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Laser treatment of law blade

Yang Jiuxia', Zhang Jianyu®, Wu Diping', Wu Zhangdong®, L i Baomin*
(' Mechanical School, Beijing University of Science & Technology, Beijing, 100083)
(? School of Mechanical Engineering and Applied Electronics, Beijing Polytechnic University, Beijing, 100022)
( 3 Laser Center, Laiwu Steel & Iron Co. , Laiwu, 271105)
(4 Special Steel Works, Laiwu Steal & Iron Co. , Laiwu,271105)

Abstract: Aiming at the exist problem of saw blade made in Laiwu Steel and Iron Co. saw blade treated by laser was
studied in the paper. The result proved that the hardness and antt abrasion of the saw teeth are increased, the vibration and
stability of the saw blade were improved which were heat treated by laser, so the longevity of saw and quality of saw ing
can be ensured easily.
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Fig. 1 Microstructure of the saw blade hardened by laser
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Fig. 4 The relation between vebcity and hardness
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Fig.5 Crack producing during laser hardening
D= 4mm, P= 1.8kW, v= 2. 5m/ min

length of crack= 0. 50mm
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Fig. 6 T he hasal body of saw blade hardened by laser
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Fig. 7 H-beam incision( width= 10. 9mm)



