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Pesynbrathl 1MONMyYeHBI NPH  BBITIOIHEHHH KOM-
TIekcHoro mpoekra «Co3zaHHe IPOH3BOICTBA
BbICOKOTEXHOJIOTHYHOTO 060pyuonaﬂym ajanTuB-
HOW BBICOKOTOYHOM TIJ1a3MEHHON PE3KH LBETHBIX
METaJUIOB OOJBIIMX TOJIIIHH JUIS MCTaJUTyprudvc-
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MunoGprayku Poccun B pamMKax MOCTaHOBICHMS
ITpasurenscra PO ot 09.04.2010 Ne 218.

Brazooapnocmu:

HccneoBaHis YaCTHYHO BBINIOJIHEHBI Ha 000pY-
nosaunu LKIT «Crpykrypa, Mexanundeckue u ¢u-
3UYECKHE CBOICTBA MaTepHuagoB» (COFH&LLIEHHC C
Muno6pnaykoii Ne 13.11KI1.21.0034).

BBenenne. BaxxHbIM HalpaBiIeHHEM HCCIICIOBAHUIT B 0OIACTH TIa3MEHHOW PE3KH METAJIOB SIBISICTCSI TTOJTY-
YeHHE TTOBEPXHOCTH pe3a MeTajlia, XapaKTepU3yIoleicss MUHUMAIbHBIMH IIEPOXOBATOCTHIO i T€OMETPUIECKHIMU
OTKJIOHEHUSIMH. HeMaloBayKHBIM TakKe SBJISCTCS MUHUMHU3AIMS N3MEHEHUI CTPYKTYpBl MeTajlla IoJ] TOBEPXHO-
CThIO pe3a, BBI3BAHHBIX TEMIICPATYPHBIM BO3JICHCTBUEM IJIA3MEHHOW CTPYH, B TOM YHCIIC 00pa30BaHUE OKAJIUHBIL.
Pemmennem 3amaun nmomydeHus! KaueCTBEHHOTO pe3a SIBJISIETCS] ONTUMH3AIMsS TapaMeTpoB Tporecca pe3ku. Cpenn
OCHOBHBIX MTApaMETPOB, ONPEJIENISIONINX KaueCTBO pe3a, paCCMaTPUBAIOTCS TOK M HANpPsDKEHHWE IIa3MEHHOH JyTH,
BBICOTA PE3KH, CKOPOCTh pe3ku. OHaKo MporeccaM IuIa3MEeHHOH pe3Ku METaUIOB TONIIMH CBBIIIE 20 MM yeIeHO
HEJIOCTAaTOYHOE BHUMAHHUE, YTO CBSI3aHO C OTPAHHUYCHUSIMU, 00YCIIOBJICHHBIMU YCIOBHSIMH PabOThI I1a3MOTPOHOB
Ha TOKax MpsAMO# ONISpHOCTH. VICXOst M3 3TOTO JUTsl pe3KU OOJBIIMX TOJIIHH TEPCIIEKTHBHBIM MPEICTABIISCTCS UC-
M0JIb30BaHKE TUIA3MOTPOHA, pabOTAOIIEr0 Ha TOKaX 00paTHOH MosipHOCTH. Llesibi0 paGoThl sBIsIETCSl OTPabOTKa
METO/IMKH IJIa3MEHHON pe3KH JIMCTOBOTO MpOKaTa MEIN, THTAHOBOTO M aJJFOMUHUEBOTO CIIaBa TONIIMHOMN 10 40 MM
C HCIIOJIb30BAHUEM IUIa3MOTPOHA, pabOTAKOIETO Ha TOKaX 00paTHOM MosspHOCTH. Pe3ybraThl H 06cyxaeHue. Vic-
CIIeTOBAaHUs ITOKA3BIBAIOT, 4TO JUIs pe3ku crutaa J{16T u tTuranoBoro crutaBa OT4-1 MOXKHO B IIMPOKOM JTHAIia30HE
PEryIMpoBaTh CKOPOCTh PE3KH, B TO BpeMs Kak Ui npokara Meau M1 u crmasa JI16T Tonmuuoit 40 MM auanazoH
PETyIUPOBAaHHSI CKOPOCTH PE3KH JOCTAaTOYHO y30K. Bmecte ¢ Tem st cruiaBa J{16T no mpudamHe H30BITOYHOTO
BBITIAJICHHS JIETUPYIOIINX 3JIEMEHTOB M3 TBEPAOTO pacTBOpa B 30HE TEPMHUUECKOTO BIUSHHS OTMEYAIIOCh TaJIeHHUe
MHUKpPOTBepIOCTH, uisi cruiaBa OT4-1 xapakTepHbIM SBISUICS POCT MHKPOTBEPAOCTH, O0YCIOBICHHBIN 3aKaIKOW
Marepuaia. M3MeHeHHe rmapaMeTpoB pexXuMa Pe3KH MO3BOJISET MONy4yaTh Oojee OJHOPOIHYH0 MaKpOT€OMETPHIO
TMOBEPXHOCTH pe3a, MEHBIIYIO ITyOHHY 30HBI TeperuiaBa MaTepualia U 30Hbl TEPMHUYCSCKOTO BIUSIHUS U MEHbBIIHE
M3MEHEeHMsI MEXaHUYECKUX CBOMCTB Marepuaiia B 30He pe3a. s crutaBa OT4-1 npakTudecku BCe UCTIONB30BAHHBIC
PEKMMBI PE3KH SIBJSUTUCH OTM3KUMU K onTHMaiibHbIM. JIist crutaBa {16 T u menu mapku M1 onpeiesieHbl pesKUMBI,
00eCIIeunBaKOIINE B PACCMaTPUBAEMOM JIHAIIa30HE TapaMeTpOB HaMJIydlllee KauecTBo pe3a. [1o pesysibraTtam pado-
ThI MOYKHO CJICJIaTh BBIBOJ O TOM, YTO IUIa3MEHHAs pe3Ka Ha TOKaX 0OpaTHO MOJSIPHOCTH sBIsieTCsl (D GEKTHBHON
JUISL PE3KH MpOKaTa OOJBIIMX TOJIINH, OJHAKO METOIVKa TpeOyeT naibHeield oTpaboTKH C LEIbI0 MOBBIICHHS
KavyecTBa I10JIy4aeMoro pesa.
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HCTIOJB30BaHUEM TUIa3MOTPOHA ¢ 00paTHOoi monspHocThio / B.E. Py6nos, A.O. [laudunos, E.O. Kusxes, A.B. Hukonaesa, A.M. UepeMHOB,
A.B. I'ycapoBa, B.A. beno6oponos, A.B. Uymaesckuii, A.H. lIBaHoB // O6paboTka MeTaIuI0B (TEXHOIOTH, 000PYyI0BaHUE, HHCTPYMEHTHI). —
2022. —T. 24, Ne 4. — C. 33-52. — DOI: 10.17212/1994-6309-2022-24.4-33-52.

*AJpec U1l ePenucKu
Pybyos Banepuii Eszenvesuu, B.H.C.

WHCTUTYT QU3UKH IPOYHOCTH M MATCPHATIOBEICHHS
Cubupckoro otaenenus Poccuiickoil akanemMuu Hayk,

np. Akagemudeckuii 2/4,
634055, . Tomck, Poccust

Teu.: 8 (382) 228-68-63, e—mail: rvy@ispms.ru

BBenenue

[1na3meHHast pe3ka MeTauIoB SBISETCS HEOThb-
€MJIEMON 4YacThl0 NMPOM3BOJCTBEHHBIX MPOIIECCOB
Pa3IMYHBIX OTpaciiell MAIIMHOCTPOCHUS. XOTS IO
KauyeCTBY pe3a IUIa3MEeHHasl pe3Ka MOXET YCTYIaTh,
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K IpUMeEpY, ruapoadpa3uBHON WM JIa3epHOM pe3-
ke [1], ogHaKO ee MPEeuMyIIECTBOM SIBIISIETCS OIl-
TUMaJIbHOE COYETaHUE TEXHOJOTUUYECKUX BO3MOXK-
HOCTEH, MPOCTOTHI aIMaparypHoro oGhopMIICHHUS U
MIPOU3BOIUTEILHOCTH, B TOM YHCJIE MPU PE3KE Me-
TaJa TommuHou cBeime 100 mm [2].

Ha cerogusamnuii 1eHb MPOBOAMUTCS PsI UCCIIE-
JIOBAaHUN B 00JIACTH TIJIA3MEHHOM PE3KH METAJUIOB.
BaxHbIM HampaBi€HHEM HCCIEAOBAHUN SBIISIETCA
[IOJIyYEHHUE TOBEPXHOCTU pe3a MeTajlla, Xapakre-
pHU3yIOILIEHCS MUHUMAJIBHBIMH IIEPOXOBATOCTHIO U
reOMETPUYECKUMH OTKJIOHEeHUsIMU [3—6]. Hemarno-
BOKHBIM TaKXe SIBISICTCS MUHUMHU3AIUS H3MEHE-
HUW CTPYKTYpPBI METajlia T0J] TOBEPXHOCTHIO Pe3a,
BBI3BAHHBIX TEMIIEPATypPHBIM BO3JCHCTBUEM ILjIa3-
MEHHOH CTPYH, B TOM YHUCJIE€ 00pa30BaHUE OKAITMHBI
[7-10]. Otn HampaBiieHUsT GOPMHUPYIOT OCHOBHYIO
3aJjauyy MCCIIEOBAHMN: MOJYyYEHUE KaueCTBEHHOI'O
pe3a, OCKOJIbKY T€OMETPUUECKUE U CTPYKTYypPHbBIC
W3MEHEHUS MaTepraia OObIYHO YCTPAHSIOTCS 1allb-
Helmeld 00paboTKOH, MHHHMH3AIMS IPHUITYCKOB
10JI KOTOPYIO onpenensieT 3pPeKTUBHOCTH MPOIeC-
ca IJIa3MEHHOU PE3KHU.

Jns pemieHus 3ToM 3amadd HccleaoBaTeNsIMU
MIpeIaraeTcs psJl METOOB, CBI3aHHBIX KaK C M3Me-
HEHUEM allllapaTHOM peasin3aluy Ipolecca pe3KH,
TaKk ¥ C ONTHUMH3aluen ero mapamerpoB [11-14].
MeToasl ONTUMHU3AIMHN TAPAMETPOB PEKUMA TOJI-
pa3yMeBaloT 1oj co00l NMPUMEHEHHE PA3IUYHBIX
METOJIOB MaT€MaTH4YECKOTO MOJICIHUPOBAHUS, YCTa-
HABJIMBAIOIINX CBS3b MEXKIY T€OMETPUUYECKUMU U
CTPYKTYPHBIMH TIapaMeTpamMu Marepuana B o0ia-
CTH pe€3a U pAIOM MapaMeTpOB peXHUMa Ipoliecca
pe3ku. Cpeau OCHOBHBIX MapaMEeTpOB, OMPEEIis-
IOLUX KaueCcTBO Pe3a, pacCMaTpPUBAIOTCS TOK U Ha-
MpsOKEHUE TJIa3MEHHOM JYTH, BBICOTA PE3KH, CKO-
pocth pe3ku [15-17].

OpHaxo Bce McCe0BaHus BEAYTCS IPEUMYILIe-
CTBEHHO C PAaCCMOTPEHHUEM Pa3pe3aeMbIX METAIIIOB
TomMHON 70 20 MM, pe3Kke Ke METaIOB OO0JIb-
IIUX TOJIIIUH YAEJIEHO HEIOCTaTOYHOE BHUMAHUE.
ITo MHEHHIO aBTOPOB, TO CBSI3aHO MPEXKJE BCEro
C OTPaHUYCHMSIMU, CBSI3aHHBIMU C YCJIOBHSIMHU pa-
00THI peXyLIMX MI1a3MOTpoHOB. Hanbonee mupoko
MIPUMEHSEMbIE TIIa3MOTPOHBI C TEPMOXUMHYECKHU-
MU KaToJaMH W paboTaoIIre Ha MPSMOUN MOJISIp-
HOCTH TOKa MUMEIOT OTPAHWYECHUS 1O MOITHOCTH U
YUCITY BKIIOYCHHUH, YTO CBSI3aHO C TEMIIEPATyPHBIM
pPEKUMOM pabOThI, a TaKKe€ H3HOCOM KaTOJHBIX
BCTaBOK M3 OTHOCHUTEIHHO JOPOTUX U JEHUITUTHBIX
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metaiioB [18-20]. st pe3ku MeTaioB OONbIINX
TOJIIUH TMEPCIIEKTUBHBIM TPEICTABIISETCS CIIOCO0
pEe3KH Ha TOKax OOpaTHOH MOJIIPHOCTH, MPH KOTO-
POM OTIOpPHOE TSATHO PEXYINEH AYTH 3HAYUTEITHHO
yIITyOJIsieTCsl B MOJIOCTh pe3a, a pacipeaesieHue Te-
TUTOBOTO TIOTOKA, IOCTYTAIOUIETO BO (PPOHTAIBHYIO
KPOMKY pe3a, TI0 BBICOTE MOCIIeAHEH 0oJiee paBHO-
mepHoe. brarogapst 5ToMy CTaHOBUTCSI BO3MO)KHOM
pe3ka MeTayuioB OONBIIMX TOJIIUH, JOCTUTACTCS
JydIee Ka4eCTBO pe3a Mo CKOCY KPOMOK, MEHbIIAs
HIMpUHA NojiocTu pesa [21, 22].

HWcxonst n3 BBIIECKa3aHHOTO OCHOBHAS 11EJTh Ha-
CTOsILIEN pabOThl 3aK/IIOYAETCsl B OTPAOOTKE METO-
JIVKH TIJIA3MEHHOM PE3KH JINCTOBOTO MPOKaTa MeJiu,
TUTAHOBOTO U aJTFOMHHHUEBOTO CIIJIaBa TOJIIMHOM J10
40 MM C UCIIOJIB30BaHUEM TIJIA3MOTPOHA, paboTaro-
IIET0 Ha TOKax oOpaTHOW moysipHOCTH. JlomomHu-
TEJILHOM 3a/1aueil SIBISCTCS] YCTAaHOBJICHUE BIUSHUS
TOJNIIUHBI JIMCTOBOTO MpPOKaTa M HECTaHJAPTHOTO
PacCIIONIOKEeHHUS TUTACTHH Ha CTPOSHHE KPOMKH pe3a.

MeToanka muccjie1oBaHum

DKCIIEpUMEHTAIBHBIE HCCIICOBAHUS  BBITION-
HSUIUCh Ha NPOM3BOJACTBEHHOM YyuacTtke B OOO
«MTC-Cubupsp». Pe3ky ocymectsisuii Ha Iuias-
MOTPOHE ¢ 00paTHON MONSPHOCTHIO. BHEMHU BU
YCTAHOBKM IIJJA3MEHHOW PE3KH MPEACTAaBICH Ha
puc. 1. YcTaHOBKa COCTOUT U3 pabOYero croja s
YCTaHOBKH 3aroTOBOK, IIa3MOTPOHA, MEpPEMEato-
HICHCSl KapeTKU W HAMPABISAIOMINX TSI TIepeMeIiie-
HUS IJ1a3MOTpoHA. B ee cocTaB Takke BXOAUT 010K
ra3onoJIrOTOBKU U CUJIOBasi ycTaHoBKa. Mcmoinb30-
BaJIM B DKCTIIEPUMEHTE 000PY/I0BaHUE C TIA3MOTPO-
HOM C 0OpaTHOM MOJIIPHOCTHIO. B KauecTBe 3amuT-
HOT'O ra3a MPUMEHSIN a30T.

B kauecTBe 3KCNEPUMEHTAIILHOIO Marepualia
OBLI MCMOJB30BaH JUMCTOBOM IPOKAT MEIUW Map-
k1 M1 Tonmmuo# 40 MM, aJFOMHHHUEBOTO CILIaBa
J16T Tonmunoi 12 u 40 MM, ¥ TUTAHOBOTO CILjia-
Ba OT4-1 tommuuoit 5 u 10 mm. OOpasusl TUTA-
HOBOTO CILIaBa TOJIIUHOM 10 MM HCIIOJIB30BaJINCh
B BUJIE CJIOKEHHBIX JBYX JIMCTOB TOJIIIMHON 5 MM.
DT0 OBUIO CHECIAHO IS JOIOIHUTEIHLHOIO BBISB-
JeHUsT 0COOCHHOCTEH PEe3KH IMaKeTOB JIMCTOBOIO
MpoKara, B 3HAUUTEJIbHON CTENEHU U3MEHSIOIINX-
Cd MPHU HAJIUYUU TOBEPXHOCTH paszjiesia MEXIy
pazpezaemMbpIMu JuctamMu. Mcnosnb30BaHHBIE B HC-
CIIEIOBAaHMM TapaMeTphbl MpOoLecca Pe3KU MpHuBe-
JIeHbI B Ta0m. 1.
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TECHNOLOGY
Puc. 1. YcraHoBKa MJ1a3MEHHOMN PE3KHU:
@ — BHEIIHMIT BHJ] yCTAaHOBKH; O — CHUMOK TIPOLIECCa PE3KH; 6 — BHEIIHMUIH
BH/I TUTa3MOTPOHA; / — paboumii cToN; 2 — MIa3MOTpoH; 3 — KapeTka; 4 — Ha-
HPABILIIOLINE YIS OTIEPEYHOTO [IEPEMEIICHHS; J — HAMPABJISIOLINE TS IIPO-
JIOJIBHOTO [EePEMEILCHHS
Fig. 1. Plasma cutter:
a — plasma cutter appearance; 6 — an image of the cutting process; ¢ — plas-
matron appearance; / — work table; 2 — plasmatron; 3 — carriage; 4 — linear
guides for transverse movement; 5 — linear guides for longitudinal movement
Tabauma 1
Table 1
Pexumbl 1J1a3MEHHO pe3KH
Plasma cutting modes
Homep 3agepxka Hii‘;ﬁi Bricota V, mm/
Cruias / S, MM / pesxima / MIPOXHTa, ¢ / int / ’ pCSKI/I,.MM /| LA/ UB/ MMH /
Alloy S, mm Mode No. D.elay of Height of Cuttlng I, A U, v V, mm/
pierce, s . height, mm min
pierce, mm
0T4-1 5 1 0,4 6,07 2,54 130 154 2400
0T4-1 5 2 0,4 6,07 2,54 130 154 2000
0T4-1 5 3 0,4 6,07 2,54 130 154 1600
0T4-1 10 1 0,5 6,07 2,54 130 171 1600
0T4-1 10 2 0,5 6,07 2,54 130 171 1200
0T4-1 10 3 0,5 6,07 2,54 130 171 1400
H16T 12 1 0,4 — 3,81 300 170 4542
16T 12 2 0,4 — 3,81 300 170 3000
H16T 12 3 0,4 — 3,81 300 170 2000
H16T 12 4 0,4 - 3,81 300 170 6000
16T 12 5 0,4 — 3,81 300 170 8000
H16T 40 1 0,6 - 6,35 300 205 559
16T 40 2 0,4 — 6,35 300 205 559
H16T 40 3 0,6 — 6,35 300 205 450
16T 40 4 0,6 - 6,35 300 205 400
J16T 40 5 0,6 — 6,35 300 205 300
HA16T 40 6 0,6 - 4,0 300 205 300
16T 40 7 0,4 - 4,0 300 205 300
H16T 40 8 0,6 — 4,0 300 205 650
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OkoHyaunue Tabm 1
The End Table 1

Bricora

Homep 3amepxka — BricoTa V, mm/

Cnunas / S, MM / pesxima / MIPOXUTa, ¢ / vt / ’ pesKH, MM /| LA/ U,B/ MHH /

Alloy S, mm Mode No. D_elay of Height of Cuttmg 1A U, v v, rpm/
pierce, s . height, mm min

pierce, mm

J16T 40 9 0,6 — 4,0 300 205 750
J16T 40 10 0,6 — 4,0 300 205 800
Ml 40 1 0,5 6,35 6,35 300 205 450
M1 40 2 2,0 6,35 4,35 300 205 450
M1 40 3 2,0 6,35 4,35 300 205 300
M1 40 4 4,0 6,35 4,35 300 205 250
M1 40 5 6,0 6,35 4,35 300 205 150
Ml 40 6 6,0 4,0 4,35 300 205 150
M1 40 7 6,0 4,0 4,35 300 205 100

[TapameTpsl poriecca MiIa3MeHHON pe3KH OIpe-
JIeJISTA SMIIUPUYECKU Ha OCHOBAHMM TUIIOBBIX Ia-
pamMeTpoB, MCIOJIb3YEMBIX MPU pE3Ke METaUIOB U
CIUIAaBOB Ha CTaHAApTHOM oOopynoBaHuH. JluHY
pe3a BapeupoBaiu oT 100 go 300 mwm. Ilogbop ma-
pamMeTpOB OCYIIECTBISIN 1O JOCTHKEHHUSI OTHOCH-
TEJIbHO PABHOMEPHOI'O pe3a, KOTOPBIM OMpeesin
C MHCIIOJIb30BAaHHWEM BU3YaJIbHO-U3MEPUTEILHOTO
KOHTpoJsl. MeTtoauuecku paboThl CTpousach Ta-
KUM 00pa3zoMm, 4TOOBI B ITPOLIECCE UCTIBITAHUN ObLia
orpeziefieHa ONTUMallbHas CKOPOCTh Pe3KH, HeoO-
xXoaumasi Jig HauOosiee OBICTPOTO MOJTYUYEHHUS Ka-
YECTBEHHOTO pe3a ¢ HaUMEHBIIMMU HCKAKEHUSIMU
MaKpOTe€OMETPHH, 30HON TEPMHUECKOTO BIMSHUS U
Haubosiee paBHOMEPHOW MOBEPXHOCTHIO pe3a. Jlis
ATOT0 U3HAYaJIbHO HUCIIOJIb30BAJIUCH Pa3InYHbIC Ta-
pamMeTpbl TOKa U CKOPOCTH PE3KH, MOCJE YEero Mpu
YIOBJIETBOPUTEIIBHOM KauecTBE pe3a IMPOU3BOAU-
JIOCh yBeJIMYEHHE CKOpoCTH pe3Ku. [Ipu Heynosier-
BOPUTEIHHOM KayeCTBE pe3a CKOPOCTh CHHUKAJACh.
JIoTIONTHUTENBHO OCYIIECTBIISIICS MOAOOp mapame-
TPOB BPEMEHHU U BBICOTHI MPOKUTA, BHICOTHI PE3KU
u J1p.

[Tocne mpoBeneHUs HKCHEPUMEHTAJIbHBIX pa-
00T 1Mo MJIa3MEHHOM pe3Ke MPOM3BOIMINCH HCClle-
JIOBaHMSI TIOBEPXHOCTU pe3a 00pasloB Kak € TO-
MOIIIbI0 BU3YaJbHO-U3MEPHUTEIHLHOTO KOHTPOJIS CO
CBHEMKOM MOBEPXHOCTH, TaK U C MOMOIIBI0 KaMepbl
Pentax K-3 ¢ ¢goxycHbpIM paccTosiHuEM OOBEKTHBA
100 mm. lng metamuiorpaduyeckux Ucciae10BaHHiM
00pa310B UCHIOIB30BAICA ONTHUYECKUIT MUKPOCKOI
Anpramu MET 1C. MukpoTBepAOCTh ONPEACIIsIN
C HCIoNb30BaHUEM TBepaoMepa Duramin 5. M3me-
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pEHUs] MUKPOTBEPAOCTH MPOBOAMIN Ha METalIO-
rpadpuueckux nuimdax HauyuHasg ¢ 10 MKM OT mo-
BEPXHOCTH pe3a. [T1yOrHa, Ha KOTOPYIO ONpeAesiiin
W3MEHEHHUsI MUKPOTBEPIOCTH, BbIOMpaIach UCXOAS
13 pa3Mepa 30HbI TEPMUYECKOTrO BIMsHUS. Bbipes-
Ka 00pa3loB AJi UCCIIEIOBAHUN OCYIIECTBIISIIACH
3JIEKTPOIPO3UOHHBIM METOAOM Ha AIIEKTPOIPO3UOH-
HoM ctanke DK7750 momnepeyHo MIOCKOCTH pe3a.
JIOTIOTHUTENBHO C UCTIOB30BaHHEM KOH(OKATHHO-
ro mukpockona Olympus LEXT 4100 ouenuBanace
MTOBEPXHOCTh Pe3a C ONpPeIeICHUEM BHICOTHI HEPOB-
HOCTEH HaJ| MOBEPXHOCTHIO pe3a. OO1Ime BEIBOIBI O
KadyecTBe pe3a (popMyaupoBaInCch UCXOS U3 OLIEH-
KM BCEX OCHOBHBIX (PaKTOPOB M 3aBUCEIH OT CyM-
MapHON IITyOMHBI OT MOBEPXHOCTH pe3a MUKPOHE-
POBHOCTEH, HapyIIEHUS MaKpOre€OMETPUU U 30HbI
TEPMUYECKOTO BIUSAHUA. JJOMOTHUTETHLHO YUYUTHIBA-
JIOCh PacloIOKEeHNE YKa3aHHBIX JA€(PEKTOB, TaK KaK
HapylIeHHEe MaKpOr€OMETpUU pe3a M 30Ha TEePMHU-
YECKOTO BIMSIHUS YACTUYHO MEPECEKaroTCs.

Pe3yabrarsl M UX 00CyKIeHHE

B mpornecce minaszMeHHO# pe3ku 00pas3ioB Me-
TaJUIOB U CIUIaBOB Ha MOBEPXHOCTHU pe3a GopMupy-
eTcs crenupuyeckuil penbed, UMEIOUINN pa3nuy-
HOE CTpOEHUE [Tl pa3IMYHBIX crijiaBoB. Hampumep,
MOBEPXHOCTh pe3a TUTAaHOBOTO CIIaBa i OOJb-
IIMHCTBA 00PAa3IOB XapaKTepU3yeTCsl HATHIUEeM pe-
TYJISPHOTO penbeda, pa3nuyaronerocs B BEpXHen u
HKHeH yactu (1, 2, puc. 2, a). I[lpudaem nocrarou-
HO YETKO pa3nyaeTcs BHEIIHUN BHUJ TIOBEPXHOCTH
oOpa3iia B BepXHEil U HUKHEH JyacTu pesa, YTo Mo-
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Puc. 2. BHenmHu#t BUJ TOBEPXHOCTH pe3a 00pa3rioB TUTAaHOBOTO cruiaBa OT4-1:

a, 0— JBC IJIAaCTUHBI TOHHIHHOﬁ 5 MM; 1 — HIDKHSS 9acTh TOBEPXHOCTH PC3a, 2- BCPXHSA 4aCTb

TOBEPXHOCTH PE3a, 3 — HWXKHSS 4acCTh MOBEPXHOCTU pPC3a BerHeﬁ IIJIACTHUHBI; 4 — BCPXHSIA

YacCThb MOBEPXHOCTHU pPE3a BerHeﬁ IJIAaCTHUHBI, 5— BCPXHsA 4aCTh MMOBEPXHOCTU pPEC3a HIDKHEH
IJIACTHHBI; 6 — HIDKHSS 9acTh MOBEPXHOCTH pE3a HIDKHEH TJIAaCTHHBI

Fig. 2. Appearance of the cut face of the titanium alloy samples:

a — the plate is 5 mm thick; 6 — two plates are 5 mm thick; / — bottom of the cut face; 2 — top
of the cut face; 3 — bottom of the cut face of upper plate; 4 — top of the cut face of upper plate;
5 — top of the cut face of lower plate; 6 — bottom of the cut face of lower plate

KET OBITh CBSI3aHO C Pa3IMYHBIMU OCOOEHHOCTSIMU
BBITECHEHMSI PacIVIaBJICHHOTO MeTaJljla CTpyeH rasa
13 30HBI pe3a.

B BepxHeit yactTu 00pa3loB BHICOTA BBICTYIIOB
HaJl TIOBEPXHOCTBIO pe€3a COCTABISIET B CPEIHEM
70...75 MKM, B TO BpeMsI KaK B HHJKHEW 4acTH OHa
cocraBiser 6osee 245...275 MKM B 3aBUCUMOCTHU OT
peXrMa pe3KkH (HauMEeHbIINE 3HAYEHUS XapaKTEPHbI
JUTSL PeKMMa Co CKOPOCThIO pe3ku 2000 Mm/MuUH, CM.
Tab. 1). O6pa3oBaHbl TaHHBIE BHICTYTIBI IIOTOKAMHU
pacIuUIaBI€HHOTO MeTajlla, BbIAyBaeMOro cTpyei
ra3a u3 30HbI pe3a, ObICTPO 3aTBEPAECBAOIIMMHU IIPU
OTBOJIe IUIa3MaTpoHa OT TOYkU pe3a. Kak BuIHO
nu3 ontudyeckux ¢ororpaduil U U3 Ppe3ysbTaToOB
Ja3epHON CKaHUPYIOIIEH MUKPOCKOIUU, BBICTYIIbI
B BEpXHEH YacTh pe3a, MOMUMO MEHBIIETO
pa3Mepa, MOXKHO OXapaKTE€pHU30BaTh MEHBIIUM I10
CPaBHEHHMIO C BBICTYIIaMH B HHXKHEH 4acTu o0pasia
paccTossHueM Mexay HuMH. Ha moBepxHocTH Kak
B BEpXHEM, TaK U B HIDKHEH yacTH o0pa3la MOKHO
BUJIETh JTOCTaTOYHO SIBHbIE MPU3HAKU OKUCIICHHS

(puc. 2, a), HecMOTps Ha MPUMEHEHHUE B IMpollecce
PE3KH 3aUTHOTO ra3a. B HIbKHEN yacTH pe3a MOXKHO
BBIIEIUTh HEPAaBHOMEPHOCTh KPOMKH, KOTOpas
oOpa3yeTcsi MpH pe3Ke B Pe3yJbTaTe BHITECHEHMS
MeTasuia u3 o0nacTu pes3a, U ero KpucTauIu3aliio
¢ oOpa3zoBaHHEeM HEOOJIBIIIOTO HATUIBIBA.

[Tpu masmeHHON pe3ke o0pa3loB TUTAHOBOTO
crutaBa OT4-1 rommuuoi 10 MM BelieICTBHE YBETH-
YEeHHOM TOJNIIMHBI MaTepuaja U CIOKEHHBIX BHaX-
JIECT JINCTOB BBITECHEHUE PACIUIABICHHOTO METALIA
13 30HBI pe3ku ObLI0 3aTpyAaHeHo. [1o aToit mpuun-
HE pa3jnyue B 0COOCHHOCTSIX CTPOCHMSI BEpXHEH U
HIDKHEH 9acTH pe3a CTaHOBHUTCS el Ooliee cylie-
cTtBeHHBIM. Ha puc. 2, 6 npeacTtaBieHsl H300pake-
HUs TOBEPXHOCTH BEPXHEW M HWKHEU IUIACTHHBI
nocye pe3ku 1o pexxumy Ne 1 (cm. Tabm. 1).

[ToBepXHOCTH BEPXHEW IIACTUHBI MOCIIE PE3KU
JIOCTATOYHO ONM3Ka K HaONIromaeMoil paHee Ha 00-
pasnax TommMHOW 5 MM. B BepxHel uwactu Bepx-
HEW TUIACTHHBI BBICOTA HEPOBHOCTEW HaJ IMOBEPX-
HOCTBIO pe3a cocTanisieT He 6omee 110...150 MM,
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B TO BpEMs KakK BHM3Y IIJJACTUHBI OHA MOXET J0-
xoauTh a0 205...215 mxMm u Gonee. CyIieCTBEHHO
OOJTbILINE BETMYMHBI HEPOBHOCTEN U HEOTHOPOTHOCTD
CTPOEHHUS IOBEPXHOCTH XAPAKTEPHBI [T HYKHEH TU1a-
CTUHBI. B BepXHel 4acT HWKHEW TUIACTUHBI BEJIN-
yrHa HepoBHOcTeN coctasiser A0 200...305 Mk,
a B HmkHeH gactu 10 330...680 mxm. Hanmenbmas
BEJIMYMHA BBICTYIIOB M BIAJUH XapakTepHa s
00pa31oB, noiayuyeHHbIX 1o pexumy Ne 1. Ilepuo-
JTUYHOCTH (POPMUPYIOIIMXCS BHICTYIIOB Ha MOBEPX-
HOCTHU IUTACTUH M3MEHSETCS OT BEPXHEW 4YacTh K
HIKHel. HanMeHbllee pacCTOsHHE MEXy BBICTY-
ITaMHA MOXHO OTMETHUTh B BEPXHEW YaCTH BEpXHEU
IJIaCTUHBL. J[aee B HaIIpaBlIeHUU K HUKHEN 4acTu
pe3a MPOUCXOAUT YBEIMYECHHE PACCTOSHUS MEKAY
HEPOBHOCTSMH M JOCTUTAaeT MAaKCUMyMa B HUKHEN
wiactuHe. HecMoTps Ha HanOoNbLIyI0 BETHUUHY
HEPOBHOCTEHN Ha OBEPXHOCTHU Pe3a B HIDKHEH IIa-
CTHHE, B Hell (opMupyeTcs pe3 ¢ Haubojee OAHO-
POIHBIM pacHpeleeHUEM BBICTYIIOB W BIAJUH Ha
MIOBEPXHOCTH. B HMKHEN IIacTHHE pe3 MpaKTH4e-
CKM HE U3MEHSIETCS MO BBICOTE WIM 110 JUIMHE I1Ia-
ctuHbl. HanpaBnenue copMupoOBaHHBIX BBICTYIIOB
Ha MOBEPXHOCTH HW)KHEH IUIACTHHBI TAKXKE HE U3-
MEHSETCs, B TO BpEMs KaK B BEpPXHEH IIJJACTUHE OHO
CYIIECTBEHHO H3MEHSAETCS OT BEPXHEW K HUKHEU
yacTu. Ha moBepXHOCTH U BEpXHEH, U HUKHEN TUIa-
CTUHBI MO>KHO BBIJIEJIUTh CJIEJbl OKHUCIIEHUS Mare-
puana npu peske (puc. 2, 6). [Ipuuem okucnenue,
CyZs 10 BHEUIHEMY BHJly IOBEPXHOCTH, ITPOMCXO-
JUT B Pa3IMYHOM CTENEHN Yy BEPXHEH W HUKHEU
iacTuHbel. B HIKHEN yacTu ormeuaercs GopMu-
pOBaHME HEOOJBIINX HAIUIBIBOB B O0EMX IJIACTH-

OBPABOTKA METAJIJIOB

TEXHOJIOI'MA

Hax, HO B HIDKHEH IIaCTUHE HAIUIbIB (OPMUPYETCS
CYIIECTBEHHO MEHBIIIErO pa3Mepa, U HUKHAW Kpal
pe3a B JTaHHOM cityuyae 0oJiee paBHOMEPEH M0 JJIMHE
IJTACTHHBI.

[TonGop mapamMeTpoB peKHWMOB TIIIa3MEHHON
pe3ku amomuHueBoro ciaa 16T TtommmHoN
12 MM poOU3BOAWIICA C UCIOJIB30BAHUEM Iapame-
TPOB, MpUBEACHHBIX B Ta0m. 1. Huskas ckopocTh
pesku (pexum Ne 3) obpasmnos craBa 16T ton-
mHOM 12 MM 0OycCJOBIMBaeT HHU3KOE KaueCTBO
MOBEpXHOCTH pe3a (puc. 3, a). B nanHom cimyuae
MMEIOTCS Pe3KHe OTIINYMS MEXAY BEpXHEH U HHX-
HEW 30HOM pe3a ¢ HAIMYMEM MEJKUX U KBa3UIEpH-
OJIMYECKUX JIEMEHTOB peibeda B BepXHEHl yacTh
U KPYIHBIX 37eMeHTOB B HmkHell. [Ipu Oonbuieit
cKkopocTHu pe3ku (pexum Ne 4) mocTuraeTcst 10CTa-
TOYHO OJTHOPOIHAS MOBEPXHOCTH pe3a (puc. 3, 0).
Benuunna HepoBHOCTEW HaJ MOBEPXHOCTHIO pe3a
cocraBmia 50...150 MKM B BEpXHEW 4acTh pesa U
80...260 mxMm B HWxHeW yacTu. Hammenbine He-
POBHOCTHU XapaKTEPHBI 17151 00pa310B, MOTYyUYEHHBIX
o pexxumy Ne 4. Ha moBepxHOCTH pe3a Takxke He
BBIJICJICHO SIPKO BBIPAYKEHHBIX OKUCIJIOB MU KaKHX-
00 BKITIOYCHUI MHOTO XapakKTepa.

[Ipyn mnazmMeHHOW pe3ke 00pa3IoB aTIOMHUHH-
eBoro crmiasa J[16T tommuuoit 40 MM OBLT BBISIB-
JIeH psnt ocoOeHHocTel. B manHoM ciydae 60bIinoe
3HaYeHHE UMEET IMPOrpeB MaTepuaia 30HbI pe3a,
B pe3yJbTare 4Yero Ha HadyallbHOM YYacTKe pe3a
MPaKTUYECKH y BCEX 00pa3loB MPOUCXOAMUT OT-
KJIOHEHHE PACMOJIOKEHUs OCU pe3a OT 3aJaHHOTO
3Hayenus (puc. 4). Ha nmoBepxHoctu pesa npucyt-
CTBYET OOJIBIIIOE KOJTUYESCTBO DJIEMEHTOB peibeda ¢

Puc. 3. BHemnuit Bu1 oBepXHOCTEH pe3a 00pasuoB ciwiasa J[16T tommmuoi 12 mwm:

a — oOpazel Tmocie pe3Kd B HEONTHMAIbHOM PEXUME; O — oOpasell Iociie pe3Kn B ONTHMAIbHOM PEXHME;
1 — HUOKHSAS 4acTh MOBEPXHOCTH pe3a; 2 — BEPXHss 4acTh IOBEPXHOCTH pe3a

Fig. 3. Cut faces appearance of specimens of aluminum alloy with a thickness of 12 mm:

a — specimen after cutting in non-optimal mode; 6 — specimen after cutting in optimal mode; / — bottom of the cut
face; 2 — top of the cut face
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Puc. 4. BHemHuit Bu OBEpXHOCTEH pe3a o0pasnoB ciwiaa J[16T tommmuoi 40 mwm:

a — obpaser 1mocje pe3Kd B HEONTHMAIBHOM pEeXUMe; O — oOpasell mocie pe3Ku B ONTHUMAaIbHOM pexume; [ —
HIDKHSISL 9acTh [TOBEPXHOCTHU pe3a; 2 — BEPXHsI YacTh MOBEPXHOCTH pe3a; 3 — MakpoaedeKTsl HOBEPXHOCTH pe3a;
4, 5 — nedexTsl B HAYAIBEHON YacTH ITOBEPXHOCTHU pe3a

Fig. 4. Cut faces appearance of specimens of aluminum alloy with a thickness of 40 mm:

a — specimen after cutting in non-optimal mode; 6 — specimen after cutting in optimal mode; / — bottom of the cut
face; 2 — top of the cut face; 3 — macrodefects of the cut face; 4, 5 — defects in the initial part of the cut face

UX MEePHOINYECKUM PACHONIOKEHHEM B BEpPXHEH U
MEHee YNOpsJ0YeHHBIM B HWKHEH yacTu oOpasua.
B HmwxHell yacTu 30HBI pe3a oTMeudaeTcst HeOOolb-
I0€ KOJIMYECTBO MeTajlla, (OPMHUPYIOIIETo JIo-
KaJbHbIE€ YYaCTKH HAIUIBIBOB, YTO IOKAa3bIBAET
Jdydlllee BBITECHEHHE pacIlIaBIE€HHOTO MeTaa
U3 nojoctu pesa. /g o6pas3ios, MOTYYEHHBIX MO
HEONTHUMAJIbHBIM PEXKUMaM, XapaKTepHBI CyIle-
CTBEHHBIE HEOJHOPOIHOCTU MOBEPXHOCTU pe3a, B
TOM YHCJI€ MAaKPOCKOMMMYECKOH BEJIMYMHBI (PEKUM
Ne 9, puc. 4, a). na o0pas1oB, MOJYyYEHHBIX IO
Oosiee ONTUMAJIBHBIM PEKUMaM, XapakTepHo Oojee
paBHOMEPHOE CTPOCHHE TTOBEPXHOCTH pe3a (PeKuM
Ne 7, puc. 4, 6). BenuunHa BbICTYIIOB HaJ MOBEPX-
HOCTbIO pe3a cocTaiseT 200...470 MkM B BepxHER
yactu obpazua u 230...600 MKM — B HHXKHEH.

[Ipu muasmeHHO# pe3ke o0Opa3loB Meau Map-
k1 M1 HaOmronaercst oOpazoBaHue Hanboee Kpyn-
HBIX HAIUIBIBOB B HIKHEH yacTu pesa (puc. 5). 1o
00yCIIOBJIEHO BBICOKOW TEIUIONPOBOIHOCTBIO MEIH
U CBHJIETEIILCTBYET O TOM, YTO PACIUIABICHHBINA Me-
TaJlJ1, BEITECHSEMBIN CTpyel rasa u3 MojioCcTH pe3a,
3aTBEpPAEBa] C JOCTATOYHO BBICOKOH CKOPOCTBIO.
Bo MHOrux yudacTkax pesa HalIbIBbl MPAKTUYECKU
OTCYTCTBYIOT, HO KOPPEKTUPOBKOW IMapaMeTpoB pe-
KHMa Pe3KH HE YJIaloCh JOOUThCS UX MOJIHOIO OT-
cyTcTBUs. Benuunna HepoBHOCTEH Ha MOBEPXHOCTH
pe3a cocrasuseT 25...80 MKM B BEpXHEH 4acTH U
65...200 MmxM B HMUKHEW dacTu pe3za. Haumenpmne
3HA4YEHUs BHICOT HEPOBHOCTEN XapaKTepHbI I 00-
Ppas31oB, NOTYYEHHBIX 10 pexxumy Ne 5.

HccnenoBanusiMu CTPYKTYphl 0Opa3loB CILIa-
Ba OT4-1 TomumHON 5 MM B MONEPEYHOM Ceue-

Puc. 5. BHenuil BUJ1 IOBEpXHOCTH pe3a
o0pa3noB Meau Mapku M1 tommumuo#i 40 Mm:

1 — HIOKHSAS 9acTh pe3a; 2 — BEPXHSISI 9acTh pe3a;
3 — HaTUIBIB

Fig. 5. Cut faces appearance of specimens of
copper with a thickness of 40 mm:

1 —bottom of the cut face; 2 — top of the cut face;
3 — a flowed metal

HUU OTHOCHUTEJIHO TUIOCKOCTH pe€3a BBISBICHO, YTO
B 00pa3lax MpOUCXOAUT JAOCTATOYHO CYIIECTBEH-
HOE€ HCKa)KEHNE MaKpOT€OMETPUH pe3a, 0COOEHHO B
BepxHeH yactn ooOpasiia (puc. 6, a, 6). Kpome toro, cy-
IIECTBEHHO PA3IMYAETCs pa3Mep 30HbI TEPMUUYECKOTO
BiwstHUS (puc. 6, 0, 8), coctaBisromuii 415...520 Mxm
B BepxHei yactu pe3a u 800...1820 MkM B HUKHEH
yacTU. MeHblue 3HaYeHUs] XapaKTepHbl A pe-
xuma Ne 2. BHHM3y 30HBI pe3a YETKO BBIJCISICTCS
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Puc. 6. Makpo- 1 MUKPOCTPYKTYpa THIIMYHOTO oOpasna craBa OT4-1 TonmmHon 5 MM
[oCJ€e MIa3MEHHON PE3KU:

a — MaKpoCTPYKTypa; 6, 6 — yBEIIMYCHHbIC M300paKEHHs BEPXHEH U HIKHEH 4acTh 30HbI pe3a;

2, 0, € — MUKPOCTPYKTYpa XapaKTepHbIX 30H; JiC, 3 — UI3MEHEHUE MUKPOTBEPIOCTH; / — OCHOBHOM

MeTasul; 2 — 30Ha TEPMUUECKOTO BIUSIHUS; 3 — 30HA MeperuiaBa; 4 — rpaHuia MeX/ly 30HaMu; 5 —
HapylIeHHE MaKpOreoMeTpuu; 6, 7 — 00JIacTH U3MEpPEHUSI MUKPOTBEPAOCTH

Fig. 6. Macro- and microstructure of typical specimen of titanium alloy with a thickness
of 5 mm after plasma cutting:
a — macrostructure; 6, ¢ — enlarged images of the upper and lower parts of cut zone; ¢, 9, e — mi-
crostructure of specific zones; o, 3 — microhardness variation; / — base metal; 2 — heat-affected
zone; 3 — melting zone; 4 — zone boundary; 5 — macrogeometry failure; 6, 7 — areas of microhard-
ness testing

TEXHOJIOI'MA

HaJIMYWE HAIUIBIBOB C JAEHAPUTHOM CTPYKTYypOu
(puc. 6, 8). IT0 00YCIOBICHO BBITECHEHHEM pac-
IUIABJIEHHOTO METaJljla U3 30HbI pe3a, ero CTeKaHu-
€M B HIDKHIOIO 4acTh Pe3a U 3aTBEPJCBAaHUEM B HEH
B BU/IC HAIJIbIBA.
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CTPYKTYpBHI TIpH OOJNBIIEM YBEJIWYCHUU TTOKA3bI-
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CIUIABOB JIaHHOT'O THIA. B 30He OCHOBHOIO MeTasIa
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(puc. 6, 2) XapaKTepHO TUITMYHOE CTPOCHHE C BHITS-
HYTHIMU B HAIIPaBJIICHUU IPOKATKU 3€PHAMH.

B 30He TepMuuecKoro BIUSHUS IPOUCXOTUT Ha-
IPEB BBILIE TEMIEPATYphl MOJIUMOP(PHOro MpeBpa-
HICHUS U TMOCJenyIoniasi 3aKajka ¢ 00pa3oBaHUEM
UTOJIBYATON CTPYKTYpPBI, ONHM3KOW IJIST BCEX Tpex
pexuMoB pe3ku (puc. 6, 0). 30Ha TUTABJICHHUS Me-
TaJula, IPEUMYIIECTBEHHO HAaXOAIIasICs B 00IaCTH
HaILJTBIBOB, MPEJCTABICHA AEHAPUTHON CTPYKTYpOU
(puc. 6, e), chopMHUPOBAHHOM MPHU JTOCTATOYHO ObI-
CTPOM KPUCTAJTU3ALIMHU U3 )KUJKOTO COCTOSTHUS, UTO
IPUBOAUT K (OPMUPOBAHUIO JOCTATOUYHO METKUX
neHapuToB. OnucaHHble U3MEHEHUS! CTPYKTYpPbl B
30HE pe3a HEMHHYEMO MPUBOJAT K U3MEHEHUSIM Me-
XaHUYECKHX CBOWMCTB MaTepuaia, 4YTo MOXKET ObITh
HEIOMYCTUMO B PA3IUYHBIX ycioBusx. s uccrue-
NOBAaHUH HW3MEHEHUU MEXaHWYECKUX CBOWCTB IIO-
BEPXHOCTH pe3a jiajiee B paboTe ObLINA MPOBEICHBI
U3MEPEHHs] MHUKPOTBEPIOCTH NPUIIOBEPXHOCTHOM
30HBI. Pe3ynbrarel M3MepeHus: MUKPOTBEPIOCTH B
oOpa3iax Moka3bIBalOT, YTO B 30HE TEPMHUUECKOTO
BJIMSIHUSI TIPOMCXOJUT YBEJIUYEHHE MUKPOTBEPAO-
cTu Marepuana (puc. 6, oic, 3) Kak B BEpXHEH, Tak
W B HIKHEH yactu oOpasma. Ha paccrossHum 1o
2000 MKM OT MOBEPXHOCTH Pe3a 3HAYEHUS MHKPO-
TBEP/IOCTH HAXOJATCS Ha YPOBHE, OJIM3KOM K OCHOB-
HOMY MeTasuly. B iesioM Bce Tpu BEIOpaHHbBIX PEKU-
Ma JI0CTaTOYHO XOPOILIO MOAXOAAT ISl TOTYUYEHUS
W31 METOAOM I1a3MeHHOM pe3ku. C TOUKH 3pe-
HUS HAMMEHbIIUX 3HAYEHUM MpHUIycKa Ha Tocie-
IYIONTYI0 00paboTKy Ooyiee ONTUMAIbHBIM MOXHO
cuutath pexuM Ne 2, XapaKTepu3yIOIIMICsA cpel-
HEH CKOPOCTBIO PE3KHM M HAaWMMEHbBIIEH TTyOWHON
30HBI TepMuueckoro Bausaus (10 880 mxm). Cre-
JyeT OTMETHTb, YTO IIPU pe3Ke TUTAHOBOIO CILJIaBa
MIPOUCXOJUT 3aKaJIKa MeTajljla B 30HE TEPMUYECKO-
TO BIMSIHUSI C YBEJIMYEHUEM MHUKPOTBEPIOCTH, YTO
MOXKET CHU3UTh 00pa0daThIBA€MOCTh MaTepuaa npu
noclenymouei ppe3epoBKe KPOMOK.

CrpykTypa 061acTu peza 00pa3iioB TUTAHOBOTO
cmmaBa OT4-1 u3 ABYX IUIACTUH TOJNIIMHON 5 MM,
CJIO)KEHHBIX B IIAKET, TOCTAaTOYHO OJIM3Ka K OMUCaH-
HOH panee (puc. 7, a). B BepxHel yacTu BepxHEH
IUTACTHUHBI HAOJIIOIaeTCsl CYIIECTBEHHOE UCKAKEHUE
MaKpOTE€OMETPHUH, a 30Ha TEPMUUYECKOTO BIMSHUS
YBEJIMYUBACTCS K HUKHEM 4acTh o0euX IIacTUH
(puc. 7, a—0). B 10 xe Bpemsl 1JIsi HUKHEH TIacTH-
Hbl XapaKTepHa J0CTAaTOYHO paBHOMEpHas (opma
Kpas pe3a. [Ipu 3ToM Ha MOBEPXHOCTH pe3a Bepx-
HEl MIaCTUHBI IPUCYTCTBYET JIHUILb HEOOIBILIOE KO-
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JIMYECTBO MEPEIUIaBIeHHOr0 MaTepraa, B TO BpeMs
KaK Ha TMOBEPXHOCTH pe3a HIKHEH TIaCTHHBI MO-
KET TIPUCYTCTBOBATh 3HAYMTEIIbHBIN IO TOJIIHUHE
CJIOW C JIEHAPUTHOU CTPYKTypou (puc. 7, a, e, 0).
BenmuurHa 30HBI TEPMUYECKOTO BIIMSHUSL B BEPXHEU
4acTH BepxHel riactuHbl coctapisieT 550...700 Mk,
B HkHEeW yactu 1150...1300 mxm, B BepxHEH yacTu
amwkHed mractuHel 800...950 MxM, B €€ HIDKHEH
gactu 1900...2300 mxm. Hammenwmume Bennuu-
HBI 30HBI TEPMUYECKOTO BIIMSIHUS XapaKTEPHBI JIJIs
pexxuma pe3ku Ne 1. MeTamn OmiaBIeHHON 30HBI
JIOCTaTOYHO HEPaBHOMEPHO paclpezesieH Mo TOo-
BEPXHOCTH pe3a. Mex/y OIUIaBI€HHBIM METAJIIOM
1 OCHOBOHM 00pasiia MpoMCXOAUT 00pa3oBaHHE Jie-
(heKToB B BHJIe TIOp WJIM HECIUIOMTHOCTEH. JanHbIe
YYaCTKH MOJUIeKAT yAAJIEHUI0 IPU MOCIEAyoIe
MexXaHU4ecKo 00paboTke marepuaina. OpraHuza-
U CTPYKTYPBhI BHYTPH THUIMYHBIX CTPYKTYPHBIX
30H 00pa3IloB aHAJOTUYHA HAOIIOMaeMON TIPH Pe3-
Ke 00pa3roB TOMIUHON 5 MM. MI3MepeHust MUKpO-
TBEpAOCTH (pHC. 7, e—u) TaKKe MOKa3bIBAIOT, YTO B
MIPUTPAaHUYHOM 00JIaCTH MPOUCXOIUT PEZKOE YBEIIU-
YeHHe MUKPOTBEPIOCTH MaTepuaja Mo CpaBHEHHUIO
C OCHOBHBIM MeTasuioM. MccnenoBanusl mokasbIBa-
IOT JOCTATOYHO BBICOKYIO CTENEHb MPUMEHUMOCTH
BCEX TPEX PEKMMOB IJIa3MEHHOU pe3Ku 00pa3loB
oOme#t TommuHoM 10 MM aHAIOTHYHO pe3Ke o0pas-
OB TOJIIMHON 5 MM. HanOoJstee onTuMasbHBIM SIB-
nsiercs pexxuM Ne 1, TOCKOJIBKY OH XapaKTepu3yeTcs
MEHbIIeH ITyOUHON 30HBI TEPMUYECKOTO BITHSIHHUSL.

CTpyKTypHble U3MEHEHHS B 30HE IUIa3MEHHOMN
pe3ku o6pasioB cmaBa J[16T tommuuon 12 mm
OTJIMYAIOTCS OT ONMHCAHHBIX paHee I TUTaHOBO-
ro cruiaBa (puc. 8). s Bcex MCCle0BaHHBIX 00-
pa3LoB XapaKTepHO HaJIWUYWE 30HbI IJIABJICHUS Me-
TaJula, 30Hbl TEPMHUYECKOTO BIUSHUS U OCHOBHOTO
MeTaJljla ¢ HEM3MEHEHHOU CTpyKTypou. [l 6oiib-
IIMHCTBA 00pa3lloB MOXKHO BBIICIUTh HAPYIICHUS
MaKpOreoMeTpuu M O00pa30BaHUE HAIUIBIBOB W3
MepEeTIaBIeHHOr0 B MOJIOCTH pe3a MaTepuasa, CKo-
MHUBIIETOCs B HJKHEN 4acTH pe3a.

30Ha TEPMHUYECKOTO BIUSHUS B 00pa3iax mnpesu-
CTaBJIeHa  MpPaKTHYECKH  HenehOopMUPOBAHHOM
CTPYKTYpPOil OCHOBHOI'O METajjla C TOBBIIIEHHOM
OTHOCHUTEIILHO HETO TPaBHUMOCTBIO (puc. 8, a—8).
BenmuunHa 30HBI TEPMUYECKOTO BIIMSHUS COCTaB-
nsgetr nopsanka 100...200 MKM B BEpXHEH 4acTH U
600...2000 MKM B HMDKHEHW, C HAUMEHBIITUMH 3Ha-
yeHussMHA i1 pexkuma Ne 2. J[nst Bcex oOpasiioB
XapaKkTEepHO HIAEHTUYHOE CTPOEHHE B HCXOAHOM
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Puc. 7. Makpo- ¥ MUKPOCTPYKTypa THIIMYHOTO OOpasiia MakeTa W3 JBYX JINCTOB CIIaBa
OT4-1 TonmuHON 5 MM MOCJE MIa3MEHHON PE3KU:

a — MaKkpoCTPYKTYypa; 0, 6, 2, 0 — yBEJIMYCHHbIC H300paKeHHsl BEpXHEIl U HWKHEH 4acTH; e, i, 3,
# — I3MEHEHHE MUKPOTBEPIOCTH; / — OCHOBHON MeTalT; 2 — 30Ha TEPMUYECKOTO BIHSHAS; 3 — 30HA
neperuiaBa; 4 — rpaHuLa MeKLy 30HaMU; S—8 — 001aCTH U3MEPEHHsT MUKPOTBEPIAOCTH

Fig. 7. Macro- and microstructure of typical package specimen of two sheets of titanium al-
loy with a thickness of 5 mm after plasma cutting:

a — macrostructure; 0, 6, 2, 0 — microstructure of specific zones; e, o, 3, u — microhardness variation;
1 —base metal; 2 — heat-affected zone; 3 — melting zone; 4 — zone boundary; 5—8 — areas of microhard-
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Puc. 8. Makpo- 1 MEKPOCTPYKTypa THIIMYHOTO oOpa3iia crutaBa 116 T TommumHo#i 12 MM
[I0CJI€E IUIA3MEHHON PE3KHU:
a — MakpoOCTPYKTYpa; 0, 8 — yBeJIMUCHHbIC N300paKEHNsI BEpPXHEH W HU)KHEH YacTH 30HBI pe3a;
2, 0, e, Jic — MHKPOCTPYKTYpa XapaKTePHBIX 30H; 3, # — U3MCHEHUEC MHUKpPOTBEpIocTH; / — oc-
HOBHOM MeTail1; 2 — 30Ha TEPMUUECKOTO BIUSHUS; 3 — 30HA eperiaBa; 4 — Tpeuuna; 5, 6 —
00J1aCTH N3MEPEHUSI MUKPOTBEPAOCTH

Fig. 8. Macro- and microstructure of typical specimen of aluminum alloy with a thick-
ness of 12 mm after plasma cutting:

a — macrostructure; 6, 6 — enlarged images of the upper and lower parts of cut zone; ¢, 0, e,
arc — microstructure of specific zones; 3, u — microhardness variation; / — base metal; 2 — heat-
affected zone; 3 — melting zone; 4 — zone boundary; 5, 6 — areas of microhardness testing

Vol. 24 No. 4 2022 43



Cm

coctosiHuM (puc. 8, 2). B 30He nmnaBnenus popmupy-
eTCS TUITMYIHASI CTPYKTYpa C JCHAPUTHBIM CTPOCHH-
eM, 00pasyromniascs Mpy CTEKaHUHU PACIIIABICHHOTO
MeTaJljla BHU3 110 TTIOBEPXHOCTH pe3a (puc. 8, 0—oxc).
3a cueT BBICOKOW CKOPOCTH KPUCTAILIU3AIUU Me-
TaJljla Ha TIOBEPXHOCTH Pe3a MPOUCXOIUT 00pa3o-
BaHUE MEJIKOJICHPUTHOW CTPYKTYPHI U AC(PEKTOB B
BHJIe TPEIIHH (puc. 8, 0).

N3MeHeHnsT MEXaHUYECKUX CBOWMCTB B 30HE
pEe3KM ObUIM MPOCIIEkKEHBI HA 00pa3lax MyTeM Hu3-
MEepeHUsI MUKPOTBEpAOCTH (puc. 8, 3, u). Cpeanss
BEJIMYMHA MHKPOTBEPIOCTH OCHOBHOTO MeTallia
o6pasnos coctasmusieT ot 1,35 o 1,45 I'lla. B 30ne
TEPMHUYECKOTO BIIUSHUS U 30HE IUIABJICHHS IPOUC-
XOJIAT PEe3K0e TaJICHUEe MHUKPOTBEPIOCTH IO BEJIH-
yuH 0,95...1,2 I'Tla, yTo mOKa3bIBaCT JOCTATOYHO
CYIIECTBEHHOE TIQJICHUE MEXaHWYECKHX CBOMCTB
B JIaHHBIX 30Hax. I'paHuma Mexay 30HOW TEpMHU-
YeCKOTO BJIMSIHMSI M 30HOH OCHOBHOTO MeTallia
B BEpXHEH yactu obpasia sBisieTcsi 0osee pe3Kou,
YeM B HUKHEH.

MakpocTpykrypa o6pasnoB cmiaBa J[16T
TonKUHON 40 MM, MOJYYEHHBIX MO Pa3IUYHBIM
peXUMaM TIJIa3MEHHOW PE3KH, HECKOJIBKO OTIIH-
yaeTcs OT OmMcaHHOMW BbIme (puc. 9, a—6). Pas-
Mep 30HBI TEPMHUYECKOTO BIUSHHS CYIIECTBEHHO
BbIlIE U cocTaBisieT 12...15 MM Ui OOJIBIIMH-
CTBa PEXHMOB pe3ku. HamMmeHbIIMe 3HAYCHHS
pasmepa 30HBI TEPMHUYCCKOTO BIUSHHS XapaKTep-
HBI Juis pexuma Ne 8, 1T KOTOPOTO BEJIMYHMHA
30HBI TEPMHYECKOTO BIUSHUS cocTaBisgeT 4,0 MM
B BepxHel yactu pe3a u 8,0 MM B HikHel. Jlns
JIaHHBIX 00pa31oB OOJIBIIIOE 3HAYECHUE UMEET OT-
KJIOHCHHE TeOMETPHH pe3a B BEpXHEW 4acTH, CO-
crasisroniee ot 0,7 10 5,2 MM.

UccnenoBanus CTpyKTypbl 00pa3IioB mpu 00Jb-
[IeM YBEITUYCHHUN MMOKA3BIBAIOT, YTO CTPOCHUE Ma-
Tepualia B Pa3IMUHBIX y9acTKaX 30HBI pe3a IMpej-
CTaBJICHO CTPYKTYpamH, JTOCTAaTOYHO OJIM3KUMHU
K BBISIBIGHHBIM JIJI1 00pa3lioB TOJIIMHOW 12 MM
(puc. 9, e—e). B 30He muaBiaeHUs CTPyKTypa Hpea-
CTaBJICHA JICHAPUTHBIM CTPOCHHUEM C OOJIBITUM
KOJTMYECTBOM TOp M HECIUIOIIHOCTEH. 30Ha TepMU-
YECKOTO BIIMSHUS OTMEYAETCS TIOBBIIIICHHON Tpa-
BUMOCTBIO TI0 CPABHEHHIO C OCHOBHBIM METAJIIIOM,
OHA MOYKET JIOTIOJIHUTEIIBHO Pa3/Ie/IAThCS Ha JIBE Ya-
CTH, Pa3JINYHBIC [T0 CTCTICHU TPABIICHUSI.

[Tpu ucxoaHOM 3HAYECHUH MUKPOTBEPIAOCTH Ma-
tepuana B 1,25...1,35 I'Tla B 30HE TEepMHUECKOTO
BJTMSTHUSI BOBMOXKHO CHIDKCHHE MUKPOTBEPIOCTH JI0

OBPABOTKA METAJIJIOB

44 Tom 24 Ne 4 2022

TEXHOJIOI'MA

BenuuuH nopsnka 0,85...1,15 T'Tla (puc. 9, o, 3).
[To m3MeHEeHHsM MHKpPOTBEPIOCTH 30HA TepMHUe-
CKOTO BIIMSTHHSI TaK)Ke pasZelisieTcsi Ha JiBe 000Co-
OJICHHBIE YaCTH.

[Tpu pes3ke obOpasioB mMean mMapku M1 Tommum-
Hoi 40 MM OOHapy’>KeHO, YTO HECMOTps Ha OO0Ib-
IIyI0 TOJIIUHY JHMCTOBOTO INPOKaTa pa3Mep 30HBI
TEPMHUYECKOTO BIMAHUSA B 00pa3lax HaXOAWUTCS Ha
JIOCTAaTOYHO HHU3KOM ypoBHE (puc. 10, a—g). Bennu-
YHHA OTKJIOHEHUSI MaKpOTEOMETPUH pe3a 00pas3IoB
cocrasinser He Oonee 0,7 mm. Pazmep 30HBI I1aB-
nenust coctapisier 10 0,15 mMm. BuzyansHo no me-
TajorpauyeckuM IIudaM 30Ha TEPMHUUYECKOTO
BIIMSHUS MPAKTUYECKH HE BbLAEISAETCA. 3epeHHas
CTPYKTypa B HEH aHAJIOI'MYHA CTPOEHUIO OCHOBHOTO
Mmetasuia (puc. 10, 6—2). B 30He muaBneHust B 00Jib-
[IOM KOJIMYECTBE MPUCYTCTBYIOT TOPHI, HECIUIONI-
HOCTH U paccioenus (puc. 10, 0, e). 3oHa Tepmu-
YECKOTO BIIMSHUS Obula OOHapy:KeHa TOJIBKO TPH
aHaJlu3e M3MEHEHHH MHUKPOTBEPAOCTH Marepuaia
B 30He pe3a (puc.l10, o, 3). Benuuuna 30HbI TEp-
MUYECKOT0o BIUSHHSA cocTaBisieT oT 0,5 mo 3,0 MM
B 3aBHCHMOCTH OT pekuMa. HammMeHblnee 3Haue-
HHUE XapaKTEepHO [ peknMa Ne 7, KOTOpPBIM MOKHO
CUMTATh ONTHUMAJIBHBIM C TOYKH 3PEHHUS MPUITyCKa
Ha TOCIIEAYIOILYI0 00padoTKY.

3akJioueHue

HccnenoBanusi MOKa3bIBalOT, YTO IS PE3KU
cruiaBa [[16T u turanosoro cmnnaBa OT4-1 mpu
TOJIIIMHE 10 12 MM MOXHO B IIMPOKOM AMAIa30HE
pEryaupoBaTh CKOPOCTh PE3KH, B TO BPEMS KaK JUIs
npokara Meau M1 u crinaa {16 T tonuunoit 40 mm
JIMana3oH PErylupOBaHMsI CKOPOCTH PE3KHU A0CTa-
TOYHO Y30K. /IHTEHCHBHBIN TENJIOOTBOA MEAHOIO
IIPOKaTa IMO3BOJISAET MOJIy4aTh Pe3 C MUHUMAJIbHbBI-
MU 3HAQUEHUSMU 30HBI YACTUYHOTO WJIX TIOJHOTO I1e-
periaBa MeTasula, XOTd U BO3MOXKHO IIOJYyUYEHHUE B
30HE pe3a JOCTAaTOUYHO KPYIHBIX HAIJIBIBOB, COCTO-
SIUX U3 NIEPEIUIaBICHHOIO METalIa, BEITECHIEMO-
ro U3 30HbI pe3a. MccienoBanus npoueccoB pe3ku
anmromuHMeBoro cruiasa J[16T u turanoBoro crutasa
OT4-1 no3BonniIn BHISIBUTH ITYOUHY T€PMUYECKO-
IO BIMSIHMSI PE3KH, M3MEHSIOUIYIOCS OT BEpXHEH
K HW)KHEW Jactu pe3a. B 1o xe Bpems i cruia-
Ba J[16T mo mpuumHe H3OBITOUHOTO BBIMAJCHUS
JETUPYIOLMX DJIEMEHTOB U3 TBEPJOrO pacTBOpa B
30HE TEPMHUYECKOTO BIMSHUS OTMEYAJIOCh MaJleHUE
MHUKpOTBepAocTH, 11 ciaBa OT4-1 xapakTepHbIM
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Puc. 9. Makpo- 1 MUKpOCTPYKTypa TUnHYHOro odpasua cmasa 16T Tommuuuoi 40 Mm nocie
IJIa3MEHHOM pe3Ku:

@ —MaKpOCTPYKTYpa; O, 8 — yBeJIMUCHHbIC H300paKeHHs BEpXHEl U HIKHEH 4acTh 30HBI Pe3a; &, d, € — MHKPO-
CTPYKTYypa XapaKTePHBIX 30H; /¢, 3 — N3MEHEHHE MUKPOTBEPAOCTH; / — OCHOBHON MeTailt; 2 — 30Ha TepMUYe-
CKOTO BITUSHIES, 3 — 30HA TeperiaBa; 4 — IeeKTsl; 5, 6 — 00IacTu N3MEepeHU MUKPOTBEPIOCTH

Fig. 9. Macro- and microstructure of typical specimen of aluminum alloy with a thickness of 40 mm
after plasma cutting:

a — macrostructure; 6, 6 — enlarged images of the upper and lower parts of cut zone; e, 9, ¢ — microstructure
of specific zones; orc, 3 — microhardness variation; / — base metal; 2 — heat-affected zone; 3 — melting zone;

4 — defects; 5, 6 — areas of microhardness testing
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Puc. 10. Makpo- u MHUKPOCTPYKTYpa THUIHYHOIO oOpasua
40 MM mocne MIa3sMeHHOU PEe3KH:

Meau Mapku M1 TommmHON

a — MaKpOCTPYKTypa; O, 6 — yBEJIIMUECHHbIE N300paKEHUs BEPXHEH N HIDKHEH 4acTu; e, 0, € — MUKPOCTPYK-
Typa XapaKTEPHbIX 30H; /¢, 3 — UI3MEHEHHE MUKPOTBEPAOCTH; /| — OCHOBHOUM MeTalll; 2 — 30Ha NEperJiaBa;
3 —mopsr;, 4, 5 — paccmoeHue; 6, 7 — 00IacTH H3MEPEHUS MUKPOTBEPIOCTH

Fig. 10. Macro- and microstructure of typical specimen of copper with a thickness of 40 mm after

plasma cutting:

a —macrostructure; 6, ¢ — enlarged images of the upper and lower parts of cut zone; e, 9, e — microstructure
of specific zones; o, 3 — microhardness variation; / — base metal; 2 — heat-affected zone; 3 — pores; 4,
5 — lamination; 6, 7 — areas of microhardness testing
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ABIISJICSL POCT MHKPOTBEPJOCTH, OOYCIIOBICHHBII
3aKaJIKOW Marepuaia.

Amnanu3 Mop¢oI0ruK HOBEPXHOCTH Pe3a, MaKpo- 1
MUKpPOCTPYKTYpbI Marepuasia B 00JIacTH pe3a, a TakxKe
WCCIICIOBAaHNE W3MEHEHWH MUKPOTBEPAOCTH TO3BO-
JIWJIA OTIPeNIeNINTh HanboJiee ONTHMAIbHOE COUETaHue
rapaMeTpoB peXrUMa pe3Ku ISl MoTydeHHs Haubosee
Ka4yeCTBEHHOTO pe3a. MI3MeHeHne nmapaMeTpoB pexku-
Ma pe3Kd MO3BOJSET MONMy4aTh Oojee OIHOPOIHYIO
MaKpOTEOMETPHIO TTIOBEPXHOCTH Pe3a, MEHBIITYIO TITy-
OWHY 30HBI MEperriaBa Marepraia U 30Hbl TepMHUYe-
CKOTI'O BIIMSIHUA U MCHBIITNEC N3MCHCHUS MEXaHNYCCKUX

OBRABOTKAMETALLOV ~ CM

CBOICTB Marepuasa B 30He pe3a. [l crutaBa OT4-1
MIPAKTUYECKH BCE HCIOJIb30BAHHBIE PEXHUMBI PE3KU
SIBISUTMCH ONTM3KMMHU K ONTUMAJIbHBIM, XOTSl HEKOTO-
pble U3 HUX 00ECIEeUNBAIOT HECKOJIBKO JIyylllee Kade-
CTBO pe3a (pexkum Ne 2 — ipu pe3Ke JIMCTOB TONITUHON
5 MM u pexxum Ne 1 — mpu peske 00OpasIoB TOMIIHU-
Hoit 10 mm). st crimasa J{16T Tommmao# 12 MM yd-
LIMM PEKUMOM SIBILICS pesknM Ne 2, a ipy TOJIIMHE
40 MM — pesxum Ne 8. TIpu peske menu mapku M1 Ton-
mHOM 40 MM JTydIliee KadecTBO pe3a JI0CTUrajioch
ripu pexxrime Ne 7. [TomydeHHbIe pe3ynbTaThl CBEICHBI
B Ta0. 2.

Taonuma 2
Table 2

HN3MmeHeHHe MOKa3aTe el KauecTBa pe3a B 3aBUCUMOCTH OT PEKUMOB J1a3MeHHOIl pPe3Ku

Change in cut quality indicators depending on plasma cutting modes

N I'myOuna 30HBI
S, Benmmunna nckaxeHuH
Howmep Bennuunna TEPMHUUYECKOTO
CmnaB/ | mm/ . MaKpOT€OMETPUH, MM / -
Alloy g pexuma / | MUKPOHEPOBHOCTEH, MKM / Macrogeometry BIIMSTHUS, MM** /
’ Mode No. Roughnesses, pm . ; Depth of the heat-
mm distortion, mm
affected zone, mm**
0T4-1 5 1 75...275 0,5...0,6 0,5...1,8
0T4-1 5 2% 65...210 0,5...0,6 04...0,9
0T4-1 5 3 70...245 04...0,6 0,5...1,5
0T4-1 10 1* 150...330 0,6...1,9 0,3...0,4
0T4-1 10 2 110...450 0,6...2,3 0,3...0,4
0T4-1 10 3 110...680 0,7...1,9 0,4...0,6
JA16T 12 1 50...80 1,3...1,5 0,5...0,8
J16T 12 2% 130...150 04...0,5 0,5...0,9
J16T 12 3 100...260 1,3...14 0,3...0,8
A16T 12 4 50...80 2,0...2,3 0,4...0,9
JA16T 12 5 55...240 3,1...3,2 1,6...3,5
J16T 40 1 210...510 0,9...1,0 12,6...15,6
A16T 40 2 205...230 2,5...2,6 12,7...15,7
J16T 40 3 350...460 2,7..2.9 1,7...15,7
A16T 40 4 260...300 4,5...5,0 12,3...15,3
J16T 40 5 200...470 0,6...0,7 12,5...12,75
A16T 40 6 330...600 09...1,1 4,0...15,0
JA16T 40 7 320...550 5,0...5,2 5,0...15,0
J16T 40 8* 470...570 2,8...3,0 4,5...8,5
JA16T 40 9 470...570 1,3...1,5 12,0...13,0
J16T 40 10 125...520 1,1...1,3 13...16
Ml 40 1 — — 1,3...1,5
M1 40 2 — — 0,8...0,9
Ml 40 3 — - 0,65...0,75
M1 40 4 80...180 1,2...14 2,8...3,0
Ml 40 5 25...75 0,5...0,7 1,9...2,0
Ml 40 6 7...65 1,0...1,2 2,7...3,0
M1 40 7* 45...200 0,9...1,0 1,8...1,9

* Haubosee onTuManbHbIe PCIKHUMBI IUIa3MEHHOM PE3KN

** B JAaHHOM CJIy4dac BKIIHOUACTCA FJ'Iy6I/IHa 30HBI TCPMUYCCKOI'O BIIMSAHUSA U 30HBI [UTIABJIICHUA
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ITo pe3ynbTaram paboThl MOXKHO Clie€aTh BHIBOI,
YTO TUIa3MEHHAas pe3Ka Ha TOKax OOpaTHOM MOJsp-
HOCTH sBIIsieTCs A GEKTUBHOM IS pe3Ku MpoKaTa
OOJBIINX TOJIIKH, OIHAKO METOANKA TpeOyeT ab-
HeHIen oTpabOTKH C MENIbI0 TTOBBIIICHHS KaueCTBa
nmoJry4aemMoro pesa. B nanpHelmumx padoTax 1iaHu-
pyeTcst IPOBENEHNE CPAaBHUTEIBHBIX UCCIIEIOBAHUI
B 00J1aCTH TUIa3MEHHOI PE3KU JTUCTOBOTO MpoKaTa
OONBIINX TONIIMH C HCIOJIB30BAHUEM ILJIa3MOTPO-
HOB C MPSAMO U 00paTHOM MOJIIPHOCTHIO.
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Introduction. An important area of research in the field of plasma metal cutting is obtaining a metal cut face
characterized by minimal roughness and geometric deviations. It is also important to minimize changes in the struc-
ture of the metal under the cutting surface caused by the temperature effects of the plasma jet, including the forma-
tion of dross. The solution to the problem of obtaining a quality cut is to optimize the parameters of the cutting pro-
cess. The plasma arc current and voltage, cutting height and cutting speed are considered to be the main parameters
that determine cut quality. However, insufficient attention has been paid to the processes of plasma metal cutting
of thicknesses above 20 mm due to the limitations associated with the operation conditions of plasma torches with
direct polarity currents. Accordingly, for cutting large thicknesses, the use of a plasma torch operating on currents
of reverse polarity seems promising. The aim of this work is to develop the technique of plasma cutting of copper,
titanium and aluminum alloy sheets up to 40 mm thick using a plasma torch operating on currents of reverse polar-
ity. Results and discussion. Investigations show that for cutting aluminum alloy (4/ 90.9-94.7 %; Cu 3.8-4.9 %;
Mg 1.2-1.8 %; Mn 0.3-0.9 %) and titanium alloy (77 94.33-97.5 %; Al 1.5-2.5 %; Mn 0.7-2.0 %) it is possible to
regulate the cutting speed in a wide range, while for rolled copper (Cu >99.96 %) and aluminum alloy with thickness
of 40 mm the range of cutting speed regulation is rather narrow. While for aluminum alloy due to excessive precipi-
tation of alloying elements from the solid solution in the heat-affected zone decrease of microhardness is observed,
for titanium alloy the microhardness growth due to material hardening is characteristic. Changing the cutting mode
parameters allows receiving more homogeneous macrogeometry of a cutting surface, smaller depth of a zone of
melting of a material and a heat-affected zone and smaller changes of mechanical properties of a material in a zone
of a cut. For the titanium alloy, almost all of the cutting modes used are close to optimum. For alloy aluminum and
copper the modes providing the best cutting quality in the considered range of parameters are determined. According
to the results of the work it can be concluded that plasma cutting on reverse polarity currents is effective for cutting
rolled products of large thicknesses, but the technique requires further development in order to improve the quality
of the resulting cut.

For citation: Rubtsov V.E., Panfilov A.O., Knyazhev E.O., Nikolaeva A.V., Cheremnov A.M., Gusarova A.V., Beloborodov V.A.,
Chumaevskii A.V., Ivanov A.N. Development of plasma cutting technique for C1220 copper, AA2024 aluminum alloy, and Ti-1,5A1-1,0Mn
titanium alloy using a plasma torch with reverse polarity. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and
Material Science, 2022, vol. 24, no. 4, pp. 33-52. DOI: 10.17212/1994-6309-2022-24.4-33-52.
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