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PC3yJ'ILTaTLI TIOTY4YCHBI TIPH  BBITIOJTHCHHH  KOM-
TIeKCHOTO TpoekTa  «Co37aHHe MPOM3BONCTBA
BBICOKOTEXHOJIOTUYHOTO O0OPYIOBAHHS AJANTHB-
HOM BBICOKOTOYHOH IUIA3MEHHOM PE3KHM LBETHBIX
METAJUIOB OOJIBIINX TOJILHUH ST METaJUTypruve-
CKOM, aBHaKOCMHYECKOI M TPAHCIIOPTHO# oTpacneit
P®» (cornameHne O MPEIOCTaBICHHH CYOCHIHI
ot 06.04.2022 Ne 075-11-2022-012), peanuzyemo-
ro U®IIM CO PAH npu puHAHCOBOI MOIIEPKKE
Muno6pHayku Poccuu B paMKax IOCTaHOBICHHs
Ipasurenscra PO ot 09.04.2010 Ne 218.

EBnazooaprocmu

HccnenoBaHus 4YacTHYHO BBINONHEHBI Ha 000-
pynosanuu IIKIT «Crpykrypa, MexaHHYECKHE U
(u3nyecKue CBOMCTBAa MaTepuaioBy (CorIaleHue
¢ Munobpraykun Ne 13.I1KI1.21.0034) u LIKII
«HAHOTEX» U®IIM CO PAH.

Bo BBegennn onrcansl 0COOCHHOCTH ITPOLECcca INIA3MEHHON PEe3KH Pa3IMIHBIX METAJJIOB U CILIa-
BOB C HCIIOJb30BaHHEM IUIa3MOTPOHOB C 00paTHOH HOMSIPHOCTHIO M OCOOCHHOCTH PE3KU TOJICTOIHUCTO-
Boro npokara. Ileas paGoThl: MccieoBaHue mpolecca H3H0ca IIa3MOTPOHOB, pabOTAOIIUX HA TOKE
00paTHOH TMOSIPHOCTH, IPH Pe3Ke TOJICTOIUCTOBOTO MPOKATa aTIOMUHHEBBIX M THTAHOBHIX CIUIABOB.
MeTtogaMu Hcc/1eJ0BAHHA SBIIOTCS ONTUYECKAsl U PAacTPOBas NEKTPOHHAS MUKPOCKOIMS, ChbeMKa
TIIporecca pe3Ky U BU3yaIbHBII 0CMOTp JIEMEHTOB IITa3MOTPOHA MOCIIE MOIydeHus 00pa3nos. Pe3yib-
TaThl M 00cy:Kk1eHue. B pa3nerne noka3aH BHEIIHMI BUI OCHOBHBEIX PA0OUYHX 3JIEMEHTOB INIa3MOTPOHA
ToCIIe Pe3KH Ha Pa3INYHBIX PEXHUMaX, IPUBOIUBIINX KaK K CTAOMIEHOMY ¥ IIOCTETIEHHOMY M3HAIINBa-
HUIO, TaK U K KaTacTpO(HIECKOMY BEIXOMY IUIA3MOTPOHA U3 CTPOsL. [IpencTaBineHsl pe3ynbTaTel CTPyK-
TYPHBIX HCCIIECA0BAHUI OCHOBHBIX XapaKTEPHBIX 30H COIIEI U JIEKTPOIOB Hocie pe3ku. IIpoBeneHHbIe
HCCIIEA0BaHMs TTO3BOJIIIIM YCTAaHOBUTH OCHOBHBIE NMPUYMHBI BBIXOJA U3 CTPOSl pabOdYMX 3JIEMEHTOB
IUIa3MOTPOHOB, pabOTAIOIINX Ha TOKe 00paTHOH momsipHOcTH. K MpHdIrHaM KaTacTpoHIECKOTO BBIXO-
Jla M3 CTPOS IUTa3MOTPOHOB OTHOCSATCS HECOOMIOICHUE BETHINHEI 3230pa MEK/LY COILIIOM U HIEKTPOIOM
1 OIUIaBJICHHE KaHAJIa MOJa4y ra3a B pa3psAaHylo kamepy. VI3HOC comern U 31eKTPOfoB B CTaOMIBHOM
peXrMe MOXKET OBITh MHTEHCH(UIIMPOBAH MPH HEUITaTHOH paboTe ITyCKOBOHM AyTH, HaIW4UH HETOU-
HOCTEH M3TOTOBJICHUS U NPEBBIICHUH AABICHUS raza. B 3akiaioueHun cQopMynnpoBaHEl OCHOBHEIE
BEIBOZIBI IO PE3yNBTaTaM IIPOBEACHHBIX HccleqoBaHui. ONHcaH IMpomecc N3HOCa IEKTPOAOB, COTIEI H
KOPITyCHBIX JIEMEHTOB IIa3MOTPOHOB B IIPOIIECCE PAOOTHI IIPH BBICOKUX 3HAUYCHUSX MOITHOCTH JJIEK-
TPUYECKOU AyTH.

Jis nuTHpoBaHus: 3aKOHOMEPHOCTH H3HOCA IUIa3MOTPOHOB NPH IUIa3MEHHOH pPEe3Ke TOJICTOIMCTOBOIO MPOKaTa Ha TOKe OOpaTHOH
nonsipHoctr / E.A. Cupmopos, A.B. I'punenxo, A.B. UymaeBckuii, A.O. Ilan¢punos, E.O. Kusxes, A.B. Huxonaesa, A.M. UepeMHOB,
B.E. Py6uos, B.P. Yraranosa, K.C. Ocunosuu, E.A. Konybae / O6paboTka MeTaioB (TEXHOJNOTHsS, 000OPYIOBaHUE, HHCTPYMEHTHI). —
2024. —T. 26, Ne 3. — C. 149-162. — DOI: 10.17212/1994-6309-2024-26.3-149-162.

*Anapec AJIsl epPenucKH

Cuoopos Eeeenuii Anexceesuy, acClIupaHT, HH>KSHEP
WuctutyT dusuku npounoctu u Marepruanosenerus CO PAH,

AKka/ieMUYeCKHii IPOCIEKT, 2/4,
634055, . Tomck, Poccust

Tea.: 8 (382) 228-68-63, e-mail: eas@ispms.ru

Tom 26 Ne 32024 (149


https://orcid.org/0000-0003-0348-1869

Cm

OBPABOTKA METAJIJIOB

BBenenue

[InasmeHHast pe3ka pa3IUYHbIX METAUIOB U
CIUIaBOB 00JIa/IaeT PAIOM MPEUMYILIECTB JJIS MpO-
MBIIJIECHHOTO TPUMEHEHUS, CBA3aHHBIX C BBICOKOU
MIPOU3BOAUTEILHOCTHIO, KAUECTBOM Pe3a U BO3MOXK-
HOCTBIO PE3KH TOJCTOJUCTOBOro mpokara [1-3].
Metonom m1a3MeHHOW pe3ku A((HEKTUBHO TOTY-
YaloT 3arOTOBKHU M3 CcTalied [4], a Takke aTrOMUHU-
eBbIX [5], MeaHbIX [6] U TUTAHOBBIX [7] CILJIABOB.
[Tpu pe3ke BO3MOXKHO Kak (hOPMHUPOBAHUE YETKOTO
pe3a noa yrmioM 90° K MOBEpXHOCTH JIUCTA, TaK U
dbopMupoBaHue HEOOXOMUMOM pa3lIelKu KPOMOK
MO/ TAJIbHEHITYI0 CBapKy KOHCTpykumii [8]. B oc-
HOBHOM JUIS IIJIA3MEHHOM pe3Ku MpUMeHseTcs 000-
pyznoBaHue, padoTaroliee Ha TOKE MPSIMOW MOJSp-
HocTH [9, 10] 1 uMerolee OrpaHUYEeHUs IO Pe3Ke
TOJICTOJIMCTOBOTO IIPOKATa.

TexHonOrUs TUTA3MEHHOW PEe3KH Ha TOKe 00-
paTHOI MOJSPHOCTH MO3BOJISET MOBBICUTH MPOU3-
BOAUTEIBLHOCTH mponecca [11-14], ocobenHo npu
IIPOU3BOJICTBE KPYIHOrabapUTHBIX 3aroToBok. Ha
CETOJIHSIIHUYN JIeHb B JUTEPATYPHBIX UCTOUHHKAX
HNPUCYTCTBYET AOCTATOYHO HEOONBIIOE KOJInYe-
CTBO JIaHHBIX MO PE3KE JIMCTOBOTO MPOKATa LIBET-
HBIX METAJIJIOB M CIUIABOB TOJIIUHON MOpSJIKa
30...100 mm [15—18]. [Ipu aTOM myia3MeHHas pe3ka
TOJICTOJINCTOBOTO IMpoKaTa 00JafaeT psiAoM CIIOXK-
HOCTEH, CBI3aHHBIX C BHICOKMMH 3HAYEHUSIMU TOKA
T1a3M000pasyIomIel Jyrd 1 HHTEHCUBHBIM €€ BO3-
JnercTBreM Ha pabodre 3JIeMEHTHI TUIa3MOTPOHA.
[Tomumo uccnenoBaHuii, HalpaBICHHBIX HA yCTa-
HOBJIGHHE BIMSHUS TApPaMETPOB Mpolecca pe3Ku
Ha KayeCTBO MOBEPXHOCTH U CTPYKTYpHO-(a30BbIE
W3MEHEHUS NPU BO3ACUCTBUM IUIA3MEHHOW CTPyH
Ha marepual [12, 16], HeoOXoauMo nMpoBeeHUE pa-
00T B 00/1aCTH U3MEHEHUS COCTOSHUS I1a3MOTPOHA
npu peske. OcoOEHHO 3TO aKTyallbHO C TOYKH 3pe-
HUSl SKOHOMHYECKOH 2(PPEKTUBHOCTH TUIa3MEHHOMN
PE3KH Ha TOKE OOpaTHOM MOJSPHOCTH, TaK KaK IS
He€ XapakTepHa MEHbIas CTENeHb W3HALIUBaHUS
AJIEMEHTOB IIJIA3MOTPOHOB MPH dKCIUTyaTanuu [11].

[InasmeHHast pe3ka Ha TOKe OOpaTHOM MOJsp-
HOCTH, HECMOTpsI Ha JTUTENILHOE BpeMsi paboThI,
SBIISIETCSl TMEPCHEKTUBHBIM METOJOM MJiA TOJy-
YeHHsI 3arOTOBOK M3 TOJCTOJHMCTOBOTO IMpOKaTra B
poMBbILUIeHHOCTH. [l1a3MeHHas pes3ka Ha Toke 00-
paTHOH MONSIPHOCTH HanOoJee aKTyallbHa IpHUMe-
HUTEJIBHO K 3arOTOBKAM TOJICTOJIMCTOBOTO MIPOKaTa.
D10 O0OYCNOBJIEHO MEHBIIMMU 3HAYEHUSIMHU TOKa
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MpU OIMHAKOBOW TOJIIMHE pa3pe3aeMblX ILTUT B
CPaBHEHUHU C PE3KOW Ha TOKE MPSMOM MOISPHOCTH.
[IpumeHnsiemblie i1 pe3KH Ha TOKE 0OpaTHOM MOJISIp-
HOCTH CHCTEMBI C TIOJIBIM aHOIOM TTO3BOJISFOT TIOJTY-
YUTh MEHBIIYIO IJIOTHOCTh TOKA HA €T0 MOBEPXHO-
CTU B CPAaBHEHHH C TEPMOXMMHUYECKUMHU KaTOIaMHU
IIPU pe3Ke Ha TOKE MPSIMOI MOJIIPHOCTH, YTO TAKXKe
CHOCOOCTBYET MOBBILIICHUIO pecypca IIa3MOTPO-
HOB. [1o 3 TuM NpruyMHaM 1Ia3MeHHast pe3Ka Ha TOKE
00paTHOM TOJSIPHOCTH ISl TOJICTOJIIMCTOBOTO TPO-
KaTa SBIISIETCS OoJiee aKTya bHOM KakK ¢ TOYKH 3pe-
HUS PKOHOMHUYHOCTH TPOLIECCa, TaK U U3 COoOpaske-
HUI HaJIe)KHOCTHU U JIOJITOBEYHOCTH 00OPYI0BaHUSI.
B stom HampaBneHuu ceifuac tpeOyeTcs pa3BUTHE
COBPEMEHHBIX KOHCTPYKTOPCKUX PELICHH U pa3pa-
00Tka 00OpyIOBaHUS VIS TIJIA3MEHHOW PE3KU OTe-
YECTBEHHOTO MPOU3BOJICTBA, 00JIAAIONIETO PSIOM
NPEUMYIIECTB B CPABHEHUH C UMEIOIIMMUCS aHAJIO-
ramMu. B HacTosmee BpeMsi B paMKax COBMECTHOTO
npoekta UPIIM CO PAH u OO0 «1TC-Cubupp»
BeZIeTCsl pa3paboTKa COBPEMEHHOTO 00OPYIOBaHUS
JUTSI TIJIA3MEHHOM pe3Ku TOJICTOJIMCTOBOIO MPOKaTa
I[BETHBIX METAJUIOB U CIJIABOB OOJIBIIMX TOJIIIMH Ha
TOKE 00paTHOMN MOJSPHOCTH.

Ilenvto pabomel sBNSETCS BBISBICHHUE OCHOB-
HBIX 3aKOHOMEPHOCTEH mpoliecca BHIXOAA U3 CTPOs
pabouymnx >IEMEHTOB IJIa3MOTPOHOB pa3padarhiBa-
€MOi KOHCTPYKIIMHM B 3aBUCUMOCTH OT Pa3lUYHBIX
(bakTOpOB B MpoOIIECCE PE3KH.

MeToauka uccjaeaoBaHuil

OKCHEepUMEHTAIbHBIE HCCIIEJOBAHUS  BBIIOJI-
HSJIUCh Ha NPOU3BOJACTBEHHOM yuactke B OO0
«UTC-Cubupp» 1 Ha SKCIIEPUMEHTAIILHOM 000pY-
nosanuu B UDIIM CO PAH. Pe3ky ocymiecTBisnu
Ha IUIa3MOTPOHE ¢ 00paTHOM MOJIIPHOCTHIO, pa3pa-
0aThIBAEMOM B IPOILECCE MPOBEACHHUS COBMECTHO-
ro HayYyHO-TEXHMYECKOro mpoekra. Cxema paboThI
TJIa3MOTPOHA M pean3alliy Mmpoliecca Iia3MeHHON
pe3KH npuBeeHa Ha puc. 1, a. Pe3ka miactus / BbI-
MOJIHSIACh TUIA3MEHHOW CTpyel 2, ¢popMupyemon
B CpEJI€ 3alMTHOTO U TUIa3M000pa3yromiero raza 3
3a CYET TOPEHMs IIyCKOBOM AYrM 4 Ha cTapre Ipo-
necca W pabouell Tyrd 5 HENMOCPEICTBEHHO IPH
peske. [lomaua 3amMTHOTO M MJ1a3MO00PA3yIOIIETO
raza 6 B 30HY pPe3KH MMPOU3BOIAUTCS MpHU (PUKCUPO-
BaHHOM JIaBJIcHUU OT Komrpeccopa. Cormio 7 Guk-
cUpyeTcs Talkoil 8§ U CIyX uT Al (popMHUpOBaHUS
IUIOTHOW CTpPYyH rasa u miaasMmsel 9, ¢popmupyromei-
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Puc. 1. Cxema paboThl IIIa3MOTPOHA Ha TOKE OOpPATHOI MONIPHOCTH (@), BHEITHUN BU pab0oYero 3J1eKTpo-
na (0) u comna (), mpolecca pe3kd B HOPMaJIbHBIX YCIOBHSX (2), cTapTa mpoliecca pe3ku (0), mporecca
BHEITHETO TOPEHUs TyTH (e) ¥ pe3KH ¢ U30BITOYHON CKOPOCTBIO (1C):

1 — nnura; 2 — na3MeHHas CTpys; 3 — IOTOK rasa; 4 — ImyckoBas jyra; 5 — paboyast ayra; 6 — IOTOK I1a3M000pasy-
IOWIETO U 3aIlIUTHOIO Ta3a; 7 — coIuio; 8§ — BHEIH:s raifika; 9 — BUXpeBbIe IOTOKH Ta3a U Iuia3Mel; /() — 3aBUXPUTEND;
1] —nogava BOABI B MOJIBIN 21EKTPOA; /2 — Ioiaua OXJIaXAaoIel BOABI B KOPITYC MIa3MOTPOHA; /3 — KaHaJIbl BOASHO-
ro oxJIaXkaeHus; /4 — anexrpox; 15 — conenonn; /6 — BHyTpeHHUH Kopiyc U3 (ToporuiacTa; / 7 — BHEIIHUH CTalbHON
xopmyc; /8 — BonsHOM TymaH; /9 — ropeHHe AyTHU B MOMEHT 3aIycka; 2() — BHEIlIHee TOPEHUe TyTu

Fig. 1. The operational scheme of the reverse-polarity plasma torch (@), the appearance of the working
electrode (6) and nozzle (8), the cutting process under normal conditions (e), the start of the cutting process
(0), the process of external arc burning (e) and cutting with excess speed (orc):

1 — plate; 2 — plasma jet; 3 — gas flow; 4 — starting arc; 5 — working arc; 6 — flow of plasma-forming and protective
gas; 7 —nozzle; 8§ — external nut; 9 — vortex flows of gas and plasma; /0 — swirl ring; // — water supply to the hollow
electrode; /2 — supply of cooling water to the plasma torch body; /3 — water cooling channels; /4 — electrode; /5 —
solenoid; /6 — inner casing made of fluoroplastic; /7 — outer steel casing; /8 — “water mist”; /9 — arc burning at the
moment of starting; 20 — external arc burning

¢4 3a cuer 3aBuxpurena /0 u ropenus ayru. [o-
MOJTHUTENIbHO Ha IUIa3MOTpOHE pa3pabaTbhiBaeMoil
KOHCTPYKIIMM IPETYyCMOTPEHO BBEIEHUE BOAbI [/
B 30HY PE3KH 4epe3 OTBepCTHE B paboueM 3JIeKT-
pone /4. DTo criocoOCTBYET YBEIMUYCHHUIO KaUeCTBa
pe3a U CHMKEHUIO M3HOCca coIua U anekrpoza [19,
20]. 3amura oT neperpesa coria v 3IEKTpoja Mmpo-
M3BOJIMTCSL TaKKe MOCTOSIHHBIM MOTOKOM BOIbI /2
yepes kaHauibl B Kopryce /3. [Togaua Bosibl B rutazmo-
TPOHE YCTPOEHA TaKUM 00pa3oM, 4To MOTOK /3 cHa-
yajia OMBIBAaeT COILIO, 3aT€M AJIEKTPOJ], MOCIIEe Yero

MIPOBOJIUTCSI YaCTUYHO HA BBIXOJ U3 IJIa3MOTPOHA
1 BO BHYTPEHHIOIO MOJIOCTh COIJIa U Jajiee MOTo-
koM [/ — B pabouyto 30Hy. [lomBo TOKA K 3IIEKTPO-
Ny TPOU3BOJAUTCS 4Yepe3 MEAHBbIM cosieHouna 15,
JIOTIOJTHUTENBHO (DOPMUPYIOIIMI MarHuTHOE I0Jie
Ui (pOKycHpOBaHMSI MOTOKA IUIa3Mbl U JIEKTpUYe-
CKOW Nyrh. BHyTpeHHMI KOopmyc IIa3MoTpoHa /6
C KaHaJlaMH [T0JJa4y BO/IbI U BO3/lyXa, U3TOTOBJIEH U3
¢dToporuiacTa, a BHelIHUH kopryc /7 — u3 craiu. Pa-
Ooumnii anexrpon /4 (puc. 1, 6) u comio 7 (puc. 1, 8)
M3TOTOBJIEHBI U3 MeaAu Mapku M1.
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Pabora miaa3MoTpoHa B CTaHIAPTHOM pEXUME
cBs3aHa ¢ oOpa3oBaHMEM IUIa3MEHHOH CTpyH BO-
KpYT Iu1azMoo0pasytomieit nyru (puc. 1, 2). Ilogaua
BOJIbI B 30HY PE3KU MPHUBOAUT K 00pa30BaHUIO BO-
nsHoro Tymana /8 (puc. 1, 2). Hanuuue BoasiHOro
TyMaHa IpU pe3Ke YCKOPSET MPOILECC OXITaKICHUS
Marepuaia U JaeT BO3MOXKHOCTh PE3KH alFOMUHU-
€BBIX CIUIAaBOB 0€3 3alMTHOHN atMocdepsl B BUIAE
a30Ta, TaKk KaK OKUCJICHHE KPOMKH JJIsl HUX SIBJISET-
Cs MUHUMAaJIbHBIM, a Kaue€CTBO pe3a — JI0CTaTOYHO
BBICOKUM [ 19, 20].

OCHOBHBIE CIIO)KHOCTH TpU pe3Ke BO3HUKAIU
Ha CTapTe Mpoliecca, KOrjaa MpoucXouT 3a)KUraHue
IIyCKOBOM nyru u najnee ¢opMupoBaHue padoueit
nyru 19 ¢ mazmeHHbIM ctotoom (puc. 1, 0). B nan-
HOM CITy4ae €Ciii MPOoLEecC MPOUCXOIUT B IITATHOM
pexxuMe U 00pasyeTcsl TIa3MEeHHbI cTond, To ayra
3aKOpauMBaETCAd MEXAY JIUCTOM U 3JIEKTPOAOM,
a TIa3MeHHast cTpys oTkitodaercs (puc. 1, 2). [Ipu
HaJIM4YuU MpoOieM Ha cTapTe BO3MOXKHA peajn3a-
s 3QgeKxra BHEIIHETO TopeHus Ayru (puc. 1, e),
KOTJla 3a)KUraHue pabodeil 1yru He MOJJAepKUBACT
00pa3oBaHMsI IJIA3MEHHOU CTPYH.

Pe3ky ocymecTBiIsUIM MO pexuMaM, Xapak-
TEPHBIM JUJISl TUIMT AJIOMUHHUEBBIX M TUTAHOBBIX
craBoB  TonmuHou  60...100 mM. OTtpaboTtka
U ONTHMH3ALUSA PEKUMOB PE3KH TOJICTOJIMCTOBO-
ro MpokaTa LBETHBIX METAJJIOB MPOU3BOJAUIACH
panee B paborax [13—-16]. Tok smekTpudecKon
nyru coctapisin ot 300 go 370 A, HanpsiKeHUE —
ot 300 mo 400 B, BeicOTa mIIa3MOTpOHA HaJ IO-
BEPXHOCTBIO IUIUTHI NIPH pe3ke — oT 16 10 25 mm.
JaBnenue raza cocrasisiio ot 2,0 no 4,0 6ap, naB-
JIEHUE BOJIBI B CUCTEME JI0 BXO/1a B KOHTYP OXJIaXkK-
JIeHUs T1a3MOTpoHa — 6 6ap, 3a30p MEXAY COIIOM
u anekrpoaoM — ot 0,5 mo 2,0 mm. CkopocTh pe3-
k1 — oT 250 no 3000 mm/mMuH. B kauectBe muas-
MOOOpa3yIolero rasa HCIOJb30BaJICS BO3AYX.
OCHOBHOW T11e7TbI0 Pa0OTHI SBISIIOCH OTHCAHUE
XapaKTEPHBIX KapTHUH U3HOCA COTIEN U 3JIEKTPOJOB
IJ1a3MOTPOHA B MPOIIECCE IKCIUTyaTalluy U BhIsBIIE-
HUE MPUYNH UX MOSBICHHUS.

[Tocne momydyeHHs SKCIEPUMEHTANIBHBIX 00-
pa3lioB M3HOILEHHBIX COIEN M 3JEKTPOJIOB IIa3-
MOTPOHOB B Pa3JIMYHBIX PEXHMMaX U3 HUX DJIEK-
TPO3PO3HOHHBIM  MeToaoM (craHok DK7750)
MIPOMU3BOIMIIACH BBIpE3Ka MeTauiorpadpuuecKkux
T OB ISl CTPYKTYPHBIX UcciienoBanuii. CTpyk-
TypHBIE€ HCCJIEI0BaHUsS MPOBOJIUIUCH HA ONTHYE-
ckoM mukpockone «Ansramu MET 1Cy», nazepaom
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ckanupytouieM Mukpockorne Olympus LEXT 4100
U pPacTpOBOM D3JIEKTPOHHOM MHUKpOCKOIEe Zeiss
LEO EVO 50.

Pesyabrarbl U HX 00CYy:KICHUE

[Tna3meHHast pe3ka TOJCTOIMCTOBOTO MpPOKaTa
Ha Tokax Oonee 300 A MPUBOANT K 3HAYUTEIHHBIM
MOBPEXKICHUSIM PACXOIHBIX 3JIEMEHTOB (puc. 2).
HauOonee cyuiecTBeHHbIE TOBPEXKICHUS MPOHCXO-
JST B MOMEHT 3aIlycKa Ipolecca mpu paboTe my-
CKOBOHM IyTH, MOCJIE Yero OCHOBHBIM MEXaHH3MOM
M3HAIIMBAHU COIUIA U BJIEKTPOJA SIBIISETCS 3PO3HS
NIPY B3aUMOJICHCTBUH C T'a30IUIa3MEHHBIM TTOTOKOM.

Ha nawanpHOM 53Tame mporiecca ocoboe 3Have-
HHE HUMEET TOYHOCTH COIPSKEHUS MEXIy COIIOM
U 3JIEKTPOIOM, 3a30p B KOTOPOM Ui IUIa3MOTpO-
Ha JJaHHOM KOHCTPYKLHUHU JIOJDKEH OBbITh MPUMEPHO
1,0-1,5 mm. IIpu HU3KOM BemmuKMHE 3a30pa MOBBIIIA-
€TCsl PUCK JJIUTEIBHOIO JBOMHOIO 1yrooOpa3oBaHUs
Ha 3Tarne paboThl WM 3aMbIKaHHSI K pa3psiiHON Ka-
Mepe MPH BKIIIOYCHUH, YTO MOXKET IIPUBECTH K Kara-
CTPOpHUECKOMY BBIXOIY U3 CTPOSI pabOUUX 3IEMEH-
TOB (pHC. 2, 8, 2).

OnHOM M3 MPUYMH BBIXOZA W3 CTPOS IUIA3MO-
TPOHOB MOJKET SIBIISITHCSI OIUIABJICHHE OTBEPCTUH
B 3aBUXpHUTENE, MPUBOAAIIEE K PE3KOMY IMOBBIIIE-
HUIO TEMIIEPATYPHI B TIOJIOCTH MEXKIY JIEKTPOIOM H
COILJIOM 3a CYET OTCYTCTBHSI OTBOJA TEILJIa TOTOKOM
rasa (puc. 2, 9, e). B pesynbrare pe3ko oriaBiasieTcs
MeTaJll collla U 3JIEKTPOAa U NMEepPEeKpbIBaeTCs OT-
BEPCTHE B COILIE.

[Tporiecc MOCTENEHHOTO W3HAIIMBAHUS MaTepH-
aja CcOIUIa U 3JIEKTPOJia B OCHOBHOM CBSI3aH C BbI-
COKOTEMITIepaTypHOU APO3UEH TPU B3aUMOJICUCTBUN
MeIu C MOTOKOM IIa3Mbl U Trasza (pHc. 2, orc—m).
OTOT NPOLECC MOXKET TOMOIHUTEIBHO OCIOXKHATh-
cs1 pabOTOM MyCKOBOM IyTH TIPH pe3ke (puc. 2, i, 3)
WIA HETOYHOCTBIO M3TOTOBJICHHS HJIEMEHTOB IjIa3-
MOTpoHa (puc. 2, u, K).

[Ipu cpenueit HapaboTke Ha oOTka3 Oojee
250-300 myckoB pacXOJHBIX 3JIEMEHTOB (COIIO
U 3JIEKTPOJ) B MPOLECCE PE3KU TOJICTOJIMCTOBOTO
(mo 100 MM) mpokara HECBOEBPEMEHHOE BBIKIIIO-
YeHHE IYCKOBOW JYI'M WJIM HETOUYHOCTH M3TOTOB-
JIEHWs MOTYT CHHM3HUTHh yKa3aHHBIM TMapamerp 0
100-150 myckoB. IIpoueccsl karactpoduyecko-
ro BBIXOJa W3 CTPOSI IUIa3MOTPOHOB MPHUBOIAT
K pE3KOMY BBIXOAY YCTpOMCTBa U3 CTpOs Jaxe
MIPU OJTHOM BKJIIOUYECHHH, UX TPUUYUHOU SIBISIETCS B
OCHOBHOM HEJIOCTATOYHBIN 3a30p MEX]Y COIIOM
U DIIEKTPOIOM.
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Puc. 2. Buemnuii Buj conen (a, 6, 0, Jic, u, 1) U SIEKTPoAoB (0, 2, e, 3, K, M) 10 UCIIbITaHU# (a, 6), IpU UC-

IBITAHUU B YCIIOBHH HECOOIIOACHUS 3a30pa MEX/Y COIUIOM H 3JIEKTPOIIOM (8, &), IPH UCIBITAHUU C OILIaBIie-

HHEM OTBEPCTHI MOAa4X ra3a B 3aBuxpurene (0, €), Ipu UCIbITaHUK 0e3 OTKIIIOUEHHS ITyCKOBOH oyrH (vrc, 3)

Y C HEIOCTaTOYHO TOYHBIM M3TOTOBICHUEM cOILIa (U, K) B CIOBUSX HU3KOTO JABICHHS ra3a, IPU UCTIBITAHUIX
B ONITUMAJIBHBIX PEXUMax pe3ku 06e3 aedektos (11, i)

Fig. 2. The appearance of nozzles (a, 8, 0, o, u, ) and electrodes (0, e, e, 3, x, m) before testing (a, 6), when

tested in the condition of non-observance of the gap between the nozzle and electrode (s, 2), when testing

with melting of the gas supply holes in the swirl ring (0, e), when testing without turning off the starting arc

(orc, 3) and with insufficiently precise manufacturing of the nozzle (u, x) under conditions of low gas pressure,
and when tested in optimal cutting conditions without defects (1, 1)

3aMbIKaHue (Yepe3 Marepuaj YaCTUYHO OIUIaB-  TPU BKIIOUEHHH WM PabOTe TMPUBOAMT K PE3KOMY
JIEHHOIO COIUIa WJIM DJIEKTPOJA) MM JUIMTEIBHOE  OIUIABJICHUIO MAaTepHalla COIUIA U MIEKTPOJa B Ka-
JIBOIfHOE yrooOpa3oBaHHE B pa3psAHON Kamepe Mepe. M3-3a oruiaBiieHHs MaTepualia CoIia BO3MOX-
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Ha 3aKyllOpKa OTBEpPCTHS pacCIUIaBIECHHBIM MeETall-
10M (puc. 3). Yka3zaHHbIE IPUUUHBI MOTYT IPUBECTH
K OJTM3KOM KapTHHE BBIXO/a U3 CTPOS IJIa3MOTPOHA,
OHU 00YCJIOBJICHBI HEIOCTATKOM 3a30pa MEXy dJie-
MEHTaMU WY HEAOCTAaTOYHBIM JIaBJICHUEM Ia3a IpU
pe3ke. SIBieHue OBOWHOrO AyrooOpa3oBaHUs MO-
CTaTOYHO XOPOIIO M3BECTHO, OCOOCHHO INPH pe3kKe
Ha npsimMoit monsgpHocTu [8]. Temmneparypa B 30HE
pa3psAHON KaMephl 3a KOPOTKOE BpeMs IOAHUMAET-
Cs1 HAaCTOJIBKO, YTO METAJIJI HAUMHAET IUIABUTHCA U
KMIIETh, OCTABJIAAS XapaKTEPHYIO CTPYKTYpy Ha Io-
BEPXHOCTH B BH/JIE 30HBI IUIABJICHUS C OOJIBIIUM KO-

OBPABOTKA METAJIJIOB

OBOPYZIOBAHHME. MHCTPYMEHTBI

auyecTBoM 1op (2 Ha puc. 3). [Ipuyem Ha moBepx-
HOCTH JIEKTPOJa MPAKTUYECKH HE MPUCYTCTBYIOT
CJIeJibl OKHMCIIOB WMJIM IPOAYKTOB 3PO3UHU, & TOHKAs
30Ha IJIaBJIEHUS 2 IEPEXOAUT B OCHOBHOM MeTasl /
(puc. 3, a, 6-0). BHyTpeHHss MOBEPXHOCTh COILIA
IIPY 3TOM HMMEET CJIeAbl OKHCIEHUS, KUIIEHUs Me-
Taja u 3po3ui (puc. 3, 6, e—3). Meran, NOCTyIUB-
MIMH B KaHaJ coTJia, ObICTPO KPUCTAJUIU3YETCS U 3a-
Kynopusaet ero. Ilopsl B oruiaBneHHOM Marepuaie
B OCHOBHOM c(epuueckue 3 MM HEMPaBUILHOM
¢dopmsl 4 (puc. 3). Ha mna3morpone paspabarsiBae-
MO KOHCTPYKILIMHU JaBlIeHHE Ta3a MeHee 2 Oap mo-

Puc. 3. CTpykTypa 3]1IeMEHTOB [U1a3MOTPOHA IOCJIE KaTacTPO(UUECKOro BHIXO/A U3 CTPOsI COILIA U AIEKTPOa
IIPU HEOCTAaTOYHOM 3a30p€ MEXTY HUMMU:

a, 6 — MaKpOCTPYKTypa dEKTPOJa U COIUIA; 6—0 — MUKPOCTPYKTYpa OTACIBHBIX yYaCTKOB AIEKTPONA; e—3 — MUKPOCTPYK-
Typa y4acTKOB COILIa

Fig. 3. The structure of plasma torch elements after a catastrophic failure of the nozzle and electrode with
insufficient clearance between it:

a, 6 — macrostructure of the electrode and nozzle; 6—0 — microstructure of individual sections of the electrode;
e—3 — microstructure of nozzle sectionss
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BBIIIIAJIO PUCK 0Opa30BaHUS ONHUCAHHOTO SIBICHUS.
[oBblenue napiaenus Boime 2,5...3,0 6ap u ycra-
HOBJIEHHE 3a30pa MEXKIY COIUIOM U 3JIEKTPOIOM HE
MeHee 1,0...1,5 MM mpakTU4ecKH HUBEIMPOBAIIO
PHUCK BBIXOJAa U3 CTPOs IUIa3MOTPOHA B pe3yJbTare
JIBOWHOTO JyrooOpa30BaHus WM 3aMbIKaHUS B pa3-
PAIHON Kamepe.

Bropoii npuunHON KaTacTpo(UUEeCcCKOro BBIXO-
Jla U3 CTPOs IUIa3MOTPOHOB JAAHHOM KOHCTPYKLUHU
SIBJIACTCS OIUJIABJIICHUE KaHAJIOB B 3aBUXPUTEIE
(puc. 4). B TakoM ciyuae B mpoliecce SKCIUTyaTaliuu
U3-3a JJOCTATOYHO OJIM3KOTO PACIIONIOKEHUs K pas-

OBRABOTKA METALLOV %

PSIHOM 30HE CTBIKA 3aBUXPUTENS U cora (puc. 4, 0)
MOYKET MPOMCXOAMTH HUX YAaCTUYHOE CIUIABIICHUE.
IIpu skcrmyaranuy 1oja 1eUCTBUEM IIyCKOBOM JyTH
HCKa)KEHHE AJIEMEHTOB B 3TOM 00JIaCTH MOCTENIEHHO
HAKaIUIMBAETCsS HACTOJIBKO, YTO OTBEPCTHUS MOJAYU
ra3a 4aCTHYHO INEPEKPBIBAIOTCA, U3-32 YEr0 PE3KO
MIOBBIIIAETCS TEMIIEpATypa COIUIa U AeKTpoaa. Ja-
JIee TaK ke, KaK U B IIPEAbIAYIIEM Cilydae, METaJll
PE3KO IUIABUTCS, KUIUT U 3aKyIIOPUBAET OTBEPCTUE
comia. IIpu 3TOM Ha NMOBEPXHOCTH M AIIEKTPOAA,
U COIUIa IPUCYTCTBYIOT CJIE/ABI 3PO3UU U OKUCIEHUS

npu padore.

Puc. 4. CTpykTypa 3JIeMEHTOB IIa3MOTPOHA TOCIIE KaTacTPO(YUIECKOTO BHIXO/IA U3 CTPOSI COIUIA M 3JIEKTPOIa
[IpY 3aKyTTOPHUBAHNH KaHAJIOB [TOJaYM T'a3a B 3aBUXPUTEIIE:

a, O — MakpOCTPYKTypa 3IEKTPOJIa U COIIa; 6—0 — MUKPOCTPYKTYpa OTAENIBHBIX YIaCTKOB EKTPOIA; e—3 — MUKPOCTPYK-
Typa y4acTKOB COILIa

Fig. 4. The structure of plasma torch elements after a catastrophic failure of the nozzle and electrode due
to clogging of the gas supply channels in the swirl ring:

a, 6 — macrostructure of the electrode and nozzle; 6—0 — microstructure of individual sections of the electrode;
e—3 — microstructure of nozzle sections
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Takoe sBICHUE MPOUCXOAUT YACTHYHO H3-3a
KOHCTPYKTUBHBIX MPHUYMH, a YAaCTMYHO H3-3a He-
JIOCTAaTOYHOTO 3a30pa MEXIy JIIEKTPOIOM H CO-
IoM 1pu cOopke. Perynupyst 3TOT 3a30p Ha ypOBHE
1,0...1,5 MM, MOXKHO CHU3HWTHh PHCK OOpa30BaHHS
OTNMCAHHOTO Tpolecca.

[Tpu mna3sMeHHOW pe3ke 3a)KUraHue ITyCKOBOM
IYyTH MEXAy 5SJeKTPOIOM M COIuioM (opMupyer
W3HAYaJIbHBIA TIOTOK IUIa3MbI B 30HY PE3KH, MOCIE
Yero MPOUCXOAUT MEePEKITIOYCHNE Ha PabouyIo IyTy
U pe3Ka OCYIIECTBISETCS B IITaTHOM pexume. [Ipu
HECBOEBPEMEHHOM BBIKIIIOUEHUH ITyCKOBOW JIyTH

OBPABOTKA METAJIJIOB

OBOPYZIOBAHHME. MHCTPYMEHTBI

B Mporecce paboThl BOBMOXHO YBEIHUYEHHE WHTEH-
CHUBHOCTH M3HOCA pabOYHX 2JIEMEHTOB IIa3MOTPOHA
1 GOpMHUPOBAHHS OTIIOKEHUN Ha TIOBEPXHOCTH AJIEK-
Tpona (puc. 5). Ilo naHHBIM PacTPOBOM IEKTPOHHOU
MHUKPOCKOITMH, B COCTaB OTJIOKEHHUH (5, 6 Ha puc. 5)
BXOJIAT IPUMECH, HAXOAUBIIHECS B BOJE, MEJIb U KHC-
nopoa. Ha moBepxHOCTH coIlia TaKKe IPUCYTCTBYET
JOCTAaTOYHO 3HAYMMOE KOJIMYECTBO Kuciopona. 13-
HOC COIUIa U 3JIEKTPOJa YCKOPSETCS B CPABHEHUH C
M3HOCOM B LUTaTHOM PEXHME, HO B JJAHHOM ClIydae
pacxodHble 3JIEMEHThI BblIEpkaiu A0 150 myckoB
IIPU PE3KE TOJICTOJIIMCTOBOIO MPOKATa.

Puc. 5. CTpykTypa 31€MEHTOB MJIa3MOTPOHA MOCIE MOCTENEHHOTO BBIXOAA U3 CTPOSI COIUIA U 3IEKTPOaa
[IPY TIOCTOSIHHOM padoTe MyCKOBOM AyTH:

a, 6 — MaKpOCTPYKTypa 3JIEKTpOoJia U COILIa; 6—0 — MUKPOCTPYKTYpa OTAEJIbHBIX YYaCTKOB JJIEKTPOIA; é—3 — MUKPOCTPYK-
Typa y4acTKOB COIUIa

Fig. 5. The structure of the plasma torch elements after the gradual failure of the nozzle and electrode during
constant operation of the starting arc:

a, 6 — macrostructure of the electrode and nozzle; 6—0 — microstructure of individual sections of the electrode;
e—3 — microstructure of nozzle sections
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OTaenbHO MOKHO BBLACIIUTD BIMSIHUE TOYHOCTU
M3TOTOBJICHUS COTEN U 3JIEKTPOAOB Ha U3HOC pabo-
yux ’neMeHToB. [Ipu paboTe B miTaTHOM pexume 6e3
3HAYUTENHFHOTO TPEBBIIICHUS] WHTEHCUBHOCTH W3-
HAIIMBaHUA PAabOYMX AIIEMEHTOB IJIA3MOTPOHA OT-
KJIOHEHHE OT HOMHHAJILHOTO TIOJIOKEHHSI OTBEPCTHS
coria 00yCIIOBIMBAET €r0 HEPAaBHOMEPHBIA H3HOC
(puc. 6). B nmpencrasineHHoM Ha puc. 6 ciayyae npu
M3TOTOBIICHUH COILIA ObLIa OMYIIEHa HECOOCHOCTh
BBIXOJTHOTO OTBEPCTHSI U KOHMYECKOM MOJIOCTH COII-
na npumepHo 0,4...0,5 mM. D10 00yCcnOBHIIO U3HA-
YallbHOE OTKJIOHEHHWE JYTH U IUIa3MEHHOTO CTON0a

OBRABOTKA METALLOV %

IIpHu PE3KEC OT BECPTUKAJIILHOI'O ITOJOXCHUA U boiee
3HAYUTEIbHBINM U3HOC MO/ YITIOM K BepTHKaHLHOﬁ
OCH, KOTOpBIﬁ CO BPpEMCHEM DJKCIUTyaTallunu YBCJIN-
YMUBAJICA U IMPHUBOANII K emie bonee SHAYUTCIIbHOMY
HU3MCHCHUIO (bOpMBI COIlIa. HpOHBJ’IHeTCH TaKKC U
HCPABHOMCPHOCTb H3HOCA JJICKTPOIA. CBOCBPC—
MCHHOC€ BBIKJIFOUCHHC HYCKOBOI;'I AYT'd, KOHTPOJIb U
CO6J'IIOI[€HI/IG 3a30pa MCKAYy COIIIOM H 3JICKTPOAOM,
JAaBJICHUS I'a3a B CUCTEMC U I10Ja49M BOAbI IIPUBOAAT
K He60JII>H_IOMy PHUCKY KaTaCTpO(l)I/I‘IeCKOFO H3HOCa
PACXOJHBIX 3JICMCHTOB H (1)0pMI/Ip0BaHI/I$[ OTJIOXKC-
HUH Ha IMOBCPXHOCTH SJICKTPOAA. O,Z[HaKO HCpaBHO-

Puc. 6. Ctpykrypa 371€MEHTOB IJIa3MOTPOHA ITOCJIE TOCTETIEHHOT0 HEPaBHOMEPHOTO M3HAIIMBAHUS COTLIA
1 DJICKTPOJIa B YCIOBUSAX HETOYHOCTH M3TOTOBIICHHS PACXOIHBIX JIEMEHTOB:

a, O — MakpoCTPYKTypa 3IEKTPOJia U COIIIa; 6—0 — MUKPOCTPYKTYPa OTACNIBHBIX YIaCTKOB JIEKTPO/IA;
€—3 — MUKPOCTPYKTypa y4acTKOB COIIJIa

Fig. 6. The structure of plasma torch elements after gradual uneven wear of the nozzle and electrode
under conditions of inaccuracy in the manufacture of consumable elements:

a, 6 — macrostructure of the electrode and nozzle; 6—0 — microstructure of individual sections of the electrode;
e—3 — microstructure of nozzle sections
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MEPHBIA U3HOC BBI3BIBACT OTKJIOHEHHE IpU paboTe
IUTa3MEHHON CTPYH OT HOMMHAJIBHOTO TOJIOKEHHS
U, KaK CIEJICTBUE, MPUBOIUT K HEJOCTATOUHOMY
kayecTBy pesa nocie 100-150 myckos. Ilo stoit
IPUYMHE COOCHOCTh OTBEPCTHUI Ha BBIXOZE U B KO-
HUYECKOW 4acTH COIUIA MJIa3MOTPOHA JI0JKHA OBbITh
Ha JOCTaTOYHO BBICOKOM YPOBHE JIsi 00ecreueHHs
TOYHOCTH pe3a MpH SKCIUTyaTallH [1a3MOTPOHA.

Pe3ka 00pa3lioB B IITAaTHOM PEXUME XapaKTepH-
3yeTcsi MUHMMaJIbHOM MHTEHCHBHOCTBIO M3HOCA pac-
XOZIHBIX 3JIEMEHTOB, YTO MOKa3aHO HA pHC. 2, 7, M.
[ToBblieHue naBiieHUs rasza (BO3dyxa) B CHCTEME
or 2,0...2,5 no 3,0...3,5 Gap yBenu4yMBaeT CPOK
CIIy’KObI PAacXO/IHBIX 3JEMEHTOB IUIa3MOTpOHa 0o-
Jiee 4eM B JIBa pa3a U CHUXKAET PHUCK JABOMHOIO Iy-
roo6pazoBanus npu padore. [loBbllieHue qaBaeHus
B pa3ps/IHOM Kamepe MPUBOAUT IPH HECOOIIONEHUH
JIaBJICHUs BO/IbI HA BXOJIE€ B IUIA3MOTPOH K BbIJIAB-
JMBAHUIO YAaCTMYHO raza M IUIa3Mbl B OTBEPCTUE
ANIEKTPOJIa M €ro 3PO3UM, YTO MOKHO HAOIIONATh
IpU BU3YaJIbHOM OCMOTpe (puc. 2, 71, m). YBeauye-
HHUE CONPOTHUBIIEHUS TEUECHUIO BOJbI HAa BBIXOJIE U3
IUIa3MOTPOHA TAKXKe MT03BOJINIIO HUBEJIMPOBATh yKa-
3aHHBINA AedekT B pabore, 1axke NpU HAIWYUU He-
TOYHOCTEH B M3TOTOBJIEHUH COIJIa WM HECBOEBpE-
MEHHOTI'0 BBIKJIIOUEHHSI IIyCKOBOM yTH, 4YTO MOXKHO
BUJETh IO OTCYTCTBUIO NMOBPEXJICHUHA B BEpXHEH
4acTu pabouuXx EKTPOIOB Ha pUc. 5 u 6.

OBPABOTKA METAJIJIOB

3aKkJIo4yeHmne

[Tponecc mna3MeHHOI pe3Ku Ha TOKe oOpaTHOU
HOJISIPHOCTH SIBJISIETCS JOCTATOUHO CIIOKHBIM, HEOI-
HOPOJHBIM BO BPEMEHH U 3aBUCSIINUM OT OOJIBIIOTO
KOJIMYECTBA pa3iInyHbIX (akTopoB. IIpoBeneHHbIe
MCCIIEIOBAaHUS TIOKA3bIBAIOT, YTO aHAJIOTUYHO PSILy
Ooiee paHHMX HCCIEJOBaHUI Ha IUIA3MOTPOHAX
IPSAMO# TOJSIPHOCTH U Ha MEHBIINX TONIIUHAX pa3-
pe3aemoro juctoBoro mpokara [11, 16, 20 u ap.]
OCHOBHBIMHU U3 HanmOoJsiee OMACHBIX (PaKTOPOB JUIS
KaTacTpo(hUYEeCKOro BBIXOAa M3 CTPOs pabounx
HIIEMEHTOB IUIA3MOTPOHOB B YCJIOBHSIX PE3KU TOJI-
CTOJIMCTOBOTO MPOKATa TUTAHOBBIX U ATFOMUHHUEBBIX
CIUTaBOB HA TOKE OOPaTHOW MOJSPHOCTH SIBIISIOTCS
HEeCcoOMIoIeHNe 3a30pa B pa3psAHON Kamepe U HU3-
KO€ JTaBJICHHE Tra3a B cucTeMe. DTU (pakTopbl MOTYT
NPUBECTHU K TBOWHOMY JIyrooOpa30BaHMIO IIPH pe3Ke
U 3aMBIKAaHUIO MEXJY JIEKTPOIOM M COIUIOM Yepes3
oru1aBieHHbIN MeTamt. CoOmoneHne MUHUMAJIbHOTO
3a30pa M JaBlieHHe rasa Bbime 2,5...3,0 atmocdep
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HO3BOJIAIOT 3HAYUTEIBHO CHHU3UTh PUCK KaTacTpo-
(buuecKoro BbIX0/A U3 CTPOSI COMEN U 3IEKTPOJIOB.

[IpuMeHeHre TEXHOIOTUU BIPHICKA BOJIBI B pa-
004yI0 30HY IO3BOJIET YIYyYIIUTh Kau€CTBO pe3a
U TNPOAOIDKUTEIBHOCTh pabOThl PACXOIHBIX 3le-
MEHTOB, YTO TaKXe ONMucaHo B padorax [17, 18], HO
MOJKET IIPUBECTU K HEKOTOPOMY YBEJINYEHHIO U3HO-
ca UEKTPOoJia MPU HEJAOCTATOYHOM CONPOTHUBICHUHU
TEUEHHIO BOJbI Ha BBIXOJE U3 IIa3MoTpoHa. Heco-
OCHOCTbh KOHUYECKOM 4acTH coIljla U OTBEPCTHUS Ha
BBIXO/I€ M3 HErO NMPHUBOAUT K OoJiee OBICTPOMY BbI-
XOIy M3 CTPOsI KaK CaMoOro CoIia, Tak U pabouero
JIEKTPOJIa 33 CUET HEpaBHOMEPHOIo u3Hoca. [1oBbI-
IIEHHBI W3HOC PaboYMX 3JIEMEHTOB IJIa3MOTPOHA
TaK)KE€ MOXET NMPOMCXOAUTH H3-3a HECBOEBPEMEH-
HOTO BBIKJIFOUEHUS ITyCKOBOM JyTH IIPU MEPEKIIIoye-
HUU B paOOYUIl PEIKUM.

B mratHOM pexume paboThl U3HOC paboumx
3JIEMEHTOB pa3padaThIBAEMOI0 B XO/I€ BHITIOJIHEHUS
coBmecTtHoro npoekra «UTC-Cubups» u UOIIM
CO PAH mmazMoTpoHa npu pe3Ke JUCTOBOTO Ipo-
KaTa aJIOMHHUEBBIX U TUTAHOBBIX CILIABOB TOJIIH-
Hoii 10 100 MM Ha ToKe 0OPaTHOH MOJSAPHOCTH XOTS
U SIBJISI€TCS JOCTATOYHO MHTEHCUBHBIM B CPaBHEHUH
C PE3KOM JINCTOBOTO MPOKATa MEHBIINX TOJIIUH, HO
IIO3BOJIIET HA JAaHHOE BpeMsl BBIIEPKHUBATh Oojee
250-300 myckoB € pa3au4HOM JJIMHOMU pe3a.
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ABSTRACT

The introduction describes the features of the process of plasma cutting of various metals and
alloys using reverse-polarity plasma torches with and the features of cutting thick sheets. The purpose
of the work is to study the wear process of plasma torches operating on reverse polarity current when
cutting thick rolled sheets of aluminum and titanium alloys. Research methods include optical and
scanning electron microscopy, filming of the cutting process and visual inspection of plasma torch
elements after receiving specimens. Results and discussion. The section shows the appearance of the
main working elements of the plasma torch after cutting in various modes, which led to both stable and
gradual wear and to catastrophic failure of the plasma torch. The results of structural studies of the main
characteristic zones of nozzles and electrodes after cutting are presented. The studies carried out made
it possible to establish the main reasons for the failure of the working elements reverse-polarity plasma
torches. The causes of catastrophic failure of plasma torches include failure to maintain the gap between
the nozzle and the electrode and melting of the channel of gas supply into the discharge chamber. The
wear of nozzles and electrodes in a stable mode can be intensified due to abnormal operation of the
starting arc, the presence of manufacturing inaccuracies and excess gas pressure. In conclusion, the
main conclusions based on the results of the research are formulated. The process of wear of electrodes,
nozzles and body elements of plasma torches during operation at high electric arc power values is
described.

For citation: Sidorov E.A., Grinenko A.V., Chumaevsky A.V., Panfilov A.O., Knyazhev E.O., Nikolaeva A.V., Cheremnov A.M., Rubtsov V.E.,
Utyaganova V.R., Osipovich K.S., Kolubaev E.A. Patterns of reverse-polarity plasma torches wear during cutting of thick rolled sheets.
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