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AHHoTauusi: B crarbe mpemsioskeHa METOJMKA OIEHKH BEITUYMHBI U3HOCA DPEXKYIIETO
WHCTPYMEHTA, IMO3BOJISIONIAsE OOBEKTUBHO BBHIOPATh PALMOHAIBHBI METOJ IOBBIIICHUS
u3HococToiikoctu. Onupasch Ha CpaBHEHHE TEOPETHYECKUX HANpaBlICHUH H3Yy4eHUs
npoliecca pe3aHusi, BHIOpAaHO HAIpaBiICHHWE MOUCKA ONTHUMAJIBHOTO METOJa IMOBBIIICHHUS
CTOMKOCTM HWHCTpyMEHTa JJs pe3aHus JpeBecuHbl. Ha mpumepe wuccienoBaHus
W3HAIIMBAaHUS PEXKYIIMX KPOMOK JHCKOBBIX TIHJI PACCMOTPEH aKTyallbHBIA BOIPOC
MOBBIIICHUS] CTOMKOCTH JE€PEBOPEKYIIETO HWHCTpyMeHTa. llpuBeAaéH Kparkuii 0030p
METO/IOB CHW)KCHUSI W3HAIIMBAHUS WHCTPYMEHTA NpU 00pabOTKe APEBECHHBI, OTMEUCHBI
HesmocTaTku. Vcronb30BaHHEe XUMMKO-TEPMHUECKOTO METOJa CBS3aHO C HarpeBOM U
o0pa3oBaHMEM OKaJIMHbI Ha TIOBEPXHOCTH WHCTpyMeHTa. JlazepHas TepMmuyeckas
00paboTKa, 3aKII0YAIONIasICs B BO3JICHCTBUM Jyya ONTHYECKOTr0 KBAaHTOBOTO I'eHEpaTropa
(razepa) Ha PpEXYIIME KPOMKH HWHCTPYMEHTa C OOpa30BaHHEM YIPOUYHEHHOTO
MIOBEPXHOCTHOTO CJIOS, SIBJISIETCSl OJHUM W3 TICPCICKTHBHBIX METOJOB ITOBBIIICHUS
MU3HOCOCTOMKOCTH KPYIIBIX NI D(H(HEKTUBHOCTh YINPOYHEHUST KPYTIIBIX MHJI METOJOM
Ja3epHON TepMHUUYecKoi 00pabOTKH XapaKTepu3yeTcs IUPHUHOM, IITyOUHOM 1 TBEPAOCTHIO
dopmMHupyeMOro 3akaJ€HHOTO CJ0sS MPUKOPMOYHBIX 30H. MeToJ NpeaBapUTEIbLHOIO
00JIydeHUs] TOBEPXHOCTH Ja3epoM Hambosiee 3ddekTuBeH, obecreunBaeT yNpoyHEHHE
PEXYIIEro WHCTPYMEHTa 3a CYET O0pa3oBaHHsSI B IOBEPXHOCTHOM CIIO€ CTPYKTYPBI
MapTeHcuTa, 3hdexT oT 00paboTKu coxpaHsercs Ha 2—3 mepeTouku. PaccmorpeHa
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BO3MOKHOCTH OIICHKH M3HOCA PEXYIIETr0 MHCTPYMEHTA HE 00hEMOM CHECEHHOTO METaa,
a pazMepamMu paanyca pexyieid KpoMku. CrenaHa monbITka OObSICHUTH BIMSHUE CTEIIEHU
3a0CTpPEHUsI MHCTPYMEHTA Ha MPOIIECC €r0 BHEIPEHUsS B IpeBecuHy. HarmsigHo moka3aHa
BO3MOKHOCTb BHEJIPEHUS PEXKYIIEH KPOMKHA HHCTPYMEHTA B APEBECUHY B 3aBUCUMOCTH OT
CO371aBa€MOI'0 YZACIIBHOI'O NaBJICHHUS, T. €. OT BEJIMYUHBI Paguyca pexylled KPOMKH, OT
3aTyHJ'I€HI/I}I BCJICACTBUC M3HAIIIMBAHUA pe3ua. YBGHI/I‘IGHHBII\/'I B pesyanaTe N3HaAIINBaHUA
pamuyc KpOMKH TpeOyeT Uisi BHEIPEHUS KPOMKH pe3lla B JPEBECHHY CYIIECTBEHHOTO
MOBBIIICHHS CUJIBI PE3aHUsl, IPUBOJAMUT K TMOBBIIMICHUIO SHEPTETUYCCKUX 3aTpaT MUJICHUS,
CHIDKEHHIO KadecTBa 00pabOTaHHOW MOBEPXHOCTH. B paboTe OlIEHKY WHTEHCHBHOCTH
W3HAIIMBAHUST MHCTPYMEHTa KaK TMpUpAIIEHUE pa3Mepa paanyca Ppexyleldl KpOMKH
HpeI[JIO)KeHO OCYH.[GCTBH}ITB HC B a6COJIIOTHI>IX 3HAa4YCHUAX, a@ B OTHOCHTCIIbHBIX
BCIIMYHNHAX JUUIA Kaxxaoro aTaria HaGHIOHGHHﬁ. I/ICCHGI[OBaHI/IG HUHTCHCHUBHOCTHU
W3HAIIMBAHUSI PEXKYIIET0O HWHCTPYMEHTA B OTHOCHTENIBHBIX 3HAYEHHUAX IO3BOJIUIIO
BBIJICTIUTh JIB€ CTAJIMM M3HAIIMBAHWS: WHTCHCUBHBIA MU MOHOTOHHBIM u3HOC. Ha mepBoit
cTaguu MPOUCXOAUT  YCHIICHHOE HCTUpaHUE, IUIaCTUYECKas nedopmarus
158 BBIKpaLHI/IBaHI/Ie pexcyumx KpOMOK, CrJIa?KMBaHUC HOBerHOCTI/I I/IHCprMeHTa.
Ha HOCJIG,Z[YIOH_IGI\/'I cTaaun MOHOTOHHOI'O U3HAIIIMBAHU S pa;[Hyc YBGJII/I‘-II/IBaeTCH, y,Z[GJII:HOG
JABJICHUC yMeHBH_IaeTC}I, 1 U3HAIIIMBAHUC 3aMCIJIACTCA. HCHOJ’IEBOB&HPIG OTHOCHUTCJIBbHBIX
3HAUYCHHUM MPUPAIICHUS Panyca PEXKYIIEH KPOMKH IMO3BOJISET J1aTh OOBEKTUBHYIO OIEHKY
3 PEKTUBHOCTH UCCIIEYEMBIX METOJIOB MTOBBIIIICHUSI CTOMKOCTH PEXKYIIETr0 HHCTPYMEHTA.

KiurwueBbie cjioBa: JEpeBOPEXKYIIUA HHCTPYMEHT; PEXKYIIas KPOMKA; WHTEHCHBHBIN

H3HOC, paBHOMepHBII\/'I HN3HOC, BCIIMYHMHA U3HOCA
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Abstract: The article proposes a methodology for assessing the wear of a cutting tool,
which allows choosing a rational method of increasing wear resistance. The authors
searched for an optimal method to increase the resistance of a cutting wood tool by
comparing some theoretical directions of studying the cutting process. They considered
the urgent issue of increasing the durability of a wood cutting tool on the example of a
study of the wear of cutting edges of circular saws. A brief overview of methods to reduce
tool wear during wood processing is given, and disadvantages are noted. The use of the
chemical-thermal method is associated with heating and formation of scale on the surface
of the instrument. Laser heat treatment, which consists in the action of the beam of an
optical quantum generator (laser) on the cutting edges of the tool with the formation of a
hardened surface layer, is one of the promising methods for increasing the wear resistance
of circular saws. The efficiency of circular saws hardening by laser heat treatment is
characterized by the width, depth and hardness of the formed hardened layer of bait zones.
The method of preliminary irradiation of the surface with a laser is the most effective one,
it provides hardening of the cutting tool due to the formation of a marten site structure in
the surface layer, the effect of processing is preserved for 2—3 regrinds. The possibility of
assessing the wear of a cutting tool not by the volume of demolished metal, but by the
dimensions of the cutting edge radius is considered. An attempt was made to explain the
influence of the degree of a tool sharpening on the possibility of its penetration into wood.
The possibility of the tool cutting edge penetration into wood depends on the specific



pressure created, i.e. on the value of the radius of the cutting edge and on its dulling
caused by the cutter wear. The increase of the edge radius because of wear requires a
significant increase in cutting force for the cutter edge penetration into the wood, leading
to an increase in energy consumption of sawing, and a decrease in the quality of the
processed surface. The authors propose to evaluate the tool wear rate as an increment of
the cutting edge radius not in absolute values but in relative values for each observation
stage. The study of the wear rate of the cutting tool in relative values made it possible to
distinguish two stages of wear: intense and uniform wear. At the first stage, enhanced
abrasion, plastic deformation and chipping of the cutting edges occur, and the tool surface
is smoothed. In the subsequent stage of uniform wear, the radius increases, the specific
pressure decreases, and the wear slows down. The use of relative values of the increment
of the cutting edge radius allows an objective assessment of the effectiveness of the
investigated methods to increase the resistance of the cutting tool.

Keywords: wood cutting tool; cutting edge; intense wear; uniform wear; amount of wear
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1. Beenenue

Baxuneiimumu 3amadamMu  COBEPLICHCTBOBAHMS JE€PEBOPEKYILETO HHCTPYMEHTA SBISAIOTCA
WHTEHCU(UKAIIHS ITPOIECCOB pe3aHusl, YJHEProcOepeKeHne M yaydllieHne KauecTBa 00padoTaHHBIX
pe3aHMEeM IIOBEPXHOCTEH W3JAEIUN U3 JApeBeCHHBbL. IlyTW CHMXKCHUS HW3HAIIMBAHUS PEXYIIETO
MHCTPYMEHTA: TOUCK pPALMOHAIBHOTO NPOPMIS pPEXKYyLUIeH KPOMKH; MOBBIIIEHHE IPOYHOCTH
HUHCTPYMEHTA.

Pa3BuTHe yueHUs O pe3aHUM JPEBECHUHBbl XapaKTEPU3YyeTCs MEXaHUKO-MAaTeMaTHYEeCKHUM,
¢bu3nyeckuM U GU3UKO-TEXHOJIOTUYECKUM HAyYHO-METOINYECKUMU HampaBiIeHUsIMH [1].

MexaHuKo-MaTeMaTHYeCKOe HampaBi€HHE, pas3BuBas B3siAbl U runore3sl WM. A. Tume
u M. A. llemeBoro, A00MIOCH 3HAUUTENBHBIX PE3yJbTaTOB B H3YUYEHHUH 3JIEMEHTapHOTO
Y CTAaHOYHOT'O PE3aHus, YIiyOJIeHUS aHATUTUYECKON TEOPUH pe3aHusl IPEBECUHBI.

Ha ¢wusunyeckoM HampaBieHHUH Hay4yHBIH IIOMCK CBS3aH C YIIIYOJNEHHBIM HM3y4eHHEM Ha
KJIETOYHOM M MOJIEKYJISPHOM YpOBHE IPOIECCOB, MPOTEKAIOIIUX HAa MOBEPXHOCTSIX CKOJIbKEHUS
npeBecuHbl Mo pe3ny. [lomydeHbl CylecTBEHHbIE pe3ylbTaTbl B OMHCAHMM MEXAHUYECKUX
u pU3NYeCKUX SBJICHHUM TMpoliecca pe3aHus, B pa3pabOTKe METOJ0B U CPEACTB H3MEPEHHUS
MEXaHUYECKUX U (PU3NUCCKUX BEIUYMH, XapaKTEPU3YIOIIUX SHEPIETHKY M KaueCTBO pe3anus [2].

Ha ¢u3nuKo-TEXHOJIOTMYECKOM HAIMpPABICHUHM 3HAYUTENBHBIC PE3yNbTaThl MOJNYYEHBI IS
IIPAKTUYECKUX pacy€TOB HAa OCHOBE TEOPETUYECKUX U OKCIIEPUMEHTAIBHBIX MCCIEA0BAaHUH,
oTydeHbI POpMYITBI AJ1 pacdéTa mokasaresyiel mpolecca CJI0KHOTO pe3anus B 0000IEHHOM BHIE.

Bribepem anist aHanM3a U3HAIIMBAHUS IEPEBOPEKYILETO HHCTPYMEHTa (PU3NKO-TEXHOIOTUYECKOE
HarnpasieHue. Haliiém 3KOHOMUYHBIN CITOCO0 YBEIUYHUTH PECYPC CTaHIAPTHOMN TUCKOBOW MHIIBI.

2. MaTepuajibl U MeTOAbI

HccnegoBanue OCHOBBIBAETCS HA OCHOBHBIX TOJIOXKEHHUSX TEOPUHU PE3aHUs: PEXKyIlas KpoMKa
pEAJIbHOTO JIE3BUS IPEIACTABISIET HEKOTOPYIO KPUBYIO ITIOBEPXHOCTh, COEAMHSIONLYIO0 TIOBEPXHOCTHU
nepeaHel W 3agHed TpaHed; mpu paboTe JIe3BUE TYMHUTCS, PAaaUyC €ro PEXYyIIeH KPOMKH
yBenuuuBaercs. [lpu npoBeaeHnn pacuéroB M anmpOKCUMALMK JAHHBIX HCHOJIb30BAaHbl METOJbI
MaTEMaTHYeCKOro aHaju3a U MPUKIATHOW MaTeMaTUKU. PacuéThl BBIMOJIHEHBI C UCIOIb30BAaHUEM
nporpammbel Mathcad Prime 6.0.

3. Pe3yabTaThl

HCKTIOUnTEeNbHYI0O BaXHOCTh TPH  Pa3pabOTKE METOAMK HCCIEAOBAaHUN H3HOCOCTOMKOCTH
MHCTPYMEHTOB JIsi 00OpaOOTKU APEBECHHBI MMEET YBSI3Ka YCJIOBUN MPOBENEHHBIX HCCIICAOBAHHIM
C KOHKPETHBIMH 3KCIUTyaTallMOHHO-IIPOU3BOJICTBEHHBIMH YCJIOBUSAMHU [2]. DTO CBA3aHO C TEM, UTO
pasNuyHble TPYNIBl JPEBECHBIX MAaTEPUAIOB PA3JINYAIOTCA MOKA3aTEeIAMH (PU3MKO-XMMUYECKHX
CBOWCTB H, COOTBETCTBEHHO, H3HAUIMBAIOUIMM BO3JCHCTBHEM Ha MHCTPYMEHTHL. A
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AKCIIEPUMEHTAILHOTO TOATBEPKACHUS 3()(PEKTUBHOCTH KOMIUIEKCHOTO METOJa YIMPOYHEHUS ObLI
MPOBEACH aHAIN3 UCIBITaHUs YIIPOYHEHHOTO HHCTpyMeHTa [3]. [Ipu a3ToM ero paboTocrocoOHOCTh
CPaBHUBAJIACH IO BEIMYMHE 3aTYIUICHUs pexylled KpoMKH. CyllleCTBEHHOE BIMSIHUE HAa XapakTep
W3HAIIMBAaHUST WHCTPYMEHTOB OKAa3bIBAIOT U CKOPOCTH pEe3aHus, U ACUCTBUE JAMHAMUYECKUX
Harpy3oK, U TEeMIEPaTypHBIH pexuM o00paboTku. CTElneHb WX BIUSHUS B 3HAYUTEIHLHOU Mepe
3aBUCHUT OT CBOMCTB MHCTPYMEHTAJIBLHOIO MaTepHaia U MPUHATHIX YIPOUHSIOMINX TEXHOJIOTHM [4].

Opna M3 3a7a4 — 3TO YBEJIMYEHHE CPOKA 3KCIUTyaTallMM M MU3HOCOCTOMKOCTH WMHCTPYMEHTA
NyTéM YOPOYHEHHUS, pElIeHUe KOTOPOW CHOCOOCTBYET 3HAYUTENbHOMY YBEIMYEHUIO UX
JOJITOBEYHOCTH W 00€CIeYyMBaeT 3KOHOMHUIO JIOPOTMX U Je(UIUTHBIX MaTepualoB, SHEPruH,
TPYJOBBIX PECYPCOB.

Teopernueckue WCCIEAOBAHUS U OMBIT MPAKTHYECKOTO HCIIONIH30BAHUS OMPEISITUI MPOQIIIb
PeXyIIeH KPOMKH MHCTPYMEHTA, KOTOPBIH periJaMeHTHUpyeTcs cTaHaapToM. [IpaBuiibHBINA BBIOOP
WHCTPYMEHTAIBHOW CTaJIM JJII M3TOTOBJICHUS JEPEBOPEKYIIEr0 HHCTPYMEHTA U PEXKUMOB
TepMHUUYECKON 00pabOTKHU SBIISETCS OJHUM M3 OCHOBHBIX (DAKTOPOB, OKA3bIBAIOIINUX BIUSHUE HA €r0
cToikocTh. IlyTH mouMCKa METOJOB MOBBIIIEHHS H3HOCOCTOMKOCTH ClEQyeT HCKaTh B BBIOOpE
JETUPYIOIMUX T00aBOK HHCTPYMEHTATBHOU CTAlld U METOJOB TEPMUUYECKON U TEPMOMEXaHUIECKON
00pabOTKU PEXYIINX 3JIEMEHTOB [5].

EcrecTBeHHOE HM3HALIMBAaHWE PEXKYIIET0O MHCTPYMEHTA MPOUCXOJIUT B pPE3yJbTaTe€ HCTHUPAHUS
MIOBEPXHOCTH, pa3pylIeHWs H CMATHS PEXYIIUX KPOMOK B  YCIOBUAX ULUKIWYECKHX
3HAKONEpPEMEHHBIX Harpy3ok. Hemocrarounas TBEPAOCTb MOBEPXHOCTH MHPUBOIAUT K OBICTPOMY
HCTHUPAHUIO, Ype3MEPHAs XPYNKOCTh MaTepraja pe3la — K BBIKPAIIMBAHUIO YaCTUL MHCTPYMEHTA
WIN TIOJIOMKE 3yObeB. ONTUMabHBIMU CUMTAIOTCS BbICOKas TBEpHocTh moBepxHocTH (HRC 44—
46) W mnacTH4YHAs CEpAIICBHHA CTAbHOTO WHCTPYMEHTA. BXopsmme B CTPYKTYypy KapOuIIbI
JETUPYIOIIUX J00aBOK MaTepHalia MHCTPYMEHTA JOJKHBI OBITh MEIKOAUCIIEPCHBIMU M PABHOMEPHO
pacrnpeenéHHBIMU B 00bEME.

3y0UaThlii IepeBOPEIKYIINI HHCTPYMEHT ((pe3bl U pa3HOOOPa3HBIC MUJIBI) B MIPOIIECCE PE3AHMS
UCIBITBIBACT yIapHbIe HATPY3KH IMPH BCTpeue Kaxaoro 3yba ¢ oOpabaThIBa€MbIM MaTepHaIOM.
Takke Ha cwly pe3aHHsl BIMSET HAIpaBJICHUE BOJOKOH JAPEBECHHBI MO OTHOUICHUIO K JIMHUHU
pasnenenus. J[MHaMUYeCKU XapakTep Mpoliecca pe3aHus OOBACHSAET OTIMYHE TEOPETHUECKOTO
3aKOHA W3HAIIMBAHUS MOBEPXHOCTH PEXKYIIETO KJIMHA OT YCTAHOBJIEHHOTO U 3KCHEPUMEHTAIBHO
OBLT MCClIenoBaH B padore [2].

[Tepron CTOMKOCTH PEXYLIET0 MHCTPYMEHTA OMNPENETAETCS AOMYCTUMON BEJIMYMHOW H3HOCA
dacky, MOsABIEHHE KOTOPOHl BBI3BAHO, TJIaBHBIM OOpPa30M, MEXaHWYECKHUM BO3JECHCTBHEM Ha
WHCTPYMEHT B 30HE €r0 KOHTakTa ¢ 0OpabarbiBaeMbiM MaTepuanoM. M3HOC HHCTpyMEHTa — Mepa
Mpouecca M3HALIMBAHUS OLIEHMBAETCA Maccod CHecEHHoro wmeramia. [lomaras, 4ro paauyc
pexyiel KpOMKH MPONOPIUOHATIEH MAacCce CHECEHHOIO0 MaTepHualia, UCMOJIb3YeM B KaUeCTBE MEpPbI
M3HOCAa pa3Mep paauyca pexylled KpOMKU MJisi CpPaBHEHHsS CTOMKOCTH 0a30BOro BapuaHTa
U UCCIIEyEMOT0 AUCKOBOM MBI [6].
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CocrosiHEe pexylield KPOMKH 3HAYMTENBHO CKa3bIBaeTCs Ha KadecTBe OOpaOOTKH W CHIIe
pesanus. OcTphlit pe3en; umeeT paauyc 3akpyriaenus s mwt p0 = 10 MM, most dpe3 u Hoxeld —
p0 = 4—5 mxwm. [Ipuparnienue 3arymieHus pexyiieit Kpomku [ 1]

Ap=p-p,=¢xL, (1)
rae € — KO3(QQUIMEHT, YYUTHIBAIOUIUI YyJIeNbHOE 3aTyIUICHHE PEXYIIEeH KPOMKH Ha MyTH 1 M

pe3anust; L — oOmuii myTh KOHTaKTa pesna c¢ apeBecuHo, M. Koadoumment € mis craneir 9XD

u XBI' npu nuineHny AMCKOBBIMU MHJIAMH XBOWHBIX opo cocTtasisieT 0,0002 Mkm/M.

120
= 100
=
¥
= 30
=
& e i DR e e e e E] EEEEEEEEEEE HH
= i L EEECTEE CEREETEETEETE) PEEEEEEEEE Y P e PP TP EET] SEETT TP TS 55
2
Se -~

\""‘---.______ p=0,013 mmp
R_
” p=0,3mm
) 0.2 04 0.6 0.3

PaccrosHne oT KPOMEM DPE3LIa, MEM

Pucynok 1. Bnusaue paguyca pexyiield KpoOMKH Ha IaBJICHUE pe3lia

Figure 1. The influence of the cutting edge radius on the pressure of the cutter

[Ipouecc pe3aHusi JOPEBECHHBI COCHBI MOMEPEK BOJOKOH (BHEIPEHHE PEeXYIIeH KPOMKH)
BO3MOJKEH TpH AaBieHUH Ha octpue okosio 70 Mlla, pesert ¢ p = 0,3 mm (6ombiie p0) He co3maér
TpebyemMoro maBieHUss U OyAeT CKONB3HTHh MO MOBEPXHOCTH (pucyHOK 1). UToOBI 0OecmeunTh
HEeoOXO0IMMOE JaBJICHUE PE3aHUs, CIEeAyeT YBEIUYHUTh CUIY HAXKATUS WM 3aTOYUTh PEXKYIIYIO
KPOMKY UHCTPYMEHTA.

B cBs3u ¢ Tem, 4TO Ha MpakTUKe Ui pa3AesKu JeOBOU APEBECHHBI MPUMEHSIOT CTaHIapTHBII
MHCTPYMEHT, Koraa Marepuai peramentupyercsd ['OCToMm, MOBIUATh HA €ro0 CTOUMKOCTh BO3MOYKHO
nyTéM JOMOJHUTEIRHON YIpouHstonieli o0padoTku. Haubonbinee pacrnpocTpaHeHHE MOTYYUITH
CHOCOOBI YIPOYHEHUsS MaTepuaia WHCTPYMEHTAa XUMHKO-TEPMHYECKOH, MarHUTHO-UMITYIIbCHOM,

nazepHoii 00paboTkoii [7].
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XuMUKO-TepMuyeckass 00paboTka Marepuajia HMHCTPYMEHTa IIO3BOJISIET B psA€ ClydyaeB
MOJIYYUTh KOMIUIEKC CBOWCTB, HEOOXOAMMBIX JJisi TOBBIIIEHUS CpPOKa CIYXObl HHCTPYMEHTA
B KOHKPETHBIX YCJIOBHUAX IKCIUTyaTallUH.

IleMeHTaMI0O  NPUMEHAIOT MpU  HEOOXOAWMOCTH  TOJYYEHHUS  BBICOKOH  TBEPHOCTH
Y U3HOCOCTOMKOCTH MHCTPYMEHTA IIPU JOCTATOYHO BBICOKOM yCTAIOCTHOM MPOYHOCTH. [Ijist cranen,
COJIEp KaIINX XPOM M BaHA/IMA, MPU [IEMEHTAINH 32 CUET yBEIWYCHHS KapOHUIOB B IOBEPXHOCTHOM
CJI0O€ 3HAYUTENIbHO YBEJINYUBACTCS M3HOCOCTOMKOCTb, C YBEIWYEHHEM COJAEpX aHHUS yriepoaa
MOBBINIAECTCS TBEPAOCTh MOBEPXHOCTHOTO ciost [8]. HemocTaTkoMm criocoba meMeHTaIuy sIBISIETCS
cHkeHue B 1,5—2,0 pa3a mpoYHOCTHBIX XapaKTEPUCTUK U BSI3KOCTH YIPOYHIEMOr0 MaTepuasa.

[{nanupoBaHue (HACHIIIEHUE [TOBEPXHOCTU MHCTPYMEHTA a30TOM U YIJIIEPOAOM OJHOBPEMEHHO)
CHIDKAeT KO (PHUIMEHT TPEHHUs, CIIET0BATEIbHO, MOBBIIIAET H3HOCOCTOMKOCTh HHCTPYMEHTA.

JUis TOBEPXHOCTHOTO YIPOYHEHMS]I HHCTPYMEHTA NPUMEHSIOT TaKXe 3IJIEKTPOUCKPOBOE
ynpouHeHue. [Ipu uckpoBOM paspsne B BO3AYIIHOW cpeAe IMOoJ JCWCTBUEM BBIITPSMICHHOTO
MyJBCUPYIOLIETO  TOKa TPOMCXOJUT TOJSPHBIA  TEepeHoc MaTepuaja C  aHoja U3
MeTtayutokepamudeckux TBEPAbIX crutaBoB T15K6, T30K4 na xatox (uHCTpymeHT). [lepeHocumplii
MaTepuaj, COEIMHAACh C JUCCOLMMPOBAHHBIM AaTOMapHbBIM a30TOM BO3/yXa, YIVIEPOJIOM
¥ MaTepUajoM KaToza, 00pa3yeT H3HOCOYCTOMYMBBIN CIIOM.

CymHocTh Iponecca NOBEPXHOCTHOTO JIETUPOBAHUS 3aKJII0YAETCsl B HACHIIIEHUH TTOBEPXHOCTH
MHCTPYMEHTa YIJIepoJoM M Tocieayioulel TepmooOpaboTke: 3akajika MpuU TeMIepaType
910 + 20°C ¢ Hu3kuM oTmyckom mpu temreparype 170 = 10°C.

NMmnynbcHOe  MarHUTHOE TOJ€  HWHULUUPYET  TPOLECChl  ayCTEHUTHO-MapTEHCUTHOTO
npeBpalieHus, oopa3oBaHue u ApoOieHre KapOWAO0B, U3MEIbYCHHE 3EPEH, YTO IMOJIOKHUTEIHHO
CKa3bIBACTCS HA MPOYHOCTHBIX KaYECTBAX CTAIBLHOIO MHCTPpyMEHTa [9].

OnHuM u3 HanboJee NePCIeKTUBHBIX HANIPABICHUN TOBBIIICHHS H3HOCOCTOWKOCTH U MPOYHOCTH
JIEPEBOPEKYILETO0 MHCTPYMEHTA SBISETCS 3aKanka padouuMx MOBEPXHOCTEH Jy4doM Jiaszepa.
Tepmuueckas 06paboTKa Jia3epoM OCYIIECTBIISIETCS BO3JICHCTBUEM JIydya ONTHYECKOTO KBAHTOBOTO
reHeparopa (Jlazepa) Ha pEeXKyIMe KPOMKH HWHCTPYMEHTa ¢ O0Opa3oBaHWEM YIPOYHEHHOTO
IIOBEPXHOCTHOTO cJosl. [IpoMcXOIuT CKOPOCTHON HAarpeB JIOKAJIBHOIO Yy4acTKa IOBEPXHOCTH
Ja3epHBIM H3JIyYEHUEM, a 3aT€M OXJIAXKJIEHUE ITOr0 Y4acTKa CO CBEPXKPUTHUECKON CKOPOCTBIO
BCJIE/ICTBUE OTBOJA TEIUIOTBI BO BHYTPEHHUE CJIOM MaTtepuana. B pesynpTate mnomaydaem
MMOBEPXHOCTHBIN CJIOM, OO0JaNaroIMii BBICOKOW TBEPAOCTHIO, YIAYUYIICHHBIMHA IapaMeTpaMu
IIEPOXOBATOCTH W MOBBIUICHHBIM YPOBHEM OCTATOYHBIX HAIpPSDKEHUH CXKAaTHUsl MPU OTCYTCTBUU
nepopMmaiuii, TpeMH U OTCIIauBaHUMN, YTO 3HAYUTENIbHO YBEIMUYUBAET U3HOCOCTOMKOCTD PEKYILUX
kpomok [10], [11].

CpaBHUM U3MEHEHHE paguyca peKyIeW KpPOMKHM JIMCKOBOM mNHibl auamerpoM 315 MM
I'OCT 980-80 u muibl, MOABEPTrHYTOW Ja3epHBIM TEPMHUYECKHUM YIPOUYHEHHEM, B IpoOLecce
MOTIEPEYHOr0 MUJICHUS XBOMHOM npeBecHHbl BiaakHOCThIO 15—20 %. Ckopocth peszanus 50 m/c,
CKOpOCTh mofa4uu 21 MM/MHUH (PUCYHOK 2).
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PucyHnok 2. M3HammBanue pexymied KpoMku npu mwieann: 1 — mauckosas nuina [OCT
980-80, cranmp 9XD; 2 — nuckoBas MUJa MOCIIE JJa3epHON TEPMUUECKONH 00pabOTKH

Figure 2. Cutting edge wear during sawing: 1 — circular saw GOST 980-80, steel 9HF;
2 — circular saw after laser heat treatment

CranpapTHble JHUCKOBBIE MUJIbI M3rOTABIMUBAIOT U3 cramu 9X®dD, MHUKPOCTPYKTypa KOTOPO
MPEACTABISIET COO0M TPOOCTUT UK TpoocTocopOuT TBEpAOCThI0O HRC44—A46. Pexxymiue 351eMeHThI
3yObeB TOCIIE JIAa3epHOM TEPMUUYECKONH O0OpabOTKH MMEIOT YMPOYHEHHBIA CIIOM TiryomHOW 150—
170 MM co cTpyKTypoii 3akan€éHHoro MmapTeHcuTa TBEpaocteio Hu 947 xr/mm2 [17], [18].

IIpouecc n3HaMBaHUS PEKYILETO HHCTPYMEHTA, KAaK NIPaBUIIO, IPOUCXOJUT HEPABHOMEPHO [2],
[15]. BeimensioT Tpu CTaAMM HM3HAIIUBAHMS: B HAYaJlbHOW CTaguu (MpUpabOTKH) HAOIIOaeTcs
MHTCHCUBHOE W3HAIIMBAHUE PEXYIIUX KPOMOK, BCIEICTBHE OOJaMBIBAaHHUS OCTPBIX BBICTYIIOB
U IU1acTudeckoi nedopMaiuu; Ha BTOPOU CTaAUM — PaBHOMEPHOE M3HAIIMBAaHUE; HHOTJA MOXKET
ObITh TpEeThsl CTalaus, BCIEIACTBUE 3aTYIUICHHS PEXKYIIMX KPOMOK W HM3MEHEHUs Hpoduis
M3HAIMBAaHUE PE3KO BO3pacTaeT. 3aTouyka HMHCTPYMEHTAa JOJDKHA OCYIIECTBISATHCSA A0 Hadajia
TpETbEU CTaIUU.

AOCOMIOTHBIM U3HOC MHCTPYMEHTA MOXKHO OIICHWBATh U3MEHEHHEM paJNyca pexyIied KpOMKU:
Ap = p — p0. M3HammBaHue HHCTPYMEHTA HOCUT HEITMHEWHBINA XapakTep, HaOIr01aeTCsi HEKOTOpoe
3aMeJIeHne Toclie TATOM MuHYThl. Kak BHUIHO W3 pUCyHKa 2, TIO a0COJIOTHOMY HW3MEHEHHIO
paauyca pi BBIIBUTH CTAJMK U3HAIIMBAHUS HE TPEACTaBiIsseTcs BO3MOKHbIM [12], [13], [19].

VHTEeHCUBHOCTh M3HAIIMBAHUA MHCTpYMeHTa Oojee 5S(PQPEKTUBHO OTpakaeT BeIUYMHA
OTHOCHTEJIBHOT'O H3HOCA PEXKYILEH KPOMKH (PUCYHOK 3):
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Pucynok 3. OTHOCHUTENTHbHOE W3HAIIMBAHUE PEXKYIIEH KPOMKH TIpH  THJICHUU.
1 — nuckoBas muna ['OCT 980-80, crans 9X®; 2 — nuckoBas muia Mocje Ja3epHOH

TEPMUYECKO 00paboTKu

Figure 3. The relative wear of the cutting edge when sawing: 1 — circular saw GOST
980-80, steel 9HF; 2 — circular saw after laser heat treatment

MOHO BBIAEIUTh UHTEHCUBHBIA U3HOC PEXKYIIEH KPOMKH 10 MATOW MUHYTHI, a 3aTEM IMOYTH
paBHOMEpHOE, HOpMalbHOE H3HAIIMBaHUE. 3ameIjieHHe HMHTEHCHUBHOCTH IIpollecca B CTaauu
HOPMAJIbHOI'O HU3HAIIWBAHHUA IMPOUCXOAUT HU3-3a TOI'0, YTO B KOHTAKT C IMOBCPXHOCTHIO IO MCEPC
NPUTYIJICHUS PEKYIIUX KPOMOK BCTyMaeT Oouiblias MOBEPXHOCTh HHCTPYMEHTA. Y JIEIbHOE
AABJICHUC YMCHBINACTCA, U U3HAILIMBAHUC 3aMCJISICTCH.

Cnemyer OTMETUTh, 4YTO Ja3epHas 00pabOTKa IMOBEPXHOCTH [MCKOBBIX MW OOECHeurBaeT
CTaOWIIBHBINA U3HOC PEXKYIIEH KPOMKH Ha CTaIuu paBHOMEpHOTo n3HammBanus [ 14], [16], [20].
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4, 3akjIi09eHue U BbIBOABI

IIpemioskeHa MeTOAMKA OLIEHKM BEJIMYMHBI M3HOCA PEXKYILIErO0 HMHCTPYMEHTA, IO3BOJIAIOLIAS
00BEKTUBHO BBIOpATh pallMOHAIBHBINA METO/I MOBBIILIECHHS H3HOCOCTOMKOCTH.

Jlazepnas Tepmmueckas o00pabOTKa peXYIIHUX KPOMOK 3YyObEB ITUCKOBBIX MHJI 33 CUET
ynpounstomero cnos TBEpaocteio HV 947 kr/MmM2 u  rnybunel  150—170 MkM  cHIDKaeT
W3HaIIMBaHuE pexymeil kpomku B 1,5—1,8 pasa.

VIHTEHCUBHOCTh W3HAILMBAHMUS HaIrJIAHO OTpaXkaeT He aOCOJIOTHBIE, a OTHOCHUTENbHBIE
M3MEHEHMs paJinyca pexyIend KpOMKH.
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