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Annomayun. B pabote MccieqoBaHO BIHMSHUE CKOPOCTH INEPEMELICHUs Ja3epHOU pexynien
TOJIOBKHM Ha Ka4ecTBO (hOPMUPYEMOH TOBEPXHOCTH pe3a U ToNIuHy u3MeHéHHoro cios (MC) mpu
o0pabotke crmaBa 12X18H107. AxTyanbHOCTH HCCIeNOBaHHUA 00yCIOBICHa HEOOXOIUMOCTBIO TIO-
BBIIICHUS TOYHOCTH W 3(P(HEeKTHMBHOCTH JTa3epHOW PE3KH, IIMPOKO MPUMEHSIEMOW B COBPEMEHHOM
MAaIIMHOCTPOCHUH. OKCIICPUMEHTAIbHBIE HCCICAOBAHUS MPOBOAWINCH Ha ycraHoBke DMG
LASERTEC 20 ¢ ucronp30BaHHEM a30Ta B KA4ECTBE 3alIUTHOTO W BBIAYBHOTO Ta3a, YTO TO3BOJIMIO
MHHUMH3HUPOBATh OKHCIHUTEIbHBIE MPOIECCH. B paMkax paOoThl ObUIM BBIIOJIHEHBI 1[BA 3KCHEPH-
MEHTAaJBHBIX IHUKJIA MIPH MOIIHOCTSX JazepHoro m3nydeHus 1300 u 1400 Bt. B xaxknom nwmkie 06-
pabatbIBaoch Mo MIeCTh 00pa3LoB, IPU 3TOM CKOPOCTh HEPEMEICHHUS JIa3ePHON PEXYIEeH TOJIOBKH
BapbupoBanach B nuanasone ot 200 mo 700 Mm/mMuH. OCTajbHBIE TEXHOJOTHMYECKUE MapaMeTpbl —
Y4acTOTa UMITYJIbCOB, JaBJICHUE ra3a U (JOKyCHOE pacCTOsSHHE — IOJIePKUBAINCh HA (PUKCUPOBAH-
HOM YpOBHE Jisi oOecrieueHHss KOPPEKTHOCTH CPpaBHEHUsI OIYYSHHBIX pe3ynbTaToB. OleHKa Kade-
CTBa TOBEPXHOCTH pPe3a OCYIIECTBIIach IO MapaMeTpy IIepoxoBarocTu Ra, a TepMHueckoe BO3-
nevicteie — no tomuuae VC h. Pe3ynabrarsl HCCaeI0BaHHS MOKA3AIH, YTO CKOPOCTD MEPEMEIICHHSI
Ja3epHON PEXyIIei TOJOBKH SBISICTCS OMPENEIIAIOINM MapaMeTpoM, BIMSIOIMMM Ha IIEPOXOBa-
TocTh MoBepxHocTH U Tommuny MC. Insg momHoctu 1300 BT panuoHanbHOE KayecTBO MOBEPXHO-
CTH W cTaOWIbHOE Tpope3aHne MaTepuana HabmromaeTcs mpu ckopocTsx 400-600 mm/MuH, Tpu
9TOM Ha HIDKHEH rpanHmie auamna3oHa (okoio 400 Mmm/MuH) oTMedaeTcs yBenudeHue riyounsr MC.
IToBbiienne momuoctu 10 1400 BT pacumpser quana3oH yCTOMYMBBIX CKOPOCTEH, CHIXKAET LIepOo-
XOBaTOCTh MOBEPXHOCTHU M TI03BOJISIET POPMHUPOBATH OOJIEE YHCTYIO KPOMKY.

Knrouesvie cnoea: nazepHas pe3Kka, CKOPOCTh IEPEMEICHUS JTa3epHON PEeXXyIel TOJ0BKH, IIe-
POXOBATOCTh MOBEPXHOCTH, M3MEeHEHHBIN cnoil, DMG LASERTEC 20, a3or
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Abstract. The effect of the speed of movement of a laser cutting head during processing of a
12X18H10T alloy on the quality of the formed cutting surface and the thickness of the modified lay-
er (IC) is investigated. The experiments were carried out on a DMG LASERTEC 20 installation using
nitrogen as a protective and blowing gas. Two experimental cycles were performed at laser radiation
powers of 1300 and 1400 watts. In each cycle, six samples were processed with a change in the
speed of movement of the laser cutting head in the range of 200-700 mm/min at fixed values of
pulse frequency, gas pressure and focal length. The surface quality was assessed according to the
roughness parameter Ra, and the thermal effect was carried out according to the thickness of the IC
h. It is established that the speed of movement of the laser cutting head has a nonlinear effect on the
roughness of the treated surface and the depth of the thermal treatment, as well as determines the
boundary of stable cutting of the material.

Keywords: laser cutting, speed of movement of the laser cutting head, surface roughness, modi-
fied layer, DMG LASERTEC 20, nitrogen
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Beenenune

JlazepHast 00paboTKa METaJUIOB SIBJISIETCSl OJTHUM M3 HanOoJsee MEepCHeKTHBHBIX HalpaBlieHHH CO-
BPEMEHHON MeTauI000paboTKH, 00ECHEeUUBAIOIIUM BBICOKYIO TOYHOCTH OOpabOTKM M BO3MOXKHOCTBH
ABTOMATH3AI[MU TEXHOJIOrnueckux mpoieccoB [1-3]. OcobeHHO BaxkHOIl 3amaueii siBisiercss 00paboTKa
KOPPO3HOHHOCTOWKHX ayCTEHUTHBIX CTajell, HampuMep, Takux Kak ctaib 12X18H107, mupoko mpume-
HSIEMOH B aBUACTPOEHUH OJy1arozaps COYETaHUIO KOPPO3MOHHOM CTOWKOCTH M MEXaHMUECKUX CBOMCTB. B
JUTEpaType OTMEYAETCs, YTO IPH JIa3epHON pe3Ke HEPKaBEIOIIMX CTajel KIoYeBbIMH (haKTOpaMu Ka-
YecTBa MOBEPXHOCTH SIBIISIETCS TEPMUYECKOE BIIMSIHAE Ha KPOMKY M HEOOXOJIUMOCTh TOJTyYSHHsT YHCTO-
ro pe3a 0e3 cieoB OKUCIEHUs U AedeKToB [4—8], 4TO MPUBOAMUT K MOBBIIICHUIO TPYIOEMKOCTU IMPH
BBITIOJTHEHUH YHCTOBBIX ONEpallUil.

KauecTBo moBepxHocTH, (OpMHUPYEMOH IPH JIA3EPHON PE3KE, ONPENEIIeTCs] KOMIUIEKCOM TEXHOJIO-
THYECKHUX MMapaMeTpoB, TAKHX KaK MOIIHOCTbH Ja3epa, CKOPOCTh MepeMeIeHHs JTa3epHOH ToJ0BKH, (o-
KYCHOE€ pacCTOSIHUE, AABJIEHUE I'a3a, YaCTOTA UMITYJIbCOB JIA3€PHOTO U3IYYEHHS U T. 1. DTH NMapaMeTpsl
OTIPEIEIIIOT BETMUMHY TEIUIOBOTO BO3JIEHCTBUS, pa3Mep U3MEHEHHOTO CIIOS M XapakTep (opMUpOBaHUs
KPOMKH pe3a, OTHAKO CPEAH MPOYNX KIFOUEBBIM (DAKTOPOM SIBISIETCS CKOPOCTH TIEpEMEIIECHUS JTa3epHOH
roJIOBKH. B paboTax 0TeUECTBEHHBIX MCCIIEIOBATENICH OMUEPKUBACTCS, UTO HETIPABUIBHBIA BEIOOD pe-
KHMOB MPUBOANT K YBEIHUYESHHUIO TETJIOBOTO BO3ACHUCTBHS, 00Pa30BaHMIO OKAJMHBI U YXYIILICHHIO Kayde-
ctBa noBepxHoctH [9-14]. TIpu 5TOM B 3THUX HCCIIEIOBATEIBCKUX PAbOTaX HE MPUBOAATCS YHUBEPCAb-
HBIC MOJIXO/IbI ¥ METOJIUKH JUIsl ONIPEICTICHNs] ONITUMAIILHBIX PEKUMOB 00pa0OTKHM TIPH J1a3epHON pe3Ke,
YTO MPHUBOAUT K HEOOXOIUMOCTH MPOBEIEHHS HKCIIEPUMEHTAIbHBIX HCCIEIOBAaHUN NPU PE3KE pa3iny-
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HBIX MaTEepHaJIOB HA PAa3JIMYHOM Jla3epHOM 00opynoBaHUU. OHAKO B JaHHBIX HCCIIEAOBATEIbCKUX pa-
00Tax MOKHO BBISIBUTH OOIIME 3aKOHOMEPHOCTH M TPEH/IbI BIUSHUS Pa3IHMYHBIX ITapaMeTPOB PEKUMOB
pe3aHusl Ha MPOM3BOAMUTEILHOCTh M KauecTBO 00paboTku. Tak, Hampumep, mpu 0ojiee HU3KUX CKOPO-
CTSIX MEpEeMeEIIEHHs J1a3epHOil pexyliel roJOBKH BO3pacTaeT TeIIOBOE BO3IEHCTBUE HA €OUHHUILY M-
HBI pe3a, YTO MOKET MPUBOAUTE K yBenudeHuto TonuuHel MIC, 06pa30BaHUIO HANJIBIBOB U YXYALICHUIO
HIepoXoBaTocTH 00paboTanHON moBepxHOCTH [15—17]. C Apyroil cTOpOHBI, Ype3MEpHOE yBEIHUCHHE
CKOpPOCTH TIEpEMEIICHHS JIa3ePHOI TOJNIOBKH CHMKAET IUIOTHOCTH MOJBOJMMOM 3HEPTHH M MOXKET BbI-
3BaTh HECTAOMWJIBHOCTH IPOLIECCAa PE3aHusl, U, KaK CIEICTBHE, ITO MIPUBEACT K HEIOJIHOMY IPOPE3aHHIO
Matepuaia mo ero tojmune [18-20].

Henbto manHON paboThI ABISETCS SKCIIEPUMEHTANBHOE MCCIIeJOBaHNE BIMSHUS CKOPOCTU TepeMe-
HICHUS JIa3epHOI pexyInel ToNoBKH Tpu 00padoTke cranu 12X18H107 Tommmuoi 0,8 MM Ha IEpoOXo-
BaTOCTh 00paboTanHo¥ nmoBepxHocT U Tonmuuy MC Ha ycranoBke DMG LASERTEC 20 ¢ mpumeHe-
HHUEM a30Ta B KauecTBe paboueil cpesbl.

MeToabl npoBeeHUs HCCIeJOBAHUS

DKcrepuMeHTANBHBIC MCCIIE0BaHus MPoBelieHbl Ha NaszepHoi ycranoBke DMG LASERTEC 20,
OCHAIIEHHON BOJIOKOHHBIM JIa3epoM HemnpepbIBHOTO AeiicTtBusa (CW-pe:xxum). B kadecTBe 3ammTHO-
rO ¥ BBUIYBHOTO ra3a MpUMEHSUICS a30T Npu aaBieHun 7 6ap. @okycHoe paccTosiHue GUKCHPOBAHO U
cocraBysuio 1 MM. YacToTa UMITYIbCOB JIA3EPHOTO M3IYYEHHs BO BCEX IKCIEPUMEHTaX HOAEPKHUBAIACH
Ha ypoBHe 500 I'm.

[IpoBeneHo ABa sKCHEpHUMEHTa: SKCIIEPUMEHT 1 — MOITHOCTH JazepHoro usnydenus 1300 Bt; skc-
MEPUMEHT 2 — MOLIHOCTH Jla3epHoro uznydyeHus 1400 Br.

B kaxmom sKcriepruMeHTe W3roTaBINBaIOCh O IIECTh 00pa3IoB, KOTOPEIE Aajee 00padaThIBAIICh TIPH
CKOPOCTH TIepeMeIIIeHus Ja3epHoil pexymie rojosku 200, 300, 400, 500, 600 u 700 mm/mMuH. KauectBo
MOBEPXHOCTH OLIEHUBAJIOCH 110 MapaMeTpy IIEpOX0oBaTOCTH Ra ¢ ucnonp3oBaHueM NpoguiIoMeTpa MO
Mitutoyo Surftest SJ-210. Tommuaa IC h onpenensiiach MetautorpapuIecKiuM METOIOM IO MOMIEPEYHBIM
numrdam 00pasioB ¢ MpUMeHeHHeM OrHOKY IsIpHOro Mukpockora moaean Nikon Eclipse MA200.

Pe3ysbTaThl HCCI€10BaAHUS

Oxcnepumenm 1 (MmomHOCTh 1300 BT). [IpH cropocTr mepemenieHus Ta3epHOi PexyIieil TOIOBKH
200 mm/muH Tommuuaa VIC coctaBuia h = 15...21 MkM, a m1epoxoBaTocTh 00pab0TaHHOW MOBEPXHOCTH
Ra =2,756...2,944 mxM. YBeauueHue ckopoctu nepementierus 10 300 MM/MHUH TIPUBEJIO K POCTY IIEPO-
xoBaroct g0 Ra = 2,978...4,391 mxm npu UC h = 3...21 mkm. Ilpu cxopoctu nepemernierus 400
MM/MUH 3aUKCUPOBAHO CHMXKeHHe IepoxoBarocty o Ra = 1,501...1,601 mkm, ograxo TonmuHa VIC
Bo3pocia 10 h=21...57 Mkm.

HanpHeliniee yBenuueHue ckopocty nepememnienus 10 500 1 600 MM/MUH COTIPOBOXKIANIOCH H3Me-
HeHHeM mepoxoBatoctu A0 Ra = 2,027...3,439 mxm u Ra = 2,239...2,513 MKM COOTBETCTBEHHO NpH
tommuae UC h = 24...36 u 15...30 mxm. IIpu ckopoctu 700 MM/MUH yCTOWYMBOE MPOPE3aHUE MaTe-
puana He HaOIII0AaI0Ch, YTO SBISIETCST OpaKoM.

PesynbpTaTel n1a3epHOM pe3Kku MpH dKCHEpUMEHTE | MpU MOLIHOCTHU JiazepHoro uznydeHus 1300 Br
npuBeieHb! B Tabn. 1 u Ha puc. 1.

Tabnuua 1
Pe3ynbTaThl NasepHon pe3ku (3kcnepumeHT 1, P = 1300 BT)
Table 1
Laser cutting results (experiment 1, P = 1300 W

CxopocTs miepe- CpenuHee 3HaueHUE
- Cpennee 3Ha- | IllepoxoBaTocTh
‘8 &| mewenus nasep- | Tomumha yerme UC 060a60TaMHOI Ho- | IEPOXOBATOCTH 0bpabo-
< &| noii pexymeit ro- | UC h, Mxm h p TaHHOW NIOBEPXHOCTH
FTOBKH, MM/MHH ciod h,,, Mkm | BepxHOCTH Ra, MKM Ray,, MM
1 200 15...21 18 2,756...2,944 2,850
2 300 3...27 12 2,978...4,391 3,684
3 400 21...57 39 1,501...1,601 1,551
4 500 24...36 30 2,027...3,439 2,733
5 600 15...30 22,5 2,239...2,513 2,376
6 700 He npopezancs
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Obpazen 5

Puc. 1. O6paboTaHHas noBepxHocTb ctanu 12X18H10T (akcnepumeHT 1),
MUKPOCTPYKTypa MoandhULIMPOBaHHOrO Cros M NOBEPXHOCTb Nocne pe3a

Fig. 1. Treated surface of 12X18H10T steel (experiment 1),
microstructure of the modified layer and the surface after cutting

Ha ¢ortorpadusx puc. 1 moka3zaHbl MOMEPEUHBbIC CEYCHUS IATH Pa3IMUHBIX 00pa3loB, KaXKIbIA U3
KOTOPBIX IPEJICTABIEH TPEMsI CHUMKaMH ¢ pa3HbiM yBenndeHueM — x500, x400 u x40. [Ipu sTom BuaeH
obmmit xapaktep GpopMUpoBaHHs 00padOTaHHON TOBEPXHOCTH TIPH JIA3EPHOH pe3Ke Ha BceX 00pasmax —
SIBHO TIPOCIIEKHMBAIOTCS JKEIOOKH, CHOPMHUPOBAHHBIC BCJICICTBHE «BBIMBIBAHMS) MaTepHalia TpPHU €ro
pasorpese.

Oxcnepumenm 2 (momrHOCTh 1400 BT). [IpH crkopocTr mepeMenieHus Ta3epHON pexyIei TOIOBKH
200 mm/mun toimmHa MC coctaBuia h = 18...36 MKM, mepoxoBaTocTh 00PabOTAHHOI MOBEPXHOCTH
Ra = 1,611...2,966 mxm. [Ipu ckopoctu nepememierus 300 MM/MUH HaOIIOAAaIOCh CHIDKEHHE IIEPOXO-
Baroctu 10 Ra=1,496...1,851 mxm u UC no h = 3...27 MkMm.

Ckopoctu 400-600 MM/MUH oOecriedyrBanyd OTHOCHTEJIBHO CTAOMJIBHOE KAadYeCTBO ITOBEPXHOCTH:
IIIEPOX0BATOCTh HAXOIUIIACh B Juanazone Ra = 1,649...2,444 mxwm, a rommuaa UC h = 3...27 mxm. Tlpu
ckopoctH nepemereHust 700 MM/MUH, KaKk U B IIEPBOM 3KCIIEPUMEHTE, IPOPE3aHUe MaTepuaia He Ha-
OJIFOJAJIOCK.

Pesynbratel 1a3epHON pe3ku Hpu dKcriepuMenTe 2 npu morHocTr 1400 BT npuBeneHs! B Ta0i. 2 u
Ha puc. 2.

Tabnuua 2
Pe3ynbTaTthl NasepHon pe3ku (akcnepumeHT 2, P = 1400 BT)
Table 2
Laser cutting results (experiment 2, P = 1400 W)
= | Ckopocts nepe- [lepoxoBatocth | CpenHee 3HaUeHHE
=1 Tommuuua | Cpennee 3Haue- N
o 3 | MelleHus Jasep- 1C h [ O— 00paboTaHHO# | TIEpOXOBATOCTH 00-
= &| HoW pexymeit ' HI MTOBEPXHOCTH | PabOTaHHOW MOBEPX-
) MKM UC h,,, MKkM
TOJIOBKH, MM/MHH r Ra, MM HocTH Ra,,, MkM
1 200 18...36 27 1,611...2,966 2,288
2 300 3...27 15 1,496...1,851 1,673
3 400 9...24 16,5 1,883...2,437 2,160
4 500 12...27 19,5 1,649...2,346 1,997
5 600 3...12 7,5 2,444...2,993 2,718
6 700 He npope3zaincs
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Obpazen 5

Puc. 2. O6paboTaHHas noBepxHocTb cTany 12X18H10T (akcnepuMeHT 2),
MUKPOCTPYKTypa MOAUMULIMPOBAHHOIO CII0OA U NOBEPXHOCTb Nocre pesa

Fig. 2. The treated surface of 12X18H10T steel (experiment 2),
the microstructure of the modified layer and the surface after cutting

Ha puc. 3 npeacraBneHbl 3aBUCHUMOCTH BIHSIHUS IEPEMELICHUS JIA3E€pPHON pEXyIIEH TOJOBKU Ha
tommuny UC.
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Puc. 3. Mpachuk cpaBHeHust UC oT CKOpPOCTU NepemeLLeHUs Na3epHOM pexyluen ronoBKu
Fig. 3. Graph of the comparison of the IC from the speed of movement of the laser cutting head.

Ha puc. 4 mpencraBieHbl 3aBUCHMOCTH BIHAHUS TEPEMEIICHUS JIA3ePHON pPEeXyIIed TOJOBKH Ha
HIEPOXOBATOCTb 00paOOTaHHON MOBEPXHOCTH.
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Puc. 4. Npachmk cpaBHEHMS LWLEPOXOBaTOCTM NOBEPXHOCTU OT CKOPOCTU NepeMELLEHNS NTa3ePHON pexyLlen ronoBkn
Fig. 4. Graph comparing surface roughness versus the speed of movement of the laser cutting head

I'paduk cpaBuenust UC oT ckopocTH mepeMelieHns 1a3epHON PeXyIei TOJI0BKH MOKa3bIBaCT: MPH
1400 Bt Tommuua MC Bo BcéM auama3oHe CKOpOCTEH MeHbIle M crabmibHee, yeM npu 1300 Bt; npu
1300 Bt HabmtomaeTcs BbIpakeHHBIH MakcuMyM Tipu 400 MM/MUH, YTO YKa3bIBaeT Ha HEPaBHOMEPHOCTh
TEIUIOBOTO Bo3zaeicTBUs; mpu 600 MM/MHMH MOBBIILICHHE MOLIHOCTH IO3BOJISIET CYLIECTBEHHO CHU3HUTH
IIIyOMHY TEPMUYECKOT0 BO3ACHCTBHA.

I'paduk cpaBHEHHUS MIEPOXOBATOCTH MMOBEPXHOCTH OT CKOPOCTHU MEpEeMEIeHHS JIA3EPHOU pexyIIei
roJIoBKU mokaseiBaeT: npu 1400 Bt mepoxoBaTtocTs MOBEPXHOCTH B LIE€JIOM HW)KE M MEHEE UyBCTBH-
TeJbHA K U3MEeHeHHuIo ckopocTy; anst 1300 Bt xapakTepHbl peskue konebanus Ra, ocodbenno mpu 300 u
500 MM/MUH; MUHUMaJbHBIE 3HadeHuss Ra mocturarorcs: mpu 1300 Bt — okomo 400 mm/muH; mipu
1400 Bt — B aimanazone 300-500 Mm/MuH.

Oo0cy:xxnenne pe3yJbTaToB

IlomyueHHBIEe pe3ysbTaThl MOATBEPKAAIOT HEJIMHEHHBIN XapakTep BIUSHHUS CKOPOCTH IepeMerie-
HUS JTa3€pHOM peXXyleil TOJ0BKH JIa3epHOM pe3KH Ha KauecTBO moBepxHocTd. g momrHoctu 1300 Br
ONTUMAIBFHOE cOoYeTaHue IepoxoBarocTu U TonuHel IC HabmomaeTcst B auanazoHe ckopocteit 400—
600 MmM/MuH, ogaako ipu 400 MM/MUH OTMEYEHO YBEIHMYEHHE TITyOUHBI TEPMHYECKOTO BO3JICHCTBHS.

Ioseimenne momrHocTH 10 1400 BT pacmmpser auamna3oH yCTOWYMBBIX CKOPOCTEH MepeMenieHHs
JIa3epHOM PEeXyIIeH TOJIOBKH U TO3BOJISET MOJYyYUTh MEHBIIYIO HIEPOXOBATOCTH MOBEPXHOCTH MPHU CO-
MOCTaBUMBIX MJIM MEHbIIUX 3HaueHuAx tommuHbl MC. Mcnonp3oBanue a3ota mpeaoTBpaliaeT oKucie-
HUE MTOBEPXHOCTH pe3a U CriocoOCTBYET POPMUPOBAHUIO OOJIee YUCTOM KPOMKH.

OTCyTCTBUE TPOPE3aHUs MPHU CKOPOCTH MEPEMEIICHHS JIa3epHOU pexylner rojsoBku 700 Mm/MUH
U1 000MX YPOBHEH MOIIHOCTH YKa3bIBAaeT HAa HEJOCTATOYHOE TEMJIOBOE BO3ACHCTBHE M OIpaHHMUYCHHE
paccMaTpUBaeMbIX PEKUMOB 00paOOTKH.

BriBoabI

CKopocTh NEpEeMEIIEeHNs] Ja3epHOM pEeXyIleld TOJOBKH SABISAETCS OIpPEIEISIIONUM apaMeTpoM,
BIUSIONIMM Ha HIepoxoBaTocTh MoBepxHocTH M tomuuHy MC. Ilpu momuoctn 1300 Bt ycroiunsoe
Mpope3aHre MeTaula o0ecredrBaeTcs mpu CKopocTsx n0 600 mm/muH. [IoBbllIeHHE MOIIHOCTH 0
1400 Br ynydIiaer Ka4ecTBO MOBEPXHOCTH U cHIKaeT TonmuHy MC B ITMpOKOM JHana3zoHe CKOPOCTEH.
Hcnonb3oBanue a30Ta B Ka4eCTBE Ta3a 00eCceYnBaeT cTaOUIBHOCTh MPOLECca U BEICOKOE Ka4eCTBO I10-
BEPXHOCTH Pe3a.
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