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AHHOTAIIA

Lens uccaenoBaHus: BBITBICHUC MIPUYHH Pa3-
PYLICHUS YTJIOBBIX 3JICMCHTOB KPOHIITCHHA TpaHC-
MOPTHOM TENEXKKU MEXaHM3Ma CJIBKHOM KpBIIIK B
IpoIiecce UX IKCIUTyaTalnH.

3agaua, pemeHnio KOTOPOil OCBAIIEHA CTAThS:
BEISIBIICHHE BIMSHUS CIIOCO0a IIONyYSHHS 3arOTOBKH
BBEIPYOKOW Ha TIpecce W Ja3epHON pe3KH Ha KadecTBO
THOKH YTJIOBBIX AJIEMEHTOB IPH paguycax, OMU3KHAX K
TOJIIIIUHE JIUCTOTIpOKATa W yrie u3ruba Ha 90° mo or-
HOIIICHHUIO K BEPXHEH MOBEPXHOCTU OCHOBAHUS KPOH-
mTeiHa.

MeToasbl ucc/ieq0BAHMS: BU3yaIbHBIA U U3Me-
PUTEIBHBII KOHTPOIb, TPOPUIOrpadUICSCKUANl aHAIH3,
CICKTPABHBIA aHAIH3, METALIOrPAQUICSCKUAN aHAIU3,
HU3MEPEHHUE TBEPIOCTH U MUKPOTBEPAOCTH.

HoBu3zHa padoThl: ucciIea0BaHUE BIUSHUS Bbl-
PYOKM ¥ Ja3epHOW pe3KH 3arOTOBOK M3 JHCTOIPOKATa
Ha BO3HUKHOBEHHE AEe(PEKTOB B TpoIecce WX THOKH
IIpH paanyce, OJIN3KOM K TOJNIIMHE JIUCTA U YIJIe U3TH-
0a, 6m3koM K 90°.

Pe3yabTaThl MCCIEJOBaHUS: IEPOXOBATOCTH
MTOBEPXHOCTH TIOCIIe JiazepHoi pe3kn (Rz=8,032 Mxm B
30HC BBIAYBa), B 3...4 pa3a MCHBIIE, Y€M TIOCIC BBI-
pyoxu (Rz=21,34 mkm B 30He nosoma). ['myOrHa 30HBI
TEPMHUYECKOI'0 BIIMSIHUS MOcie jazepHor pesku 0,17-
0,23 mMM. YToHeHue Matepuana B mecrte ruoku 0,25

Cebinka 0 yumupoeaHus:

Kazanckoro  (IlpuBomkckoro)  deaepanbHOrO  yHHUBEPCHTETA,

MM. MHKPOTBEPIOCTH CJI0S 110 TITyOMHE U3MEHSIETCS] OT
170-204 HV s, cepnueBunsl 94 HB. Mapka cranu nae-
Tajeil MONy4eHHBIX BBIpyOKo# 20KM, JTa3epHON pe3Ku
08kn. Ha ocHoBe aHanm3a NMPUMEHEHHS pPa3IUIHBIX
METOJZIOB HCCJICIOBAHMS YCTAaHOBJICHO HETATHBHOE
BIIMSTHHE JIA3€PHOM PE3KH 3aKI0Yaronieecs B BO3HUK-
HOBEHHUH JIe(heKTOB TIoCiie THOKK MeTallia ¢ PalnycoM
PaBHBIM TOJIIIWHE JINCTAa MPH yrie THOKH SJIEMEHTOB
Ha 90°. Ilocne TmOku neTaneidd, 3arOTOBKH KOTOPBIX
M3TOTOBJIICHBI JTa3¢PHON PE3KOW, BBISBICHBI 3HAYH-
TEeJIbHBIE MHUKPOTpEIIUHBI TiyouHoi no 0,7 MM, a B
MOJYYCHHBIX BBIPYOKOW HAOJFOMAIOTCS CIUHHYHBIC
MUKPOTpPEIINHBI NTyOnHOM 10 0,15 MM.

BuIBoabI: IpUYMHAMYU TOJOMOK B 3KCILTyaTa-
WU YTJIOBBIX 3JIEMEHTOB KPOHIITCHHA SBISETCS XO-
JOHAS TUTaCTHYecKas Ae(opMaIust TUTOH CTPYKTYPHL,
OOKOBOH TOBEPXHOCTH YTJIOBBIX 3JIEMEHTOB, B MECTE
THOKM JINCTa W TMPUBOIAIIAS K BOSHHUKHOBCHHIO MHK-
POTpEIINH, ABISIOMIIMHUCS KOHIIETPATOPaMH HaIpsKe-
Hui. B MecTax rHOKM MO KpasM JIICTOBOW 3arOTOBKH
JETal HE PEKOMEHAYETCS MCIIONB30BATh JIa3epPHYIO
pesKy.

KiroueBble ci10Ba: JHCTONMPOKAT, XOJIOJHAS
rubka, BeIpyOKa, Jla3epHasi pe3ka, TPEIIMHBI, IIePOX0-
BaTOCTh, MUKPOCTPYKTYPa, TBEPAOCTb.
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Abstract

The study objective is to identify the causes of
destructing angular elements of the transport trolley
bracket of the sliding roof mechanism during their op-
eration.

The task to which the paper is devoted is to
identify the effect of the method of obtaining a die cut-
ting and laser cutting on the bending quality of angular
elements at radii close to the thickness of the sheet and
a bending angle of 90° relative to the upper surface of
the bracket base.

Research methods: visual and measuring con-
trol, profilographic analysis, spectral analysis, metallo-
graphic analysis, hardness and micro hardness meas-
urements.

The novelty of the work: the study of the effect
of chipping and laser cutting of blanks from sheet met-
al on the occurrence of defects during their bending at
a radius close to the thickness of the sheet and a bend-
ing angle close to 90°.

The study results: the surface roughness after
laser cutting (Rz=8.032 microns in the blow area) is 3-
4 times less than after chipping (Rz=21.34 microns in
the rupture area). The depth of the thermal impact area
after laser cutting is 0.17-0.23 mm. The thinning of the

Reference for citing:

material at the bending point is 0.25 mm. The micro-
hardness of the layer varies in depth from 170-204
HV s up to the core which is 94 NV. The steel grade of
the parts obtained by chipping is 20KP, while laser
cutting is 08KP. Based on the analysis of applying var-
ious research methods, the negative effect of laser cut-
ting is found out, which consists in the occurrence of
defects after bending metal with a radius equal to the
thickness of the sheet at a bending angle of 90°. After
bending the parts, which blanks are made by laser cut-
ting, significant micro-cracks up to 0.7 mm deep are
revealed and single microcracks with a depth of up to
0.15 mm are observed after chipping.

Conclusions: the causes of breakdowns in the
operation of the angular elements of the bracket are
cold plastic deformation of the cast structure, lateral
surface of the angular elements, at the bending point of
the sheet and leading to microcracks, which are stress
concentrators. It is not recommended to use laser cut-
ting at the bending points along the edges of the work-
piece.

Keywords: sheet metal, cold bending, chipping,
laser cutting, cracks, roughness, microstructure, hard-
ness.
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BBenenue

Jns W3roTroBieHHMS MHOTHX JieTajiei
MaIIMHOCTPOCHUS TPUMEHSIETCS JUCTONPO-
KaT, B TOM YHCJI€ U BBICOKOIIPOYHBIN, U3 pa3-
JUYHBIX MAapKU cTajei. 3a4acTyro KOHCTPYK-
THUBHOE MCIOJIHEHHE IITAMIIOBAHHBIX JI€TaIei
COJIEPKUT BJEMEHTHI CIOXKHOW T'€OMETpUHU C
MaJbIMM PaMyCaMHU MEPEXo0/1a, Ka4yecTBO KO-
TOPBIX HEOOXOAUMO 00ECIIeUUTh B Mpolieccax
XOJIONHOW TIacTu4eckor nedopmaruu. Bei-
SIBIIGHUIO M YCTPAHEHUIO Ne()DEeKTOB M3EIUN,
MIOJIy4a€MbIX W3 JINCTOBOTO IpOKaTa MOCBS-
IIeHbl MHOXKECTBO myOiukanmii. Hanpumep, B
uccnenoBanuu [1] paccmarpuBaroTcs nedex-
Tl M3TOTOBJIEHUS AETaleH LHJIMHAPUYECKON
(GbopMbI. ABTOpHI BBIIETSIOT B OCHOBHOM Jie-

(eKTbI, CBI3aHHBIE C OTKIOHEHUSIMU I'€OMET-
puH u3enus U 1eQeKThl TOBEPXHOCTH B BUJIE
PUCOK U TpeuuH. B [2] BbIOIHEHBI TEOPETHU-
YEeCKUE pacyeThl THOKH TOJICTOCTEHHOH JeTa-
JY, W TOKa3aHO, YTO HECMOTps Ha TO, 4TO
PACUCTHBIC 3HAYCHUA FI/I6KI/I HC MNPCBBIIIAIOT
MpeeibHbIX MPH IITaMIIOBKE BCE K€ BO3HU-
KaroT TPCUIWHBI W 3aJUPbBI Ha 60KOBBIX I10-
BepxHOCTsX. B paborax [3, 4] mpuBemeHbI
AAaHHBIC O BBICOKOM PHUCKC BO3HUKHOBCHUSA
TPEIIMH B BBICOKOIIPOYHOM JINCTOBOM IPOKa-
TE MpH U3rude ¢ pajuycoM PaBHBIM TOJIIHHE
Metaia. TaMm ke paccCMOTPEHBI Pe3yibTaThbl
ITAMIOBKH C MOJOTPEBOM Me€Taja, KOTOPhIE
MOKAa3bIBAIOT, YTO MOBBIIIACTCS MIIACTUYHOCTh



MeTaJljla U YBEITMYMBACTCS Yol u3ruba mera-
neit 6e3 BOSHUKHOBEHHS TPEIIMH. Takke aB-
TOPBI pacCMaTPUBAIOT METOJ M3rubda co Ccka-
THEM 3aroTOBKH JI0 HAIPsDKEHUS TEKY4ecTH,
rae ThOKe TOJBEpraics JUCT TOJIIMHON 4
MM. B pesynbTare, mo JaHHBIM PEHTIEHOCKO-
MUYECKOTO aHallnu3a, ynaercss u3bexarb Tpe-
IIMH, BO3HUKAIOMIMX B MECT€ TMOKHU JHCTA.
OnHako BO Bcex MyONMKalMsAX HE paccMar-
pHUBaeTCs BOMPOC KauecTBa KPOMKHU JIHCTA U
€ro BJIMSHHE HAa O0pa30BaHME TPEUIUH B Jie-
Tajan

Jliis obecrnieueHusi KauecTBa KOHEUHOTO
U3eusd HeOOXOOUMO OOECIIEUYUTh TEXHOJIO-
TUYHOCTh HCIOJIB3YEMOTO METaJIONpoKaTa.
Jlns nucrompokara, MOABEPraeMoro XoJo[-
HOW JINCTOBOM IITAMIIOBKE €ro TEXHOJIOTUY-
HOCTh OOecCreyuBaeTcs TIpH COONIOJACHUHN
TpeOOBaHUI K CBOICTBaM Marepuana M KOH-
CTPYKTUBHOMY HMCHOJIHEHUIO AeTaneil. CBoii-
CTBa Marepuaja JOJKHbI COOTBETCTBOBATH T10
TpeOOBaHUIO IMOKa3aTessl OTHOLICHUS Ipese-
Jla TeKY4eCTH K Mpeesly MPOYHOCTU. ITO CO-
OTHOIIIEHWE HE€ JOJDKHO mpeBbimath a0 0,8.
KoHCTpykTHBHOE  HCHOJIHEHHE  U3JIETUH,
JOJDKHA YJIOBJIETBOPATH TpeboBaHusM [6, 7],
KOTOpbI€ YCTAHABIMBAIOT OTPAaHUYECHUS Ha
paanyc THOKM IMJIOCKUX 3aroToBokK. IIpu Toi-
[IMHE MaTepuana MeHee 6 MM paanyc u3ruda
MOXKET OBITh PaBEH TOJIIMHE Marepuasa; a
IIpU TOJIIIMHE MaTepuana 6ojee 6 MM, HO Me-
Hee 12 mm, paagnyc n3rubda oosraHO B 1,5 paza
OoJbIlle TONIIMHBI MaTepuana. B ciydae, ko-
I/1a TOJIIIMHA MaTepuaia oosee 12 MM paauyc
u3ruda JOHKEeH OBITh HE MeHee 3-X KPaTHOTO
3HAUEHHUs TOJIIMHBI Marepuana. B oTnemns-
HBIX UCTOYHHKAX ITH TPEOOBAHUS YTOUHSIOT-
csa. Hanmpumep, B [7, 9] npuBoasiTcs pe3yJibTa-
ThI 00JIee IeTaJbHOTO aHAIN3a KPUTEPHUS BO3-
HUKHOBEHUS TPEIMH MpH THOKEe, YUUTHIBAIO-
IIME€ COOTHOILIEHHE paJuyca BHYTPEHHETO M
BHEIIHEro JehOpMUPYEMBIX YYacTKOB H3THU-
6aemoii aeranu. OHO He JTOJKHA MPEBBIIIAThH
BeMMuKMHYy B 1,83 mipu mpenenbHON BeIMYMHE
nedopmaruu capura ¢p<0,3.

CooTBeTcTBHE JHCTONpPOKaTa TpebOoBa-
HUSIM TE€XHOJIOTMYHOCTH MOTYT IPOBEPATHCS
B IIpoleccax BXOJHOTO KOHTPOJS JUCTOIPO-
KaTa MPOBEJECHUEM MEXaHWYECKHX HCIIbITa-
HUN C ompeleleHHeM Tpesesia TeKYy4ecTH U
MPOYHOCTH, OTHOCUTEIBHOTO  YAJMHEHUS,
TBEPAOCTH U XHMHYECKOTO COCTaBa CTaJH.

Pe3ynbrarhl cTaHIapTU30BAHHBIX HMCCIIEI0BA-
HUN MOTYT JIONOJHSTHCS ABTOPCKUMH METO-
nukamu, Hanpumep [10] mTammyeMocTb
OTpesieNisieTCsl MO pe3ysibTaTaM HU3MEpEeHH
MHUKPOTBEPJOCTH CTPYKTYPHBIX COCTaBIISIO-
X MITaMIIyeMOr0 MaTepHaljia WIH MpoBep-
KOH JIMCTOIIpOKaTa Ha TPELIMHOCTOMKOCTH [5]
C IPUMEHEHHEM CIIEIUAIbHBIX 00pa3loB s
WCTIBITAHUN 11 TIOCTPOEHUSI JAHarpaMMbl
npeaenbHbIx aedopmaruit [11, 12, 13]. Tex-
HOJIOTUYHOCTh KOHCTPYKIIMH JETald IMpOBe-
psieTcsi B pe3yibTaTe MOJCIUPOBAHUS METO-
JIOM KOHEYHBIX 3JIEeMEHTOB. BXOJHBIMU JaH-
HBIMH CIy’)KaT KaK MPaBWJIO CIPaBOYHbBIE
JTAaHHBIE 110 MapKe JIMCTOIPOoKaTa U ero Mexa-
HUYECKUX CBOMCTB. I[Ipumepamu monenupo-
BaHUS MOTYT CIY>KUTh PabOThI, IPUBEACHHbBIE
B [14, 15, 16] B KOTOpBIX PacCMOTPEHHI pe-
3yJbTaThl MOJIETUPOBAHUS MPOLIECCOB JIUCTO-
BOM IITAaMIOBKH PA3JIUYHBIX JETajed ¢ MpH-
MEHEHHMEM PAa3JIMYHBIX KPUTEPHUEB pazpylie-
HUSA, B TOM uucie no kputeputo Kokpadra-
Jlatama. Pe3ynbraToM MOAEIMpOBaHUSA SBIIS-
I0TCS KapThl pacupeieieHus] HaNpsKeHUH 110
IIOBEPXHOCTHU JETAJICH.

Pa3pabarbiBatoTcs MoAXoAbl K aBTOMa-
TU3AlMU ¥ MOJEIUPOBAHUS PACKPOS JIUCTO-
BbIX MarepuasioB [17, 18, 19, 20], yuursiBa-
romux Qopmy geranu, ee (QyHKIHOHAIBHOE
Ha3HaueHWe, Maccy, TOJIIKUHY MeTaia,
CIIO)KHOCTh KOH(UTYpaluu, HaTu4ue JeNo-
BBIX OTXOJIOB IITAMIIOBKH U JIp. XapaKTepu-
ctuku. Ilonxon mo3BosisieT pemaTh 3aJauu
MOBBIICHUST KOX(P(UIIMEHTA HCIIOTh30BAHMS
Marepuana, a TaKXke yIydllaTh IJIAHUPOBa-
HUE 00paboOTKM jaeTaiield B MPOU3BOJICTBE, HO
9TH METOJbl HE CTaBAT 3ajady MPOTHO3UPO-
BaHUA Je(eKTOB B ONepalusax JUCTOBOMN
IITAMIOBKH B 3aBUCUMOCTH OT TEXHOJIOTHHU
packpos MaTepuarna.

Cnenyer OTMETUTh, UTO MPUHATHI MPO-
LeAypbl MOJECIUPOBAHUE B CUCTEMax aBTOMa-
TU3UPOBAHHOTO MPOEKTUPOBAHUS HAa OCHOBE
KOHEYHBIX 3JIEMEHTOB HE YYHUTHIBAET (PaKTu-
YECKOT0 JIEHCTBUS MPOU3BOJCTBEHHBIX (haK-
TOpPOB — (haKTHYECKUN CBOMCTB JIMCTOIPOKA-
Ta, aHU30TPOIUH, IPUMEHSIEMOTO CMAa30YHOTO
cocTaBa, WM3HOCA INTaMIoOBOM ocHacTku. He
paccMaTpuBaeTCsd M BIMSHUE KauecTBa IO-
BEPXHOCTH KPOMOK JIUCTOIIPOKAaTa Ha MTOTO-
BBI{ pe3yJbTaT MOJEIUPOBAHUS MOCIE pa3je-
JUTEIBHBIX OIEpaluid BBIPYOKH W Ja3epHOM



pe3ku. Bo3HukaeT HEOOXOIUMOCTh B JKCIIE-
PUMEHTAJIBHBIX HCCIEJOBAaHUAX IO YTOYHE-
HUIO JCWCTBHSI POU3BOJICTBEHHBIX (PAaKTOPOB
Ha Ka4eCTBO M3TOTOBJIEHUS J€TajJed MeToJa-
MU XOJIOJHOW TuTacTU4Yeckoi nedopmaruu. B
paboTe mocTaBieHa 1elb — HCCIeA0BaTh Ka-

MaTepna.mﬂ, MOJAC/IHN, IKCIIEPUMCHTBI U ME€TO/1bI

UccnegoBanuio mnoABEprajiuch KpoOH-
IITEWHBl POJIMKOBON TEJICKKH, BXOMSIINE B
COCTaB MEXaHM3Ma CKJIAJbIBAIOLIEHCS KPBIIIN
IPy30BOT0 Mojynpuiiena. Jleraab n3roraBiu-
BAa€TCSI M3 CTaJbHOTO JIMCTOMpPOKATa TOJIIHU-
HOoU 3 MM. C OZHOH CTOPOHBI, JIETAJIb BHITOJ-
HeHa B Buje dneMeHTa [1-o0pa3Horo ceueHus
(puc. 2 mo3. 1), KOTOpOil OHa BCTaBIACTCS B

YeCTBO KPOHIITEHHOB POJIMKOBON TENEKKHU
M3TOTOBJICHHBIX M3 3aroTOBOK (00pa3IioB),
MOJIYYEHHBIX BBIPYOKOW Ha Mpecce WU MPHU
MOMOIIIM JIa3epHON PE3KH TPU JOCTHIKCHHU
TE€OMETPHUH IITAMIIOBAHHBIX JJIEMEHTOB OJIH3-
KHX K KPUTHYECKUM.

MOTIEPEYHHY, a C JAPYroil CTOPOHBI MPHUCYT-
ctByeT ororHyras Ha 90° crenka. B koH-
CTPYKIIMU JI€TAJM BBIMOJIHEHBI OTBEPCTHS, B
KOTOpbI€ YCTaHABIMBAIOTCS POJUKHU, a B
CpeIHEel dYacTu JeTanu HaXOISATCS YTIIOBBIC
aieMeHTHI (puc. 2 103. 2) C BBITOJTHEHHBIMHU
BHYTPHU HUX OTBEPCTHUSMHU.

Puc. 1. Kpsimna carmkHast - a, MCXaHU3M CKIIAJIHOW KPBIIIX MOJTyIpuUIena - 0,
KPOHINTEWH POJIUKOBOH TEJICKKH B cOOPE C MONEPEUHHOM - B
Fig. 1. Sliding roof (a), semi-trailer folding roof mechanism (b),
roller trolley bracket assembly with crossbar (c)

Puc. 2. BremHuii BUI AeTaIN «KPOHIITEHHA POIMKOBOI TEIESKKH, rAe | — OypT, 2 — yIIIOBBIE 3IIEMEHTHI
Fig. 2. Appearance of the "roller bracket" part of the trolley, where 1 is the flange and 2 are the corner elements



B »Tu oTBepcTHs BCTaBISIOTCS CIHIIBI
YCTpOICTBa MOAbEMA TEHTA MPHU €0 CKIIaJIbI-
BaHUM. JleTanb M3roTaBIMBAETCS XOJIOAHOMU
MJIaCTUYECKON nedopmarmeld B HECKOJIBKUX
onepanusx, Kaxaas U3 KOTOPBIX BBINOIHSET-
Cs IITaMIIOBKOM C TMEPEeKIagKOW B HECKOJIb-
KHX py4dbsiX. 3arOTOBKY JJisl JI€Tall U3rOTaB-
JUBAIOT HAa BBIPYOHOM Ipecce WM Jla3epHOn
pe3Koii, KoTopasi Jiajee MoJBepraeTcsi mraM-
nmoBke s (popmooOpazoBanusi pebep, Mpu-
JAIOMINX YKECTKOCTh JeTalu U 0a30BBIX OT-
BEPCTHI, Jajnee ciaenyeT rubovHas ornepamus,
KOTOpasi BHIONHSET (opmooOpazoBanue [I-
oOpazHoro OypTra ® YIJIOBBIX JJIEMEHTOB.
I'mbOka >nmemMeHTOB BBIMONHSAETCS Ha yroa 90
rpagycoB OTHOCHTEIHLHO BEPXHEW MOBEPXHO-
CTH OCHOBAHMS KPOHILUTEHHA.

Jeranr wuMeeT 3HAYMTENLHBIM 3amac
MIPOYHOCTH U B MPOIIECCE IKCILTyaTalluu MPU
o0IIeM HCIPaBHOM MEXaHHU3ME €€ IOJIOMOK
He HabOmomaercs. CnaObIM MeCTOM B JETamu
SBIIAIOTCSI YTJIOBbIE 3JIEMEHTHL. B mporecce
JKCIUTyaTalldd TpH HapYyIIEHUU IMpoliecca
CKJIa/IbIBAHUSI TIOJIOTHA KPBIIIUM MOXKET Mpo-
HCXOJIUTh UX Pa3pylIeHUE B MECTE PAJUYCHO-
ro u3ruba, MoITOMY HCCJEIOBAaHUE HaIpaB-
JIEHO B OCHOBHOM Ha 00ECIICYCHHE KauecTBa
ux THOKkU. OrpaHMYUBAIOUIIM YCIOBHUEM
obecrieyeHus ee 0e3/1e()eKTHOCTH SBISIETCS
paauyc TUOKH, paBHBIM TOJIIMHE MeTalia,
9TO HE COOTBETCTBYET TPEOOBAHMSIM TEXHO-
JIOTUYHOCTHU TUOKHU 3TOTO 3j1eMeHTa. Jletanu B
MIPOU3BOJICTBE M3rOTABIIUBAIOTCS MO Pa3JIUy-

PesyibTaTsl

W3mepeHust reoMeTpUueCcKIX pa3MepoB,
10 KOTOPBIM MOKHO CYJHTh O TOYHOCTH BBI-
pyOKHU 3aroTOBKM M THOKH YTJIOBBIX 3JIEMEH-
TOB BBINOJHSJIACH 110 CXEME, TPUBEICHHOMN Ha
puc. 3.

[Ipu HOMUHATBHOM pa3Mepe OBaJIbLHOTO
oTBepCTHS B 6 MM /10 THOKH, MOCJIE €€ BbI-
MOJIHEHUS pa3Mepbl d U3MEHSETCS B YTIIOBBIX
AJIEMEHTaX MOJIyYEHHBIX BBIPYOKOIl B mpene-
nax ot 6,60 MM 10 6,65 mm (Ad = 0,05 Mm)
pa3Mep g u3MeHseTCs B npenenax ot 6,14 mm
10 6,39 MM (Ag = 0,25 Mm).

VY VYrIoBBIX 3JEMEHTOB, MOJYYEHHBIX
JIa3epHOM pPE3KOH pa3Mepnl d M3MEHSETCS OT
6,54 o 6,61 mm (Ad = 0,07 mMm), pazmep g

HBIM TEXHOJIOTUYECKUM CXEeMaM KaK BBIPYO-
KOM, TaK U JJA3€pHOUN pE3KO.

s BBISIBICHUS BAMSIHUS (DaKTOpOB
mpolecca, BIUSIOIUX Ha BOSHUKHOBEHUE Jie-
(bexTOoB THOKM BBIMOJIHIOCH KOMILJIEKCHOE
UCCIIEIOBaHNE YTJIIOBOTO 3JEMEHTa JAeTaau
MOCIie IITAMIIOBKH C HCIIOJIb30BAHHEM Clie-
JYIOIIEr0 MCCIEI0BAaTENbCKOTO U BCIIOMOTa-
TENBHOTO 00OpyAoBaHUSA: MakpochbeMKa Io-
BoJaMWJach Ha crepeomukpockone MBC 2,
OCHAIICHHBIM TPOTPAMMHBIM  KOMIIJIEKCOM
JleBeHryk, mis mpoduiIorpaguIeckoro uc-
cleoBaHus TMpuUMeHsuics npoduiorpad ¢.
Mahr M 400. IIpoGomoAroToBKa BBITIOJIHS-
Jach C MCIIOJIb30BAaHUEM YCTAaHOBKH JIJIEKTPO-
3pO3UOHHON pe3ku Metaiia DK 7745 m ot-
pesHoro cranka «Diskotomy». Metamnorpa-
¢buyeckuil aHalW3 BBIMOJHAJICS C MpPUMEHe-
HUEeM MukKpockonoB [M7200 (Snonus) u
Heodor 32, ocHameHHBIM TPOrpaMMHBIM
anasnmzaropoM SIAMS 800. Tsepaocts usMme-
pssiacb Ha TBepaoMepe «TII-2M»y, cnek-
TPAJIbHBIN aHaIU3 BBIMIONHSJICS C HCIIONB30-
BaHHEM CIIEKTPOMETPOB  «Spektrolab» u
«CXR-950», u aHanu3aropa cepsl U yriiepojaa
ELTRA GS-800. 3mepeHus: reOMETPHUUECKUX
MapaMeTpoB JIeTalH BBIMOIHSIOCH Ha BBICO-
tomepe ¢. Mahr Digimahr 817 CLM wn nipu
MOMOIIU 3JIEKTPOHHOTO IITAHTEHITUPKYIS (.
Mahr 16 ER.

B pabore nccnenoBaiuch AeTanu, 3aro-
TOBKH JJII KOTOPBIX OBLIM M3TOTOBJIEHBI BBI-
PYOKOIi U Ta3epHOIl pE3KO.

n3MeHsercs ot 6,5 mm 10 6,7 Mmm (Ag = 0,2
MM). M3meHeHHe (OpMBI OTBEpCTHS MOCIE
rMOKHM CBUAETENHCTBYET O HaJMYUU PaCTSTHU-
BAIOLMX YCWJIMH, AEHUCTBYIOIIMX B IONEpeY-
HOM M MIPOJIOJILHOM HanpaBjieHUU. BbICOTHBIM
pa3Mep m yriioBOTO AJIEMEHTa AETalld, MOIy-
YEHHOUM M3 BBIPYOJIECHHOM 3arOTOBKH WM3MEHS-
ercsa B amama3one oT 11,90 mm mo 12,90 MM
(Am = 1,0 MM), a moclne Ja3epHON PEe3Ku B
npeaenax ot 11,34 mo 11,87 mm (Am =
0,53 MM) Ipy HOMUHAJILHOM €r0 3HAYEHHH B
12,60 mMm. M3meHeHHE BBICOTHOTO pa3Mepa
CBUJICTEIBCTBYET O 3HAYHUTENIBHO Pa3IMyalo-
HIMXCA pafinycax THOKU yTI0BOTO 3JIEMEHTA.
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Puc. 3. Cxema u3MepeHuil TeOMETPUUYECKUX Pa3MEpOB KPOHILITEHHA
Fig. 3. Measurement scheme of the bracket's geometric dimensions

Ha puc. 4 u 5 npuBenens! ¢potorpadun
KPOMOK YTJIOBBIX JJIEMEHTOB KPOHIITEHHOB,
3aroTOBKM KOTOPBIX IMOJIyYEHbI BBIPYOKOW M
JIA36pHOM pe3KOM. Y KPOHIUTEHHOB, IOIY-
YEHHBIX BBIPYOKOUW 1O KpomMKaMm (OpMHUPYET-
Cs1 3ayCeHell, Mocye JTa3ePHOM pe3Ku 3ayceHla
He Ha0mrojaercs, OJHAKO Ha BHEIIHEW Mo-
BEPXHOCTH UMEIOTCS BUIUMBIC TPEIIUHBL.

[Ipodunorpaduyeckoe wuccaeg0oBaHUE
BBITIOJTHEHO 1O OOKOBBIM TMOBEPXHOCTSM Jie-
Tanu ¢ npuMeHennem npodumorpada. Ilocne
BBIpYOKH Ha OOKOBOW MOBEPXHOCTH MOXKHO
BBIIETIUTH 30HBI Cpe3a M 30HY J0JIoMa Tocie
Ja3epHON Pe3KH — 30HY paboyero IiiaBiIeHus
u BbigyBa [23]. Ilpodwnp mepoxoBaToCcTH
PETUCTPUPOBAICS B TEPEYUCICHHBIX BBIIIE
3oHax. Ha 3aroToBkax mocie BeIpyOKH Xapak-
Tep BOAJAWH W BEPIIUH 3a0CTPEHHBIN, MOCIE
Ja3epHOM pe3KH, BCJIEICTBUE OIUIABICHUS,
BEPIIUHEI U BIAAWHBI OKpyrieHHbie. [1o nan-
HBIM MOIYJIsI O0O0paOOTKHM MaHHBIX MPOPUIL
HaWJCHBI CIEAYIONINE MapaMeTphl IIePOXOBa-
TOCTH OOKOBOM TMOBEPXHOCTH y KPOHIITEHHA
TEJNEeKKH U3 ctanu 20KM mocie BRIpyOKH:

—B 30He cpe3a: Ra=0,544 wmxwm,
Rz=2,485 mxm, Rmax=3,122, RSm=341;

— B 30HE JI0JIOMa MPUHUMAIOT CJICIYIO-
mue 3HadeHus: Ra=4,036 mxm, Rz=21,34
MmkM, Rmax=28,05, RSm=326

[TapameTpsl 1mIEpPOXOBATOCTH OOKOBOWA
MMOBEPXHOCTH TOCJIE JIA3EPHON PE3KH:

—B 30He paboyero  IUIABJICHUS:
Ra=0,541 mxm Rz=3,085 MM, Rmax=4,555
MkM, RSm=250 MxmMm;

— B 30He BblayBa: Ra=1,849 wMkm
Rz=8,032 mxm, Rmax=11,84 mxm, RSm=203
MKM.

MUKpOHEpOBHOCTH SIBISIIOTCS KOHIICH-
TpaTopaMH HANpPsHDKCHUH B YCJIOBHUSX 3HAUYM-
TEIbHBIX HAMPSHKEHUH, BO3HUKAIOIIMX TIPU
macTudeckoi negopmanuu Meramia. [locne
Ta3epHON PE3KH BEIMYMHA IIEPOXOBATOCTH B
TP WU YETBIpE pa3a MEHbIIE, YeM IOCe
BBIpYOKHU.

Jlnst ompeneneHuss COAEpPKAHUS XHUMH-
YECKUX DIJIEMEHTOB B paboTe WCIOIb30BaH
aTTECTOBaHHBIE U CEPTU(UIIMPOBAHHBIE CIICK-
Tporpadsl. J{ns mpoBeaeHUs aHANTH3a BBIMIOJ-
HEH TmpoOOmoArOTOBKa JABYX  00pasmoB
(puc. 13) ¢ 3auuCTKOM MX NOBEPXHOCTEH OT
3aIIUTHOTO TTOKPBITHS. Pe3ynbTaThel KOHTPOIIS
MIPUBEJCHBI B Ta0. 4 1 5.



Tabmuna 1
3HaYEHUSA TEOMETPUUICCKUX Pa3MEPOB MOCIIe THOKH YTIIOBBIX 3JIEMEHTOB KPOHIIITEHHA,
MOJTyYEHHBIX U3 BBIPYOJIECHHBIX 3aTOTOBOK

Table 1
Geometric dimensions after bending the angle elements of the bracket obtained
from chipped blanks
YcnoBHoe 0o603Ha- | IIpoune paz- Ne yrimoBoro anemeHTa
4yeHHue pazMepa Mepbl 1 2 3 4
b, MM 2,97 2,96 3,03 3,00
¢, MM 11,68 11,98 12,78 12,38
L, mm 18,60 18,51 18,58 18,65
n, MM 12,42 12,53 12,58 12,59
d, MM 6,55 6,55 6,54 6,61
f, MM 2,34 2,29 2,64 2,29
8, MM 6,14 6,39
m, MM 12,51 11,90 12,90 12,39
No Touku m3mMepeHust
1 2 3
t, MM 2,97 3,02 3,11
h, MM 11,95
H, mm 99,4
R, MM 89,5
Tab6muna 2

3HaueHUsl TEOMETPUUYECKUX Pa3MEPOB MOCe THOKH YTTIOBBIX 3JIEMEHTOB KPOHIITEHHA,
MOJIYYEHHBIX U3 3aTOTOBOK IOCJIE JIA3€PHOM PEe3KU

Table 2
Geometric dimensions after bending the angle elements of the bracket obtained
from blanks after laser cutting
YcnoBHoe obo3Haue- IIpouune Ne yrinoBoro anemeHTa
HUeE pa3Mepa pa3Mepsbl 1 2 3 4
b, mm 3,04 3,00 2,99 2,99
¢, MM 11,94 11,96 12,39 12,45
L, mm 17,33 17,49 17,29 17,75
n, MM 10,49 11,13 10,76 11,25
d, MM 6,60 6,60 6,61 6,65
f, MM 2,42 2,75 2,39 2,53
&g, MM 6,70 6,50
m, MM 11,34 11,35 11,87 11,79
No Touku n3MepeHus
1 2 3

t, MM 3,07 3,04 3,08
h, MM 12,85
H, Mmm 99,32
R, MM 89,39
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Puc. 4. BokoBas MOBEepXHOCTD JINCTa KPOHIITEHHA, TOTYYCHHONW U3 BRIPYOJIEHHOH 3ar0TOBKH:
a, 0 — 3ayceHIIpI TocIie THOKH, B — OOKOBasl MIOBEPXHOCTD YTIIOBOTO
9JIEMEHTa, T — OOKOBast IOBEPXHOCTh Ha NPSIMOJIMHEHHOM y4acTKe,
rae 1 —30Ha cpesa, 2 — 30Ha JoJI0Ma
Fig. 4. Side surface of the bracket sheet obtained from a cut-out blank:
a, b) burrs after bending, c) side surface of the corner element,
d) side surface in a straight section, where 1 is the cut-out zone and 2 is the break-out zone

B)

Puc. 5. bokoBasi 1OBEpXHOCTh JINCTA KPOHIUTENHA, IOJyYEHHOIO U3 3arOTOBKHU II0CJIE JIA3EPHOU PE3KU:
a, 0 — 3ayCeHIIbI ToCIie THOKH, B) IIOBEPHYTH YIJIOBOTO 3JIEMEHTA, T') IOBEPHYTH Ha MPSMOJIMHEHHOM
yuacTke, rjae 1 — 30Ha pabouero riaBjieHus, 2 — 30Ha BbIIyBa
Fig. 5 Side surface of the bracket sheet obtained from the blank after laser cutting:

a, b) burrs after bending, c) surface of the corner element, d) surface on a straight section,
where 1 is the working melting zone and 2 is the blowing zone

11
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Puc. 6. IIpodunorpaMmel G0KOBOI MOBEPXHOCTH JINCTO3arOTOBKH MOCTIE BRIPYOKH,
rae a - 30Ha Jooma; O - 30Ha cpesa
Fig. 6. Profile diagrams of the lateral surface of a sheet blank after cutting, where
a) is the break zone, and b) is the cut zone
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Puc. 7. [IpodunorpamMMbl 60KOBOM MMOBEPXHOCTH JTHCTO3arOTOBKH TOCIIE BRIPYOKH,
r7ie a — 30Ha pabodero miaBieHus, O — 30Ha BBIAyBa
Fig. 7. Profile diagrams of the side surface of the sheet blank after cutting, where
a) is the working melting zone, and b) is the blowing zone

[To copepxaHUIO XUMUYECKUX DIJIEMEH-
TOB MaTepuall KPOHIITEHHa COOTBETCTBYET
MOJIBEPTHYTOTO  BBIPYOKE  COOTBETCTBYET
Mapke ctanm 20km (Tabin. 4), moJABEpTrHYTOrO
Ja3epHOM Pe3KH COOTBETCTBYET MapKe CTalu
08 km (Taba. 5).

Jlnst mpoBeAeHUsT MeTaliorpapuuecko-
ro WCCIENIOBaHMsS BBITIOJHEHA MPOOOTOATo-
TOBKA. YTJOBBIC DJIEMEHTEHI 3a1IpeCCOBAHbI B

12

MOJTUMEpHBIE 00pa3libl, MOBEPXHOCTh METa-
JUYECKUX 00pa3IoB IMOABEPTajgach MIIU(OB-
KU ¥ TIOJIMPOBKH C TOCIEAYIOUIMM TPaBICHH-
eM (puc. 8). OOpa3ibl MOXXHO HCCIIEIOBAThH
KaK C Hapy»XHOU, Tak ¥ II0 BHYTPEHHEHN CTO-
poHEe M3ruba, a TakyKe MOXHO BBIMOIHATH W3-
MEpEeHUs pajnyca M3ruda yriioBoro 3JeMeH-
Ta.



Tabnuua 4

ConepkaHre XUMHUUYECKHUX JIEMEHTOB MaTepHaia KPOHIITEHHOB H3TOTOBJICHHBIX
U3 BBIPYOHBIX 3arOTOBOK

Table 4
The content of chemical elements of the bracket material made from chipped blanks
Copeprxanue dJeMeHTa, Mac. %
Hazpanne XxumMH4ECKOro MaccoBas nomns
Ne SICMCHTA 10 TOCT. % CrexTpomeTp CriektpomeTp
’ CXR-950 «Vckponaiiny»
1 VYrrepon (C) 0,17-0,24 0,20 0,204
2 Kpemnnii (Si) 0,07 0,052 0,053
3 Mapranen(Mn) 0,25-0,5 0,387 0,391
4 Dochop (P) 0,035 0,011 0,012
5 Cepa (S) 0,04 0,011 0,011
6 Xpowm (Cr) 0,25 0,032 0,033
7 Hukens (Ni) 0,3 0,004 0,004
8 Momnubaen (Mo) 0,012 0,011
9 Bananuii (V) 0,006 0,007
10 Mens (Cu) 0,3 0,002 0,002
11 Maruuit (Mg) < 0,001 -
12 Twuran (T1) 0,005 0,005
13 Amromunnii (Al) 0,033 0,035
14 MBpibsk (As) 0,08 < 0,001 ---
15 Kob6ansT (Co) 0,002 -
16 Huo6wuii (Nb) 0,001 0,001
17 Caunen (Pb) 0,004 —
18 Bonbsdppam (W) 0,004 -
19 XKeneso (Fe) oct. 10 100% oct. 10 100%
Tabnuua 5
ConeprxkaHre XUMUUYECKHUX JIEMEHTOB MaTepHalia KpOHIITEHHOB,
MOJIYYEHHBIX U3 3arOTOBOK TOCJIE JIA3EPHOM PE3KH
Table 5
The content of chemical elements of the bracket material obtained
from blanks after laser cutting
Haspanue xumude- | Maccosast gomst | MaccoBast nons CozepxaHue 1eMeHTa, Mac. %
No CKOT'O DJIEMEHTA mo 'OCT crans | 1o I'OCT crans CriekTpomeTp CriektpomeTp
08mc, % 10km, % CXR-950 «Mckponaitny»
1 Yruepox (C) 0,05-0,12 0,07-0,14 0,086 0,084
2 Kpemuwii (Si) <0,03 <0,07 0,041 0,042
3 Mapraren(Mn) 0,25-0,5 0,25-0,5 0,144 0,182
4 Docdop (P) <0,035 <0,030 0,007 0,008
5 Cepa (S) <0,04 <0,035 0,006 0,009
6 Xpowm (Cr) <0,1 <0,15 0,023 0,016
7 Huxkens (Ni) <03 0,005 0,008
8 Monu6nen (Mo) 0,007 0,004
9 Banaauii (V) 0,006 0,008
10 Mezs (Cu) <0,3 <03 0,004 0,003
11 Maruuit (Mg) < 0,001 --
12 Twuran (Ti) 0,004 0,002
13 Anromuanii (Al) 0,030 0,032
14 MBpiubsik (As) -- < 0,001 --
15 Kobasst (Co) 0,008 0,007
16 Huo6wuii (Nb) 0,002 0,003
17 Caurer (Pb) 0,010 0,012
18 Bonedpam (W) 0,001 0,001
19 XKeneso (Fe) oct. 10 100 % oct. 10 100 %
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a)

6)

Puc. 8. Ul s Metaiutorpadguaeckoro HCCIeJOBaHUS YITIOBBIX JIEMEHTOB KPOHIITEHHOB,
HM3TOTOBIICHHBIX U3 JIeTaiel, MOTyIeHHBIX: a — BRIPYOKOH, O — J1a3epHOM pe3Koi
Fig. 8. Sections for metallographic examination of the corner elements of the brackets made
from parts obtained by: a) cutting, b) laser cutting

Meramnorpaguieckuii  aHaJM3 KPOH-
LITEMHOB IpEeAyCMaTpUBall  HCCIIEOBaHUE
CTETNEHHU 3arpsi3HEHHS CTald HeMeTajuIhye-
CKUMHM BKJIIOUEHHMSIMU B COOTBETCTBUU C
I'OCT 2778-70, a Takke MHUKPOCTPYKTYpBHI,
pasmepa 3epHa M TBEpAOCTH Ha 0oOpa3lax,
BBIPE3aHHBIX U3 30HBI YIJIOBBIX 3JIEMEHTOB U
npuseraromei K Heit 00KOBOW 4acTH JETalH.

Ha puc. 9, 10 nmpexacrasiens nudpoBbie
M300pakeHUs] MHMKPOCTPYKTYpPBI 00pasIioB.
MukpouccienoBaHue CTajly MPOBOJWIOCH Ha
TpaBieHHOH 4 %-HbIM pacTBopoM HNOs. Jlns
nony4yeHus (Gotorpapuii MHUKpPOCTPYKTYPHI
UCIIOJIb30BaJIM  MeTa/Iorpauueckuii  KoM-
IUIEKC W3  ONTHUYECKOr0  MMKpPOCKOmIa
NEOFOHT-32 v nporpaMMHOTO aHaJIM3aTopa
STAMS 800.

B pesynbTaTe BBINOJHEHUS METaJLIO-
rpaMuecKoro aHajln3a BBIABICHO, YTO pas-
Mep 3epHa Marepualia KpOHIITeiHa, U3rOTOB-
JneHHoro u3 craiau 10mnc, noJBEprHyTOro BbI-
pyoke (puc. 9), coorBerctByet 10...11 Gamry,
3arpsiI3HEHHOCTD 110 HEMETANIMYECKUM BKIIIO-
YeHusIM 710 3 Oaity, B CTPYKType MeTaija
BBISIBJIEHA M MPUCYTCTBYET I0OJOCYATOCTb.
O06e3yrIepoXKeHHBINA CIION ¢ TTOBEPXHOCTH HE
Habmoaercs. B MoBepXHOCTHOM cjl0€ Ha U3-
rube yrioBOro 3J€MEHTa C BHYTpEHHEH U
BHEIIIHEH CTOPOHBI OOHAPYKEHbI MHUKPOTpE-
el Tyounon ot 0,1 o 0,15 mm. Pagmyc
n3ruba Mo BHYTPEHHEH MOBEPXHOCTH, M3MeE-
PEHHBIA C IPUMEHEHHUEM CTePEOMHKPOCKOMa
MBC 2, no yrioBbIM 3J1€MEHTaM U3MEHSETCS
B npexaenax 2,56...2,89 MM, ToauMHa MeTai-
J1a YTJIOBBIX AJIEMEHTOB OKOJIO 3,15 MM, B Me-
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cte TuOku 2,85 MM, TakuM 00pa3oM yTOHEHHE
MeTasna B Mecte THOKH 0,25 MM.

Teépnocts ~ 116 HB 5/750, uto coot-
BETCTBYET MpeAey TPOUYHOCTH MaTepuana 43
k['c/mm? (430 MIla), MmukpoTBepaocTs - 94,3
HVis.

Mertamiorpadguyeckum aHalIu3oM 00-
pasnoB (puc. 10) OT KpoHIITEHHA, U3TOTOB-
nenHoro u3 crtanu 08mc (10km) BBIsABIECHO,
YTO UCHOJb3yeMasl CTajlb UMEET HU3KYIO 3a-
rpsi3HeHHOCTh okcuaamu. Ha puc. 10 npuse-
JieHa MUKPOCTPYKTYpa CTalld OCHOBHI J€Taly,
a TaKke BHJ M IIyOuHa jaedekra Ha ee Io-
BepXHOCTH. JlaHHbIe JeQEeKThl SBISIOTCS
CIIEICTBUEM HU3MEHEHHUS CTPYKTYPHOTO CO-
CTOSIHUSL M CBOWCTB Ha MOBEPXHOCTH Haclie-
JIyeMbIX OT TEXHOJIOTUU JIa3epHOU PE3KHU.
MukpocTpyKkTypa HOBEpXHOCTHOTO CJIOSI CY-
IIECTBEHHO OTJIMYAETCS OT CTPYKTYPHI Cep-
LIEBUHBI. B MOBEpXHOCTHOM clioe Ha H3THUOe
YIJIOBOTO DJJIEMEHTa C BHEIIHEH CTOPOHBI
(puc. 12) oOHapy)eHBI MUKPOTPEIINHBI TITy-
ounoii ot 0,3 mo 0,7 MM. B oTaenbHEIX Ae-
(dexkTax OOHapyKEHBI BBIKpAIIMBAaHUE MaTe-
puana. Pamuyc m3rmba mo BHyTpeHHEH mo-
BEPXHOCTH, HU3MEPEHHBIH C MPHUMEHEHUEM
crepeoMukpockona MBC 2 no yrioBeIM 3iie-
MEHTaM U3MEHSETCS B npenenax
2,67...2,94 mm.

Marepuan umeer tBepaocth ~ 94 HB,
MHUKpPOTBEPJOCTh TMOBEPXHOCTHOIO  CIIOSI
170-204 HVis, 9TO SIBISCTCSA CICACTBUEM 3a-
KaJIKU MaTepuaja MOBEPXHOCTHOIO CIIOS TO-
CJIE JIA36pPHOM PE3KHU.

~



a)

Puc. 9. MukpocTpykTypa MaTepuaia KpOHIITEIHA TOCIe BEIPYOKU:
a — He TpaBieHo x100; 6 — cepaueBuna x100, TpaBneno HNO;
Fig. 9. Microstructure of the bracket material after felling:

a) not etched x100, b) core x100, etched with HNO3

Puc. 10. MukpocTpyKkTypa MaTepraia KpOHIITEeHA TOCIIE JIa3ePHOI pEe3Ku:
a —He TpaBneHo x100, 6 — cepaueBuna x100, TpaBnero HNO3,
B — cepauesuHa x500, r — noBepxHOCTH X100
Fig. 10. Microstructure of the laser cutting bracket material:
a) not etched x100, b) core x100, etched with HNO3, c) core x 500, d) surface x100

Puc. 11. MuKpOCTpYKTYpa IIOBEPXHOCTHOTO CJIOSI YIJIOBOT'O AJIeMEHTa I1ocie BeIpyOku x100,
tpaBieHo HNO; ¢ nedexramu: a — ¢ BHeIIHeW cTOpoHbI, riyounoi 0,12 mm,
0 — ¢ BHyTpeHHEW cTOpOHBI, IryouHoi 0,1 MM
Fig. 11. Microstructure of the surface layer of the corner element after cutting x100,
etched with HNO;s with defects: a) from the outside, 0,12 mm deep, b) from the inside, 0,1 mm deep
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B)

Puc. 12. MuKpOCTpYKTYypa MOBEPXHOCTHOTO CJIOSI YTIIOBOTO 3JIEMEHTa C BHEUTHEH
CTOPOHBI Nociie Ja3epHoi pe3kn x 100, tpaBneno HNOs, ¢ nedexramu riyOnHO#:
a—0,32mm; 60,67 Mm; B—0,3 mm, T — 0,26 MM
Fig. 12. Microstructure of the surface layer of the corner element from the outside
after laser cutting x100, etched with HNO3, with defects of depth:

a) 0,32 mm, b) 0,67 mm, ¢) 0,3 mm, and d) 0,26 mm

Oocyxkaenne/3akiaouyenne

[IpoBenenHsie Mccnea0BaHUs THOKH yT-
JIOBBIX DJIEMEHTOB KPOHIITEIHA C pajinycoM,
OMM3KUM K TOJIIMHE METaula, BBISIBUIN
HaJIM4YMe TPEIIUH MOCiie THOKU 3ar0TOBOK Kak
nociie BBIpYOKH, TaKk U IOCIE JIa3epHOM pes-
ku. Ilocie BBIpYOKHM MUKPOTPELIMHBI UMEIOT
rryouny g0 0,15 MM, mocne mazepHON pe3Ku
HaOo1aeTcsl WX OOJbIIee KOMUYECTBO TITy-
ounoit 1o 0,7 mm. Ilo kpasm U THY MHKpO-
TPEIIUH OOHAPYKEHBI CJIE/IbI BHIKPAIIUBAHUS
MaTepuaia, YTO CBSI3aHO C HaJIMYUEM JIUTOMN
3aKaJ€HHOM  CTPYKTYpPBl  IOBEPXHOCTHOI'O
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