemes of formation of the in-
complete spherical surface. One version of the original kinematics scheme of for-
mation of the incomplete spherical surface of sapphire head (Fig. 4) by the flank
grinding ring is shown in Fig. 5 The cutting tool is the special, combined flank
grinding ring with two concentric diamond layers with cutting surfaces in a form of

internal in point A and external in point B cut off cones.
R —

:.:7_!_7_/

Fig. 3 Formation scheme of tt?é incomplete spherical surface by the flank
diamond ring with double rotation of the part.
1 —diamond grinding ring; 2 — machined part — incomplete sphere.
The grinding ring performs a rotational movement with the angular speed of
1. The machined part — sphere performs a double rotational movement with angu-
lar speeds of w, around its own axis 4 and w3 around axis 3 which is the axis of the
part spindle. The direction of angular speeds w;, ®, and wsis similar. The machined
part 2 is pressed to the cutting surface of grinding ring in two point’s A and B by
spring loaded force P. At that the cutting surfaces of grinding ring in axis section

(flat of the drawing) form § angle.

\x/

\
3

Figure 4 — Sapphire spherical head:
— radius of sphere, y — angle of segment of the spherical surface.
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The differences of theoretical scheme from LPG are such as the shape of the
tool work surface, additional motion of a machined part — rotation of a sphere
around its own axis with the speed of w, the contact form of the machined surface
of the part with cutting surface of grinding ring.

no F no Q

4vre

Figure 5 — Kinematics scheme of formation
of the incomplete spherical surface by flank
grinding on the basis of LPG method.
1-flank grinding ring; 2-machined part —
incomplete sphere; 3—rotation axis of the
part spindle; 4-rotation axis of the part.

For creation of equal conditions of machining in two points A and B is neces-
sary to observe the equality of both speeds and forces of cutting.

The condition equality of machining on the cutting speed means the equality
of maximum meanings of the cutting speeds and identity of their laws of change in
cycle in two areas of cutting.

The cutting speeds during grinding of the incomplete sphere by the suggested
scheme in points A and B are shown in Fig.5 B, ¢, and d.

The resulting cutting speeds Vpp are in point A,

Voa=Yo ~Vyp M

Ve, = \/vi +V2‘“A -2V, -V,  -C0SJ, ()

Where Vo =Via —Vo=Rya -ml—rmsin%-oo} 3)
Identically to pointA in point B the resulting speed of cutting is equal to

Vg =Ve V.5 (5)

Veg = \/vZB +V2‘“B -2v, Vi €083, (6)
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Where vB=vKB—v0=(RKA-2rm-sin%)-a)1 +rm-sin%-a)3 (7
and Vg =fie 0, 8)
The linear speed of the part from rotational motion with the angular speed of
(O
Vi =i @, = @&, Iy, -COS@ =

@, SinzZ'COSZO!-FE'SinZL(l-FSinOt)Z 9)
2 4 4 2

w

where ¢ is the inclination angle of axis 4 relatively to the forming work surface of
the ring in axis section, a is the bending angle of axis 4 respectively to axis 3 with
angular speed of @, .

The current radius r, of the part surface point during the turning of axis 4
around axis 3 to 180° changes withinO<r,<r, .Thus for the full description of

spherical surface during one cycle one rotation of the part around axis 4 is enough
at turning of axis 3 to half of rotation i.e. to 180°. Thus in these conditions the ma-
chined spherical surface of the part during one cycle is described twice one time in
each area of machining.
Coming out of the above-mentioned between angular speeds of w, and w; we
have dependence
W, =2 3 (10)

v, of maximum reaches at a = 7 3 , and thus &, = z
PA 2 1 2

Y

PAmax ~ VA =Ryp-0, -1, -sinZ(y)3 (11)
Vig of maximum reaches at & = % and thus &,=m.
Y Y LY
Vegrmax — Rya @, =21, smzoal+rm-smz-a)3+rm smEco2 (12)

In condition VPAmax =Vog o’ by expressions (10), (11) and (12) is deter-

"B
mined the correlation of angular speeds @, u @,
@ _ 1

1+ZcosZ
4

(13)

2]

Thus by the suggested scheme of formation of incomplete spherical surface
for achievement of the equality of machining conditions by the cutting speed one
must observe the relations of angular speeds o;, ®, and w3 by expressions (10) and
(13).
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The equality of conditions in two areas by the force of pressing is achieved by
the location of machined part respectively to the grinding ring. The spring loaded
force P passes through the center O of sphere and coincides with the bisector of
angle B and thus passes at equal distances from two A and B areas of machining. In
each area are created equal forces on P/2, which in their turn are added up to two
composing, normal Py and tangential P. (they are not shown in the Figure).

At that Py :Ecosl, PT:E-sin T
2 4 2 4

The kinematics similarity of the new scheme of formation with the LPG me-
thod taking into account keeping of physics of the cutting process at LPG which
determined its name “Low temperature” (low in comparison with usual grinding
cutting speed — 1,6 m/s and as consequence low temperature in contact -100°C) and
also “Precision” (high precision of the work form of the tool surface is achieved
during shaping and is maintained in work by the kinematics process by which is
provided high precision of machining-flat parallelism on plate 10x10 mm 1mkm)
allows the suggested scheme of formation as the initial from the first to call Low
temperature precision grinding of incomplete sphere in abbreviation LPGIS which
is in the process of patenting.

It is supposed that the LPGIS method in comparison with traditional methods
of diamond grinding which are used nowadays in the technological process of ma-
chining of sapphire in other equal conditions will enable: considerably (not less
than twice) increase the productivity of machining not worsening the quality indic-
es of surface and precision of the article shape; considerably increase the quality of
machined surface and precision of the article shape not increasing the productivity
of machining by that considerably decrease the operational stock material, finally
the time and cost price of machining on finishing operations (transitions).

Thus in our view the LPGIS method can be fully competitive on preliminary
operations up to finishing machining in the technological process of machining of
sapphire head.

One can imagine that LPGIS method will enable to increase considerably the
surface quality and shape precision of the spherical head on the preliminary opera-
tions up to the finish machining in comparison with traditional methods of diamond
machining.

The results of conducted investigations within the above-mentioned Project
by our estimation represent a good data base for perspective elaborations. And
namely, by the Project participants to the STCU was submitted the new Project
under the title “Development of Methods for Strengthening of Sapphire Used in
Medicine”. Within this Project is planned conducting of works on the elaboration
of complex method of strengthening of sapphire for fabrication of articles exploited
at high mechanical loads in extreme conditions and also competitive technological
processes of fabrication of sapphire standards by LPG method for definition of
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physical-mechanical properties of the new material and original technological
process of fabrication of sapphire articles of medical purpose.

By the long-term program is foreseen the organization of Euro-Project with
creation of the necessary equipment, tools, technological rig and the whole tech-
nological process of fabrication of the high-precision spherical surfaces from sap-
phire of increased stability or other appropriate by their properties materials.
Discussion of the results.

1. In other equal conditions of machining by the LPG method the most intrac-
table is orientation (0001). For all the tested diamond rings the correlation of linear
meanings of the material takeoff — q is within

Qoooz / Q1010 = 0,25...0,5,
at that, q1012/ Q1010 = 0,75 ...1.

2. In the investigated ranges of the cutting modes of V and P the machining
productivity grows at V=...6 m/s and at V> 6 m/s — remains constant, also at P
=100...1500 kPa— grows and at P>1500 kPa_remains constant.

3. The maximum meaning of productivity is achieved by the tool on ceramic
bunch — CK6 — 130 ...300 mkm/min for all the selected orientations of the sapphire
crystal. At that the correlation increases

Qooor / Q1010 = 0,4 ... 0,5.

The tool on this bunch works in the mode of self-sharpening.

4. Scheme of machining of spherical surfaces and abrasive tool of special pro-
file is suggested that in our opinion will grow the machining precision.
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