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Abstract TE 1 32 4 6 2

The conventional Induction surface hardening process still use presetting temperature by
staff’s experience. The case depth obtained from the process is therefore unconstanted. As the
result, the signal of infrared temperature device was used to control feeding system in order to
attain the stable quenching temperature which results in the high quality products.

The research was to design and build the feeding system via signal of infrared temperature
device for induction surface hardening. The principle of the system is comparing between the
temperature measured from the infrared temperature device and the preset temperature. If the
temperature determined from the device is higher than the preset temperature, the control system
will increase the feeding rate. On the other hand, if the temperature measured from the device is
lower than the preset temperature, the control system will decrease the feeding rate.

According to the experiment, it was found that the case depth varied inversely with the
feeding rate. It could be explained that when the feeding rate increase, the case depth will
decrease. The optimum feeding rate was in the range of 3-7 mm/s. At the feéding rate, the case
depth was about 0.57-3.9 mm and the optimum rotating speed of the testing object was 300 rpm

at 800°C.





