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Annomayusn: JlazepHas TepMo00pabOTKa SBISIETCSI OAHUM W3 3((GEKTHBHBIX METOMOB INOBBIMICHUS HKCILTyaTaIllHOH-
HBIX XapaKTEePUCTHK METAUIOPEXYIIEr0 HHCTPYMEHTAa. B IpakTHKe J1a3epHOTO YIPOYHEHHS CYIIECTBYET HECKOJIBKO Me-
TOJIOB BBIOOpa pexuma 0O0pabOTKH: IKCIIEPUMEHTAIbHBIH, PACUETHBIN, MO CIPABOYHLIM JaHHBIM. IlepCcrieKTHBHBIM UIS
OLIEHKH TTapaMeTPOB 30HBI 00pabOTKH SIBISIETCS MPUMEHEHWE METO/A KOHEUYHBIX HJIEMEHTOB, HCIIOJIb30BaHUE KOTOPOTO
Hanbonee BOCTPEOOBAHO UL pacyeTa TEMIIEPaTypHOTO MOJS CIOXHONPOGHMIBHOTO MHCTpyMeHTa. [Ipm opraHmzammu
mporecca yIpodHEeHUs HanOosee CIOXKHBIMU SBILIFOTCS BEIOOP M Ha3HAYECHHE PEXKMMOB 00paOOTKH BEPIIMHBI PEKYIIETO
KJMHa. B cBs3u ¢ 3TUM perieHne MHOTO(aKTOPHON 3aJauy ONTHMHU3AIMU CXEMbl YIPOYHEHHsI 00JIaCTH OKOJIO BEpIINHBI
MHCTPYMEHTA aKTyaJIbHO NPH MPOESKTUPOBAHUM U aBTOMATHU3AIMM NIPOLieCcca JIa3epPHOT0 YIPOUHEHHS JIE3BUHHOTO HHCTPY-
MeHTa. B pabote MeTomoM KoHeuHBIX 3eMeHToB B mporpamme ANSYS Workbench ma mpumepe MHCTpyMeHTa ¢ yriioMm
3aoctpeHus 60° MpoBeNeHbl YNCICHHBbIE SKCIEPUMEHTHI 10 ONTUMM3AIMH CXEMbI YIPOUYHSIOLIeH Jla3epHoil 00paboTku
BEPILIUHBI PEXYILEro KINMHA UHCTpyMeHTa. PacCMOTpeHO TpU BapHaHTa CXeMbl yIpouHeHHs. [1epBblii U3 HUX 3aKII0UaeTcs
B pean3alii MHOTOKpAaTHOW 00paboTKH 001acTH, NpUMBIKAoNIel K BEPIIMHE HHCTpyMeHTa. BTopoii cocTouT B momepe-
MEHHOM IepeMEIleHNH TIATHA Ja3epHO 00pabOTKH BIOINB PEXYIIMX KPOMOK B 00J1aCTH BEpIIMHBI HHCTpyMeHTa. Cormac-
HO TPEThEMY BapHaHTy ISITHA 00pabOTKH IOCIE0BATEIHHO PACIIONATANINCH BIOJIb OMCCEKTPHUCH yTila IPW BEPIIMHE WH-
cTpyMmenTa. [lokazaHo, 4TO MO KPUTEPHIO MaKCHMaJIbHOW I'TyOMHBI ONTHMAIBHOH SIBIISIETCSI CXeMa YIPOYHEHHS, 3aKIJI0-
Yaouascss B MONEPEMEHHOM IEPEMELICHUH IATHA JTa3epHOW 00pabOTKM BIOJb PEXYIIMX KPOMOK B OOJACTH BEPUIMHBI
MHCTpyMeHTa. B 3TOM ciydae obecrnednBaroTCs XapakTepUCTUKH 30HBI YIPOIHEHHS, TIPEBOCXOSIINE aHATOTHIHBIC BEJIH-
YHMHBI, ONUCHIBAIONINE 30HY YNPOYHEHMS IS OCTAJIBHBIX BAPHAHTOB JIa3€pPHOH 0OPaOOTKM BEPIIMHBI PEXYIIETO KIIMHA
MHCTPYMEHTA.

Kniouegvie cnoea: nazepHoe ynpodyHEHHE; MOJCIUPOBAaHNE; METOJ KOHEUHBIX 3JIEMEHTOB; BEPIIMHA pe3lia; Ja3epHas
00paboTKa; 30Ha JIA3ePHOT0 BO3/ICHCTBHUS; IIATHO JIa3epHOH 00paboTKH.

Jlna yumuposanusa: Slpecexo C.U., banakupor C.H. OntumanbsHas cxema Ja3epHOr0 yIPOYHEHUS BEPIUIMHBI PEXY-
iero kivHa uHCTpyMenTa // Frontier Materials & Technologies. 2021. Ne 4. C. 98-106. DOI: 10.18323/2782-4039-2021-
4-98-106.

MMPOBOAHOCTH, 1100 Ha aHaIu3e HOJ'IPIMOp(l)HOFO npeBpa-

BBEJIEHUE

OnuuM 3 3((QEKTHBHBIX METOAOB IOBBIMICHHUS OSKC-
TUTyaTallMOHHBIX XapaKTEPUCTHK METaJUI000pabaThIBar0-
IIET0 MHCTPYMEHTA SIBISIETCS] MMITYJIBCHAS YIPOYHSIOMIAs
nmazepHas obpaborka (JIO), Hambosee mMUPOKO MpHUMEHse-
Masi B MEJIKOCEPUITHOM HMHCTPYMEHTAJIbHOM IIPOU3BOJICTBE.
B YCIOBUAX COBPEMCHHOI'0O MAallMHOCTPOUTECIIBHOTO MPE/I-
MpUATHS Ha TEPBBIM IJIaH BBIXOIWT 33Jada pa3padboTaTh
o01Me peKOMEeHJalluK 110 OPTaHU3alMi TEXHOJIOTHYECKOTO
npoliecca JIa3epHoro YNPOYHEHUsI, MO3BOJIsIoNnIe obecrie-
YUTh €r0 aBTOMATHU3alMIO, a TAK)KE YCIOBUS U PEKUMBI
00paboTKH, IIPU KOTOPBIX JOCTUTAIOTCS TpeOyeMble Xapak-
TEPUCTUKH 30HBI Ja3zepHOro BozaekcTus (3JIB).

C nocTaToyHOM IS MPaKTUYECKOro NMPUMEHEHHS TOY-
HOCTBIO paccuuTarh pexxumsl JIO, HeoOXoauMBIe IS TIPO-
EKTHPOBAHMS TEXHOJIOTHUYECKUX ITPOIIECCOB JIA3EPHOTO YII-
POYHEHHSI, TIO3BOJISIFOT MTPOCTHIE AHATUTHYECKHE 3aBUCHMO-
ctu [1-3]. s onpenenenus pabodux mapaMeTpoB U pe-
)kuMOB JIO MOXeT OBITh HCIOIB30BAHO MOCIMPOBAHUE
mporecca, OCHOBAaHHOE OO Ha PELICHUM 3aJadyd TeIo-

menns [4-6]. Ognaxo JIO pexxymux HHCTPYMEHTOB UMEET
CBOH CIICITU(PHIECKHE 0OCOOCHHOCTH, 00YCIIOBIICHHBIE YCIIO-
BUSIMH TIPUMEHEHUS] U TEOMETPUEH MHCTPYMEHTA, YTO OKa-
3bIBA€T CYNIECTBEHHOE BIMSIHNE Ha (DOPMHUPOBAHHE TEMIIE-
patypHoro nonis B 3JIB. B aToM citydae aHaTUTHYECKH OTI-
peleNuTh pacrpeesieHne TEMIIEPATYPHOTO TIOJIsT B PEXKY-
IEM KIIMHE MHCTPYMCEHTA W JSHCPICTUYCCKUC XapaKTCpH-
CTHKH Ja3epHoro mimydenus (JIM) B 3aBUCHUMOCTU OT Me-
CTOIOJIOKEHHUS! JIA3EPHOTO MCTOYHUKA HE MPEACTaBISETCS
BO3MOXXHBIM. JIOCTaTOYHO IOJIHOE WCCIEIOBaHUE MOXKET
OBITH IPOBEZCHO HA OCHOBAaHWH YHCIIEHHBIX PAacUETOB.
CAE-cucTeMbl Ha OCHOBE METO/]a KOHEYHBIX SJIEMEHTOB
(KQ) Haxomar mpuMeHeHne MpH MPOEKTHPOBAHWU W OITH-
MHU3aIUN CYIIECTBYIOUIMX TEXHOJOTHYECKHX MPOILECCOB
METAUI000paOO0TKH, H3YIEHUH KOHTAKTHOTO B3aMMOJEHCT-
BHS W XapaKTEPUCTHK Iporecca TpeHus [7-9], aHammse
TEMIIEPATYPHOTO TOJIsI U HANpPSDKEHHOTO COCTOSHHSA HMHCT-
PYMEHTa NIPH Pa3IUIHBIX BUJAX MEXaHHMUECKOH 00paboTKH,
HampuMmep Tipu (pesepoBanum [10; 11] wim mTamMmoBke
[12]. HcnonpzoBanue KDO-MonenupoBaHUs NpH aHAIH3E
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MPOIIECCOB METAUIOO0PAaOOTKH JTOCTATOYHO IMPOAYKTUBHO
U TIO3BOJISIET HE TOJBKO OMNPEAEINUTh ONTHMAIbHBIE Tapa-
METPBI TIpolecca pe3aHusi ¥ KOHCTPYKIMH PeXyLero HHCT-
pyMmeHTa [8], HO ¥ MPOTHO3UPOBATh U3HOCOCTOMKOCTH Ma-
TEPUAIOB B 3aBUCUMOCTU OT YCJOBHMH 3KCrutyaranuu [9].
B coBpeMEeHHBIX yCIOBHUSIX MAIIMHOCTPOUTEIBHOTO IPOU3-
BojcTBa Meton KO sBisiercst HanOosiee MOAXOISIIMM HH-
CTPYMEHTOM JUISl OJTy4eHHUsT HEOOXOJUMBIX 3HaHUH O Mpo-
M3BOJICTBEHHBIX mpoueccax [7]. B wactHocTH, pn m3yde-
HUH (pesepoBanms ¢ omoinsio KO-monenn O pazpado-
TaH KOMIUIEKC MEPONPHITHH JUIA MOBBIMIEHUS! CTAaOMIBHO-
ct ctaHkoB [10], a B pe3ynpTaTe MOACIUPOBAHUS TEMIIE-
parypHOro moJsA W monsi nedopmammii Opiia obecrieueHa
TEXHUUYECKass OCHOBA JJIsl BHICOKOTOYHOW 00pabOTKH mpe-
[U3UOHHBIX MUKpoeTanei [11].

MHoroyHKIMOHATBHO, MHOT000pa3HO U BBICOKOI(-
(exTHBHO MpHMeHeHne Metoga KO mpu mpoekTHpoBaHUU
npoueccoB JIO mMaTepHuainoB, BKJIIOYAs KapOIIPOYHEIE U Jie-
TMpPOBaHHBIE CTAJH, KOMIIO3HUTHI, CIUIaBBI [[BETHBIX METall-
noB. [Ipu pa3paboTke na3epHBIX TexHONOruid merox KO
MIPUMEHSETCS I YHCICHHOTO aHaJIM3a Ipolecca Ja3epHoi
PE3KH, BBIOOpA M OIEHKH PEKUMOB OOpabOTKH, Iapamer-
POB, XapaKTepU3YIOIINX 30Hy HarpeBa M KadecTBo pe3a [13;
14], ananu3a TeMIepaTypHBIX NOJeH mpu TepMooOpadoTke
KaK MMITyJBCHBIM [15], Tak W HEIpPEpHIBHBIM H3ITydYEeHUEM,
HalpuMep, JEeTUPOBAaHHBIX cTanei [16—18], TUTaHOBBIX
craBoB [19]. Ucnonb3ys meton KO, BO3MOXKHO MPOTHO3U-
poBaTh pacrpelelieHHe TeMIIepaTypbl Ui JIOCTHXKEHHUS
onHoponHoro no riryoune 3JIB ympounenHoro cnos [16;
18], ananu3upoBath U onpenessiTh napamerps JIM, obecre-
yuBarouye Tpedyemble nmapamerpbl 3JIB, kadectBo u riy-
O6uny 30HbI 3aKkainku [15; 18; 19]. Takum obpa3om, B TeXHO-
norun JIO meron KO crmyxut 3QQeKTUBHBIM HHCTPYMEH-
TOM OTPENEICHNS ONTHMAIBHBIX TEXHOJIOTUYECKUX PEXKH-
MOB 00paboTkn. OJHAKO MMEIOUIHECS pe3ylbTaThl pacyera
TeMIepaTypHBIX Tojed u xapaktepuctuk 3JIB meromom
KD HeBO3MOXHO 000OLIUTH A TE MPOU3BOJILHON (op-
MBI, YTO HE MO3BOJISIET UCIOIBb30BaTh ATH PE3YJIbTAThI AJIS
MPOTHO3UPOBaHMsI U BbIOOpa Xxapakrtepuctuk JIW mpu ym-
POYHEHHHU METAJUIOPEXKYIIEro HHCTPYMEHTA.

B texnonorun ympounsromein JIO menkopazMepHOro
WHCTPYMEHTa KOMIIBIOTEPHOE INPOEKTHPOBAHUE B OCHOB-
HOM PaccMaTpHBAETCS C TOYKH 3pPEHUs] HA3HAUCHUS PEXH-
MoB JIO u opraHu3anuy nporecca yrnpoyHeHHs, B TOM YHC-
Jie ¥ CIOXHONPO(GWILHOr0 MHCTpyMeHTa. OnHako Hambo-
Jee BaXKHO TpuMeHeHHe Mmerona KD mpm ympodHstomie
JIO BepmmHBI peXymiero KinMHa WHCTPYMEHTa Kak Hambo-
Jiee Harpy>KeHHOTO ero 3neMmeHTa. [lociennee umeer cBon
0COOEHHOCTH U OKa3bIBaeT CYLICCTBEHHOE BIIMSIHUE Ha pa-
6orocmocodHocTs uMHCTpYMeHTa. I[Ipu JIO BepruuHbl pe-
XKYILEro KIMHA ONPE/ENICHHYI0 CII0KHOCTh BBI3BIBAET He-
BO3MOXKHOCTh OJTHO3HAYHOTO BHIOOpa PAacCIOJIOKEHUS HC-
TOYHMKA TeIUla Ha 00pabaThIBAEMOW IMOBEPXHOCTH, MTPUHH-
Masi BO BHHMaHHE T'€OMETPHUIO PEXYIIEro KiMHAa W Tpo-
CTPaHCTBEHHBIC, BPEMEHHBIC U JHEPreTHUYECKHE XapakTe-
puctuku JIN. DTy clI0XXHOCTD yAaeTcsl yCTPAaHUTh, HCIIONb-
3ysl TIpH aHaNIW3€ TEMIIEPATypHOTO MOJS TPH JIa3epHOM
HarpeBe KD-monmemmposanue [20; 21].

Lenp paboThl — BEIOOP ONTHMAIBHON CXEMBI YIIPOYHE-
HUsI 00JIaCTH OKOJIO BEPILIMHBI PEXYIIETro KIMHA WHCTPY-
MEHTa MO0 KPUTEPUIO0 00eCTe4eHns] MaKCHUMAIbHOW TIyOH-
HBI YIIPOYHEHHSI HA OCHOBE aHAJIN3a TEMIIEPATYPHOTO MO
IIPY UMITYJIbCHOM J1a3epHOii 00padoTKe.

METO/bI UCCJIEJOBAHUIL

Ucnonr3oanne KO-MonmennpoBanus B HacToAmeH pa-
6ote, kak 1 B [20; 21], ocHOBaHO Ha CXeMe HarpeBa pexy-
IET0 KJIMHA HHCTPYMEHTa COCPEAOTOUYEHHBIM ITOBEPXHOCT-
HBIM TEIJIOBBIM UCTOYHMKOM C PaBHOMEPHBIM pacrpezee-
HHUEM IIJIOTHOCTH MOLIHOCTH O CEYEHHIO IMydka. s nas-
HOW cXeMbl HarpeBa Oblia paspaborana K3-momens pacye-
Ta TEeMIIEPaTypHOTO OIS, YYUTHIBAIOIAS HPOCTPAHCTBEH-
HOE M BPEMEHHOE paclipeiesieHHe IUIOTHOCTH MOIIHOCTH
nctoynnka Harpesa [20]. JaHHBIA OAX0A OBUT HCHOIB30-
BaH IIpU MOJEIUPOBAaHUU OJHOKpaTHON JIO BepIIMHBI pe3-
ma [21]. [Ipu 3TOM BOIIPOC 00 ONTUMAIEHOCTH PEKOMEHIIO-
BaHHOUM cxeMbl JIO octaercs OTKpBITHIM. [loaTOMy Tipen-
JIOXKEHHBIM paHee IMOIXOJ MOIYyYWJI CBOE pa3BUTHE B Ha-
cTosimieit padore.

Metonom K3 B mporpamme ANSYS Workbench B Tpex-
MEpHOW ITOCTAaHOBKE MOJEIMPOBAJICS HarpeB IepemHei
MTOBEPXHOCTH PEXYIIETO KIMHA WHCTPYMEHTa C yTJIOM 3a-
octpeHus =60°, pamuycoMm CKpPYTICHHS MEXIy TIaBHON
1 BCIIOMOTaTeIbHON pexxymumu kpoMkamu R=0,8 mM. Tun
aHanm3a — nepexoaHblii Tertosoit (Transient Thermal) ¢ as-
TOMAaTHYEeCKUM BBIOOpDOM 4HMclia mojmaroB. Pasmep cerku
KD mst ocanoBHoro tena 3agasaics 0,5 mM, 1 30861 JIO —
0,05 mm. Kaxk u B [20], na3epHbIil UIMITyJIEC MOJETUPOBAJICS
TPEeYroNbHOW (OPMBI UIUTENsHOCTRI0 10 Mc ¢ paBHOMEp-
HBIM pachpezeneHreM mioTHocTH MomHocTH JIU no ceue-
HUIO JIA3€PHOTO MATHA. 3ajada pelmagach B TPH IIara: Ha
MIEpPBOM pacCMaTpUBAJIaCh CTaJUsl HarpeBa C JIMHEWHBIM
BO3pacTaHHEM TEIUIOBOW HArpy3KH A0 €€ MaKCHMAaJIbHOTO
3HAYEHHs; HAa BTOPOM IPHJIOKEHHAsi Harpy3ka yMeEHbIIa-
J1achk OT MaKCHUMyMa 0 HyJIs; Ha TPEThEM MOJIEIIUPOBAIACh
cragus octeiBaHus. CyMMapHOe BpeMs TEpBBIX JBYX Ila-
roB cocrasmio 0,01 ¢, mpu 3TOM BpeMs KaXXIOTO U3 HUX —
0,005 c. Bpems octeiBanust — 1 ¢. O0OnacTh Ja3epHOrO BO3-
JeHCTBUSA Ha MepeaHel MOBEPXHOCTH HHCTpyMeHTa (puc. 1)
Oblla Mpe/ICTaBlICHA B BHJIE KBaJPATHOTO ISITHA C PaBHO-
MEpHBIM paclpeieJIeHHEM IUIOTHOCTH MOIIHOCTH pa3Me-
pom 4x4 mM. TIpuitoskeHHe TEIIOBO HArpy3Ku ObLIO pea-
JIM30BAHO C MOMOIIBIO MOABEICHUS TEIIOBOro oToka Heat
Flux. Cxema pacnonoxenus msataa JIO u usMepsieMbie ma-
paMeTpsl IpUBECHHI Ha puC. 1.

Bapuant MonoummyinscHoit JIO BepumHbl pesia Obul
paccmotpeH B [21]. 3gech AeTaqbHO OMKMCAaH MPOIECC BbI-
0opa ONTHMAaJbHOTO C TOYKH 3peHHs 00ECHeUeHUs] MaKCH-
MaJIbHOH I'TyOMHBI TostokeHus neHTpa nsarHa JIO. Makcu-
MaJibHas TTyOWHA 30HBI YIPOYHEHUS B BEPIIMHE HHCTPY-
MeHTa, paBHas 138 MKM, JOCTHraercst MpH pacloJIOKEHUU
menTpa matHa JIO B Touke ¢ koopauHaTamMu x=1,5 MM,
y=1,6 mm (puc. 2 a). [Ipu Ttakoit cxeme JIO IIOTHOCTH
moraHOcTH JIV paBHa 1,56-108 BT/MZ, 3HAYEHUS BEIWYUH |
u k coorBercTBenHo paBubl 2,931 u 2,922 MM, NPOTSHKEH-
HOCTb 30HBI YNMPOYHEHHWS B [IHArOHaJbHOM CEYEHHH CO-
crasiser 0,32 MM, MakCUMabHasl ITyOUHA yIIPOYHEHHUS Ha
[JIABHOM 3ajiHEil MOBEPXHOCTH Z;=58 MKM, a Ha BCIIOMOTra-
TeJIBHOU 3aj7Heil moBepxXHOCTH — Z,=61 mMxM. Bo Bcex mo-
CIIEAYIOUINX pacderax JaHHOe mojoxkeHue matHa JIO Opiio
TIPUHATO 33 HCXoaHOoe (6a30Boe).

PE3YJIbTATHI HCCJIEJOBAHUI

B Hacrosmeii pabore npu BEIOOpE ONTHUMAIBEHON CXEMBI
ynpounsitomieii JIO BepIIMHBI PeXyLIEro KIWHA HHCTPY-
MeHTa OBUIO PacCMOTPEHO TPH CIOco0a OpTraHW3alHH
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usnyyeHume
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Puc. 1. Pacnonosicerus namua 1a3eprou 06pabomxu OmHOCUMENbHO 8EPUUHbL PEdCYUje20 KIUHA UHCIpPYMeHma
u usmepsiemoie napamempuol: |, a u K, b — onuna u wupuna ynpounennoii 30uv1 60016 21a6HOU
U 6CNOMO2AMENILHOU PENCYUWUX KPOMOK COOMBEMCMBEHHO,; L — 2yOuHa ynpourerHo 30ubl (1, 2, 3 — mecma 3amepa 2nybunvt).
3nauenus K u | onpedensrom paccmosnue om nawana cucmemol KOOPOUHAM OO KPAsi YNPOUHEHHOU 30Hbl HA KPOMKAX PEACYUe20 KIUHA
Fig. 1. Laser treatments spot location with respect of a tool cutting wedge tip and measured parameters: |, a and k,
b — the length and width of a hardened area along the main and minor cutting edges respectively;
z — hardened area depth (1, 2, 3 — depth measurement points). K and | values govern the distance from the coordinate origin
to the hardened zone border on the tool wedges

a

b

Puc. 2. Pacnpedenenue memnepamypsi Ha nepeoHeli N08epXHOCMU UHCMPYMEHma 8 001ACU 6ePUUHDL:
a — npu MoHoumnyabcHol oopabomxke [21] (X=1,5 mm, Yy=1,6 mm);
b — npu naseproii o6pabomre no cxeme Ne 1 nocne 16-20 umnynvca
Fig. 2. Temperature distribution on the tool front surface in the tip area:
a— at monopulse treatment [21] (x=1.5 mm, y=1.6 mm);
b — at laser treatment according to scheme No. 1 after the sixteenth pulse signal

pacnonoxxenus nsiteH JIO Ha mepeHel MOBEPXHOCTH pe3lia
B 00JIaCTH €r0 BepIIHUHBEL.

Cxema 1. MHorokpatHoe o6iayueHue. Ilonoxxenue 1eH-
tpa msatHa JIO (x=1,5 mm, y=1,6 MmM) B mporiecce 00padoT-
KM HE MEHSETCS M, KaK yXe OTMEYaJoCh, SABISIETCS ONTH-
MaQJIBHBIM TIPU MOHOWMITYJIBCHOM 00pabotke. Uncio um-
MyJIbCOB U3MEHNOCH OT 1 1o 16. Pacnpenenenue temnepa-
TYpBI B 00JIACTH BEPIIMHBI Pe3lia Ha €ro MepeaHei moBepX-
HOCTH TIOKa3aHo Ha puc. 2 b. TiyGuHa 30HBI yIpOYHEHHS
3/leCh M Jajiee PacCUNTHIBAIACH KaK IIyOWHA OIMyCKaHUS
motepMmbl 930 °C mpu obpaboTke cramm P18 [20] mis pe-
*1MOB JIO, HCKITIOYAIOMINX OIUIaBIEHHE TOBEPXHOCTH.

Cxema 2. [IlomepemenHoe mnepememienue rsitHa JIO
BIIOJIb PEXYIIUX KPOMOK.

[epBBIil IMITyJIBC: KOOPAMHATHI LIEHTpa TATHA: X=1,5 MM,
y=1,6 MM COBMAJAIOT C ONTHUMAILHBIM MOJIOKCHUEM LIEHTPA
matHa JIO anms MoHOMMITYNbCHOHM 00paboTku. [Ipu 3tom,
Kak U paHblie, Ha moBepxHoctu 3JIB Temneparypa He mpe-
BBIIIAET TEMIIEpATypy IJIaBieHus i ctanu P18, paBHyro
1260 °C.

Bropo#i umnynbc: naTHO cMmemaercss Ha 0,8 MM BIOJIb
[JIaBHOM PEXYIIEH KPOMKH OTHOCHUTEIBHO ONTHUMAJIbHOIO
nosokeHnst. KoopauHats! meHTpa msitHa: X=2,3 M, y=1,6 MM.
[Ipu takom monoxennu nsatHa JIO 30Ha ympoyHEHHs Ha
MTOBEPXHOCTH MHCTPYMEHTA B OOJIACTH €T0 BEPIIHMHBI Xa-
paKTepu3yeTcs BeNMYMHAMH, IPUBEICHHBIMH B Ta0mre 1.

Tpernit mMmynec: maTHO cMmermaercss Ha 0,8 MM BIONB
BCIIOMOTATeNbHON pexXyledl KpPOMKH OTHOCHTEIBHO
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Taonuya 1. [lapamempul 30161 ynpouHeHus npu 1azeprol oopabomke no cxeme Ne 2
Table 1. Hardening zone parameters at laser treatment according to scheme No. 2

a, MM b, MM I, MM K, MM 71, MKM 75, MKM Z3, MKM [LI0THOCTS MOIHOCTH, BT/M?
ToCiIe 2-ro UMITyJIbca

2,94 3,74 3,83 0 119 0 27 1,870-10°
nocye 3-ro UMIyJIbca

3,79 2,9 0 2,9 0 99 23 1,768-108
nocie 4-ro UMITyJbca

3,29 3,32 3,32 0 63 0 65 2,090-10°

HpuMeuaHue. Ilocne 1-20 umnyibca ceomempudecKue napamempol 30Hbl JIO coomeemcmeyront xapakmepucmukam, docmuzaemvim
npu onmumdalbHOM NOJIOHCEHUU YeHmpa nsamua npu MOHOM.M}’ly]ZbCHOIZ o6pa60ml<e.

OIITUMAJIBHOTO TONOKeHMs. KoopauHaThl LEHTpa IIATHA:
x=1,5 MM, y=2,4 mm. IlapameTpsl 30HBI YIPOUHEHHS TOCIE
JIO TpeTbuM UMITYJILCOM IMPUBEIEHBI B Ta0uIe 1.

UYeTBepThIii UMITYJIBC: IIATHO CMEIAETCS 10 TUArOHAIH
OT ONTUMAJILHOTO MoJiokeHus Ha 0,3 MM BIONb TJIaBHOM U
BCIIOMOTATENbHON pexXyIux kpoMok. KoopauHaTs! neHTpa
maTHa: X=1,8 MM, y=1,9 MM. 3HaueHHs BEIMYHUH, XapaKTe-
PH3YIOIINX 30HY YIPOYHEHHS M0CIe 00pabOTKH YETBEPTHIM
UMITyJIbCOM, TIpHBeIeHBl B Tabmune 1. Pacnpenenenme
TEMIIEPaTypbl Ha MEepefHEeH MOBEPXHOCTH MHCTPYMEHTA 10
OKOHYaHHMHU YETBEPTOT0 MMITYJIbCa ITOKA3aHO Ha puUC. 3.

Cxema 3. YmpodHeHHE pean3yercsl IOCIIeIoBaTelNb-
HBIM CMCIICHHEM IISITEH 00pabOTKH BIOJIb OMCCEKTPHUCHI
yIia Ipu BepIIMHE MHCTpyMeHTa. LleHTp mepBoro msTHa
JIO, xax u panee, pacmoiarajcsi B TOYKE ¢ KOOpAMHATAMHU
x=1,5 MM, y=1,6 MM. Bpl10 MpoaHATU3UPOBAHO HECKOJIBKO
BapUaHTOB CMEIIEHUs IIEHTpa MATHA BJOJIb HANpPaBICHUS
OMCCEeKTpHCHI yIila TPH BEpUIMHE HHCTPYMEHTa OTHOCH-
TENBbHO IEHTPa MPEBIAYIIEro MATHA M ONPEAEIECHBI Ieo-
MeTpudeckue xapaxkrepuctuku 3JIB:

—BapuaHT 1: pomonmHuTensHas ABykpaTHas JIO co
CMEIICHHEM KaXKIOTO IATHA OTHOCHUTEIBHO MPEIBIAYIIETO
Ha A=0,1 mM;

1100°C
1200°C

—BapuaHT 2: JomoJHWTENbHas nBykpaTtHas JIO co
CMEIICHUEM KaXXAO0ro ImdATHa OTHOCHUTCIIBHO MPEAbLIAYIIETO
Ha A=0,2 MM;

—BapuaHT 3: JomnojHUTeNbHas aBykpatHas JIO co
CMEIIEHHEM KaXJIOTO IISITHa OTHOCUTEIBHO TPEIBIAYILIETO
Ha A=0,5 mm;

— BapHaHT 4: JOTOJIHUTENIbHAs YeThipexkparHas JIO co
CMEIIEHNEM KaXJIOTO IITHA OTHOCHUTEIBHO TPEIBIAYIIETO
Ha A=0,05 MM.

OCHOBHBIE TEOMETPHUUYECKIE XapaKTepUCTUKU 30HHI JIO
IIPY Pa3IUYHBIX BapUaHTaX CMELICHUs LEHTPa ISITHA MpH-
BEJIEHBI B TA0IHIE 2.

OBCY)XXJIEHHUE PE3YJIbTATOB

[o nanubiM KD-MonenupoBanus mpu cxeme o0padoTKH
Ne 1 makcuManpHas TTyOMHA yIIPOYHEHUS Ha TJIABHOM 3a/1-
Hell IOBEPXHOCTH B TOUKE Z; AOcTUraer 3HaueHus 103 Mxm
IpU JJUHE 30HBI YIPOUHEHMs BJOJIb IJIABHOW pexylien
kpomku |=2,85 MM, a Ha BCIOMOTraTeiIbHOW 3ajHEH MO-
BEPXHOCTHU B TOUKE Z; — 87 MKM MpH AJIHHE 30HBI yIIPOUHE-
HUS BIOJIb BCIIOMOTATENbHOM pexynied kpoMku k=2,81 MM
(puc. 2b). OmgHako Ha PACCTOSHUHM OT BEPIIMHBI BIOIH

Puc. 3. Pacnpedenenue memnepamypbsl Ha nepeoHell NO8epXHOCMU UHCMPYMEeHma 8 00IACU 8ePUIUHbL
10 OKOHUAHUU Yem8epmo2o UMNYIbCA 1d3epHOll 0Opabomku npu cxeme oopabomxu Ne 2
Fig. 3. Temperature distribution on the tool front surface in the tip area at the end of the fourth pulse signal
of laser treatment according to scheme No. 2
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Tabnuua 2. Knouegvie xapaxmepucmuxu npoyecca 1azepHoi oopadbomxu no cxeme Ne 3
Table 2. Key characteristics of the laser treatment process according to scheme No. 3

r
Ne papuanta T10THOCTS MOMIHOCTIL, COMETPUYECKUE XapaKTepUCTHKH 30HbI JIO
8 2
10 x10" Br/m I, MM K, MM a**, MM b** Mmm

1 mmmynse — 1,563

1 2 nmmyibee — 1,600 2,93 2,94 0,23+2,9 0,23+2,90
3 mmmynec — 1,790
1 ummynec — 1,563

2 2 umnyisc — 1,830 2,91 2,92 0,23+3,17 0,23+3,17
3 ummynsc — 2,150
1 ummynsc — 1,563

3 2 umnyibc — 2,105 2,85 2,88 0,23+3,17 0,23+3,17
3 ummyec — 2,130
1 ummyiec — 1,563
2 ummyJsc — 1,556

4 3 ummnynsc — 1,560 2,95 2,94 0,23+2,9 0,23+2,90
4 nmmynec — 1,600
5 mmmynec — 1,710

* 3nauenusn eenuyun ;=53 MKM U Z;=66 MKkm 014 6cex eapuanmog JIO 6 0cHO8HOM CO8NAOAIOM C COOMBEMCMBYIOWUMU 3HAYEHUS-

MU, XaPAKMePHbIMU 0151 MOHOUMNYTIbCHOU 00pabOmKu.

** 3nax «+» 6 npugeoeHHOM 3HAYEHUU WUPUHBL YAPOYHEHHOU 30Hbl 8006 00EUX PACCMAMPUBAEMBIX PEACYUUX KDOMOK O3HAUAem
Hanuuue COCMAagHOl 30Hbl YNPOUHEHUsL C HEYNPOUHEHHBLM YHACMKOM MENCOY 30HAMU YRPOUHEHUs (CM., Hanpumep, puc. 5).

OUCCEKTPHCHI yIia MpY BEpIIMHE, MpeBbiatoneM 220 MKM,
rIyOWHa YNpOYHEHHsl pe3KO MajaeT W B LeHTpe msaTHa JIO
B TOUKE Z3 cOCTaByseT He Oomnee 12 mxm. MHorokpatHas JIO
npu cxeme ynpodyHeHust Ne 1 mpoBOIUTCS MPH MOCTENEHHOM
yMeHbIIeHHn ioTHocTH MottHoctn JIA ot 1,56-10° Br/m?
qurst 1-ro mmmyisea no 1,12 -10° Br/m® st 16-ro mvmymsca.

IIpu nmnynscuoit JIO ¢ nepexpsiTieM mo cxeme Ne 2 Ha
nepeHel MOBEPXHOCTH MHCTPYMEHTa B 00JIacTh ero Bep-
[IMHBI 00pa3yeTcs 30Ha, IPeJICTaBIAIoNmas coboil cynepro-
3WIUIO TEOMETPHUYECKHX 00pa3oB Beex 30H JIO mo okoHua-
HUH JeicTBHA 4-TO UMIyNbca. B 3ToM citydyae ee Buj moka-
3aH Ha puc. 4.

3-e nATHO

1-e naTHO

CornacHo pe3yibTratam KO-MonenupoBaHus IpU Takoit
cxeMe 00pabOTKH 00eCIeunBarOTCs CIIEAYIONIHE MapaMer-
PBI 30HBI YIPOYHEHHS:

— MakCHMaJlbHash TIyOMHAa Ha TEpeaHeH pexyen
KpoMke — 119 MkM;

— MakCHMasbHas TTyOnHa Ha BCIIOMOTATENbHON pexy-
et kpoMke — 99 MKwM;

— riryOMHA B IEHTpE TsITHA — 65 MKM;

— IPOTSKEHHOCTh BJIOJIb [VIABHOM PEXYLIEN KPOMKU —
3,83 Mm;

— MPOTSDKEHHOCTh BJIOJIb  BCIIOMOTATENIbHOM pexyIIen
KpOoMKH — 3,79 mMm.

2-e nATHO

1 mm

Puc. 4. Buewnuil 610 nogepxHocmu 30Hbl 1A3ePHO20 8030€UCMEUsL KAK CYNEPROZUYUL YeMmbIPEX UMNYTbCO8
npu obpabomke no cxeme Ne 2
Fig. 4. Surface appearance of the laser impingement point as the superposition of four pulse signals
when processing according to scheme No. 2
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Y

a

Y

b

Puc. 5. Buo nosepxnocmu 30Hbl ynpouHenusi 6 00J1acmu 6epuiutsl NOcie iazepHotll o6pabomku no cxeme Ne 3:
a—A=0,5 um; b—A=0,1 mm (yugppamu 1, 2, 3 0603HaUEHbI YUACHIKU NOBEPXHOCTU 30HbL IA3EPHO20 B030EUCMBUSL
nocine 1azepHol 06pabomKu OOHUM, O8YMs U MpeMsL UMNYTbCAMU COOMBEMCINBEHHO)

Fig. 5. View of the hardening zone surface in the tip area after laser treatment according to scheme No. 3:
a—A=0.5mm; b—A=0.1 mm (figures 1, 2, and 3 indicate the areas of the laser impingement zone
after laser treatment by one, two, and three pulse signals respectively)

Hns cxemsr JIO Ne 3 Hambornee CyIIeCTBEHHBIMU OTIIH-
YHSMU U1 PACCMOTPEHHBIX BAPHAHTOB SIBISIOTCS HATHINE
YOPOYHEHHOH 30HBI B IEHTPE IIATHA TIIyOWHOU Z3=28—
30 MM [Tt BapuaHTOB | 1 4 U3 TaOmuIel 2 M HATMYWE yII-
POYHEHHOI 30HBI TIIyOUHOUN 23=60—66 MKM Ui BApHAHTOB
2 u 3 u3 Tabmumpl 2. OTO CYIIECTBEHHO OOJIBIIE, YeM IpU
MHOTOKPaTHOW 00paboTKe, ¥ CPaBHUMO C TIIyOWMHOH yII-
pOYHEHMsI B IIGHTpE MSITHA NPHU JIa3epHOU 00paboTKe IO
cxeme Ne 2, rjie Z3=65 MKM.

OpHako Takas cxema oOpabOTKHM MPUBOJIUT K TOSIBJIC-
HHUIO HEYNPOYHEHHBIX YYacCTKOB B HAIPaBJICHUU OT PEXy-
KX KPOMOK K LeHTpy msitHa (puc. 5). Ilpuuem pasmep
9THX YYacTKOB YBEIMUYMBAETCS C POCTOM BEIMYHMHBI CME-
IIEHUS BIOJIb OMCCEKTPHUCHI yTila pH BepimHe. Hampumep,
IIPU yJaJICHUH B HANPaBICHUU OcH X OT BCIIOMOTATEILHOMN
pexymell KpOMKH WX IIHUpHUHA COCTaBIsAeT 260 MKM mpH
cmemennu A=0,5 MM (puc. 5 a), 27 MKM IpH CMEUICHUU
A=0,2 MM, npu cmemieann A=0,1 MM mupHHa HEYNpodY-
HEHHO# 30HBI He 6oJ1ee 20 MkM (puc. 5 b) u pu cmemmennn
A=0,05 MM — 6 mxM. Takas kKoHUrypalys 30H yIpOYHE-
Hus (puc. 5) Ha noBepxHocTH 3JIB nenaer HEBO3MOKHBIM
ucronb30BaHne cxeMbl Ne 3 aiisl ynmpo4HEHHs BEpIIUHEI
peXyIero KinHa MHCTpyMeHTa. HeomgHoponHOCTh Temie-
patypsl 1o Tiayoune 3JIB npuBOANMT HE TONBKO K HEOIHO-
poxnoctH rimyounsl 3JIB, HO 1 K HEOJHOPOTHOCTH CTPYK-
TYpBl M CBOWCTB 30HBI 00paboTku mo riayoune [22]. Ot
(hakTopel 00YCIABIMBAIOT CHIDKCHHE HAJCKHOCTH U JOJ-
TOBEYHOCTH MHCTPYMEHTA.

Kak yxe ormeuanoch, mpu JaHHOH cxeme 00pabOTKH
3HavyeHus riyounsl 3JIB cpaBHUMBI ¢ Ti1yOWHOI, HaO0-
naemoit mpu JIO mo cxeme Ne 2. OpHako JaHHBIA BapHaHT
opraHuzanuu pacrosioxkenus mateH JIO Hempuemnem ams
00pabOTKK BEPUIMHBI PEXKYILEro KIMHA HHCTPYMEHTa U3-3a
HaJIMYUs BJIOJIb PEXYIIUX KPOMOK HEYNPOUYHEHHBIX yda-
CTKOB, HaXxoJAmuxcs oT HUX Ha ynainenuu 0,2-0,3 mm
(puc. 5).

Wrak, cpaBHeHue pesynbTatoB KDO-MonenupoBaHus
uMITysCHON JIO BepIIMHBI PEXYIIEro KIMHA HHCTPYMEHTA

ITOKA3bIBAET, YTO MO KPUTEPHIO oOecTieueHus HanOOobIIei
IIIyOMHBI YIIPOYHEHUS! ONTHMAJIbHOM SBISETCS cXeMa 00-
paboTku, npu koTopod maTHO JIO momepeMeHHO mepeme-
1aeTcs BAOJIb PEKYIINX KPOMOK B 00JIaCTH BEPIIUHEI.

BbIBO/bI

1. C ucnonp30BaHHEM KOHEYHO-3JIEMEHTHOTO MOJEIH-
pOBaHUA TPpU aHAJIN3E€ TEMIICPATYPHOr'o IMOJA IIPU HUM-
MyJLCHOM JIa3epHOM 00pabOTKE 00JACTH OKOJIO BEPIIUHBI
PEXYIIEro KIMHA MHCTPYMEHTa PacCMOTPEHO TpH criocoda
OpraHM3alliK PacIoNIOKEHHs ISATEH JIa3epHOi 00padOTKH
Ha TepeIHel MOBEPXHOCTHU pe3lia B 00JACTH €ro BEPIIUHBI.

2. YCTaHOBJICHO, YTO IO KPUTEPUIO OOECICUCHUsI Mak-
CHUMAJBHON TIIyOWHBI YIIPOYHEHUS! ONTHMAJIBHOM SIBIISIETCS
cXeMa YIPOUYHEHHs, 3aKJIIOYAOIMIAsCs B IONECPEMEHHOM
MepeMeIIeHUN IIATHA Jla3epHOW 0O0pabOTKH BHONH PEXKY-
WX KPOMOK B OOJACTH BEpPIIMHBI MHCTPYMEHTa. B 3TOM
cly4ae MaKCHMalbHas TIIyOWHA y TepeqHed pexyen
KpOMKH cocTaBisteT 119 MKkM, Ha BCIOMOTaTeIbHON pexy-
mei kpomke — 99 MkM, a B IIeHTe MATHA — 65 MKM, 4TO
MIPEBOCXO/INT AHAJIOTHYHBIE XapaKTEPUCTUKU OCTaJIbHBIX
PacCMOTPEHHBIX BAPHAHTOB JIa3epHOIl 0OpabOTKH BepLIM-
HBI PEXYIIETO KINHA HHCTPYMEHTA.

3. Pe3ynbTathl pacuyera ONTHMAaIbHBIX PEKHMOB H CXe-
MBI Jla3epHOIl 00pabOTKM BEPIIMHBI PEXYIIETo KJIWHA WH-
CTPYMEHTa MOTYT OBITh MCIOJIB30BAaHbI NPH MPOEKTUPOBA-
HUH TMIPOIIECCa JIA3ePHOTO YIPOYHEHUS] M NPU aBTOMAaTH3a-
LM TIpoLiecca YIPOUHEHHS JIE3BUITHOTO MHCTPYMEHTA.
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Abstract: Laser heat treatment is one of the effective methods to improve the operational characteristics of metal-

cutting tools. In the practice of laser hardening, there are several methods to select treatment mode: experimental, calculat-
ed, and according to reference data. The finite element method is promising for estimating the treatment zone parameters,
and its application is the most in-demand for calculating the temperature field of a geometrically complex tool. When or-
ganizing the hardening process, the selection and setting of processing modes for the cutting wedge tip are the most diffi-
cult. In this regard, the solution for the multifactorial problem of optimizing the hardening scheme of an area near the tool
tip is relevant when designing and automating the process of blade tool laser hardening. Using the finite element method in
the ANSYS Workbench software, the authors carried out the numerical experiments to optimize the laser hardening
scheme of the tool cutting wedge tip on the example of an instrument with a wedge angle equal to 60°. The paper consi-
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ders three variants of the hardening scheme. The first variant is the implementation of multiple processing of an area adja-
cent to the tool tip. The second one consists of alternate movement of laser treatment spots along the cutting edges within
the tool tip area. According to the third variant, the treatment spots were sequentially located along the bisector of an angle
at the tool tip. The study showed that, according to the maximum depth criterion, an optimal hardening scheme is
a scheme, which consists of alternate movement of laser treatment spots along the cutting edges in the tool tip area. In this
case, the hardening zone characteristics are ensured that exceed similar values describing the hardening zone for other la-
ser treatment options for the tool cutting wedge tip.

Keywords: laser hardening; modeling; finite element method; cutter tip; laser treatment; laser impingement point; laser
treatment spot.
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