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Beenenue. [TocTosiHHOE COBEPIICHCTBOBAHNE METOAOB PACKPOSI MATEPHATIOB 00€CIICUNBACT MOSBICHHE HOBBIX
MoIu(MHUKAIUH TeXHOTOTHIECKHX IIPOLECCOB 3ar0TOBUTENILHOTO IIPOU3BOICTBA, B YACTHOCTU TOHKOCTPYHHOM Iia3-
MeHHOH pe3kH. OHAKO IPOU3BOIUTENN 000PYIOBAHHS COIPOBOXKIAIOT MPeIaraeMble TEXHOIOTMH PEKOMEHIAIHS-
MH PEKUMOB 00pabOTKH, KOTOPEIE ABISIOTCS OPUCHTHPOBOYHBIME U IIPeHA3HAYCHBI IS OLPEIEICHHOTO Kpyra 00-
pabarbiBaeMbIX MaTepuaioB. Llesiblo HacTosIIEH paOOTHI SBISETCS OLIEHKA TEXHOJIOTMYECKUX CXeM TOHKOCTPYIHOM
IUIa3MEHHON PE3KH UL MOBBIMIECHHS TOYHOCTH Pe3a METaJIMYeCKHX MaTepHalOB, BKIIOUas U OMMETaIIHIeCKUe
xomno3uuu. MeTtoabl. OLeHKa mapaMeTpoB TOYHOCTH U Ka4eCTBA Pe3a OCYLIECTBISNACH B COOTBETCTBHU CO CTaH-
nmaprom ISO 9013: 2002. B kayecTBe MaTepualioB JUls HCCIIeJOBaHU ObLIM BHIOpaHbI cTanb CT3cn 1 OuMeTamye-
ckast komnosuims «ctanb Ct3 + cranb 12X 18H10T», nonyuenHast cBapkoil B3pbIBOM. Pe3ysibTaThbl H 06Cy:K1eHUs.
VYeranoBneHo, uTo npu ucnons3oBanuu Texuonoruu HiFocus st packpos cramu Cr3 B HIDKHEM AMAna3oHe TOJ-
muH (3 MM) He 00ecIeunBaeTCsl perlaMeHTHPyeMasl IPOU3BOAUTEIEM TOYHOCTh pe3a. [l MOBBIEHHUS TOYHOCTH
IpeJIaraeTcs Mepexon B paMKax AAaHHOI TeXHOJIOTHM Ha MEHBIIHNN THIOpa3Mep CoIlla. Peanm3amms TeXHOIOTHH
HiF ocus"l"s, OTAMYAIOIIEHCS JONOTHUTEILHON 3aKPyTKON 3aBUXPSIIOIINX Ta30B, MO3BOJIET IPOBOAUTEH PACKPOil Ma-
TepuaaoB B OonblieM uana3one ToiamuH. OIHAKO MPH TONIIMHAX PACKpos 4...6 MM HaOIIOAeTCs MPEBBILICHHE
PErIaMEHTHPOBAHHOIO OTKIOHEHHUS Pe3a 0T NMePIeHAUKYISIPHOCTH Ha 00eHX ero KpoMkax. [l IMOBBIICHHUS TOY-
HocTH (hopMOOOpa30BaHMsT HEOOXOIMMO CHIUKEHHE CKOPOCTH packposi. [TokazaHa 3GeKTHBHOCTh MCIOIB30BAHUS
texnonorun HiFocus™" JUIS pacKpost OMMeTaTyeckoi kommnosuimu «ctanb Ct3 + crans 12X18H10T». BoisiBinena
ONTHMAJIbHASI CXEMa PACKPOs C BBIOOPOM B KauecTBe J1000B0# cTopoHbI cTanu CT3. YCTaHOBICHO, YTO MaKCUMalb-
Hasi TOYHOCTh pe3a JaHHOM KOMITO3UIMU JOCTUTAETCs TIPH CKOPOCTH 00pabOTKH, paBHOU 1,5 M/MuH.

Js nurupoBanusi: ONeHKa TEXHOIOTHYECKUX CXEM TOHKOCTPYWHOH ITa3MEHHOM PE3KH METAUTMYECKUX MAaTepHalOB M MX KOMIO3UIHM /
X.M. PaxumsinoB, A.A. Jloktronos, A.X. Paxumsuos, H.I1. T'aap // O6paboTka MeTayuioB (TEXHOIOTHS, 000PYyIOBaHUE, HHCTPYMEHTHI). —
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BBenenue

Obecnieuenne >PPEKTUBHOCTH TPOU3BOJICTBA
MaIlIUHOCTPOUTEIBHON MPOAYKLUHU JOJKHO OCY-
MIECTBJIATHCA HA BCEX €I0 dTaliax. Hpel[HOCbIJIKI/I B
JOCTUIKCHHUHU PE3YJIbTaTa BO MHOI'OM OIIPCACIIAROTCA
TCXHUYCCKUMHU U TCXHOJIOT'MYCCKUMHU PCUICHUSIMU,
NpCANPHUHATBIMU CIIC HA CTaAWU 3arOTOBHUTCIILHO-
T'o IMPOU3BOACTBA. Wcnons3oBanue MEPCHCKTUBHBIX
TEXHOJIOTHH U 000pY/IOBaHUS MOTYYECHHUSI 3arOTOB-
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KM 00ECIIeYMBACT CHUKEHUE TPYIOEMKOCTH Ha dTa-
nax MeXaHH4YeCKOW oOpabOoTKu neraneid u cOOpKHU
u3Meausl. AKTYyallbHOCTh B TIOBBIIICHUH ()(HEKTUB-
HOCTH 3aroTOBUTEJIIBHOTO IPOM3BOJICTBA BO3pac-
TaeT MO Mepe YBEIWYCHHUS MAacIITa0OB BBITyCKa
npoayKiuu. B mocnennee Bpems HaOmronaeTcst TeH-
JICHITHS POCTA KOJUYECTBA TEXHOIOTUH, CBI3aHHBIX
C UCTIOTH30BaHUEM IEKTPOPU3HIECCKUX MTPOIIECCOB
KaK Ha CTQJWHM OKOHYATEJIbHOTO (opMooOpa3zoBa-
HUS JIeTaJIe MallliH, TaK M Ha dTare MOJyYeHus 3a-
roTOBOK. BO3MOKHOCTE MCIIOIL30BAaHKS ITOTOOHBIX
TEXHOJOTUH Tpu (HOPMOOOPA30BAHUHM T€OMETPUHU
00BEKTOB ¢ HcIonb30BanueM cucreM UITY co3maer
XOpOIIKEe MPEANOCHIIKA B TOBBIIIEHUN d()PeKTHB-
HOCTH TIPOM3BOJICTBA, OCOOCHHO B YCIIOBHSAX Ce-
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puitHoro Macmra0a BbllTycka mpoaykuuu. Cremgyer
OTMETHUTb, YTO JI0JII CEPUMHO BBIIYCKAEMBbIX U3JIE-
T B COBPEMEHHOM MAIIMHOCTPOEHUHU MIPEBHIIIAET
60 % ob1ero oobeMa MPOU3BOICTBA.

Bce Oomnbliiee pacmpocTpaHeHHE B 3aroTOBHU-
TEJIbHOM IPOU3BOJACTBE MOIYYalOT TEPMHUYECKUE
METO/Ibl JIUCTOBOTO PACKpOsl MaTepuajioB, TaKue
Kak kucimopomuas [1-3], nmazepnas [4-7], mias-
MeHHas pe3ka [8—18]. MHTeHCHMBHOE pa3BUTHE
BBICOKOAHEPIeTUYECKUX MPOILECCOB B HACTOSLIEE
BpeMs TTO3BOIIIIO pa3paboTaTh HOBBIE YPPEKTHB-
HBIE TEXHOJIOTUYECKUE PEIICHUS U CO3/1aTh COBpE-
MEHHOE 00OopydoBaHHE sl UX peanu3auuu. Tak,
COBEpILICHCTBOBAHUE IUIA3MEHHBIX TEXHOJIOTUMI
B 007aCTH pE3KH METaJUNIMYECKUX MaTepuajoB
MIPUBEJIO K CO3IaHUI0 HOBOW MOAM(DHUKALINY TIIa3-
MEHHOI'0 PacKposi — TOHKOCTPYWHOM IJIa3MEHHOU
PE3KH, 4TO MO3BOJIMIJIO pacCMaTpUBaTh €€ KaK allb-
TEPHATUBY JIa3€pPHOU PE3KE C MO3ULMH TOYHOCTHU
M KaueCTBa PACKPOsi METAUNIMYECKUX MaTepPHaIOB
[19, 20]. IlosiBieHHME HOBBIX KOHCTPYKIIMOHHBIX
MaTepHalioB, B TOM YHUCJIE U OMMETAJUIMUECKUX
KOMITO3UIIUH, Takxke TpedyeT moucka 3¢hdexTus-
HBIX TEXHOJOTHH s ux oOpaborku. B paborax
[21-23] moka3aHbl MEPCHEKTUBBI MCMOJb30BaAHUS
TOHKOCTPYHHOW IUIAa3MEHHOU PE3KU I PELICHUS
ITUX 3a7ad.

CylecTByOIIMEe TEXHOJOTUUYECKUE CXEMBI
TOHKOCTpyHHOM T1mazmMenHor pesku HiFocus,
HiFocus™, HiFocusF opueHTHpOBaHBI Ha 10-
CTH)KEHUE ONpPEEICHHBIX IOKa3aTrejei TOYHO-
CTH M KauyecCTBa pe3a pa3IuyHbIX MaTepHuajioB B
YCTAHOBJICHHOM PSAAY TOJIIUH packposi [24-26].
[IpennaraeMble 3aBOAOM-U3TOTOBUTENEM TEXHO-
JOTUYECKHE PEKOMEHJALMU IO KaXJIOW cXxeme
OPUEHTUPOBOYHBI U 3a4aCTyI0 HE COOTBETCTBYIOT
MoJlyyaeMbIM Ha TMpakTUKe pe3yiabTaTaMm. Caepe-
HUA 10 00pabOTKE HOBBIX KJIACCOB MAaTE€pPUAJIOB,
B YAaCTHOCTH OMMETAJTMYECKUX KOMITO3HIIUH, B
PEKOMEHIAIUAX TPOU3BOIAUTENSI 000PYIOBAHUS
BOOOIIIE OTCYTCTBYIOT.

Hacrosimass crarbst mocBsinieHa aHaliuzy Cy-
HICCTBYIOIIUX TEXHOJOTHYECKUX CXeM I0 o0e-
CIIEYCHHUIO TOYHOCTH M Ka4eCTBa pe3a Ha MpuMepe
packposi KOHCTPYKIIMOHHOM CTadud M BBIPAOOTKE
TEXHOJIOTUYECKUX PEIICHUI IO MOBBILICHUIO HX
3pPEKTUBHOCTU TPU OOPaOOTKE METATUINYSCKUX
MaTepHaJIOB, B TOM YUCJIE U UX KOMITO3HUITHH.

OBRABOTKA METALLOV %

MeToauka IKCIIePUMEHTAJIbHBIX
HCCJIeTOBAHUIM

Jls uccnenoBaHusi mporeccoB (HopMooOpaszo-
BaHUs B HACTOsILEH paboTe MCMOJb30Banach Ma-
muHa Tepmudeckoit pesku «Tepmut [1I1n» Ha 6aze
YCTAHOBKM TOHKOCTPYMHOM IUIA3MEHHOM pe3KHU
HiFocus 130 mpousBoactea ¢hupmsl Kjellberg (I'ep-
MaHus), COCTaB U TEXHUUYECKHE XapaKTEPUCTHKHU
KOTOpO# moapoOHO omucaHbl B padore [24]. Ma-
LIMHA TEPMUUYECKON PE3KU IIPEeIHA3HAUYEHA JJIs pac-
KpOsl JINCTOBBIX MaTEPUAJIOB U3 KOHCTPYKLIMOHHBIX
HEPKaBEIOILUX CTaJIEH, a TAK)KE CIIJIaBOB HA OCHOBE
AJIFOMHUHMSL.

KoHCTpyKIIMOHHBIE CTalIM SBIAIOTCA Haubosee
BOCTPEOOBaHHBIMH B MPOMBIIUIEHHOCTH, YTO IMOJ-
TBEPKIAETCs JaHHBIMHU paboTel [27]. Kpome Toro,
10 pe3ynbTaraMm, OnyOIUKOBaHHBIM B padote [28],
9Ta TEHAECHLMs JOKHAa coxpaHuTbes no 2030 r.
B ob6mem o6weme norpedusiemoii cranu B PO nu-
CTOBOM ITPOKAT COITIACHO AHAJIMTUUYECKUM JaHHBIM
[29] na 2011 r. 3anumaet 56 %. B cBs3u ¢ 3Tum
JUTSL UCCJIEIOBaHUsI OB BHIOPAH JIMCTOBOM MPOKAT
U3 KOHCTPYKIIMOHHOM CTaiau OOBIKHOBEHHOIO Ka-
yecTBa CT3CI ¢ XUMUUYECKUM COCTAaBOM M MEXAHU-
YECKUMHU CBOMcTBamMu, coorBeTcTBYOmMMU ['OCT
380-2005 [30].

IIpenenpHble 3HA4YEHUS TONIIUH PA3pE3aeMOro
Marepuasa BbIOMpaIUCh UCXOs U3 YCIOBUS €ro ra-
PaHTHUPOBAHHOM MPOOUBKH U PACKPOsl COINIACHO pea-
mu3yeMbIM TexHonorusiM. /s rexnonorun HiFocus
ObUT BEIOpaH JTUCTOBOM MPOKAT TOMIIUHOM 3, 4, 5, 6,
8 M, urst Texuonornu packpost HiFocus™ Tommu-
HbI cocTaBisumm 4, 6, 10, 16, 20 MM, 1J19 TEXHOJIOTUU
HiFocusF — 3, 6, 10, 16, 20 mm.

Pesynbrarel TOHKOCTPYMHOW IUIA3MEHHON pE3-
KM KaK TEPMHUUYECKOTO METO/A PACKPOsl pErNIaMEH-
tupytorcs cranaaprom ISO 9013:2002, B koTopom
TOYHOCTh U Ka4e€CTBO Pe3a OLIEHMBAIOTCS YIVIOBa-
TOCTBIO KPOMOK pe€3a U CpeAHEel BBICOTOM npoduiis
Rz5. Tak kak mpou3BoAUTENb 00OPYIOBAHUS periia-
MEHTUPYET U BEJINYMHY OTKJIOHEHMS OT IEPIIECH-
JTUKYJISIPHOCTH pe€3a, B HACTOSIIMX MCCIIEAOBAHUAX
IIPUBE/IEHA OLIEHKA JJAHHOIO MapameTpa AJis COIOo-
CTaBleHHUs pe3yabraTtoB. HeoOXxoauMocTh HOpMH-
pOBaHMS TAKOIO MapaMeTpa, Kak IIMPHUHA pe3a, He
BXOJISILETO B ONPEIEIIEHUE CTaHAapTa, CBsI3aHa C
TEM, YTO OH OTBETCTBEH 3a 00ECIEYCHNE TOYHOCTH
JIMHENHBIX Pa3MEPOB IIPU PACKPOE U UCIIOJIb3YETCS
KAaK KOPPEKTUPYIOLUN IapaMeTp B YIPaBJIAIOLIEH
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nporpamme. [llupuna pes3a periameHTHpYyeTCs I0-
CTaBIIMKOM OOOpYIOBaHMS KaK PEXUMHBIM Tapa-
METP PacKposi.

HccnenoBanue MIEPOXOBATOCTH MOBEPXHOCTHU
pe3a OCYIIECTBISIOCHh MPU TOMOIIH Tpoduiorpa-
¢a-npopunomerpa monenu 252.

OmnpeneneHre TOYHOCTHBIX TOKa3aTesled u xa-
PAaKTEPUCTUK KauecTBa KPOMOK pe3a MPOBOAMIOCH
P HCTIOJIb30BaHUH B 00paOOTKE KOMILIEKTOB HOBBIX
PACXOIHBIX 3JIEMEHTOB IUIa3MOTPOHA VISl MCKIIIO-
YeHUs! BIMSHUS UX U3HOCA HA TOYHOCTh U KAYeCTBO
pe3a. PacxosHble eMeHTHI I1a3MOTPOHA OBbUIN BbI-
OpaHbI HCXO/I U3 PEKOMEH AL [Isl UCTIONIB3YEMBIX
TEXHOJIOTHI PAacKpos U MPeACTaBIeHbI B Ta0M. 1.

B cooTBeTCTBUM C TEXHOJOTHSIMH PAacKpos U
pa3pe3aeMbIMHU TOJNIIMHAMU ObUIM HCIIOJIb30BaHbI
PEKOMEH/IyeMble H3TOTOBUTENIEM B TEXHUYECKON
JOKYMEHTAIUH PeXUMbI 00pabOTKH, TpeICTaBICH-
HbIE B Ta0I. 2.

[Tpu mpoBeneHNH SKCIEPUMEHTa MPUMEHSIIHChH
CJIEAYIOIINE Ta3bl: B KAYECTBE 3a)KUTAIOIIETo raza —
BO3/IyX, PEXKYIIEro ra3a — KUCIOPOJ, 3aBUXPSIOLIE-
ro raza Ne 1 (mmst rexaonoruii HiFocus u HiFocus
F) — xucnopon; 3aBuxpstoniero raza Ne 2 — a30T npu
JTABJICHUSIX U pacXo/ie, PeKOMEH0BAaHHBIX IIPOU3BO-
JTUTETIEM.

TEXHOJIOI'MA

BHemHuii BUI MONIEpeUHBIX CeYeHUI 00pas3IoB
MOCJI€ PaCKposi C MCIHOJIb30BAHMEM OTMEUEHHBIX
TEXHOJIOTUH MTOKa3aH Ha puc. 1-3.

[Tomyuennbie U300pakeHUs] HCMIOIH30BAIUCH
JUTSL KOJIMYECTBEHHOM OIICHKU T€OMETPUYECKUX I1a-
paMeTpoB pesa.

JI71st U3y 4YeHU s TOUHOCTHBIX XapaKTePUCTHK pac-
KpOsi KOMITO3UIIMOHHBIX MaTEPHAJIOB B UCCIIEIOBA-
HUSX HCITOJIb30BAIACh OMMETAIITNYECKasT KOMITO3H-
st «ctaib C13 + crans 12X18H10T», monyuennas
CBapKOi B3pbIBOM. TONIIMHA IAaKeTa COCTaBJIsia
5 MM, TIpH COCTABJIAIOMIMX TOJIIMHAX IS CTAJIH
Ct13 — 3 MM, uta ctanu 12X18H10T — 2 mm.

XUMHUYECKUN COCTAB U MEXaHUYECKUE CBOMCTBA
cramu Ct3 pernamentupytorcss [OCT 380-2005
[30], ctamu 12X18H10T —TTOCT 558275 [31].

Pe3yabTarsl 1 X 00Cy:K/IeHUE

Pe3ynbTaThl MOMYyYEHHBIX 3HAYEHHUM YITIOBATO-
CTH KPOMOK pe3a, OTKJIOHEHUS OT MEePHEHAUKYIISAP-
HOCTH, IIUPHUHBI Pe3a U MIEPOXOBATOCTU MOBEPXHO-
ctu A TexHonoruu pe3ku HiFocus mpencrasnens
Ha puc. 4—7 COOTBETCTBEHHO.

Cnenyer OTMETHTh, YTO MNPH TOHKOCTPYHHOH
MJIA3MEHHOW PEe3Ke Hapy>KHBIH KOHTYD JeTaiu Ghop-

Taoauma 1
Table 1
PacxoaHbIe 3J1eMeHThI IJIa3MOTPOHA
Consumables of the plasma torch
TonmuHa, Konmnauox 3amUTHbII
Konmauox
TexHonorus pe3xu/ MM/ Karon/ | I'asudukarop/ | Cormo/ comna/ 3aBUXPSIFOIIETO | KOJIIMAY0K/
Technology Thickness, | Cathode Gas guide Nozzle rasa/ Swirl gas | Protection
Nozzle cap
mm cap cap
3 S2008x
4 S2007x
HiFocus 5 S002 7101 S3004 74020 7501
6 S2008x
8
4
G S2008x 74020
HiFocus plus 10 S002 7102 S3028 7501
16 S2012x 24022
20 74025
3 74030
6
HiFocus F }(6) S012 Z111 S2114 S3008 74140 7501
20
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Tabnuma 2
Table 2
Pe:xumbl 00padoTku
Processing modes
Texnonorns | Tommuma, | Tok, A/ CkopocTb Bpems Bricora Bricora Hanpsi-
. pe3ku, M/MuH/ | TIpoOWBKH, ¢/ | MPOOUBKH, MM/ | pe3a, MM/
pesku/Tech- | mm/Thick- | Current, . S S . . kenue, B/
Cutting speed, | Piercing delay, | Piercing height, | Torch dis-
nology ness, mm A . Voltage, V
m/min sec mm tance, mm
3 50 2,2 0,1 2 2 110
4 35 0,9 0,1 3,5 2 120
HiFocus 5 45 0,8 0,2 3,5 2 132
6 45 0,75 0,2 3,5 2 125
8 45 0,55 0,2 4 2 130
4 50 2,2 0,2 3 1,5 119
6 50 1,5 0,3 3 2 125
HiFocus™ 10 130 2,4 0,4 4 2 133
16 130 1,8 0,4 5 2 140
20 130 1 0,6 6,5 2,5 150
3 130 6 0,1 4 2 111
6 130 3,2 0,1 4 2,5 119
HiFocus F 10 130 2,3 0,3 5 3 127
16 130 1,4 0,4 5 3 132
20 130 0,9 0,6 6 4 138

Puc. 1. Dotorpadudeckoe n300paxkeHHe MONEPEIHOTO CEUSHHST 00PA3I0B Pa3IMYHOM TOIIMHBI TIOCIIE
packpost o cxeme HiFocus

Fig. 1. A photographic image of a cross section of samples with different thickness after cutting by the
HiFocus mode

MHUPYETCS MPAaBOM KPOMKOH 10 HAIPABJICHUIO JBH-
JKCHHMS TIa3MOTPOHA.

[IpousBoauTens 00OPYIOBaHMS I TEXHOJIO-
run HiFocus permameHTHpyeT JUIs BCEro auara3o-
Ha pa3pe3aeMbIX TOJIIHMH OJHO U TO YK€ 3HAUYCHUC
OTKJIOHEHHSI OT NepHneHauKyaspHoct (ot —1° 1o
+2%). Kak BUIHO M3 pe3yJbTaToB NPOBEIEHHBIX IKC-
MepUMEHTOB (puc. 5), B 00JaCTH MajbIX TOJIIHUH
Mateprasia (3 MM) HaOIIOMAETCS BBIXOJ JTAHHOTO
napaMerpa 3a Ipe/eiibl 3asBJICHHON MPOU3BOINTE-

JIeM TOYHOCTH IPAaKTUYECKH B JBa pasa. [Ipu stom
cienyer oOpaTuTh BHUMAaHHUE Ha TO, YTO JJISI BCEX
UCCJIEyEeMbIX TOJIIMH 3HAY€HUE OTKJIOHEHUS OT
MEePIEeHIUKYASIPHOCTHU pe3a MO JIEBOM KPOMKE MEHb-
e, 4YeM Jyisl IpaBom.

D10 00OBSICHSETCS TEM, YTO IUIA3MOTPOH Mpel-
CTaBJISIET COOOM OCECUMMETPUYHBIA TETUIOBOM HC-
TOYHHUK, U (QOpMHpOBaHHE NPaBON KPOMKH pe3a
MIPOMCXOTUT MO CXeMe, KOrja 3aKpyTKa IUIa3mMo-
00pa3yIoluX Ta30B OCYIIECTBISETCS MO YacOBOM

Vol. 20 No. 2 2018 21
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Nel

Ne3

Ned

S=710 mm

S=76 mm

S=20 mm

Puc. 2. ®ororpaduyeckoe n300paKeHUE MONEPEUHOTO CeUSHHUs 00pa3IoB

Pa3IUYHOM TOJIIMHBI ITOCIe packpost o TexHojoruu HiFocus

plus

Fig. 2. A photographic image of a cross section of samples with different

No4

No5

thickness after cutting by the HiFocus mode

S=20 mm

Puc. 3. ®ororpaduueckoe n300pakeHne MONEPEIHOro CeueHUs 00pa3LoB
Pa3IMYHON TONIMHBI ocie packpos o texHoiorun HiFocus F

Fig. 3. A photographic image of a cross section of samples with different

Yrii0BaTocTh KPOMOK U, MM /
angularity tolerance u, mm

0,30
0,25
0,20
0,15
0,10
0,05
0,00

thickness after cutting by the HiFocus mode

21

B /1esas kpomka / left edge
B NMpasas kKpomka / right edge

8
TonmmuHa matepuaa S, mm / material thickness S, mm

Puc. 4. YrnoBarocTe JE€BBIX U MpPaBbIX KPOMOK pe3a [UIsl PAa3JIMUYHBIX TOJIIUH
KOHCTPYKIIMOHHOM CTajy MpH UCIoib30BaHnu TexHonoruu HiFocus

Fig. 4. Angularity of the left and right edges of the cut for different thicknesses

Tom 20 Ne 2 2018
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OTKI0OHEeHHE OT
NnepuHeHAHKY/JISIPHOCTH q, °/
deviation from
perpendicularity a, ©
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Fig. 5. Deviation of perpendicularity of the left and right edges of the cut for different
thicknesses of structural steel with using HiFocus technology
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Fig. 6. Cutting width for different thicknesses of structural steel with using HiFocus
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Puc. 7. Cpenuss BeicoTa npoduis pe3a A PasiIudHbIX TOJIIMH KOHCTPYKIMOHHOM

CTaJI1 IMpHU UCTIOJIb30BaHNU TCXHOJIOTHN HiFocus

Fig. 7. Mean height of the profile of the cut surface for different thicknesses of struc-

tural steel with using HiFocus technology
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CTpEJIKEe M COBMAJAET C HAMpPaBICHUEM JIBHXKEHUS
MCTOYHHKA, YTO SIBJISIETCSI aHAJIOTUYHBIM MOy THO-
My (pesepoBanuio, a GOpMHUPOBAHHE JEBOKH KPOM-
KU pe3a — cxeme BcTpeuHoro ¢peseposanus. [lo
ATON MPUYMHE B paMKax JaHHON TEXHOJIOTUU IS
MOBBILICHUSI TOYHOCTU OOpabOTKU MpejiaraeTcs
W3MEHHUTH HampamiieHue o0xona (MPOTUB YacOBOM)
JUist OpMHUPOBaHUS HAapy>KHBIX KOHTYpoB. Kpome
TOro, A7l TONUIMHBI Marepuana 3 MM BO3MOXKHA
cMeHa turnopasmepa coria S2008x (d = 0,8 mm) Ha
Menbimui S2007x (d = 0,7 MM) ¢ COOTBETCTBYIOIIEH
KOPPEKTHUPOBKOW PEKUMOB.

Bbixon 3HaueHui MIMPUHBI pe3a 3a permaMeH-
TUPOBAaHHOE 3HA4YCHHE HAOIIONAeTCs MpU PacKpoe
tomuuH 3 1 4 MM (puc. 6). OTKIIOHEHHE TITUPHUHBI
pe3a OT perIaMeHTUPOBAHHOTO 3HAUYEHHUs MOTpely-
€T COOTBETCTBYIOIIEH KOPPEKTUPOBKH B YIIPABIISAIO-
et nmporpamme oOpaboOTKH st oOecreueHus 3a-
JAHHBIX TE€OMETPUUECKUX Pa3MEPOB 3arOTOBKHU.

3HaYeHHE HIEPOXOBATOCTU MOBEPXHOCTH YBEJIU-
YHBAETCSI C POCTOM TOJIIMHBI Pa3pe3aeMoro mare-
puana (puc. 7). Takas 3aBUCHUMOCTb OOBSICHSETCS
YBEJIMUEHUEM SHEPro3arpar AJis pas3leieHus Mare-
pHaia ¢ pOCTOM TOJILIUHBI pe3a, YTO MPUBOJIUT K U3-
MEHEHUIO XapaKTepa CTOKa KUAKOHN (pa3bl U3 KaHaIa
pe3a 1 yXyAleHUI0 MUKPOT€OMETPUN TOBEPXHOCTH
pesa.

Pesynprarel 3Hau€HUIl YIIOBATOCTH KPOMOK
pe3a, OTKIIOHEHHUS OT NEPIEeHIUKYISIPHOCTH, IIUPU-
HBI pe3a U IIEPOXOBATOCTH MOBEPXHOCTH MPHU pac-
kpoe 1o Texuonorun HiFocus™ mpeacrasienst Ha
puc. 8—11 cCOOTBETCTBEHHO.

OBPABOTKA METAJIJIOB
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TEXHOJIOI'MA

Tak, OTKJIOHEHHE OT MEPIEHIUKYIIPHOCTH MIPU
pacKpoe C UCIOIL30BaHUEM JAHHOW TEXHOJIOTUH Ha
MpaBoOi KPOMKE pe3a MEHbIIE, YeEM Ha JIEBOW. ITO
oObsicHsieTcst TeM, uto B TexHonorun HiFocus B
KOHCTPYKIIMM KOJITIauKa 3aBUXPSIOLIETO rasza mpe-
JyCMOTpEHa IONOJIHUTENbHAS 3aKpyTKa rasa, a Tak-
JKEe yBEJIMYEHBl TUaMETpbl KaHaloB. Takoe cxeM-
HO€ pEIICHUE TO3BOJIMIO MPOU3BOAUTH PACKPOI
06mpITNX, yeM mpu TexHosoruu HiFocus, TommmH.

OpnHako B nuanasoHe TodamuH 4...6 MM HaOJIro-
JTaeTCsl MPEBBIIICHUE PEITIAMEHTHPYEMOTO 3HAYCHHS
OTKJIOHEHHMsI OT MepHeHAuKyasipHocTd. [lockombky
JaHHasl TEXHOJOTHUS JUIsl YKa3aHHBIX TONIIUH HE
UMEET BO3MOKHOCTH NEPEXo/ia Ha MEHBIIUNA THUIIO-
pasMep corjia, TO MOKHO MPEANONI0KHUTh, YTO OfI-
HUM W3 BapUAHTOB JJISi YMEHBIICHUS] OTKJIOHEHHS
OT MEPHEHAUKYISIPHOCTH MOXKET OBITh CHUKEHHE
CKOPOCTH PacKposi OTHOCUTEIIbHO PEKOMEH/I0BaH-
HOIi mpousBoautesem. [Ipu sToMm crienyer oxunaTh,
YTO 3TO, B CBOIO OUEPE/Ib, IPUBEIET K YBEIUYCHUIO
HIMPUHBI pe3a U MOoTpedyeT KOPPEKTUPOBKHU HUCXOI-
HBIX JIaHHBIX B yIPaBJISAIONIEH MporpaMme.

[lepoxoBaToCTh MOBEPXHOCTU MPU ITOM, KaK U
s Texnonoruu HiFocus, yBennumnBaetcs ¢ poctom
TOJIIIMHBI MaTepuana.

Pe3ynprartel mogy4YeHHBIX 3HAYEHUN YIJIOBATO-
CTH KPOMOK pe3a, OTKJIOHEHHS OT MEePHEHAUKYIISP-
HOCTH, LITUPUHBI pe3a U IIePOXOBATOCTH MOBEPXHO-
ctu Juist rexnonoruu pe3ku HiFocusF npencrasnenst
Ha puc. 12—15 cooTBeTCTBEHHO.

Jns rexnonorunu HiFocusF He permameHnTtupy-
€TCsl OTKJIOHEHHE OT MEePHEHAUKYIIPHOCTH KPOMOK

10 16 20
Tonmmuaa marepuajia S, mm / material thickness S, mm

Puc. 8. YrnoBarocTb JIEBBIX H MpaBbIX KPOMOK pe€3a I PA3JIMYHBIX TOJIIIHUH

KOHCTPYKI_[HOHHOP’I CTaJIM IpH UCIIOJIB30BaHUU TCXHOJIOTHUN HiFocus

plus

Fig. 8. Angularity of the left and right edges of the cut for different thicknesses

of structural steel with using HiFocus
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OBRABOTKA METALLOV
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Puc. 9. OTkiI0HEeHHE OT NEPNCHAUKYIAPHOCTH JICBBIX U IIPABBIX KPOMOK pPE3a IJIsd pa3-
o . 1
JIMYHBIX TOJIIIWH KOHCTPYKIMOHHOUW CTAJIU IIPH UCIIOJIB30BAHUU TEXHOJIOTUN HlFOCllSp e

Fig. 9. Squareness of the left and right edges of the cut for different thicknesses
of structural steel with using HiFocus™ technology
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Fig. 10. Cutting width for different thicknesses of structural steel with using
HiFocus™ technology
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Puc. 11. 1llepoxoBaTocTh MOBEPXHOCTH PE3a IS PA3TMIHBIX TOIIMH KOHCTPYKIMOH-
HOIi CTany mpu uenonb3oBanuy Texuonorun HiFocus™
Fig. 11. Roughness of the cut surface width for different thicknesses of structural steel
with using HiFocus™ technology
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YTI10BaTOCTH KPOMOK U,
MM / angularity tolerance
u, mm
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Puc. 12. YrmoBarocTh JIEBBIX W MPABBIX KPOMOK pe3a sl Pa3INYHBIX TOJIIHH
KOHCTPYKIIMOHHOUW CTaJH MpHU Ucronb3oBanuu TexHonoruu HiFocusF

Fig. 12. Angularity of the left and right edges of the cut for different thicknesses
of structural steel with using HiFocusF technology
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Toammuua Matepuaaa S, MM / material thickness S, mm

Puc. 13. OTKIOHEHHE OT NEPICHAUKYIIAPHOCTH JICBBIX U MPABBIX KPOMOK pe3a IJid pas3-
JIMYHBIX TOJIININH KOHCTPYKHI/IOHHOﬁ CTaJIM MPU UCIIOJIb30BAHUU TEXHOJIOTUN HiFocusF

Fig. 13. Deviation of perpendicularity of the left and right edges of the cut for different
thicknesses of structural steel with using HiFocus technology
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Puc. 14. lllupuna pe3a A pa3InUHBIX TOJIIINUH KOHCTPYKIIMOHHOM CTaIH MPHU HCIIONb-

3oBannu texHosiornu HiFocusF

Fig. 14. Cutting width for altered thicknesses of structural steel with using HiFocusF
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OBRABOTKA METALLOV

TECHNOLOGY
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Puc. 15. lllepoxoBaTocTh MOBEPXHOCTH pe3a JJIsl Pa3IMYHBIX TOJIIUH KOHCTPYKIIMOH-
HOH cTayn TIpH KCTonb30oBaHuH TexHomorun HiFocusF

Fig. 15. Roughness of the cut surface width for different thicknesses of structural steel
with using HiFocusF technology

pe3a (puc. 13), Tak kaKk JaHHAs TEXHOJIOTH paccMa-
TPUBAETCS KaK pa3/ieiuTeNbHasi, MpeArnoiaranas
MOCJIEAYIONIYI0 MEXaHHUYECKYI0 00pabOTKy 3aroTo-
BOK, a IPU 3TOM PErIAMEHTHUPYETCS TOJIBKO IIUPHUHA
pesa (puc. 14).

[Ipu sTOM mIMpHHA pe3a BO BCEM IUAIa30HE HC-
CJIeyeMbIX TOJIIIMH MTPEBHIIIACT 3asBICHHBIE TPOU3-
BOJIUTENIEM 000pyI0BaHuUs 3HaUCHUs (CM. puc. 14).

Ecnmu 11 KOHCTPYKIIMOHHBIX HEP>KaBEIOIIUX
CTajel U aTIOMUHUS TEXHOJIOTHYECKHE CXeMbI TOH-
KOCTPYWHOH TIJIa3MEHHON PE3KH 00€CTICUCHBI PEKO-
MEHAAIMUSIMHU 110 HA3HAYEHUIO PEeKUMOB 00paboTKH,
TO JJIs1 pacKposi OMMETaTMUECKIX KOMIO3UIIHI OT-
CYTCTBYIOT CBEJICHHUS KaK I10 BBIOOPY CAMHX CXEM,
TaK U MO HA3HAYEHUIO PEKUMHBIX IapaMeTPOB.
B paGortax [21-23] mpencraBieHbl pe3yabTaThl
SKCMIEPUMEHTAJBbHBIX HCCIEAOBaHUN MeXaHh3Ma
dbopmMupoBaHusl KaHaja pe3a B OMMETAIITUYECKUX
KOMITO3UIUSX psifia METAJUIOB MIPU MCIOIB30BAaHUU
TOM WJIA MHOM TEXHOJIOTMYECKON CXEMBbl B 3aBUCH-
MOCTH OT BbIOOpa JI060BOI1 CTOpPOHBI packpos. Ha
puc. 16—19 orpaxkeHbl pe3yabTaTbl TOHKOCTPYHUHOM
TUIa3MEHHOHN pe3Ku OMMeTalIndeCcKol KOMIO3UITUN
«ctanp Ct3 + cranp 12X18HI0T», orpaxkarouue
3aBHCHMOCTB OTKJIOHEHHUS pe3a OT MepHeHAUKYIISpP-
HOCTH OT CKOPOCTH pe3a MpHU HCIOIb30BAHUU Pa3-
JIMYHBIX TEXHOJIOTUYECKUX CXEM U pa3HOM J10O0BOI
CTOPOHBI PACKPOSL.

Taxk, mpu HU3KOM cKkopocTH packpost (V= 1,1 m/mMuH)
Ha y4acTKe KOMIIO3UIIUU, COOTBETCTBYIOIIEH CTaIn
Cr3, chopMupoBaH OTPHUIIATEIBHBIA yTOJl HAKJIOHA
pe3a, BeIMYMHAa KOTOPOro COCTaBiseT —2,5°, Toraa
KaK Ha y4acTKe HepKaBeIoIlel CTalnu OTKIOHEHUE
pe3a OT MEepPHeHIUKYISIPHOCTU XapaKTepus3yeTcs
MOJIOKUTENbHBIM yIIOM B 2,2°. CpeHee 3HaYeHue

OTKJIOHEGHHUS OT MEPICHINKYJIIPHOCTH pe3a Mo Beei
tonmmuHe cocrabnser —1,5°. TlogoOHBIN XapakTep
pe3a Ha y4yacTKe HEep)KaBEIOIIeH CTaju, SBIISIO-
mieicss 1000BOM CTOPOHOW TIPH PAacKpoOe, MOXKHO
OOBSICHUTH HU3KOW BETMYMHON TETUIONPOBOIHOCTH
JTAHHOM cocTaBisronieii oumerama. [lpu HuU3KOU
CKOPOCTH pe€3a W, KaK CIIeJICTBUE, OTHOCHUTEIHLHO
OOJIBIIIOM BPEMEHHU TEIJIOBOTO BO3ACHCTBHUS (op-
MHpYETCsl TOA00HAass TEOMETPHUS pe3a Ha BEpXHEM
yJacTKe KOMIO3UIMU. Pacmmpenne kaHama K HIK-
Hel KpOMKE pe3a Ha y4acTKe YIJIEPOAUCTOM CTalu
00BSICHSAETCSI CTOKOM pacIiuiaBa HEp>KaBeroIIeH cTa-
JIM U3 BEPXHEH 30HBI M pa3HUIICH B KOAhHUITMEHTaX
TETUIOTPOBOJHOCTH  COCTABJISAIONIMX OMMeETasa.
VYBenu4YeHne CKOPOCTH 00pabOTKM CHUXKAET (ak-
TOp TIeperpeBa pacruiaBa, HaXoJSAIIEroCs B KaHale
pe3a, ero 0ojiee MHTEHCUBHOE yJaJeHUE, YTO MPH-
BOJHT K (D)OPMHPOBAHUIO TEOMETPHUH pe3a Mo BCe
JUTMHE C TTOJOXHUTEIBHBIM YIJIOM HAKJIOHAa U 00e-
CIIEYMBACT CY)KEHHE KaHajla K HWKHEH KPOMKE pe3a.
OntumanbHOM B paMKax JTaHHOW TEXHOJOTHH U BbI-
OpaHHOW B KayecTBE JIOOOBOW CTOPOHBI PACKpOS
cramu 12X18HI10T sBnsercst ckopocTh 00pabOTKH
1,2...1,3 M/MUH, yMeHBITIAIOMIAsl CPEAHEE OTKIIOHE-
HUE pe3a OT MEePIEeHIUKYISIPHOCTH 10 1°.

WHoii xapakTep peza HaOMOTAETCS MPHU CMEHE
71000BOM CTOPOHBI PACKPOSI C HEPIKABEIOIEH CTaln
Ha Hu3Koyrepoauctyro Ct3 (puc. 17).

OTkIOHEHHE pe3a OT MNepPHEHIUKYIIPHOCTH
CIIelyeT paccMaTpUBaTh Ha TPEX ydacTKax IO TOJI-
nHe KoMmo3uiuu. [lpu 3ToM cpenHee 3HaueHuUe
OTKJIOHEGHHUS pe3a OT MEePIEHIUKYIIPHOCTH BO BCEM
HCCIIEIOBAHHOM JHAIa3oHe CKOPOCTEH HaXOIUTCS
B 00JIACTH OTPHUIATEIIbHBIX YTIIOB, YTO CBUACTEIIb-
CTBYET O pacCIIMPEHUU pe3a K HIKHEH ero KPOMKE.
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Puc. 16. Bnusaue ckopocTu pe3a koMmosuiuu «craib Ct3 + crans 12X18H10T»
Ha TOYHOCTb pe3a npu packpoe co cropoHsl ctanu 12X18H10T no TexHomoruueckoit
cxeme HiFocus ¢ [ =45 A ni1st 7erMpoBaHHBIX CTaJCH:

O, — OTKJIOHEHHE OT TEPNEHIUKYIIPHOCTH Pe3a Ha ydacTKe «cTaib CT3»; oL, — OTKIOHEHHE

OT TIePIEeHANKYISIPHOCTH pe3a Ha ydacTke «ctamb 12X18H10T; 0, — CpeaHee OTKIOHCHHE
pe3a OMMeTaUTHYeCKOi KOMITO3UIIUH

Fig. 16. Effect of the cutting speed for the composition “steel ST3 + steel 12HISN10T”
on the cutting accuracy when cutting from the side of 12H18N10T steel using the
HiFocus technological mode with I =45 A for alloyed steels:

o, —squareness deviation of the cut in the section “steel St3”; o, — squareness deviation of the cut
in the section “steel 12H18N10T”; a,, —average deviation of a cut of a bimetallic composition

S =N

deviation from

OTknoHeHHE OT
nepneHIHKYISPHOCTH d, °/
perpendicularity a, ©

1,1 1,3 1,5
CropocTh pe3skH, M/MHH / cutting speed, m/min

Puc. 17. Bnusinue ckopoctu pe3a komno3uiuu «ctainb Ct3 + crams 12X18HI10T»
Ha TOYHOCTh pe3a MPH packpoe co cTOpoHbI cTanu CT3 Mo TEXHOJIOTHYECKOU cXeMme
HiFocus ¢ [ =45 A nis nerupoBaHHBIX CTaJCH:

(11 — OTKJIOHCHHUC OT NCPHCHAUKYIIAPHOCTU PE3a HA YYACTKEC «CTaJb Ct3» (BCpXHSIS[ 4acCThb,
S ~ 2 MM); 0, — OTKJIOHEHUE OT NEPNIEHIMKYIIAPHOCTH pe3a Ha ydacTke «ctanb Cr3» (HuK-
HAA 4acCThb, S~1 MM), (X3 — OTKJIOHCHHEC OT MCPHCHAUKYISIPHOCTH PE3da HAa YYACTKE «CTaJlb
12X18H10T»; 0., — CpelHee OTKIOHEHHE pe3a OMMeTaJINYECKON KOMITO3UIIAN

Fig. 17. Effect of the cutting speed for the composition “steel St3 + steel 12H18N10T”
on the cutting accuracy when cutting from the side of steel St3 steel using the HiFocus
technological mode with I =45 A for alloyed steels:

o, — deviation of perpendicularity of the cut in the section “steel ST3”( upper part, S ~ 2 mm);
o, — deviation of perpendicularity of the cut in the section “ steel ST3” (lower part, S ~ 1 mm);
a,, — deviation of perpendicularity of the cut in the section “steel 12HI18N10T”; a,, —average
deviation of a cut of a bimetallic composition
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Puc. 18. Bausinue ckopoctu peza komnozuuuu «ctaib Ct3 + cranp 12X18H10T»
Ha TOYHOCTb pe3a MpH packpoe co ctoponsl ctanu 12X18H10T no TexHonoruueckon
cxeme HiFocus™ ¢ 1= 50 A 15 yIIepOAMCTEIX CTanei:

O, — OTKJIOHEHUE OT MEPIECHIMKYIAPHOCTH Pe3a Ha yJacTke «cTanb CT3»; oL, — OTKIOHCHHE

OT TIEPIICHIUKYIISIPHOCTH pe3a Ha ydacTke «ctaib 12X18H10T»; O, — CpeHEee OTKIOHCHHE
pe3a OUMEeTaTNYeCKOH KOMITO3HIIUH

Fig. 18. Effect of the cutting speed for the composition “steel ST3 + steel 12H18N10T”
on the cutting accuracy when cutting from the side of steel 12H18N10T steel using the
HiFocus technological mode with I = 50 A for alloyed steels:

a, — deviation of perpendicularity of the cut in the section “steel ST3”; a, — deviation of per-
pendicularity of the cut in the section “steel 12HI8N10T”; oo — average deviation of a cut
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Puc. 19. Brusane ckopocTu pe3a koMmo3uruu «ctaib Ct3 + crams 12X18HI10T»
Ha TOYHOCTH pe3a MPHU PAcKpoe co CTOpOoHBI ctamu CT3 MO TEXHOIOTHYECKON CXeMe
HiFocus™ ¢ I =50 A a1s yIIepoAncThIX CTaneii:

O, — OTKJIOHCHHE Pe3a OT TEPNEHIUKYISIPHOCTH Ha ydacTke «CcTanb CT3»; o, — OTKIOHEHHUE
pe3a OT MepHeHAUKYIAPHOCTH Ha ydacTke «cTaib 12X18H10T»; 0., — CpelHee OTKIOHEHHE
pe3a OMMeETaIINYECKON KOMIIO3UITUHN

Fig. 19. Effect of the cutting speed for the composition “steel ST3 + steel 12H18N10T”
on the cutting accuracy when cutting from the side of steel ST3 steel using the HiFocus
technological mode with I = 50 A for carbon steels:

a, — deviation of perpendicularity of the cut in the section “steel ST3”; o, — deviation of per-
pendicularity of the cut in the section “steel 12H18N10T”; a,, — average deviation of a cut of
a bimetallic composition
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Hcnons3oBanne texuonornn HiFocus™ Ha pe-
JKUMaxX pe3a YIIEPOAUCTHIX CTaled AN PacKpos
OMMeTaIITMYECKONH KOMIIO3HMIIMU TIOKA3aJl0 pa3iiny-
HBIM XapakTep GOpMHUPOBAHUS TOUHOCTH pe3a MpU
pas3Hoii 1000BoIi cTopoHe packposd. Tak, npu obpa-
00TKE OMMETAINTNYECKON KOMIIO3UIIMUA CO CTOPOHBI
cranu 12X18H10T (puc. 18) B nuama3zoHe mMajbix
CKOpocCTeil packpost (popmupyercst pe3 ¢ pacumpe-
HUEM KaHaJla K HUKHEH KPOMKE C OTPULIATEIbHBIM
yrj0M HaksioHa (—4°).

OTO MOXHO OOBSICHUTH 3HAYUTEIBHBIM IEpe-
IPEBOM pacillaBa B KaHaje pe3a BCJIEJICTBUE Ma-
JIBIX CKOPOCTEH packposi. YBENTUYeHHE CKOPOCTH 10
1,75 M/MHH CHMXKAET KOJIMYECTBO JKUIKOU (has3wl B
KaHaJje 1 0ojee NHTEHCUBHOE €€ y/IaJleHUE U3 30HbI
pesa, 9To o0ecreunBaeT MOBBIIIEHUE TOYHOCTH 00-
pabotku. JlanpHeiiee yBeIuyeHne CKOPOCTH MpH-
BOJIUT K YXYJIIEHUIO TOUHOCTHBIX ITOKA3aTENIEH.

CmeHna 1000BO# CTOPOHBI PACKPOsi KOMITO3UITUU
Ha cranb Ct3 (puc. 19) obecrieunBaeT MaKCUMallb-
HYI0 TOYHOCTb pe3a B O0JIaCTH MajbIX CKOpOCTei
00paboTKu. YBeIHueHUE CKOPOCTH PACKPOs CHIKA-
€T TOYHOCTHBIE TIOKA3aTeIH pe3a.

Takoii pe3ynbrar MOXHO OOBSICHUTH TE€M, YTO
IIPY TOBBIILIEHUH CKOPOCTH 00pabOTKHU MPOUCXOIUT
CMEIIIEHUE aHOJHOTIO MSITHA [0 KaHAITy pe3a B BEpX-
HIOIO €ro 4acTh [8], mpuBojsIee K MHTCHCH(UKA-
UM HarpeBa Ha y4actke ctanu Ct3 U ociabiaeHuIo
B 30He ctanu 12X18HIOT.

OBPABOTKA METAJIJIOB

BoeiBOaBI

1. YcraHoBNEHO, YTO NPU UCIOIB30BAHUM TEX-
HOJIOTMH TOHKOCTPYHHOH TutasmMeHHOW pesku Hi-
Focus n HiFocus™ u1si peskn KOHCTPYKIIMOHHBIX
CTaJlell B HI)KHEM JMana3oHe TONIIUH He obecre-
YUBAIKOTCs 3asBJICHHBIC ITPOU3BOJUTEIIEM II0Ka3a-
TEIU TOYHOCTU pesa. s MOBBIIEHUS TOYHOCTU
packposs KOHCTPYKUMOHHBIX CTajied TOJILHHOMN
3 MM ¢ ucrionb3oBanueM Texnonoruu HiFocus peko-
MEH/IyeTCs IEPEX0]] HA MEHBIIUN TUIIOPA3ZMED COII-
Jla ¢ COOTBETCTBYIOLIEH KOPPEKTUPOBKOM DPEKHUM-
HBIX MapaMeTpoB. ObecneueHrne TOYHOCTH PacKpost
KOHCTPYKIIMOHHBIX CTaJed TOJIIIMHON 4...6 MM C
ucnonb3oBanneM Texonornn HiFocus™ Bo3Mosk-
HO IIpU CHWJKEHHUHU CKOPOCTH pe3a OTHOCHUTEIIBHO
PEKOMEH/IOBAHHOIO 3HAYEHUs JUIs JAHHOW TEXHO-
noruu. COOTBETCTBYIOLEE H3MEHEHHIO CKOPOCT-
HOTO pEeXMMa YBEJIIMYECHHE LIUPHUHBI pPe3a IOTpe-
OyeT KOPpPEKTUPOBKHU MapaMeTPOB B YIPABISAIOICH
nporpamme Juis o0ecriedeHHss TOYHOCTH Pa3MEpPOB
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TEXHOJIOI'MA

3aroToBku. Peanmmzanus texnonorun HiFocusF Bo3-
MO)KHa B PEKOMEH/IOBAaHHOM JHANa30HEe PEKUMHBIX
MapaMeTpoB, TaK KaK JaHHAS TEXHOJIOTHS paccma-
TPUBACTCSI KaK pa3ieuTeNIbHas U MIPEIoaraeT mo-
CIIETYIONIYIO0 MEXaHUIECKYH0 00pabOTKy 3aTrOTOBOK.

2. lokazana >(h(}eKTUBHOCTh  HCIONB30Ba-
Hus texnonorun HiFocus™ st packpos Gume-
TaJaandeckol kommo3umun «crans Ct3 + crans
12X18H10T». OntuMansHOl i1 00ecmeueHus
TOYHOCTH pe3a SIBISETCS CXeMa pacKposi OmmeTai-
JMYECKOU KOMITO3UIIUH CO CTOPOHBI cTanu Ct3 npu
ckopoctu 06paboTku 1,5 M/MuH.
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Introduction. Continuous improvement of materials cutting methods provides the appearance of new modi-
fications of technological processes of blanking production, in particular, high precision plasma cutting. However,
the equipment manufacturers accompany the proposed technologies with recommendations of processing modes,
which are indicative and intended for a certain range of processed materials. The purpose of the paper is to improve
the technological schemes of high precision plasma cutting in terms of quantity evaluation of cutting accuracy and
surface quality of cut for structural steels, including bimetallic compositions in a specified thickness range. Methods.
The evaluation of the accuracy and quality of the cut is carried out in accordance with ISO 9013: 2002. The steel
ST3SP and the bimetallic composition “steel ST3 + steel 12H18N10T”, formed by explosion welding are chosen
as the study material. Results and discussion. It is established that when HiFocus technology is used for cutting
the steel ST3 in the lower thickness range (3 mm), the precision of the cut is not ensured. To increase the accuracy
of the cutting the transition to a smaller nozzle size is proposed in this technology. The application of HiFocus™
technology, which is distinguished by the additional swirling of swirling gases, makes it possible to cut materials in a
wider range of thicknesses. However, at cutting thicknesses of 4...6 mm, there is an excess of the acceptable devia-
tion of the cut perpendicularity at both its edges. To increase the accuracy of shaping, a reduction in cutting speed is
necessary. The efficiency of using Hi Focus™ technology for cutting a bimetallic composition “steel ST3 + STEEL
12H18N10T” is shown. The optimal cutting scheme is identified with the choice of ST3 steel as the front side. It
is established that the maximum cutting accuracy for this composition is achieved at a cutting speed of 1.5 m/min.

For citation: Rakhimyanov Kh.M., Loktionov A.A., Rakhimyanov A.Kh., Gaar N.P. Evaluation of technological schemes of high precision
plasma cutting of metallic materials and its compositions. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working
and Material Science, 2018, vol. 20, no. 2, pp. 18-34. doi: 10.17212/1994-6309-2018-20.2-18-34 . (In Russian).
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