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AHuomauuﬂ. MeromaMu ONTHYECKOM I/IHTequepOMCTpI/II/I u MCTaJ’UIOl“pa(bI/I'-ICCKOI‘O aHajin3a UCCIC0BaHa CTPYKTYypa pa3ACIOYHbIX BOB, MOJYYCHHBIX

nocue pe3ku cranu mapku 0912C mnasmorponamu tuna [IMBP-5, uMerotnmu psii KOHCTPYKTHBHBIX 0COOCHHOCTEW B CUCTEME Ia30IMHAMUYECKOM
cTabmnm3anuy mia3MeHHon ayru. [TokasaHo, 4To MpUMEHEHHE HOBBIX IIa3MOTPOHOB ITO3BOJISET ITOJYYUTh O0JIEe BBICOKOE KaueCTBO Pe3a Ha CTasX
091"2C cpeaHuX TOMIIMH C BBICOKOM TMPOHM3BOAMTEIBHOCTBIO M MEHBIIMMU JHEPreTHYECKUMH 3aTparaMu. Metamiorpaduueckuil aHaau3 moka-
3aJI, YTO KAaYCCTBCHHBIH COCTAB CTPYKTYpPhI IOBEPXHOCTH Pe3a MPAKTHYECKH OJJMHAKOB, I03TOMY IIPHOPUTETHBIM KPUTEPUEM JUIs CPABHUTEIILHOTO
QHAJIM3a KQYeCTBA CTAHOBATCS XapaKTEPUCTUKH MUKPOTEOMETPUHU MOBEPXHOCTH. CllelyeT OTMETHTb, YTO OLIEHKA 10 9TOMY IapaMeTpy MOKa3bIBaeT
BBICOKOE KAa4eCTBO PA3/EIIKU IIPAKTHYECKH 0 BCEH JUIMHE pe3a, TaK KaK BIUSHUE TEXHOJIIOTMYECKIX 0COOCHHOCTEIl Bpe3a IIa3MEeHHO! JTyTH B Me-
TaJUl CKa3bIBaeTcs Ha paccTossHuM MeHee 0,3 MM OT KpOoMKH JikcTa. [IpuMeHeHre JONOoMHUTEIbHBIX CHOCO00B ra30AMHAMUYECKON cTabHIn3aun
(cuMMeTpus TTOAauH ¢ JBOMHON CHCTEMOH 3aBUXPEHHUS I1a3M000pa3syoero raza) B miasmarpone [IMBP-5.2 no3BomsieT oOUTHCS TOTIOTHUTEIb-
HBIX MTPEUMYIIECTB 10 KPUTEPHUIO Ka4eCTBa MOBEPXHOCTH M0 CpaBHEHMIO ¢ riazmMorpoHom [IMBP-5.1. OtmeueH psii 0COOCHHOCTEH, BAMSIONIMX HA
Ka4ecTBO pe3a IPHU pa3/eiKe METAIIOB Pa3HbIX TONIINH IT0]] CBAPKY B 3aBUCHMOCTH OT YIUIa HAKJIOHA IUIa3MOTPOHA 1pu pe3ke. OLEeHKH TBEPIOCTH
MOBEPXHOCTHOTO CJIOSI CBUJICTEIILCTBYIOT O MUHUMAJBHBIX OTKIOHEeHUsX oT TpeboBanuii CTO T"asznpom 2-2.2-136-2007 (MHCTpyKIHs 10 TEXHO-
JIOTUSIM CBAapKH IIPU CTPOUTEIILCTBE M PEMOHTE TIPOMBICIIOBBIX M MarkCTPaIbHBIX Ta30IPOBOOB) 110 TBEPIOCTH 30HBI TEPMUYECKOTO BIMSHHS HE
6onee 300 HV. D10 mo3BossieT KCHOIb30BaTh B JajbHEHIIEM MONTyYCHHbIC HCCIICIOBAHHBIMU T1JIa3MaTPOHAMH pa3/IeiOYHbIC IIBBI MTO]] CBApKy 0e3
YAQIEHHSI 30H TePMHUYECKOro BIUSHUSA. [IpiMeHeHNne HOBBIX IIA3MOTPOHOB ITO3BOJISET OCYIICCTBIISATH MPEIN3MOHHYIO YHCTOBYIO ILIA3MEHHYIO
PE3Ky METaJUIOB, B TOM YHCJIE U B TEXHOJIOTHSIX MPOU3BOJICTBA CBAPHBIX COSANHEHHUH.

Knrouesvle cnoea: nna3moTpoH, NPOSKTUPOBAHKE, 30HA TEPMHUUECKOTO BIUSHUS, CTPYKTYPHBIE IPEBPAILEHHs, 1e(QEKThI, KauecTBO, 3P(HEKTHBHOCTD.
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- BBEAEHUE

Pa3zBuTHEe COBpPEMEHHOTO MAIIMHOCTPOCHUS U psija
JIpyTUX OTpaciieil TEXHUKU BO MHOTOM OIIPEIeseTcs] TeX-
HOJIOTUSIMH M croco0amMu 00pabOTKH KOHCTPYKIMOHHBIX
craneit. Ocob0e BHUMaHUE YIeIseTcs pa3padoTke dPQek-
THUBHBIX METOZOB PE3KH M PACKPOs JIUCTOBBIX CTaJCH IS
MOCJIEAYIOIEH CBaPKH OTBETCTBEHHBIX METAJIIOKOHCTPYK-
uuii [1, 2]. Cnenyer 3aMeTUTh, UTO CYIIECTBYIOIINE TPAIH-

UOHHBIE TIPOIECCHI Pa3ICICHIUs MaTePHAaIoB, OCHOBAHHEIC
Ha MEXaHUYECKOM M (PU3UKO-MEXaHHMYECKOM BO3/CHCTBU-
SIX, IMEIOT PSI/T CYIIIECTBEHHBIX HEIOCTATKOB HM3-32 BEChMa
HU3KOW MPOU3BOIUTENFHOCTH U MPAKTUYECKON HEBO3MOXK-
HOCTH TIPOBOIUTH pa3NeNKy pPa3HOTONIIMHHON JIHACTO-
BOM cTajM MO CIOKHOMY KPUBOJIMHEHHOMY KOHTYpY [3].
BecbMma mepcrieKTHBHBIMHU B HACTOSIIIIEE BPEMS CUUTAIOTCS
TUIa3MEHHBIE CIOCOOBI Pe3KH [4], B YACTHOCTH C HCIIOJb-
30BaHMEM TEXHOJOTUH BO3AYIIHO-IUIA3MEHHON 00paboTKH
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MeTaioB [5 — 7]. OnHako 37iech HEOOXOAMMO YUYHUTHIBATH,
YTO MPU BCEX HECOMHEHHBIX JOCTOMHCTBAX TEXHOJIOTHH
m1a3MeHHoi pe3ku [§ — 10] mporecc pas3aenku JTUCTOBOM
CTaJIi YaCTO COMPOBOKAACTCS Pa3HOOOPA3HBIMHU OTKIIOHE-
HUSIMU 110 KQ4eCTBY MTOBEPXHOCTH Pe3a, KOTOPHIE CYIIECT-
BEHHO 3aBHCAT KaK OT PeXKUMOB 00padoTku [11 — 13], Tak
U OT KOHCTPYKLIUH CaMOro Ia3MoTpoHa [14, 15].

[ NoCTAHOBKA 3AAAYM

CpaBHUTENBHBINH aHATH3 3()(PEKTUBHOCTH TIIa3MEHHOM
PE3KU METAJUINYECKUX MaTepHaIoB B 3aBUCUMOCTH OT KOH-
CTPYKTHBHBIX OCOOCHHOCTEH IIa3MOTPOHOB ITOKA3aJ, UTO
Jlake MpHU PalMOHAIBHO ONpPEJENICHHBIX peXUMax oOpa-
0OTKH CTPYKTYpOOOpa3oBaHue MOBEPXHOCTH pe3a OyIeT BO
MHOTOM OHPEIEIATECS OCOOCHHOCTSIMU 3JIEKTPOIYTOBBIX
y3JI0B | ra3oBo3aymHEIX TpakToB (I'BT) pexxymmx mias-
MOTpoHOB [16]. B T0 e BpeMms cpenu pa3paboTOK oTeuecT-
BEHHOTO  OJICKTPOIIA3MEHHOTO  OOOpYIOBaHHS  IIpaK-
TUYECKU OTCYTCTBYIOT MHCTPYMEHTAJIbHBIC IIA3MOTPOHBI
JUTSL TIPEI3NOHHON PE3KH CTAJIBHBIX JIUCTOB MPU TOJIINHE
npokara 10 40 MM, obecreurBaroIie MOBBIIIEHHY TOU-
HOCTBh U Ka4eCTBO pe3a KPOMOK, BEICOKYIO MaTe€pHaIbHYIO
1 SHEepreTHUecKyto 3G PpeKTHBHOCTb. [{i1s pemenus momoo-
HBIX 3a7a4 10 pe3yJsTaTaM MOJCIHPOBAHMS T'a30IHHAMH-
YeCKNX M TeIO(QU3HIECKNX IIPOIECCOB OBUIO ONPE/IeNIeHO
BIIMSIHAE KOHCTPYKIMH Ta30BO3IYLIHOTO TPaKTa IIa3Mo-
TpOHa Ha TedyeHue mazmoobpaszyrouero raza (I1OI), uro
MTO3BOJIMIIO pa3padoTaTh M CO3/aTh MOJICPHU3MPOBAHHBIN
IJ1a3MOTPOH C JIOTIOJHUTEIBHBIM OOXKaTHEM II1a3MEHHOM

Koumyp nooauu u omeoda
6800bl OJIs1 OXAANCOCHUS
u yeHmpayuu conia

JyTH, 00JIaJaloIUi yIyqIICHHBIME XapaKTEPUCTUKAMHU T10
OoJbIeit yacTH mapaMeTpoB KadecTsa pe3a [17].

Kak ObLTO MOKa3aHO, OAHUM W3 3HAUUMBIX YCIIOBHH,
BIUSIIONIMX HA KaUueCTBO IUTIA3MEHHOU PE3KH, SBISCTCS d(-
(heKTUBHOCTH PAOOTHI CHCTEMBI Ta30BHXPEBOM cTabMmm3a-
uuu ('BC) B muiasmMoTpoHax i BO3MYNTHO-TUIA3MEHHON
00paboTku MeTasoB [18]. B xauecTBe kputepust 3hhexTuB-
Hoct ['BC MOXHO MCIIONB30BaTh CTETIEHh PABHOMEPHOCTH
pacmpeznesnenus: napamerpoB notoka [1OIT B KOHTPOJIBHBIX
CeUeHHUsIX (B MEPBYIO 04Yepeb — B LIMJIMHIPUIECKOM KaHaje
COIUIOBOTO y3J1a) Ta30BO3LYIIHOTO TPAKTa IIa3MOTPOHA.

] METOAMKA UCCNEAOBAHUA

B kauecTBe Mozjene i MCCIIENOBAaHUSA OBUIM B3SIThI
paspabotanubie u nomydeHubie B OOO HIIO «Ilomuromn»
(r. Exatepun6ypr) mrasmorponsl [IMBP-5.1 n IIMBP-5.2
JUI pe3ku Metasuia. [11a3MoTpoHbI 3TOro THIAa OTHOCATCA K
CepUu OJHONOTOUHBIX I1a3MoTpoHoB [IMBP-5 co Berpoen-
HBIM CTYIEHYAThIM ra30JUHAMUYECKUM (DUIIBTPOM H MOBbI-
IICHHOW MTPOU3BOJUTEIBHOCTBIO [T pabOThI ITPH TOKAX 10
200 A. X KOHCTPYKIHMH MUMEIOT MO CPABHEHMIO C LIMPOKO
IIPUMEHSEMbIM OAHOTUIIHBIM Iu1a3MoTpoHoM [IMBP-M
MOJICPHU3UPOBAHHYIO CUCTEMY MOJTOTOBKH M BbIPaBHHBA-
Hus otoka [TOI" mepen BXogoMm B corioBoit Onok. Taxast
CUCTEMa BKIIFOYAET B ce0s cieyroliee (MociIe0BaTeIbHO):
pacIIMpUTENBHYIO KaMepy, TPeABapUTEIbHBIN ((popMHpYyIO-
LIMIA) 3aBUXPUTENb, BTOPbIE PACIIUPUTENLHYIO KaMepy H
OCHOBHOW (CTaOMIM3MPYIONIINHA) 3aBUXpUTENs. OTamdne
wia3morpona [IMBP-5.2 (puc. 1) or IIMBP-5.1 coctout

Basuxpumens
pume 3asuxpumens
OCHOBHOII .
npeogapumenvbHulil
Buewmnuii

KOJHCYyX oxnasicoenus

/ Bmynka

Kamoo ~

X/

Conno

9 87654 3

Hszonamop

\ b Xeocmoesux

Dnexmpooodepoicamens

Puc. 1. KoncrpykruBHas cxema mazmorpona [IMBP-5.2 ¢ aByms 3aBuxputensiMu B CUCTEMe ra30BUXPEBOM CTaOMIIN3AIINN:
1 — yuacTok BBOJa raza; 2 — kanansl nojgauu [10OI" B 30ny noarorosku u BeipaBHuBaHus notoka [10I" (yuactku 3 — 6);
3 — paciupuTenpHasi KaMepa CMEIICHHs TOTOKOB; 4 — Mpe/iBapUTEIbHBIN ((DOPMHUPYIOIINIT) 3aBUXPUTENb; 5 — BTOpasl paCIIUpUTEIbHAs KaMepa;
6 — BTOPOH CTaOMIM3UPYIOIINI 3aBUXPUTEND; 7, § — COIIOBOH y3eir; 9 — 30Ha CBOOOIHOM ITa3MEHHOHN JIyTH

Fig. 1. Design diagram of PMVR-5.2 plasma torch with two swirlers in gas-vortex stabilization system:
1 — gas inlet section; 2 — channels for PFG supplying to the zone of preparation and alignment of PFG flow (sections 3 — 6);
3 — expansion chamber for flows mixing (MS); 4 — preliminary (forming) swirler (FS); 5 — 2" expansion chamber; 6 — 2" stabilizing swirl (SS);
7, 8 — nozzle unit; 9 — free plasma arc zone
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B crocobe monaun [IOI' B xamepy pacmmpenust. Kax uz-
BecTHO, acummeTpus noxaun [IOIT B pacmmputensHyio
(YCnOKOMTENbHYI0) KaMepy SBJISeTCS OAHOM W3 OCHOB-
HBIX IPUIHH HU3KOH 3 dekruBHoCcTH ['BC, Habm0MaeMoit
B OOJIBIIMHCTBE TJIA3MOTPOHOB C OJHONOTOYHOH CXEMOM
I'BT. C nenpt0 MHHUMHU3AIUKM BIUSHUS 3TOro (hakropa
B uiazmMotpone [IMBP-5.2 nnazmoo6pa3yromuii ras nona-
€TCsl B IIpeBapUTEIbHBIA 3aBUXPUTEID Yepe3 J1Ba CHMMET-
PUYHO PACTIOJIOKEHHBIX OTHOCHTEIBHO OCH TJIa3MOTPOHA
orBepcrust, a B [IMBP-5.1 — uepe3 oqHo acuMMerpudHOe
OTBEpCTHE.

YyacTok mojayd raza B (OPMUPYIONIMHA 3aBUXPUTEIH
(®3) nomuMo (pyHKIIUH paclpeAeicHUs MOTOKa M0 KaHa-
JlaM BBITIOJIHSACT POJib OTpakarelsi, odecrieunBas o0Opas3o-
BaHHUE B KOJIbIIeBOM KaHaine kamepsl cMenieHus (KC) 3on
¢ oOpaTHOl mMpKynsnued rasza. [locie B3aumMoneHCTBHS
CO CTEHKOM BBOja rasza B M3 moTOK raza 4acTUYHO H3MeE-
HSET HalpaBlIeHUE [JBM)KEHUS HA paadajlbHOE, pacceu-
Basg KMHCTUYCCKYIO OHCPIrui0 M MOBbIIass WHTCHCUBHOCTDH
BuxpeoOpazoBanus B npeaenax KC. Pasmepsl kamepsr
cMmenieHus Ha yuactke 3 ['BT BbiOupanu B pe3ynbrare pac-
YETHBIX ONTUMH3AMHOHHBIX MPOLEAYP MO OOMIETPUHSITHIM
KOHCTPYKTHBHBIM COOOpa’KeHUSIM AT TIa3MOTPOHOB T10-
nobHoro tuma [19]. ®opMupYIONIMA 3aBUXPUTENTh HMEET
YeThIpe KaHalla BBOJAA r'a3a U PaCHOJIOKEH Ha PACCTOSHUH
4 — 5 xamu6poB (13 — 16 mM) ot Touku BBOAa I1OI" B Ka-
Mepy cMmelneHus. Takoil 3aBUXpPUTENb SABJIAETCS peaBapu-
TEJNFHBIM U BBHITONMHCT (QyHKIMIO mpuaanus motoky 110
HaTpaBJICHHUs, COBIMAJIAIONICTO C HANpPAaBJICHUEM 3aKpyTKH
BTOPOTO OCHOBHOTO 3aBUXpHUTEINS (yuacTok 6). Beidop pac-
nonioskeHust @3 cjenad B COOTBETCTBUU C paHee ClENaH-
HBIMH OlLleHKaM#u Jutsi tasmMoTtpona [IMBP-5.1 (2M) [17].
Com1oBo#i y3ei BBIIOJIHEH U3 CTAHJAPTHBIX CEPUMHO BbI-
IIyCKaeMBbIX I1ap cOoIula ¥ KaToAa.

UccnenoBanus kayecTa MIa3MEHHOW PE3KH MPOBOAU-
JIM Ha TIOCKMX TutactrHax u3 craimu Mapku 0912C rommm-
HOU 14 MM 1oJ1 pa3HbIMU yIJIaMU HaKJIOHA IUIa3MOTPOHA 10
cxeme, NpeicTaBIeHHON Ha puc. 2. PexxuMbl pe3ku npuse-
neHsl B Ta0mI. 1.

( w) |

a 9]

Puc. 2. Cxema pe3kn KOHTPOJIBHBIX IIIACTUH 110A yriioMm 90° (@) u 30° (6)

Fig. 2. Scheme of control plates cutting at angle of 90° (a) and 30° (6)

AHanmu3 MHUKPOCTPYKTYpbl 00pa3loB IHOCIE IIa3MEH-
HOHM PEe3KH B 3aBUCHMOCTH OT KOHCTPYKIIHH IIJIa3MOTPOHA
ObUT MPOBEJECH C HCIONB30BaHHEM MUKpockoma Neofot
npu yBenmmuernun ot 100 mo 160 kpar. MaeHTnduKamo
MHUKpPOCTPYKTYpbI cTamu mpooawin no 'OCT 8233 — 56
Ha TIPEABApUTENHHO TIOATOTOBICHHBIX MIIM(ax IIocie
TpaBieHUs B 4 %-HOM PacTBOPE a30THOM KUCIIOTHI B 3THU-
JIOBOM CIIHpTE.

3aMepel TBEPAOCTH TMOBEPXHOCTEH, MPUIETAIOLUINX
K KpOMKE pe3a MeTayia, ObUIM TPOBEIEHBI Ha MpHOOope
LEICA c¢ nporpamMmHBEIM obecriedueHneM Materials Work-
station pu Harpy3kax 1000 r. Cxema u3MepeHui mpuBee-
Ha Ha pHC. 3, pe3yJabTaThbl IPEACTaBICHbI B Ta0M. 2.

[ PE3YNILTATBI MCCNEAOBAHMA

Pacuers! nokazanu, uyro npu nogade I10I" B npenBapu-
TeNbHBIA 3aBUXpuTenb Twiazmorpona (IIMBP-5.2) depes
JIBA CHUMMETPUYHO PACIIOJIOKEHHBIX OTHOCHTEIBHO OCH
OTBepCTUsl TIO CpaBHEHMIO ¢ asmMoTpoHom (ITMBP-5.1)
C OJHMM AaCCHMETPHYHBIM OTBEPCTHEM CTENeHb OOXKa-
TUS TUIA3MEHHON CTPYM YBEIMYMBAETCS NMPAKTHUYECKH Ha
20 %. IMogoOHOE TMOBKINICHHE TPEIU3MNOHHOCTH (Tadi. 1)
Y3KOCTPYHHOMU IUIa3Mbl OKa3ajo MOJIOKUTEIbHOE BIUSHUE

Tab6numa 1

Pe:xxumbl pe3ku s o0pa3uoB 4 u 5

Table 1. Cutting modes for samples 4 and 5

3Ha4eHHe mapamerpa s MIa3MOTPOHa

[Tapamerp I[IMBP-5.1 (o6pazern /) IIMBP-5.2 (o6pazen 2)
1.1. Kocoii pe3 | 1.2. IIpsimoit pe3 | 1.1. Kocoit pe3 | 1.2. [Ipsmoit pe3

Cuiia Toka nyru, A 115 88 115 88
Hampsokenue nyru, B 200 180 200 180
CKOpOCTb pe3Ku, M/MUH 1,10 0,65 1,25 0,75
Huametp corna, MM 1,7 1,7 1,7 1,7
Paccrosnue 1o cpesa comna L, MM 5 5 5 5
Hasnenue 100, MITa 0,5 0,5 0,5 0,5
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Puc. 3. Cxema pacronoXeHus TOYEK 3aMepa TBEPAOCTH 30HBI
TEPMHUYECKOTO BIMAHUS KPOMKH pe3a

Fig. 3. Arrangement of points for measuring the hardness of thermal
influence zone of the cutting edge

Ha PEeXHUM PE3KU MUCCICTYEMOI CTaJH, YTO MO3BOJIMIO TI0-
BBICUTb CKOPOCTb PacKposl JIUCTA U, KaK CJIEJCTBHE, MPO-
M3BOJHUTEIHEHOCTE MPOIECCa BHE 3aBUCHMOCTH OT CXCMBI
MaTepuanoodpaboTku B cpenHeM Ha 15 %. Crenyet Takxke
OTMETUTh DJKCHEPHUMEHTAIBHO OIPEICICHHBIC 3HAYCHHUS
HEOOXOJIMMOTO TOBBIIICHUS BEIUYMHBI THUIIOBBIX MTapame-
TPOB TIA3MOOOPA3yIOIICH TyTH MPH BIMOIHEHUH KOCOTO
pe3a moj ymioM HakJioHa IuiasmMorpona B 30°, koTopoe
00yCIIOBJICHO YBEJIMYCHHEM [UIMHBI pe3a IO TONIIMHE MpU
paccMaTpuBaeMoi cXeme pas3ieIKd CTajH.

BusyanbHblii aHanu3 o0pa3ioB, MOJABEPTHYTHIX IIA3-
MEHHOI pe3Ke MO BEIOPAHHBIM PEKUMAaM, ITO3BOJIMII OIIpe-
JETUTh CTETIEHb YHCTOTHI ITOBEPXHOCTH M TEOMETPHIO
KPOMOK pe3a IIPU UCIIOIE30BAHUH PACCMATPHBAEMBIX I1Ia3-
MOTpoHOB. KoHcTpykTHBHBIE 0coOeHHOCTH mogadn [1OT°
B Pa3HBIX MOJEIIAX HCCIEAYyEMBIX IIa3MOTPOHOB HE TPH-
BEJN K CYIIECTBCHHBIM OTIMYUSIM MAaKPOKApPTHHEI COCTOSI-
HUSI TOBEPXHOCTH pe3a. Kak mokasan BHEIIHMIA KOHTPOJIb
(puc. 4), Ha BceX HCCIICAOBAaHHBIX 00pa3lax Ha HIKHUX
KpPOMKAX MPAaKTUIECKU HE OOHAPYKEHO 00pa3oBaHUs rpa-
Ta ¥ HAJWIIAHWUS Kalelb paciiaBIeHHOro Metamia. Kpome
TOTO, HE BBISBJICHO OIUIABJICHHS M CKPYIIICHHS BEPXHCH
KPOMKH, YTO O0OCCIICUMIIO NMPAKTUIECKU HYIIEBOE yIJIOBOEC
OTKJIOHEHHE pe3a. Ha BBIpe3aHHBIX TeMIUIeTaX OOHAapy-
JKEHO, YTO KadeCTBO CaMOW ITOBEPXHOCTH II0 JJIMHE pe3a

Hauano pesa

Cepeouna pesa

Tabnuma 2

Pesynbrarsl usmepenus teepaoctu HV1

Table 2. Results of HV1 hardness measurement

PaccrosiHue Teepmocts HV1 o6pasmon

OT MTOBEPXHOCTH, MKM | 3.2 1.1 22
40 364 380 355

160 246 210 313

200 210 196 228

200 205 197 206

200 198 208 202

500 201 201 196

1000 202 193 187

5000 196 206 186

BO MHOTOM ONPENENISeTCS PacCTOSHUEM OT MecTa Hadaia
BPE3KH TIa3MEHHOW CTPYH B TOPEL JIUCTA.

B 1ab6n. 3 mpuBeneHB! pe3yabTaThl M3MEPEHUS] MHUKPO-
TEOMETPUH IOBEPXHOCTH pe3a Ha pa3HbIX ydacTKax IO
JUTHHE T1Ba packpos. LlepoxoBaToCcTh MOBEPXHOCTHU HCCIIe-
JIOBAJIM C TIOMOIIBIO ONTHYECKOTO HHTEpdepomeTpa Veeco
Ha Pa3HBIX MO pa3Mepy MHANIMPYEMBIX yJacTKaxX perbeda.

Ha mecre Bpesa mina3MeHHOH CTPyH B METaJUI TIOBEPX-
HOCTB pe3a UMEeT MaKCHMaJIbHBIC 3HAUCHHS CPEeTHEH IIe-
poxoBarocTH (Ra) M MakCUMalbHYIO BBICOTY (Rz) mpo-
¢uns, mpuYeM ¢ yBEIWUYCHHEM IUIOMIAIHN HCCIeTyeMOon
MOBEPXHOCTH 3TU TOKA3aTeNH 3HAYUTEIBHO BO3PACTAIOT,
YTO XapaKkTEepH3yeT KpaiHIOI HEepPeryIsIpHOCTH MHKpPO-
penbeda.

B nagae pe3a, Korna pe:xuM paboThI IIA3MOTPOHA e1Iie
HE BBILIEN Ha PErylupyeMble cTa0MIbHbIC TIOKa3aTelu, 3a
CUET CKa4YKOB CHJIBI TOKA M HI3KOH CKOPOCTH pe3a MPOUCXO-
JIUT OIUIABJICHHE KPaeB BEPXHUX OOPO3/, BO3pacTaeT cpell-
HSISL BEICOTA OT BIIAJWHBI IO BEPIIUHEI, YTO CIIOCOOCTBYET
YBEJIMYECHUIO HHTEepBaIa 0003/ 1 BOSHUKHOBEHUIO 3HAYHU-
TETHFHOW HEPOBHOCTH MOBEPXHOCTH pe3a (puc. 5, a).

Opnako yxe Ha pacctosiauu 0,25 — 0,30 MM OT KpoMm-
KM PEKUM TUTA3MEHHOU PE3KH CTAOMIM3HUPYETCs] U JOCTH-
raeT yCTaHOBJICHHBIX 3HAYCHUI MO BCEM 3aJlaHHBIM Iapa-
MeTpaM BIUIOTh JI0 OKOHYaHHs 00paboTku. B pesynbrare
TOMOTpaMMa MOBEPXHOCTH Pe3a M0 BCel JUIMHE CTAHOBUTCS

Komney pesa

ol |J | 1 -|" IF..II.IJ R

]
aw de &3 caw a3 =0 &

Puc. 4. Buemrnuii Buj o6pasua rnocie npsiMoi 1ma3MeHHON pe3ku JiucTa crany miasmMorpoHoM IIMBP-5.1 u cxema BbIpe3a TeMILIETOB

Fig. 4. Appearance of the sample after direct plasma cutting of steel sheet by PMVR-5.1 plasma torch and templet cutting scheme
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Tabonuma 3

Pe3yJ'Il>TaTLl HCCJICI0BAHUSA MMOBEPXHOCTH
Ha pasHbIX y4YacTKaXx 1o JJIHHEe CTAJbHOI0 JIUCTA

Table 3. Results of the surface study of different parts
along the length of steel sheet

CxemMa BBIPE3KH Ra, mxm, st Rz, MKM, JUTSt
TCMILICTOB Majoro | GOIBIIOro | Majoro | GOJBLIOTO
(Homep 00pasua) | yyactka | yyacTka | ydacTKa | ydacTka
Hamanopesa | 550 | 4304 | 4175 | 24587
3.1
Cepennna pesa
(3.2) 2,78 5,62 21,22 89,63
Komnen pe3a (3.3) | 3,45 6,66 25,81 67,28

MIPAKTUYECKU OJIMHAKOBOW MPU PE3KOM YMEHBILIEHUH HOp-
MHUpYEMBIX TOKa3zarenei (puc. S, 6). B cBa3u ¢ atum s
BCEX MOCIEAYIOUINX HCCIENIOBAaHUN TEMIUIETH BBIPE3aju
W3 CpeIHEN YacTH UCCIIENYEMOM MOJIOCHI CTaJH.

CpaBHMTEIBHOE COIOCTABICHHE C HCIOJIb30BaHUEM
METOJIOB KOJIMUECTBEHHOI MeTaiorpaguu Bcex MCCIIeno-
BaHHBIX 00PA3LI0B [10Ka3aj0, 4YTO BHE 3aBUCUMOCTH OT pe-
KHMMa Pe3KH U TUIA MJIa3MOTPOHA MUKPOCTPYKTypa y HUX
OKa3anach NPAaKTUYECKH OJMHAKOBOW, MpUYEM TOJIIIMHA
BHEIIHEN 30HBI IUIa3MeHHOU pe3ku cocrasisieT 400 MkM,
a TOJIIIMHA 30HbI TEPMUYECKOTO BIMSHMS HE NPEBBILIAET
100 mMxMm (puc. 6).

[To cTpykrype 30Ha IUIa3MEHHOW PE3KU MPeCTaBIAET
€000 CKPBITOMIIACTUHYATHIN IEPIIUT 2 OaJisia ¢ MEJIKOTUIAC-
THHYATHIM paccTosiareM npumMepHo 0,30 MxM. 30Ha TepMu-
YECKOTO BIIMSIHUSI UIMEET IEPIUTHO-(DEPPUTHYIO CTPYKTYPY
C COOTHOIICHUEM KOMn9ecTBa 3THX (a3 75/25, ocHOBa Tak-

N ]
o

‘\jeeco F-Diimsemdanal Intevartive Dispilay

]
———

K€ UMEET MEePIUTHO-(QEPPUTHYIO CTPYKTYPY C COOTHOILIE-
HUEM yKa3aHHbBIX BbIIe (a3 20/80.

W3 tabn. 2 BUAHO, 4TO TBEPAOCTh MPUIOBEPXHOCTHON
30HBI He TpeBbimaeT 3HadeHnit 380 HV1 Bmomnp Bcelt mo-
BEPXHOCTH pe3a, MPUUEM AT BceX 00pa3LioB MpeodIaaroT
CTPYKTYpHBIE OOJACTH, JIUIIb HE3HAYUTENHHO 10 TBEPHO-
CTU OTJIMYAIOIIUECS OT MaTepHaja OCHOBBI.

B Tabn. 4 mpencTtaBieHBl pe3ynbTaThl HCCIEHAOBAHMS
MHKpOpenbeda MOBEPXHOCTH 00Pa3IOB, MOTYYEHHBIX B pe-
3ynbTaTe MIa3MEHHON PEe3KH CTAIBHOTO JICTA 110 PEKIMaM
(tabm. 1).

- OucKyccua

0O600mas MoJydYeHHBIC PE3yIbTAThl KOMIIJICKCHBIX
MUKPOCTPYKTYPHBIX MCCIIEIOBAaHUNH, MOMKHO CKa3arb,
YTO KAYECTBEHHBIH COCTaB CTPYKTYpPHl B PacCMOTPEH-
HBIX IMpeaesiax TEXHOJIOTHYECKUX M KOHCTPYKTHUBHBIX
mapaMeTpOB HCHIBITAHUN MPAKTHUYECKH HE M3MEHSIETCH.
ITosTomy, kak moka3zaHo B pabdore [20], kauecTBO pe3a
I1e1eCO00pa3HO OICHUBATE 110 KPUTEPUIO MUKPOTEOMET-
PHUU TOBEPXHOCTH.

Kak BugHO m3 Tabm. 3, HaWIydmmne IMOKa3aTeIH IPH
WCCIIeIOBAaHUH MHUKPOTE€OMETPUH MOBEPXHOCTH pe3a ObUIH
MOJTyY€HBI MPHU HUCTOIb30BaHUM 1iazMoTpoHa [IMBP-5.2
C IIByMs CUMMETPHYHO PACIOJOKEHHBIMU OTHOCHUTEJIBHO
ocH muasmorpoHa orBepctusiMu nofauu I[IOI' B nmpensa-
PUTENbHBIN 3aBUXpUTENb. CleayeT OTMETUTH (pUC. 7), 4TO
nogo0Hast KOHCTPYKTUBHAsE 0COOEHHOCTH CKa3anach Ha Ka-
YEeCTBe pe3a C yIIIOM HakJIoHa miazmMoTpoHa 30°.

AHamu3upysl TPENCTABICHHBIC PE3YNbTaThl, MOXKHO
3aKJIIOYUTh, YTO OHM OTBEYAIOT COBPEMEHHBIM OTEYeCT-
BEHHBIM M 3apyO€XHBIM TPEOOBAHMSAM IO KAueCTBY pas-
nenku [21 — 23], uro mo3BoJseT paciiuputh chepy npu-

Veeco

Vieeco

Puc. 5. Penbed moBepxHocTH pe3a obpasua 3.1 (a) u 3.2 (6) (6onbloit yyacTok)

Fig. 5. Topography of cut surface for the sample 3.1 (a) and 3.2 (6) (a large part)
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Puc. 6. MukpocTpykTypa 00pa3ioB oclie IIa3MeHHON Pe3KH

Fig. 6. Microstructure of the samples after plasma cutting

Tabnuma 4

PeSy.]'ll:TaTbI HCCJIe10BAHMSA MOBEPXHOCTH pe3a B 3AaBUCHMOCTH OT KOHCTPYKIHH IJIa3MOTPOHA

Table 4. Results of the cutting surface study depending on plasma torch design

Ra, Mmxm, ns Rz, mxMm, 1ist
Tun miazmorpona | OOpa3zern Bup pesa
MaJioro yyactka | OOJBIIOT0 yYacTKa | MaJoro yyacTka | 00JIBIIOT0 y4acTKa

1.1 Ipsimoii pe3 11,16 74,27 117,69 185,01
TIMBP-5.1

1.2 Kocoii pe3 9,67 62,35 112,63 152,56

2.1 Ipsimoii pe3 498 55,73 43,82 93,13
TIMBP-5.2

2.2 Kocoii pe3 3,70 23,82 9,21 74,65

Puc. 7. BHemnnii B MOBEPXHOCTH Pe3a B 3aBUCMMOCTH OT YITIa HAKJIOHA IIa3MOTPOHA:
a — npsimoii pe3 (obpaserr 2.1); 6 — kocoit pe3 (obpaszerr 2.2)

Fig. 7. Appearance of cutting surface depending on angle of inclination of plasma torch:
a — straight cut (sample 2.1); 6 — oblique cut (sample 2.2)

MEHEHHS MJIa3MEHHO-IYTOBBIX TEXHOJOTUN N0 HMIMPOKOMY
KpYT'y COOTBETCTBYIOLUX IIPOU3BOJICTB.

[ BuiBOAbI

[IprMeHeHre HOBBIX METOJO0B T'a30BUXPEBOW CTAOWIIH-
3anuu B 1uiasmMorponax [IMBP-5.1 u IIMBP-5.2 no3sBo-
JISIeT TIONMYYaTh NPEIM3HOHHBIE PE3BI, COOTBETCTBYIOIINE
nepBoMy kiaccy kagectBa mo I'OCT 14792 — 80 nns cramu

160

Mapku 0912C cpemnux TonmuH. KadecTBeHHBIN cocTaB
CTPYKTYpPBI TOBEPXHOCTH pe3a NPaKTUYSCKH OJIMHAKOB,
MO3TOMY HPUOPUTETHBIM KPUTEPUEM Il CPABHUTEIBHOTO
aHaJIM3a KA4ecTBA CTAHOBSTCS XapaKTEPUCTUKH MHUKPO-
reoMEeTpPUH MOBEpXHOCTH. CleyeT OTMETUTbh, YTO OLIEHKA
0 ATOMY TlapaMeTpy MOKa3bIBaeT BBICOKOE KaueCTBO pa3-
JIEJIKU TPAaKTUYECKH M0 BCEW JUIMHE pe3a, TaK Kak BIIHsI-
HUE TEXHOJOTHYECKHX OCOOCHHOCTEH Bpe3a IJIa3MEHHOM
JIyTH B METaJUI CKa3bIBaeTcs Ha paccrosHuu meHee 0,3 MM



MNHHOBALIMY B METAJIJIVPTUYECKOM NPOMBIIIJIEHHOM U JABOPATOPHOM OBOPYJIOBAHWUM, TEXHOJIOTUSX U MATEPUAJIAX

OT KPOMKHU JIUCTA. HpI/IMeHeHI/Ie JOITIOJIHUTECIIBHBIX CIIO-
cOo0OB Tra30JJMHAMUYECKON CTaOWIM3alMU B IJIa3MOTPOHE
I[IMBP-5.2 (cummeTpust mogadu ¢ JBOHHOM cucTteMoit 3a-
BHUXPEHUS TIa3MO00PAa3yIOIIEro ra3a) mo3BoJIsIeT TOOUTHCSI
JOMOJIHUTCJIIbHBIX MNPEUMYIIECTB MO KPUTCPUIO Ka4CCTBa
TIOBEPXHOCTH 10 CpaBHEHUIO ¢ Tiazmorpornom [IMBP-5.1.
OLIEHKH TBEPJOCTH MOBEPXHOCTHOTO CJIOSI CBUAETENBCT-
BYIOT 0O MUHHMAJbHBIX (Ha TyOMHax mopsaka 40 MKM)
OTKIIOHEHUsIX OoT Tpedosanuit (<300 HV) CTO Taznpom
2-2.2-136-2007, 4yTOo MO3BOJSIET HCIIOIL30BaTh B Jallhb-
HEHIIeM MOJIYYCHHBIC HUCCJICAOBAHHBIMHU ILIa3MOTPOHAMHU
pa3nesoYHbIe MIBHI O] CBAapKy O€3 yOajeHHsl 30H TepPMHU-
YCCKOI'0 BJIMSIHHSA. BHereHI/IC COBPCMCHHBIX TEXHOIOT U
TUTa3MEHHOW PEe3KH TO3BOJIIET CHeNaTh WX Ooiee KOHKY-
PEHTHBIMH TI0 TOKa3arensiM 3((eKTUBHOCTH, KadecTBa
U pSAy OPYTHX 3HAYUMBIX KPHTCPHUEB.
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INFLUENCE OF PLASMA TORCH DESIGN ON CUTTING QUALITY
DURING PRECISION AIR-PLASMA CUTTING OF METAL

S.V. Anakhov', B.N. Guzanov', A.V. Matushkin?,
N.B. Pugacheva®, Yu.A. Pykin*

' Russian State Professional Pedagogical University, Ekaterinburg,
Russia

2Ural Federal University named after the first President of Russia
B.N. Yeltsin, Ekaterinburg, Russia

3 Institute of Engineering Science, RAS (Ural Branch), Ekaterinburg,
Russia

4Ural State Forest Engineering University, Ekaterinburg, Russia

Abstract. Optical interferometry and metallographic analysis were used to
study structure of cutting seams obtained after 09G2S steel cutting by
PMVR-5 plasma torch. These plasma torches have a number of design
features in the system of gas-dynamic stabilization of plasma arc. It is
shown that application of new plasma torch allows obtaining higher
quality of cutting 09G2S steel of medium thickness with high produc-
tivity and lower energy costs. Metallographic analysis has shown that
qualitative composition of the cut surface structure is almost the same,
so priority criteria for comparative quality analysis are parameters of
surface microgeometry. Evaluation of this parameter shows high qua-
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lity of cutting almost along the entire length of a cut, since the influen-
ce of technological features of plasma arc cut into the metal affects at
a distance of less than 0.3 mm from the edge of the sheet. The use of
additional methods of gas-dynamic stabilization in PMVR -5.2 plasma
torch (feed symmetry with a double swirl system of plasma-forming
gas) allows to achieve additional advantages in terms of surface quality
compared to PMVR -5.1. A number of features that affects quality of
cut when cutting metals of different thicknesses for welding, is noted
depending on the angle of inclination of plasma torch during cutting.
Estimates of the surface layer hardness indicate minimal deviations
from the requirements of GAZPROM Standard 2-2.4-083 (instruc-
tions on welding technologies in the construction and repair of field
and main gas pipelines), which allows further use of cutting seams ob-
tained by studied plasma torches for welding without removing zones
of thermal influence. Thus, application of new plasma torches makes
possible precision finishing plasma cutting of metals, including pro-
duction of welded joints.

Keywords: plasma torch, design, welding seems, heat-affected zone, struc-

ture transformation, defects, quality, efficiency.
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