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®OPMUPOBAHWE CTPYKTYPbl U CBOMCTB CTAJIM 04X18H9
NP AAAUTUBHOM NMPOU3BOACTBE 3ArOTOBOK

ALAUTUBHBIE TEXHONOMUM, UMM TEXHOMOMMK MOCIIONHOIO CUHTE3a — OAHO M3 Haubonee AMHaMUYHO Pa3BMBAIOLLMXCH HanpaBneHnn «uud-
poBoro» npoussofcTea. O6WwMMM Npobnemamm Taknx TEXHOMNOTWI SBMSOTCS obecrneyeHne Haanexalwlen MUKpOCTPYKTYpbl CUHTE3UPOBAHHOIO
maTtepuana v ycTpaHeHue AedeKkTHOCTU. Vicnonb3oBaHue npucafoqHoi NPOBOMOKM B kayecTBe paboyero matepuana no3sonsieT n3basutbcs ot
npo6nem, CBsi3aHHbIX C HU3KOWM NMPOU3BOAUTENBHOCTBIO CYLLECTBYIOLWMX METOAOB, BbICOKOW CTOMMOCTbIO NMPUMEHSIEMOro 060pyAOBaHUSI, OrpaHu-
YEeHHOCTbIO TUMOB MPUMEHsIEMbIX MaTepuarnos, 06yCrnoBNeHHO UCMONb30BaHNEM MOPOLLKOBbLIX cucTeM. [peacTaBneHbl pedynbTaThl MCCnenoBa-
HMS ocobeHHoCTel (hOPMUPOBaHNSA CTPYKTYPbl U CBOMCTB cTanu 04X18H9 B TexHonornax aganMTuBHBIX npoueccos, a umerHo npu CMT (Cold Metal
Transfer)-HannaBke, NNa3MeHHON HannaBke TOKOM 06paTHOM NOMSIPHOCTY U NIa3MeHHOW Hannaeke nnaeswmmcs anektpogom (Plasma MIG). Us-
Oenusi 3 HepXXaBerLLMX XPOMOHUKENEBbLIX CTane HaxoasT LUMPOKOEe NPUMEHEHNE B CaMbIX Pa3NNUYHbIX OTPaCcnsiX NPOMbILLIeHHOCTU. OCHOBHOMN
npobnemon nNpu agauTUBHBIX TEXHOMOrUSIX ABnsieTcs obecnevyeHne CBOWCTB CMOMCTbIX MaTepuanoB He HUXE, YeM Y nonyvyaeMblX TPaaULMOHHbI-
MU MeTodamu. XapakTepHbIMU AedeKTamy CNOUCTbIX MaTepyarnoB, NOMy4YeHHbIMU HannaBKon, SIBMNSIOTCS NOBbILLEHHAs MOPUCTOCTb, HeMeTannu-
YecKkne BKIIOYEHWS, CHWDKEHWE MNacTUYHOCTM, a AN BbICOKONErMpoBaHHbIX CTanen — noteps crneuuanbHbiXx CBONCTB. [poBeaeHO cpaBHeHue
CTPYKTYPbl U MEXAHUYECKMX XapaKTepuUCcTUK MaTepuarnos, nonyvyeHHbIx CMT-HannaBkol, Nna3sMeHHOW HannaBKon TOKOM 0BGpaTHOW NOMNSIPHOCTU U
nnasmMeHHON HannaBkoW NRaBALWMMCS 3nekTpodoM. [MokasaHo, YTO NepcnekTUBHBIM AN aAAUTUBHBIX TEXHOMOMUI SIBRSIETCS NpUMEHEHWe rn6-
puaHoro cnocoba nnasmMeHHOW HannaBky NNaBSILLMMCS 3NEKTPOAOM. YCTaHOBIIEHO, YTO MexaHW4eckne XapakTepucTuku obpasuoB M3 cTanu
04X18H9, nonyyeHHbIX HAaNMaBKoN, He HXe, YeM NS CTanu aHanorMyHoro coctasa B AedOPMUPOBAHHOM COCTOSHUN.

KnioueBble cnoBa: agautueHele TexHonorum, CMT (Cold Metal Transfer)-HannaBka, MHOrocnonHas Hannaeka, nnasmMeHHasi Hannaeka,
TOk 0BpaTHOWN MONAPHOCTU, TOK MPSIMON MOMAPHOCTK, NNAa3MeHHasa HarnnaBska NMaBsLWMMCS 3MEKTPOAOM, BbICOKONIErMpOBaHHbIE CTanu, TepMmye-
CKWUIA UWKM, MeTannorpaduyeckmin aHanms.

Y.D. Shchitsyn, S.A. Terentyev, S.D. Neubybin, A.O. Artemov, D.S. Belinin
Perm National Research Polytechnic University, Perm, Russian Federation

FORMATION OF STRUCTURE AND PROPERTIES OF STEEL 04CR18NI9
AT ADDITIVE PRODUCTION OF TRAININGS

Additive technologies (AT) or layer-by-layer synthesis technologies are one of the most dynamically developing areas of "digital" produc-
tion. The common problem of additive technologies is to ensure the proper microstructure of the synthesized material and eliminate defects. The
use of a filler wire as a working material allows to get rid of the problems associated with the low productivity of existing methods, the high cost of
the equipment used, the limited types of materials used due to the use of powder systems. The paper presents the results of studying the features
of the formation of the structure and properties of 04Cr18Ni9 steel in additive processes, namely, in the case of CMT (Cold Metal Transfer) surfac-
ing, plasma surfacing with reverse polarity current and plasma surfacing with a consumable electrode (Plasma MIG). Products made of stainless
chromium-nickel steels are widely used in a wide variety of industries. The main problem with additive technologies is to ensure the properties of
laminates no lower than those obtained by traditional methods. Typical defects of laminates obtained by surfacing are increased porosity, nonme-
tallic inclusions, reduced plasticity, and for high-alloy steels, loss of special properties. A comparison is made between the structure and mechani-
cal characteristics of materials obtained by SMT surfacing, plasma surfacing by reverse polarity current, and plasma surfacing by a consumable
electrode. It is shown that the use of a hybrid method of plasma surfacing by a consumable electrode is promising for additive technologies. It is
established that the mechanical characteristics of samples made of 04X18H9 steel obtained by surfacing are not lower than for steel of similar
composition in the deformed state.

Keywords: additive technologies, CMT (Cold Metal Transfer) surfacing, multilayer surfacing, plasma surfacing, reverse polarity current,
direct polarity current, plasma surfacing by a consumable electrode, high-alloy steels, thermal cycle, metallographic analysis.
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AnnutuBHble TexHoMorud (AT), WiIM TEXHOIO-
T'MU TIOCIIOWHOTO CHHTE3a — OAHO M3 HauboJjee JHuHa-
MHYHO pa3BUBAIOLIMXCS HANpaBIeHUH «IH(poBOro»
HOpOU3BOJCTBA. lcmonb30BaHHE TaKUX TEXHOJIOTHH
JUISL U3TOTOBJICHUSI METAJIIMYECKUX KOHCTPYKLMH TIO-
3BOJISIET 3HAYUTEIBHO YCKOPHUTH PELIeHHE 3a/ad TeX-
HOJIOTHUECKOW MOJTOTOBKH NMPOU3BOACTBA U BBITYCKa
TOTOBOH MPOAYKIHHU. BOJIBIIIMU BO3MOXKHOCTSMH IS
BBIPAIIMBAaHUS METAIMYECKUX 3arOTOBOK OO0NafaroT
HAIUIAaBOYHbIE TEXHOJOrMH. JUIs 3TUX neneid Moryt
HCTIONB30BaThCSl TYTOBBIE, JIa3€pPHBIE, AIIEKTPOHHO-
JIyueBble, Ma3MEHHbIC M Jpyrue TexHonoruum' [1-4].
MaTepuan JUJIA HaIlJlTaBKH MOXKCT 6I>ITb B BHUJC MOPOUI-
Ka WJIN IPOBOJIOKU (IIPYTKOB).

ITomyueHne 3aroTOBOK € MHHHMMAJBHBIM IIPH-
MyCKOM Ha MEXaHUYECKyl0 00paboTKy orpeneisercs
TOYHOCTBHIO TPAEKTOPHU ABWKEHHS PadOvero MHCTPY-
MEHTa U MOAJEPKAHUEM 33JaHHOTO IOIEPEYHOrO Ce-
YEeHUsI HaIUIaBJIIEMOH TOPOXKKH. Bricokue ciryxeOHbIe
XapaKTEPUCTUKU OOECIICUnBAIOTCSl TIONyYSHUEM 3a-
JTAaHHOH CTPYKTYphl U CBOWMCTB METal1a KOHCTPYKLUHU
(onpenenstoTcs BEIUYUHON 30HBI CIUIABICHUS MEXKIY
CJIOSIMH, CKOPOCTBIO HAarpeBa M OXJIaXKICHUS MeTasla,
BpEMEHEM TMpeOBIBAaHUS METaUla B PacIUIaBICHHOM
coctossHnu ® 1p.). [locrostHHBNA TOmorpeB (opmu-
pyeMoro u3Jenus NpU HAJIOKEHHU CJIOEB MOXKET 3a-
TPYZIHATH TONy4YeHHE HEOOXOIMMBIX pPa3MEepoB Ha-
IUTaBISIEMBIX CIIOEB M JKEIATE€IbHON CTPYKTYpBI HOIY-
4aeMoro MeTasuia.

[Iupoxue BO3MOXKHOCTH AJIS PEIICHUs Iepeync-
JICHHBIX 3a/1a4 MPEJOCTaBIAI0T TEXHOJIOIHU HAIIABKU
C UCHONB30BaHUEM KOHLEHTPHUPOBAHHBIX MCTOYHUKOB
sHepruu [4-7]. B HacTosiee Bpems JenaimTcs yc-
HEIIHbIE TONBITKUA HCIOJIb30BaHUS JIa3epHON MOPOII-
KOBOW HAIUIaBKU JJISl M3TOTOBJICHUS OTBETCTBEHHBIX
KOHCTPYKLMH W3 pa3inyHbIX MaTepuaioB. Hapsmy c
HEOCHOPUMBIMHM IPEUMYIIECTBAMH JIa3epHbIE afu-
TUBHBIE TEXHOJOTMHM HMMEIOT PAJ CYHIECTBEHHBIX He-
nocrarkos: Hu3kui KIIJI mponecca, octaTtoyHas mo-
PHCTOCTh NpH 00pabOTKE aKTUBHBIX MaTEpPHAIOB M
CIJIaBOB, BBICOKHE TpeOOBaHMS K IHUCHEPCHOCTH II0-
poIIKa, BEICOKas cTouMocTs obopynosanus [7]. IIpo-
H3BOIUTEIIEHOCTh (POPMUPOBAHUS JCTATICH U3 MOPOIII-
KOBBIX MaTe€pHallOB B CYIIECTBYIOUIMX aJAUTHBHBIX
TEXHOJIOTUSX OCTAeTCs KpallHe HH3KOH, YTO CTaBUT
moJJ COMHCHUEC NEPCIICKTUBBLI MPUMCEHCHUA JOTUX TCX-
HOJIOTHI JJIs1 NIPOM3BOJICTBA KPYNHOT'aOapUTHBIX H3-
eI,

OO6uwMu pobirieMaMy aJIUNTHBHBIX TEXHOJIOTHI
SIBJSIFOTCSL 00ecreueHne HaJuIeKalleil MUKPOCTPYKTY-
pPBI CHHTE3UPOBAaHHOTO MaTepuana U yCTpaHEHUe Je-

! Standard terminology for additive manufacturing
technologies. ASTM Int 2013. F2792-12a.
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¢dextHocTH. B pane nccnenosanmii [8—10] mokasaHo,
YTO MOPUCTOCTh 3aBUCHT KaK OT HAIUIABISEMOTO Ma-
TepUaNa, TaKk U OT MapaMETPOB pPEKMMa HAIUIABKH.
Hanpumep, ams aTfOMHHUCBBIX CIDIABOB IOPUCTOCTH
MOXET Hocturath 15 %, st THTAHOBBIX CILIABOB — IO
2 %, Toraa kak qid ctaigeir — mernee 0,2 %.

Hcnonp3oBaHue MpUCaTIOYHON MPOBOJIOKH B Ka-
yecTBe pabodero MaTepHaia mo3BoJisieT H30aBUTHCA OT
npo6neM, CBSI3aHHBIX C HU3KOH MPpOU3BOAUTCIIBLHO-
CTBIO CYIIECTBYIOIIUX METOJIOB, BEICOKOH CTOMMOCTEIO
MPUMEHSEMOT0  000pYIOBaHUS, OTPAaHHYCHHOCTEHIO
THUIIOB TPUMEHSIEMBIX MaTepHalioB, O00YyCIOBICHHOU
HCIIOJIB30BAHUEM TMOPOIIKOBBIX CHUCTEM. B kauectBe
JIOTIOTHUTEIBHOTO TPEUMYIIECTBA MOXXHO OTMETHTH,
YTO MPHUCAZOYHAS IPOBOJIOKA FMEET 3HAYHTEIIEHO
MCHBUIYIO YACJIBbHYIO IJIONUIa/lb MOBEPXHOCTHU, YEM I10-
POIIIKOBBIC MaTEpUANbl, 1 MEHEe CKJIOHHA K OKHCIIe-
HUIO W TIOTJIOMICHUIO BIIATH WJIM 3arps3HSIONINX Be-
IIECTB. BaxxHbIM sIBIISIETCS JOCTYITHOCTh BECbMa MINU-
POKOTO CIIEKTpa MPOBOJIOK TI0 COCTaBY: YIIICPOAUCTHIC
W JICTHPOBaHHBIC CTANIH, CIUIABBI IIBETHBIX METAJUIOB,
CTOMMOCTh KOTOPBIX CYIIECTBEHHO HIDKE, Ye€M CTOH-
MOCTbH B IOPOIIKOBOM COCTOSIHHU.

Hambornpuree mpuMeHeHHE MPHU HUCHOIH30BAHUU
MPOBOJIOK B KAa4eCTBE MPHUCATOYHBIX MaTEpHAJIOB Ha-
xonaT ayrosele TexHonorun. CMT-mpouecc mpume-
HUTEIHHO K aJINTUBHBIM TEXHOJIOTHAM UMEET PsI He-
ocropuMbIx npeumymiects [11, 12]. CMT — 310 Mo-
JU(QUIMPOBAaHHBIH BapUaHT CBAapKH  IUIABSLIMMCS
9JIEKTPOJOM B 3allIUTHOM Ta3e, OCHOBAHHBIN Ha MeXa-
HU3ME YIPaBIEEMOTO PEXUMa IepeJadyd MeTaia B
CBapOYHYIO BaHHY 3a CYET HCIIOJIB30BAHUS HMMITYJIHC-
HOTO TOKa W BO3BPATHO-IIOCTYHNATCIBHOI'O0 ABUIKCHHUSA
mpoBoyiokn. CrcTemMa 0OOpaTHOW IMONAYH TMPOBOJIOKH
CHHXPOHHM3HPOBAHA C BHICOKOCKOPOCTHBIM IH(POBBIM
yIpaBleHUEM, KOTOpOE ONpeeNnsieT AIUHY OyTH, KO-
POTKYIO 3aMBIKaIONIyIo a3y u Teronepenady B 30Hy
cBapku. CienryeT OTMETUTbh, YTO BKIIOYCHHE TBUTATE-
7Sl IPUBOJHOTO YCTPOHCTBA OCHOBAHO HA ONTHMH3HU-
POBaHHBIX XapaKTEpUCTUKAX Iy, a HE Ha IpEaompe-
JIENIEHHBIX BpEMEHU Wiu ckopocTH [11]. DtoT mponecc
obecrieunBaeT OTCYTCTBHE Pa3OpHI3THBAHUS METallIa,
CTa0WIBHOCTh (DOPMHMPOBAHUS IBA, MHHHUMAIBHYIO
TEIUTonepeady B 30HY OOpaOOTKM W MOXKET HaWTH
MPUMEHEHHE IIPH HM3TOTOBJICHUH 3arOTOBOK W3 pas-
JIMYHBIX METAJIJIOB.

Opnako CMT-mporiecc mMeeT CBOM HEHOCTAT-
KH: CpPaBHUTEIHHO  HH3Kasg MPOW3BOJAUTEIHHOCTH
W3-3a KCIOJH30BAHUSA IPOBOJIOKH MAJbIX JIHMAMETPOB,
HAIAYAE BHYTPeHHEH ae(eKTHOCTH (ITOpBI, BKITIO-
YCHHS).

Hcmonb30Banne MmIa3MEHHON HaIUTaBKU obecrie-
YUBAET PsJl HNPEUMYLIECTB KaK C TEXHOJOTMYECKOH,
Tak U ¢ dKOHOMHUYecKOod Touku 3peHus [13]. K Hum
MOJKHO OTHECTH BBICOKYIO TPOW3BOAMTEIBEHOCTH, pe-
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TYJIHPOBaHUE B IIHPOKUX TIpeleNax TeIuIonepeIadyn
B OCHOBHOW W HalulaBJIsieMbIil MaTepuai W, KaK clel-
CTBHE, YIpaBlieHHE TIIyOMHOM M IIMPUHOHN NPOIUIaB-
JICHUs], CTPYKTYpOH, COCTaBOM M CBOMCTBaMH (HOpMH-
pyeMmoro matepuana. B kauecTBe MpUCagoYHOTO MaTe-
pHaga MOXeT MCIOJIb30BAThCS MPOBOJIOKA, MOPOLIKU
M X KOMOMHAIUH.

Kpome Toro, cpaBHHTENbHAs MPOCTOTA U HEBBI-
COKasi CTOMMOCTh 000pYAOBaHUs IS TUIA3MEHHOW Ha-
IUIABKU JIOJDKHBI BBI3BATh MHTEPEC NPOU3BOJICTBCHHU-
KOB K MCIIONB30BaHMIO. [Ia3MeHHas HaljIaBKka TOKOM
00paTHOW TONAPHOCTH OOECIeYnBaeT XOpOoIlIee CMa-
YHBAaHUE U pacTeKaHHe XKMIKOTO0 MeTayjia NP MHUHU-
MaJIbHOM HarpeBe IMOBEPXHOCTH M OYHCTKY ITOBEPXHO-
CTH TPEABIIYIIEro CIO0S OT 3arps3HeHHUH 3a CUeT d¢-
¢dexta  KaromHoro  pacmbuieHus. [Ipy  aToMm
obecrieunBaeTcsl MOJlyYeHNE CIOUCTHIX MaTepualioB C
OIIaronpusATHON CTPYKTYpoi 0e3 BHYTpEeHHHX Iedex-
TOB [14]. II1a3MeHHbIE HAIIaBOYHBIC TEXHOJOTHUHU T10-
3BOJISIIOT MOJIydYaTh MaTepualbl C IPaJUeHTHBIMU Xa-
PaKTepUCTHKAMU.

[lepcriekTHBHBIM [UIS aJANTHUBHBIX TEXHOJIOTHH
SIBIIACTCS THOPUIHBIN CIIOCOO IUIa3MEHHOW HAIIaBKU
IUTaBAIIMMCSL 37ekTpogoM [15, 16]. [danHBN cmocod
OTIIMYACTCS OT HAIUIaBKU IDIABSIIMCS DJIEKTPOIIOM
TEM, YTO OKpY’Karolas JIEeKTPo] aTMmocdepa siBIseTCs
TOPSTYMM HMOHW3UPOBAHHBIM Ta30M — IIa3MOW. DJeK-
TPUYECKUHA TOK C TUIABAIIETOCS AJIEKTPOAA B TAKHUX YC-
JIOBUSIX TIEPECTAaeT 3aBHCETh TOJBKO OT COOCTBEHHOTO
JIyTOBOTO paspsiia. JTO 00ecre4yrnBaeT CaMOIpOu3-
BOJIHOE HAyallo paspsija, MOBBIIICHHYIO CTaOMIIb-
HOCTh W JIYYIIHHA KOHTPOJIH HaJll IIEPEHOCOM MeTailia
[17-19].

HannaBka ¢ ucnons3oBaHMEM MEJHOTO comja B
Ka4yecTBE HEIUIABSIIETOCs KOJNBIEBOIO aHOJa IUa3-
MEHHOU Jyry, 10 OCH KOTOPOIO IOAAETCS IUIABSIIUN-
Cs1 DIIEKTPOJI, 00ecIednBaeT BKIIOYEHUE Tpolecca 0e3
HCTIOTH30BaHUS BEICOKOBOJIBTHOTO BBICOKOYACTOTHOTO
paspsima, 4To BaXHO il paboThl Ha 00OpYyIOBaHUHU
C IpOrpaMMHBIM yIpaBieHueM [20].

Komnb1ieBoii aHon BEIIEp)KUBAET OOJNBIINE TOKO-
BBl HArpy3KH C)KaTod ayru mpu pabore Ha oOpart-
HOW moysipHOCTH Toka. CToNO C)xkaToi AyrW OTIHYa-
€TCsl BBICOKOH MPOCTPAaHCTBEHHOW YCTOMYUBOCTBIO,
9TO0 OOBACHAETCS B3aMMOACUCTBHEM DIIEKTpOMar-
HUTHBIX IOJIEH CKATOW IyTH U IUIABSILErocs 3JIEKTPO-
nma. Cxkaras ayra ¥ Jayra C IDIaBsIIErocst 3JeKTpona
paboTalOT Ha TOCTOSHHOM TOKE OOpaTHOM MOJIsIp-
HOCTH.

[Tna3zmeHHast HaIUIaBKa IUIABSIIIUMCS 3JIEKTPO-
JIOM OTJIMYAeTCs IIMPOKHM JHUANa30HOM pEryJIHpOBa-
HUS MapaMeTpoB pekuma. TOk ¢ IuraBsmierocs >JeK-
TPOJa MOXKET U3MEHAThCS OT 0 O HECKOIBKUX COTEH
ammep, MPOM3BOIUTEIHHOCTh HAIDIABKH IIPH 3TOM
HaxogauTcs B mpenenax oT 0,3 go 35 kr/4. Ilepenoc

MeTajula B 3aBUCHMOCTH OT COOTHOIICHUS TOKOB
C IUIABSILErocsl 3JEeKTpoja MU CHKAaTOM AYyTH MOXKET
OBITh  KPYITHOKANENbHBIM, MEJKOKANEIbHBIM  HIIN
CTPYHHBIM.

Wznenns w3 HEpKaBEIOIIUX XPOMOHHUKEICBBIX
cranen HaxXoJAT IHUPOKOE IMPUMEHCHUC B CaMbIX pas-
JWYHBIX OTpacisiX MPOMBIIUIEHHOCTH. B nmanHol pa-
00Te TpencTaBieHBI PE3yNbTaThl aJAUTHBHOTO (op-
MHpOBaHMs 3aroToBok u3 ctainu 04X19H9 u dopmu-
pOBaHMS CTPYKTYpPBHI M CBOMCTB HpH HCIIOJIb30BAHUU
nocioiiHoit CMT-HammaBku, IUIA3MEHHOM HAIUIaBKHA
TOKOM OOpaTHOW MOJSPHOCTH M IIa3MEHHOW HaIUIaB-
KU TUIaBAIUMCSA JJICKTPOIOM.

B kadecTBe MCXOAHOrO Marepualia MUCIIOIb30Ba-
Ha mposoioka CBO4X19H9 nmamerpom 1,2 mm. Ha-
mwiaBka CMT-cmocoboMm mpousBoamiIack Ha 000py-
nmoaauu TPS 5000 CMT ¢ 61rokoM mmogadu mpoBoOJIO-
ku VR 7000-CMT Wire feeder ¢pupmer FRONIUS.
[Tpon3BOAUTENBHOCTh HAMIaBKH cocTaBisuia 1,5 kr/4.
[TnazmeHHast HamIaBKa TOKOM OOpaTHOM MONSPHOCTH
W THOpUIHAs TUIa3MEHHAs HalUlaBKa IUIaBAIIAMCS
3JIEKTPOJOM BBINOIHIINCH C UCIIOIb30BAaHUEM 000pY-
JoBaHUs, paspaboranHoro B IlepMckoM HalMoOHalb-
HOM HCCIIEZOBATEIbCKOM MOJIUTEXHUYECKOM YHH-
Bepcutere. [Ipon3BOIUTENBHOCTh IUIA3MEHHOM Ha-
IUIaBKM TOKOM OOpaTHOM MOJSIPHOCTH COCTaBIIsIa
3,5 xr/4, rubpunHoil HamaBku — 6 kr/4. [Ipu CMT-
HaIlIaBKe IMPUHA JOPOXKKH OJHOTO MPOXOZA COCTaB-
JsU1a 5 MM, TIpH TUTa3MEHHOHN HaIIaBKe TOKOM 00paT-
HOH MOJSIPHOCTH — 14 MM, ITpy THOPHUIHOM HarIaBKe —
12 Mm.

W3 HammaBiIeHHBIX 3aroTOBOK (hpe3epoBaHUEM
ObUTH M3roTOBIIEHBI 00pasisl ceueHneM 20x20 MM u
mHOoK 150 MMm. [ToTepu Ha MexaHHUYECKYIO0 00paboT-
Ky 3aroToBOK, noiydeHHelx CMT-HamuiaBkoi, cocra-
B 7 %, TUTa3MEHHON HAIUTaBKOH TOKOM OOpaTHOM
nosisipHOCTH — 18 %, Tubpuanoit HammaBkot — 10 %.
Bouto usrorosneno mo 4 obpasua it KaKA0ro Bapu-
aHTa HaruaBku. [lomoBuHA 00pa3OB MPONUIA TEPMH-
yecKyto 00pabotky (3akanky ot 7' = 1050 °C) mus
CpaBHEHMsI MEXaHUYECKUX XapaKTePUCTHUK.

HccnenoBanne Makpo- U MHKPOCTPYKTYpPHI IIO-
Ka3ajo clexyrolee: Mmarepuan, nomydeHHelii CMT-
HATUIaBKOM MMEeT OCTaTOYHYI0 MOPUCTOCTh (puc. 1, a),
00BpeM mopucTocTd coctaBisieT 1,5 %. Pasmep mop ot
12 no 82 mxm. Marepuan oOpasna, MOTydeHHBIH
MJJa3MEHHOM HaIUIaBKOM, MJIOTHBIN, MOPUCTOCTh U HE-
METAJUTMYECKHE BKIIOYCHHS OTCYTCTBYIOT (puc. 1, 0).
Matepuan, NOIY4YEHHBIH TIJIa3MEHHOH HAIIaBKOM
TUTaBALIUMCS 3JIEKTPOJIOM, UMEET OCTaTOYHYIO ITOPHUC-
ToCTh (puc. 1, ), 00bEM TMOPHUCTOCTH COCTaBISET
0,75 %. Pa3zmep mop ot 10 1o 54 MKM.

MakpocTpykTypa Marepuana oOpa3lioB Xapak-
TepHa Ul HM3TOTOBJICHUS METOJIOM IIOCIOMHOW Ha-
naaBkH (puc. 2).
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Puc. 1. ITopuctocTh U HEMeTaUIMYECKUE BKJIIOYECHUS B HalIaBjaeHHOM Metaiie, X200; a — CMT-namnnaBka;
6 — ITa3MEHHas HAaIUTaBKa TOKOM OOpaTHOW MOJIIPHOCTH; ¢ — TUIAa3MECHHAS HATUIABKA IDTABSIIIMMCS JIEKTPOIOM

8

Puc. 2. MakpocTpykTypa HamtaBJIeHHOro Matepuana; ¢ — CMT-HariaBka; 6 — IIa3MeHHas HaIUIaBKa;
6 — IUIa3MEHHAasl HAIlJIaBKa IUIABSLIMMCS SIIEKTPOAOM

MakpocTpyKTypa MaTepHajoB CIOHCTast, JCHI-
PUTHOTO CTPOCHUSI, C NEPEKPHITUEM COCEIHHX JIOPO-
JKeK. JIeHOpUTBl OpHEHTHPOBAHbI B HAIIPABJICHUH TETl-
JIOOTBOJA, COOTBETCTBYIOIIETO HAIpPABJICHUIO BBIpa-
IMMBaHMA oOpasia.

MuxkpocTpyKTypHBIE HccienoBanus (puc. 3, 4)
MoKazanu OJIM3KOEe M0 CTPYKType CTPOSHHE Marepua-
70B, momydeHHbIX CMT-HamaBko#, Ira3MeHHON Ha-
IUIABKOM W IIJIA3MEHHOW HAIUIAaBKOM IUIABSIILIUMCS
anekTpogoM. CTpyKTypa ayCTCHUTHAs C BBIACICHHBIM
nenbra-peppuroM. Conepkanue ¢epputa 3,5-5,0 %.
IIpruem BepxaHE ciaou (CM. pHC. 3) KPUCTAIUIH3YIOTCS
no ¢epputHo-aycreHutHOMY (DA) MEXaHU3MY C JICH-
nputHOi Mopdomnorueit deppura [17]. Ectb HexoTo-
pBI€ OTIMYHS B TUCTICPCHOCTH.

B nenrtpansHO# wactu cioeB (cM. puc. 4) Ha-
TUIaBKU HaONI0JIaeTcs CTPOCHUE, XapaKTepHOe JUIs ay-
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cteHuTHO-pepputHor (AD) kpucrammm3anuu [18] BeI-
TAHYTBIX neHaputoB. KonudectBo deppura He mpe-
Beimaer 1,5 %, nabmromaercs HEOONIBIIOE KOJTHYECTBO
kapOunoB. CTpyKTypa MeTajuia, MMONy4eHHOTO IiIa3-
MEHHOM HaIUIaBKOH, 3aMETHO OTJINYAETCSI CTPOECHUEM
(beppuTHOIi ceTKH.

Pe3ynbTaThl MEXaHWUYECKUX HUCIBITAHUI MpUBE-
JeHbl B Tabnmre. s cpaBHEHHS NPHBEIECHBI CBOMCT-
Ba craneir 12X18H9 u 04X18H10 B medopmupoBan-
HOM COCTOSIHUH (TIPYTOK).

MexaHu4eckrue XapaKTEPUCTHKH MAaTepHaloB,
TIOJIy4EHHBIX HAIUIaBKOM, COM3MEPUMBI CO CBOMCTBAMU
craneit 12X18H9 u 04X18H10 B nedopmupoBaHHOM
coctosiHuM. IlnasmMeHHas HamjgaBKa TIUIABSLIMMCS
QMIEKTPOZOM O00eCIeunBaeT TONXy4YeHHE OOJBIIETo
mpefesia TeKy4eCTH IMPH COXPaHCHWH IUIACTHYHOCTH
(cM. TabnuIy).
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Puc. 3. MuKpOCTpYKTypa BEpXHETO CIIOA HaIUIaBICHHBIX MaTtepuanos, X300: a — CMT-HannaBka;
0 — TUIa3MEHHAs HAIUIABKA; 6 — IUIa3MEHHasl HAIUIaBKa IUIABSIIUMCS 3IEKTPOJIOM

R LG VA
‘}}'\/ i ’;fpy /

P DY
>

‘

3

Lo IR

Puc. 4. MUKpOCTpYKTypa CpeJHHX CIIOCB HaIUIaBICHHBIX MaTepraioB, X300: a — CMT-HamtaBka;
0 — IIa3MEeHHas HAaIUIaBKa; 6 — IJIa3MEHHAsl HAIlIaBKa IUIaBSIIAMCS JIEKTPOIOM

MexaHnueckne CBOMCTBA HAIJIaBICHHBIX MaTEPUAIOB

Marepuan obpasua O, Krc/Mm? G0.2, Kre/mm? S, % 0, %
0e3 TepMo0OPabOTKH 52,8 27,2 56,0 69,5
CMT-namnaska cramu 04X19H9 HocIte Te 6pab
pMO0OPabOTKH
(zakanka 7 = 1050 °C) 515 28,0 326 71,0
0e3 TepMo0OPabOTKH 55,2 32,6 53,6 72,5
[Tna3mennas HarutaBka cranmu 04X19H9 Hocie Te 6pab
pPMO0OPabOTKH
(saxanxa T'= 1050 °C) 55,5 30,0 49,6 74,0
0e3 TepMo0OPabOTKHI 56,6 36,5 42,0 772,0
[Tna3meHHas HarIaBKa IUIABSIIUMCS Py
anextponaoM cranu 04X19H9 HocIC TCpMOOOPAOOTKH
(saxanxa T'= 1050 °C) 55,7 34,0 43,0 772,6
Crans 12X18H9 B nedpopmupoBanrOM TepMo0OpaboTKa
cocrostau (pytok, [OCT 5949-75) | (3akanka 7 = 1050...1100 °C) 250 220 245 235
Crans 04X18H10 B redopmMupoBaHHOM TepMooOpaboTka ~45 ~16 =40 55
cocrosianu (npytok, [OCT 5949-75) | (3akanka 7 = 1020...1100 °C) - - - -
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BoiBoabI

UcnonezoBanmne CMT-HamiaBky, IUIa3MEHHON
HAIJIaBKH TOKOM OOpPaTHOH MOJSIPHOCTH U IIIa3MEH-
HOW HAaNJIaBKU IJIABSIIUMCS 3MEKTPOAOM Ul aiju-
TUBHOTO TMPOU3BOACTBA 3aroToBok u3 cranu 04X19H9
obecrieunBaeT IMOMYdYEHHE CTPYKTYPbl U MEXaHHUe-
CKHX XapaKTepHCTUK, OMM3KUX K CBOIICTBaM Marepua-
J1a, TIOJTyYEHHOTO TPAJUIIHOHHBIMI CTTIOCOOaMH.

CMT-HanmaBka 00ecHednBaeT IIOBBIIICHHYIO
TOYHOCTD 3arOTOBOK C MUHUMAJIbHBIMU MTOTEPSIMHU ME-
TaJUla Ha MEXaHWUYECKylo 00pabOTKy, HO HalljIaBJIcH-
HBII METaUT COAEPXHUT OCTAaTOYHYIO ITOPHCTOCTH H
HEMETAITNUECKHUE BKJIIOYCHHUSL.

[Ina3menHasi HamiaBka 00eCHEeYMBaeT MOJyue-
HHE TUIOTHOTO MeTaiuta 0e3 BHYTpPEHHHX IE(EKTOB C
BBICOKOM TIPOM3BOANTENHHOCTRIO. IIpu 3TOM 0bectre-
YUBAETCSl TOBBIIICHUE IIpejesia TeKy4yecTH HarllaB-
JICHHOTO MeTaJlla MpH BBICOKUX MOKa3aTesIxX Iula-
CTHYHOCTH. TOYHOCTH 3arOTOBOK, IOJIyYEHHBIX IIIa3-
MEHHOW HarIaBKoi, Huxe, yeM npu CMT-HamnaBke.

IIna3mMenHas HarjiaBKa IUIaBAIIMUMCS  3JIEKTPO-
JIoM o0ecreunBaeT MaKCHMAaJbHYI0 IPON3BOIUTEIb-
HOCTh TIpOIECCa, BBICOKYIO TOYHOCTH 3arOTOBOK, MH-
HUMAaJIbHOE HaJIMYHME HEMETANIMYCCKUX BKIIOUCHHUN U
HEeOOJIBIIYI0 OCTaTOYHYIO IOPUCTOCTb.

Paboma evinoarnena npu noodepoicke Munu-
cmepcmea obpazoeanusi u Hayku Ilepmckoeo kpasi 6
pamxax coenawenus C-26/795 om 21.12.2017, epan-
ma POOH -18-08-01016 u @onda codeticmeusi uHHO-
8ayUsIM.
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