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HH®POPMALUA O CTATHE AHHOTALNUA

VIK 621.791.1:620.184:620.178.152 BBenenne. B coBpeMeHHON IPOMBINUICHHON U HayYHO-TEXHUUECKOH cepe mpodiieMa co3naHus AeTaneld u3
Pa3INYHBIX METAJUIOB U CIUIABOB aIJUTHBHBIMH METOAAMHU SBIISIETCS OJHOW M3 HamOoliee OCTPBIX H TPEOYIOIIHX
CBOEBPEMEHHOT0 peleHus. CBS3aHO JTO IMPEXKAE BCETO ¢ HEOOXOAMMOCTBIO MONYUCHHs KPYHMHOTaOapHTHBIX
Jerajneil cIokKHOH (GOPMBI ¢ BBICOKOI IMPOU3BOAUTENBHOCTBIO M KaK MOXKHO C MEHBIINM KOJIMYECTBOM OTXOJOB.
OpuuM U3 Hamboee NMPUMEHHMBIX aJUTUBHBIX METOZOB JUIS ()OPMUPOBAHHS H3MCIHIl SBISIETCS SIEKTPOHHO-
JTydeBasl MPOBOJIOUHAST TexXHOJOrHs. C IPHMEHEHHEM IPOBOJIOYHOIO (pMIIaMEHTa U DJICKTPOHHOTO JTyda [JIst
IUIAaBJICHHSI B 30HE IEYaTH BO3MOXKHO MOJyYeHHE JeTaleil ¢ BBHICOKOH MPOU3BOAUTEILHOCTHIO W HMPHEMIEMBIMH
[I0Ka3aTeJIsIMU TIOTy4aeMON CTPYKTYphl M MEXaHMYECKUX CBOMCTB. OHAKO HA HACTOSIIEe BPeMs HEIOCTaTOUHO
[IPeJCTAaBICHEl B JIMTEPAType B3aHMOCBS3U IOJYYaeMOI CTPYKTYpHl M MEXaHHYECKHX CBOWMCTB OT IapaMeTpoB
mporecca aJIUTHBHOTO JIEKTPOHHO-IYIEBOTO IPOM3BOACTBA. B CBSI3H ¢ 3THM Le/IbI0 JAHHOMH PadOThI SIBISETCS
[IPOBEJCHHE aHalIM3a BIMSAHUS TEXHOJOTMYECKUX IIapaMeTpoB IpoIecca aJAUTUBHOTO BIEKTPOHHO-TyYeBOTO
npousBoAcTBa Ha (GopmupoBanne mamenuit u3 cramu 12X18HIT. PesyabraThl m obcyxiaenue. B kauectse
BapbUPYEMBIX IIAPAMETPOB HCIIONB30BAIN TOK IEKTPOHHOIO ITydKa, JIMHEHHYIO CKOPOCTh NeYaTd H KO3(PUINEHT
[0/la4y MIPOBOJIOKH, a 33 IapaMeTp ONTUMHU3ALHU OBUI MPUHAT IPeAell IMPOYHOCTU. YCTAHOBJICHBI ONTHMAIbHBIE
rapaMeTpsl TOKa IeKTPoHHOro mydka (40 MA), ckopoctu HammaBka (180 mMm/mMuH) n koddduIEeHTa HTOTAYH
nposonoku (1,3) mpu mocrossHHOM yckopsiromeMm HanpspkeHuu (30 kB), xoTopble mo3BONSIIOT chopMHpPOBAaTH
u3zenye B IenoM Oe3 aedekToB M Oe3 OIuIaBIeHUS paHee CHOPMUPOBAHHBEIX CJIOEB C IIPENESNIOM IPOYHOCTH
583 MIla. Iloka3aHO, YTO HCIIONB30BaHME HAMOONBIIMX 3HAUCHHH CKOpocTH HarraBku (320 MM/MHH) H
xoddpuIrenTa noxaun NpoBoaokH (1,3) mpu BapbUPOBAHHU TOKA IEKTPOHHOTO ITyYKa HE II03BOJIIOT OCYIIECTBHTD
nporecc (opMHpOBaHUS O00pas[oOB. YCTAaHOBJICHO, YTO IPH IIapaMeTpax Ipolecca dIeKTPOHHO-Ty4eBOTO
AJUINTUBHOTO IIPOHM3BOJCTBA, OOECHEeUNBAIONINX (OPMUPOBAHME U3JEIHS B IEJIOM, IIOIydaeMble B MaTephazax
CTPYKTYpBI 00ECIIEUNBAIOT MEXaHHISCKUE CBOHCTBA B Ipezenax 558...595 MIla.
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Juis uuTupoBaHusi: BimsHMe napameTpoB Ipolecca 3JEKTPOHHO-TyYEeBOTO aJAMTUBHOTO IMPOM3BOACTBA HA CTPYKTYpYy M CBOWCTBA
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(Texnonorus, odopynoBanue, vHCTpyMeHTbl). — 2020. — T. 22, Ne 2. — C. 63-75. — DOI: 10.17212/1994-6309-2020-22.2-63-75.

BBenenue MOPCKOW TEXHUKH U METAJLUIyPru4eCKON IIPOMBIILI-
JIEHHOCTU. AJITUTHBHBIC TEXHOJOTHH TO3BOJSIOT
(dbopMupOBaTH U3ENHS C MUHUMATHHON (PMHHIITHOM
00paboTKO# mocie meyaru U SKOHOMHUEH HCXOIHO-

I'0 ChIpb, UTO HanoOoIee AKTyaJIbHO C TOYKH 3pCHUA

B Hacrosimee BpemMsi B HayqHO-HCCIICOBATEIb-
CKOW JIUTepaType mpodiemMa aJTMTUBHOTO IPOU3-
BOJICTBA TpejcTaBieHa Haubonee mupoko [1-16].

DTO CBS3aHO MPEXKIE BCET0 C HHTEPECOM K OTpaCIn
CO CTOpPOHBI MPOMBIIIJIEHHBIX NPEANPUITANA aBHA-
[IMOHHOW U PaKETHO-KOCMHYECKOU C(ephl, a TakKe

*Alpec ISl epenucKu

3vikosa Anna Ilemposna, K.¢.-M.H., BeLYIHil HHKECHED
Mucrutyt Gpusuku npoynoctu u Marepuaiosenaenus CO PAH
np. AkaseMudeckuii 2/4,

634055, . Tomck, Poccust

Teu.: 8-923-448-20-00, e-mail: zykovaap@mail.ru

IIPOM3BOACTBA AETAJIEH U3 JOPOTOCTOSIIUX MaTEPU-
aJIOB, a TAK)KE KPYMHOTa0apUTHBIX U3/IeNUil B BUIE
KOPITyCOB, OaKOB, BTYJIOK.

AJIUTUBHBIE TEXHOJIOTUH MO3BOJISIFOT U3rOTaB-
JIMBaTh JeTalv U3 ctaiu [2, 6-8, 13], Mmeau co cTa-
nbto [12], TuTaHOBBIX criiaBoB [4, 8, 10, 15, 16] u
Ip. B 0CHOBHOM U151 TPOU3BOACTBA AETAIEH U3 pa3-
JIMYHBIX METAJUIOB U CIIJIaBOB UCMOJIb3YIOTCS TEXHO-
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JIOTUM, OCHOBAaHHBIE HA CEJIEKTUBHOM CIUIABJICHUU
WM CIIEKaHUU MOPOIIKOBOIrO mMarepuaina. B HacTo-
sA1ee BpeMs sl MPOU3BOJICTBA U3/EINi HabupaeT
aKTyaJbHOCTh NMPUMEHEHHE TEXHOJOTUH aJJUTHUB-
HOTO 3JIEKTPOHHO-JIy4€BOI0 MPOBOJIOYHOIO MPOMU3-
BojICTBA [2, 6, 7, 12, 14, 15]. IIpoBosIOUHbIE TEXHO-
JIOTUU aJJIUTUBHOTO IPOU3BOJICTBA MUMEIOT Oojee
BBICOKYIO IIPOM3BOAUTEIBHOCTh, YEM TEXHOJIOTHUH,
OCHOBAHHBIE Ha IOCIOMHOM CIUIABJIEHWH IMOPOII-
KOBOro Marepuasia. Kpome toro, npuMeHeHune npo-
BOJIOYHBIX (PUITAMEHTOB OOYCIIOBIMBAET MEHBIIYIO
CTOMMOCTB MCXOJIHOTO CBIPbsSl TI0 CPaBHEHHUIO C T10-
pOILIKOBBIMU TexHoJorussMu. Hambonee mpowusso-
JTUTENIbHBIMU U3 TMPOBOJOYHBIX TEXHOJOTHH SIBIIS-
IOTCS METOJUKH, OCHOBAHHbBIE HA AJIEKTPOTYTOBOM
crnoco0e pacIulaBlieHusi MaTepuana. [eXHOJOruw,
OCHOBAaHHbIE Ha AJIEKTPOHHO-ITy4Y€BOM CII0Cc0o0O€ pac-
IIJIaBJIEHUS IPOBOJIOK B BAKyyMe€, IMO3BOJISIOT MO~
yaTh U3/ENUs C BHICOKOW MPOU3BOIUTEIBHOCTHIO U
BBICOKMMH TTOKa3aTeNsIMU 110 Ka4eCTBY MaTepuaia u
MEXaHU4YECKUM CBOMCTBAM.

CrnenyeT OTMETUTH, YTO B COBPEMEHHOH JHTe-
parype uMeercs HeOOJbIIOe KOIMYECTBO CBEICHUN
M0 BJIMSHHUIO TEXHOJIOTMUYECKHX I[apaMeTpoB Ha
MIPOLIECC HIEKTPOHHO-ITy4YE€BOTO aJJUTUBHOIO IPO-
M3BOJICTBA, BKIIIOYAIOIINX B c€0sl CKOPOCTh MOJAuH,
YCKOpSIIOIee HampshKeHHe, TOK IydYKa U CKOPOCTh
nepeMeInieHusl 30Hbl TIeUaTu BIOJIb oOpasma [17—
20]. Ilpu sTOM BAMSIHHE MapaMETPOB AIEKTPOHHO-
Jy4€BOTO aJJUTUBHOIO IIPOU3BOJICTBA OINPENEISET
3aBHCHMOCTH TEIJIOBOTO BO3/IEUCTBHUS HA MaTepua
B [IPOLIECCE NEYATH.

Hcxons u3 3TOro mesbl0 HacTosIied padoThb
SBJISIETCSL OTIpE/IeTICHUE BIUSHUS TTapaMeTpOB IMPO-
recca MEKTPOHHO-JIIYYEBOTO aJJUTUBHOTO IPOU3-
BOJICTBA Ha (pOpMUPOBAHHME W3JIETUN ayCTCHUTHON
cramu 12X18HIT, ux crpykTypy M MEXaHMUYECKHE
CBOMCTBA.

OBPABOTKA METAJIJIOB

MeTonnka uccie1oBaHum

Jns GopmupoBaHUs H3AETUNA METOAOM DIIEK-
TPOHHO-ITy4€BOT0 aJJUTUBHOTO MPOU3BOACTBA HC-
MONB30BATM (PUIIAMEHT HepIKaBEIOLIe ayCTeHUT-
Hoi ctanu mapku 12X18HI9T muamerpom 1,0 mm.
B kauecTBe TMOANIOKKM HCIIOJNB30BAU  CTajb
12X18HI9T Tonmmuoi 5 MM.

Jl1s ycTaHOBJIEHHSI ONTUMAJIbHBIX TEXHOJIOTHYE-
CKHX MapamMeTpoB IMpoliecca AEKTPOHHO-Ty4EeBOr0
aJITMTUBHOTO TIPOM3BOJICTBA 0Opa3IIbl M3TOTABINBA-
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M B Buje cTeHok (puc. 1). M3roroBnenne cTeHOK
MIPOM3BOAMIN Ha HKCIEPUMEHTAIbHOM 000pya0Ba-
HUU JIJIS SIIEKTPOHHO-TY4€BOr0 aiTUTUBHOTO TOTY-
yeHust B IHCTUTYTE QU3KMKHU POYHOCTH U MaTepu-
anosenenus CO PAH no cxeme, npencTaBieHHON
Ha puc. 1. OOpa3zen B BUje BEpTUKAIbHOU CTEHKH [
(dbopMHpoBancs Ha IMOBEPXHOCTH MOMJIOXKKH U3
cramu 12X18HIT 2, 3apukcupoBaHHOM Ha OXJ1aXk-
JTaeMOM MEIHOM cTojie 3, u3 guiamenta 4 (mpo-
Bosioka auamerpom 1,0 mm u3 cranu 12X18HIT),
pacIuiaBisieMoOro B 30HE I€4aTH AJIEKTPOHHBIM
Jy4OoM 5 OT UCTOYHHUKA 6, POKyCHUpPYyEeMOro cucre-

Puc. 1. Cxema 3D-nieuatt 00pa3noB B popMe «CTEHOK»
METOJIOM JTATUBHOTO AIJIEKTPOHHO-TY4YEBOTO IPOU3-
BOZICTBA:

1 — obpaserr; 2 — mojutoxkKa; 3 — OXJIaKIaeMblil MEITHBIN CTOJ;

4 — dunameHT; 5 — PIEKTPOHHBIN JIy4; 6 — UCTOYHUK JIyya;

7 — cucrema (OKyCHUpPOBKH Jiy4ya; § — BaHHa paciuiaBa; 9 —

comuto; /(0 — Hanpasisitoias Tpyoka; // — nojaroune pouKHy;

12 — momumnauky; 13 — 6apaban; /4 — 3kpan; /5 — 0oOpasibl

JUIl MEXAaHWYECKHUX HUCIBITaHUH; /6 — Mojaua OXJIaxaarouien
JKUJIKOCTHU JJIS CTOJIa

Fig. 1. Scheme of 3D-printing wall-shaped samples by
additive electron beam manufacturing:

1 —sample; 2 — substrate; 3 — cooled copper table; 4 — filament;
5 —electron beam; 6 — beam source; 7 —beam focusing system;
8 — molten pool; 9 — nozzle; /0 — guide tube; /1 — feed rollers;
12 — bearings; 13 — revolver; /4 — screen; /5 — samples for
mechanical testing; /6 — table coolant supply



MATERIAL SCIENCE

MO (POKYyCHPOBKHM 7 Ha 30HY BaHHBI paciiaBa §.
duilaMeHT MOJAaeTCd 4Yepe3 CoIio 9, B KOTOpOe
HaIpaBIsgeTCs TPyOKoil /() CUCTEMOW POITMKOBOTO
nogaTyuka //, yCTAaHOBIECHHOW Ha MOAIIMITHUKO-
BBIX omopax /2 u3 Oapabana /3, 3aKpBITOrO MpH
3JIEKTPOHHO-TTYy4Y€BOU nedaru 3kpanom /4. Ilocie
Me4aTy U3 3KCIepUMEHTaIbHBIX 00pa3L0B BeIpe3a-
JUCh 00pa3lbl B BUJIE «JIOMATOK» ISl MEXaHHUYe-
CKUX UCHBITAaHHI Ha pacTsikeHue /5. B mpouecce
Me4aTy MOBEPXHOCTh MEHOTO CTOJIa OXJIaXKAAEeTCs
yTeM MPOMYCKaHUs KUJIKOCTU Yepe3 OXJIaxaaro-
Iye KaHaibl /6.

[TonGop mapameTpoB mpoliecca 3IEKTPOHHO-
Jy4eBOTO aIUTUBHOTO MPOU3BOACTBA POBOIUIU
C LEJBIO OMpeeIeHUs KOHTPOIUPYEMbIX Mapame-
TPOB Ipollecca U ONTUMHU3ALUM ITUX MapaMeTPOB
IUsi obecrieueHus TOTyUYeHHs] CTEHOK C OJHOW W3
3aJlaHHBIX XapaKTEePUCTHK (mapameTpa ONTHMHU3A-
nuu). B HacrosmeM ucclieoBaHUHU 3a mapameTp
ONTUMH3ALMK ObUT TPUHSIT TMpeaesa MPOYHOCTH
(c,). B KauecTBe BapbUpPyEMBIX NMapaMETPOB HC-
TOJIb30BAJIM: TOK OJEKTPOHHOrO mydka ([, A),
JIMHENHYIO CKOPOCTh Tedatu (V,, MM/MHUH) M KO-
3 PuUMEeHT mogaun MPOBOIOKHU (knp). Koaduru-
€HT IMOJa4u IPOBOJIOKH (knp) SIBJIIETCA aHAJIOTOM
CKOPOCTH OJIauu (pUIIaMEHTa (Vnp) U PacCYUThIBA-
€TCs UCXOI U3 TEOMETPUUYECKHUX pa3mMepoB (op-
MHUPYEMOTO CJIOSi CTEHOK U AuameTpa (uiiameHra.
VYcnoBHO k03GGUIMEHT MOoAauu OMpeaesieTcs Mo

bopmyre

OBRABOTKA METALLOV %

rae V' — ckopocCTh Mojauu Marepuaia MM/MuH; V —
CKOpPOCTb TOoJ1a4uH 00pasiia, MM/MHUH.

Yckopsitoniee HanmpspKeHUE IPpU BapbUPOBAHUU
MapamMeTpoB ONTHUMM3AIMK OCTABIISIIM HEU3MEH-
HBIM, a uMeHHO 30 xB.

TerutoBo#i BKkJaa B paboTe OICHUBAJICS Yepe3
rapaMmeTp MOrOHHOM sHepruu no Gopmyse

60Ul
1000V’

rne U — yckopsmouee Hanpsbkenue, B; [ — cuia
TOKa, A; V' — CKOpOCTb 10/1a4u IPOBOJIOKH, MM/MUH.

B Tabn. 1 npezacraBieHsl JaHHBIE TIO TUIAHUPO-
BAaHUIO CEpUH IKCIIEPUMEHTOB C YKa3aHUEM KOMOu-
Haluil IapaMeTpoB IpolLiecca MYJIBTUIIYYKOBOI'O
JIEKTPOHHO-JIy4Y€BOI'0 aAUTUBHOIO IIPOU3BOJICTBA
U3IeNUi u3 QUIAMEHTOB ayCTEHUTHOM CTalIu Map-
ku 12X18HIT.

MexaHnudeckue CBOMCTBA ONpPENCIUIM Ha YHH-
BepcaibHOM uchbITarenbHoM MamuHe YTC-110M
B HCIBITAaHUAX 00pa3lOB, BHIPE3aHHBIX TOPH30H-
TaJIbHO U3 «CTEHOK» (HampaBlieHHE X Ha puc. 1).
HcnbiTanus NpoBOAMIIM HAa PACTKEHHE CO CKO-
pocthio nedopmaruu 1 mm/mMus. Pazmepst pado-
4yeil yacTu o0pa3loB M UCIBITAHUN COCTaBIIS-
am 2,7%2,5%12 MMm. CTpyKTypHBIE UCCIIEJOBAaHUS
MPOBOJWIM Ha ONTHYECKOM MHUKpockome Altami
MET 1C u xondoxanbaoMm Mukpockorne Olympus
LEXT 4100.

XUMHUYECKHI COCTAaB (PUIAMEHTA U A IMTUBHBIX
U3JeNUN U3 ayCTeHUTHOU ctainu Mapku 12X18H9T
OTpeneIisyicss TMpH TOMOIIM pPEeHTreHodIroopec-
HeHTHoro cnekrpomerpa NitonXL3t.

Taoauma 1
Table 1

HapaMeprl npomecca MyJbTHITYYKOBOT0 3JIEKTPOHHO-TY4Y€BOI0o aIIUTUBHOI'O ITPOU3BOACTBA
AJIs C€pUuM U3 8 IKCIIEPUMECHTOB

Multibeam electron beam additive manufacturing process parameters for a series of 8 experiments

Tox Jluneiinas Koaddunment
Howmep cepuun
3JIEKTPOHHOTO CKOpOCTB I1€YaTH, MOJIa49H1 Hanpsoxenue, kB
JKCIIEpUMEHTA
mydka, MA MM/MUH IPOBOJIOKH (k)
1 40 180 0,9
2 65 180 0,9
3 40 320 0,9
4 65 320 0,9 30
5 40 180 1,3
6 65 180 1,3
7 40 320 1,3
8 65 320 1,3
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Pesyabrarsl U 00CyKIACHUE

Ha puc. 2 mpencraBieHsl u3o0paxkeHus 00-
pas3loB, MOJYYEHHBIX MO PA3JIUYHBIM pPEKUMaM
AIIEKTPOHHO-JIy4€BOr0  (POPMHUPOBAHUS COITIACHO
Tabmn. 1. BHemHuii 0030p MOMYyYEHHBIX 00pa3IoB
MOKa3bIBACT, 4YTO PEKHUMBI 1, 2, 4-6 MO3BOIAIOT
MONy4YuTh 00pa3ibl U3 (UIAMEHTOB ayCTECHUTHOMN
craiu mapku 12X18HO9T ¢ ynoBieTBOpUTEIbHBI-
Mu ¢opmamu U pazmepamu. [lapameTpsl npouecca
reyaTH, XapakTepHble Uid peKUMOB 7 U 8, HE Mo-
3BOJISIIOT  OCYIIECTBUTH TpoOIEecC (OPMHUPOBAHUS
00pa3Ios.

ITo pexumy 7 mznenwe He hopmupyetcs (puc. 2, i)
M0 MPUYMHE HU3KOTO 3HAYEHHsI TOTOHHOM SHEPTUU
(225 x/Ix/M) B coueTaHUM C BBHICOKUM 3HAYCHHEM
ko3¢ unmenta nogauu punamenta (k = 1,3). du-
JAMEHT He IUJIaBUTCS BOOOILE U aJUTUBHBIN MPO-
necc He peanusyercs. CoueTaHue TAKoro ke 3Ha-
yeHus nogaun utamenta (k = 1,3) ¢ yMepeHHbIM
3HaYeHWEeM NoroHHou sHeprum (368 kJlx/m) He
obecreunBaeT yCTOWYMBOTrO mpoiiecca GopMupo-
BaHus uzaenus. OuinaMeHT IIaBUTCS YaCTUYHO, U
YK€ Ha TPETbeM CJIO€ aJAUTHUBHBIN IMpollecc Ipe-
KpaImiaercs.

CoueTaHue HU3KMX 3HAYEHUN MOTOHHOM HEp-
run (225 x/x/M) u xkosdduimenTa momgayu mpo-
Bosioku (k = 0,9), peanuzoBaHHOE B pPEKUME 3,
MPUHIIUIIAATIBHO MO3BOJSIET (OPMHUPOBATH U3/AETUE
(puc. 2,6). OqHaKo U B 3TOM CiIy4yae MOJBEICHHOMN
MOTOHHON SHEPruu OKa3bIBA€TCA HEIOCTATOUYHO
JUTSI IOJTHOTO TU1aBieHus punamenTa. Beicokoe 3Ha-
yeHue nmoroHHou sueprum (650 kJ[x/m), peannzo-
BaHHOE B peXuMax 2 U 6, MO3BOJSIET MOTHOCTHIO
MJIaBUTh (PUIIAMEHT HE3aBUCUMO OT Kod(duimeHTa
nonaun (kK = 0,9 umu k = 1,3), HO OJTHOBPEMEHHO C
STUM MPOUCXOJUT YPE3MEPHOE OIIABICHUE paHee
c(hopMHUPOBAHHBIX CIOEB.

[Ipu sToM omutaBneHue marepuana (Gopmupy-
€MOr0 U3JeNusi YacCTUYHO KOMIICHCHUPYETCS IIO-
BBHIIIEHHBIM 00beMOoM (unameHTa mpu OoJblIEM
3HaYeHUU KOd(pUIUMEHTa €ro Mmojayu, 4To peau-
30BaHO B pexume 6 (puc. 2,e). Coueranue ymMepeH-
HOTO 3Ha4YeHHs MOTOHHOU 3Hepruu (368 k/[x/M) ¢
HU3KUM 3Ha4eHHeM KodddumueHTa momauu Quia-
MeHnTa (k = 0,9), peani3oBaHHOE B pexkume 4, 1Mo-
3BOJISIET YCTOMUYMBO (hOPMUPOBATH U3ENNE C YIOB-
JICTBOPUTENIbHBIM BHEILIHUM BUOM.

Eme Oonee my4muil pe3yiapTaT peanu3yercs
B pexume 5 (puc. 2, 0) Npu COYETAaHUHU BBICO-
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KOT'0 3Ha4YeHUs Kod(duimenTa nmogaun GriameHTa
(k=1,3) u Tak)Ke YMEPEHHOTO, HO HECKOJILKO 0OJIh-
mero 3HadeHusi moroHHou »Heprun (400 xJ[x/Mm).
Kak cnemyer u3 cpaBHEHHS T€OMETPUUYECKUX pa3-
MEpOB (M BHEIIHETO BHUA) M3AEIUN, cHopMHUpPO-
BAHHBIX MO pexuMaM 4 U 5, y TOCIEAHErO MOBBI-
menHas Ha 8,0 % MOTrOHHAas PHEPrys MO3BOJIMIIA
MOJTHOCTBIO TIEPEIIaBUTh TMOJaBacMbIid (priiaMeHT
0e3 ormaBieHUs] paHee CPOPMUPOBAHHBIX CIIOEB.
B 10 xe Bpems mpu aHAJOTUYHOM 3HAUYEHUU TI0-
ronHo# 3Heprun (400 k/[>x/M) B coueTaHUM C HU3-
KHM 3HaueHueM KoddurmenTa nogauu GpuramMeHTa
(k=0,9) umeet MecTO Upe3MEPHOE OIIABICHHUE pa-
Hee c(hOPMHUPOBAHHBIX CIIOEB (CM. U300paKEHHE U3-
nenusi, cOpMUPOBAHHOTO IO pekuMy 1).

Jlerupytolue 3IEeMEHTBI, ONMPEACTSIONe Map-
Ky Marepuana, Takhue Kak XpOoM, HUKEJb U TUTaH,
B CTeHKax o0pa3loB Mo pexumMam 4—6 COOTBeT-
CTBYIOT HUCXOAHOMY ¢unameHTy (tabdmn. 2). B To xe
BpeMsl COJepKaHHE MapraHila KaKk XHMHYECKOTO
JIIEMEHTa, HanboJiee TyBCTBUTEIHHOTO K MOBBIIICH-
HBIM TEMIIepaTypaM B IIpoLecce MEPeaesioB IIIaB-
JICHHEM, TIOHU3HUIIOCH MO CPABHEHHIO C MCXOIHBIM
marepuaiom (1,163 % Bec.) B 2 paza 11s pexuma 5
u B 6,5 pa3 ns pexxuma 6. J[pyrumu cioBaMu, 1o-
BBIIICHHbIC 3HAYEHMsI MOTOHHON SHEPTrUU BBI3BI-
BalOT M30BITOYHOE HCITAPEHUE YYBCTBUTEIBHBIX K
HeperpeBy IEMEHTOB.

Ha puc. 3—6 npuBeneHsl U300pakeHUs] MaKpo-
Y MUKPOCTPYKTYPBI U3ACIUI B CEUCHUSX, TIEPIICH-
JTUKYJISIPHBIX HaMpaBlIeHUIO (POPMUPOBAHUS CIIOEB,
c(hOpMHUPOBAaHHBIX MPU peaTu3aluu dKCIePUMEHTa
[0 ONTHUMH3ALUU HOBOTO TEXHOJOIMYECKOTO IpPOo-
1ecca 3JIEKTPOHHO-JIYYEBOW aJJAUTUBHOM TEXHO-
JOTUH U3 (PUIIaMEHTOB ayCTEHUTHOW CTalu MapKu
12X18HIT.

B pexxume 2 npu HaubobIeM 3HaYeHUH TTOTOH-
HO¥ sHepruu (650 kI>k/M) B cOueTaHUH C HAUMEHB-
ITUM 3HaYeHUEM KO3 (HUITMEHTA TIOJau TPOBOJIOKH
(k= 0,9) nmeet MecTo Upe3MepHOE TPOILTIABICHUE
panee c(OPMHPOBAHHBIX CIOEB. JTO MPHUBOIUT K
MPOIUIABJICHUIO (pUaMeHTa B MOUIOKKY Ha OO0Ib-
IIy10 ryOuHY, a B MOCIEIYIONINX CIOSX — OIUIaB-
JICHHUIO M pACTeKaHHUIO PACIIIaBICHHOTO (prjilaMeHTa
no obpasiyy. B pesynbrare dopmMupyrorcs reome-
TPUUECKH HU3KHE 10 BBICOTE U IIUPOKHUE 00pas3iibl,
a TPAHMUIIBI CJI0EB MIPAKTHYSCKH HE Pa3TUIUMBI. JTO
XOPOIIO BUJIHO HA N300paKEHUN MAKPOCTPYKTYPhI
u3nenus Ha puc. 4, 0.
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Puc. 2. Buemnuii Bun o6pasnos cranmu 12X18HIT nocne 3D-newarn

Fig. 2. Overview of samples made of SS321 after 3D printing
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Tabnuma 2
Table 2
DaKkTHYECKOE COAEPKAHME OCHOBHBIX JICTHPYIOLIMX 3JIEMEHTOB UCXOHOI0 NIPOBOJIOKH ((pHIaMeHTA)

u3 aycTeHuTHO# cTanu 12X18HI9T u creHok, chopMHpPOBAHHBIX METOA0M 3JIEKTPOHHO-TYy4Y€eBOI
TEXHOJIOTHH B Mpoliecce ONTUMH3ANNH (PaKTOPOB

Actual content of the main alloying elements of the raw wire (filament) from austenitic steel 321
and wall-shaped samples formed by electron beam additive manufacturing in the process of factors

optimization
ConepxaHue XUMHYECKUX DIEMEHTOB, % BecC.
Marepiar Si Mn Cr Ni Ti
(?;;fgi‘)’g) 0,420+0,076 1,16340,095 17,79+0,09 9,72+0,11 0,839:0,061
O6paszen Ne 1 0,47240,059 0,194+0,045 17,490,07 9,8940,10 0,94310,034
O6pazer Ne 2 0,469+0,060 0,325+0,047 17,19+0,07 9,85+0,10 0,954+0,035
O6pazer Ne 3 0,48420,058 0,369+0,051 17,74+0,07 9,97+0,11 0,96020,038
O6pazer Ne 4 0,426+0,049 0,325+0,047 17,91+0,07 9,71%0,10 0,883+0,034
O6pazew Ne 5 0,38820,058 0,56620,048 18,080,07 9,7320,10 0,951%0,036
O6pazer Ne 6 0,452+0,052 0,1810,046 17,5040,07 9,95+0,10 0,929+0,035
O6pazer Ne 7 0,432+0,055 0,485+0,048 17,54+0,07 8,47+0,09 0,039+0,055
O6pazer Ne 8 0,6190,072 2,0620,06 17,89+0,07 8,6720,11 0,55120,032

a

Puc. 3. MakpocTpykTypa 06pa3noB u3 GpriaMeHToB aycTeHUTHOU cTainu Mapku 12X18HIT, momydeHHBIX
aIMTUBHBIM METOAOM IIPOU3BOACTBA:

a—pexuM 1; 6 — pexxum 2; 6 — pexkuM 3; & — pekuUM 4; 0 — PeXKnM 5; e — pexum 6
Fig. 3. Macrostructure of samples from filaments of austenitic steel grade SS321 obtained by
additive manufacturing method:
a—mode 1; 6 —mode 2; 6 — mode 3; 2—mode 4; 0 — mode 5; e — mode 6
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Puc. 4. MukpoctpykTypa 00pasnoB aycreHuTHOH ctanu 12X18HIT, momyuen-
HBIX QIUTHUBHBIM METOJIOM IIPOU3BOACTBA!

a—pexnM 1; 6 — pexxuM 2; 8 — pesxxuM 4; & — pexxuM 5; 0 — pekuM 6

Fig. 4. Microstructure of austenitic steel 321 samples obtained by additive
manufacturing method:

a —mode 1; 6 — mode 2; 6 — mode 4; 2— mode 5; 0 —mode 6

VYIOBIETBOPUTEIBHBIM BHEIIHUM BHUAOM 00-
JaJaroT W3IETus, MOJyYSHHBIC 10 pexumam 4
(mpu 3HAYEHUSX TEXHOJOTHYECKUX (PaKTOpOB:
1,=65MA, V, =320 mm/MuH, kHp =09),5,=
=40 MA, V, = 180 mm/MuH, ka =1,3)un6(,=
= 65 MA, V, = 180 mm/MuH, krIp = 1,3). Ilpu
9TOM BCE€ TpU pexuMma obecrieunBarOT (op-
MHUpPOBaHHE Marepuaja olpa3na C OJM3KUMU

3HAYCHUSIMH  MEXaHHMYECKHUX  XapaKTEPHUCTUK
(puc. 7). Hesnauntenpno Oonbmum (Ha 4,2 %)
BPEMEHHBIM COTPOTHUBIICHUEM (ITapaMeTp OIl-
TUMHU3auK) obnamaeT Marepuan  oOpasia,
chopmupoBanubl o pexumy 5 (puc. 7, 8). On-
HAaKO MO BEJIIMYMHE IMOTOHHOW YHEPTUH PEIKUMBI
4, 5 u 6 paznuuarorcs cymecTBeHHo: 368, 400 u
650 xJI/M COOTBETCTBEHHO.
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Puc. 5. Crpykrypa oOpasnoB aycreHuTHOH ctanu 12X 18HI9T, nomy4eHHbIX aiTATHBHBIM
ANEKTPOHHO-TYYEBbBIM METOJOM Ha I'PAHULIE «IIOAJIOKKA-CTCHKA:

1 —opmmoxka; 2 — repBble CJI0U 00pa3IoB; 3 — YaCTHIIBI KapOWUIOB M0 TPaHUIIAM JICHPHU-
TOB; pd — HaIrpaBlIeHUE TTeYaTH

Fig. 5. Structure of austenitic steel 321 samples formed by electron beam additive manu-
facturing on the border “substrate-wall”:

1 — substrate; 2 — the first layers of samples; 3 — carbide particles along the boundaries
of dendrites; pd — print direction

HccnenoBanust MHKpPOCTPYKTYphI  0OpasloB,
MOJYYECHHBIX M3 (PUIAMEHTOB AayCTEHHUTHOM CTajH
Mapku 12X18H9T nokazanu, 4To CTpyKTypa BCEX
00pa3IoB XapaKTepU3yeTCsl IEHAPUTHBIM CTPOCHH-
eM, Kak IMokaszaHo Ha puc. 4. CTpykrypa oOpa3ios
COCTOMT M3 TBEpAbIX pacTBOpoB Y-Fe (aycreHuta)

70 Tom 22 Ne 2 2020

u ocraroynoro o-Fe wnmu 8-Fe (peppura), a Taxxke
Y4acTHUI] KapOWJIOB, PACIIONOKEHHBIX 10 TPaHUIIAM
JICHIPUTHBIX siueek. Pasmep u popma neHIPUTHBIX
STYCCK U3MCHSIETCS C YBEIHMUCHHEM CJIOE€B CTECHKHU
(puc. 4). Ilpu uccaer0BaHUU MUKPOCTPYKTYPBI 00-
pasIoB, MOIYYCHHBIX U3 (PUIAMEHTOB ayCTCHUTHOMN
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TEJIBHOTO YIUTMHEHHUsI 00pa3IoB, U3TOTOBIEHHBIX MO peknuMam 1—6. CuMBona-
MU 0003Ha4YCHBI CPEIHNE 3HAUCHHE MEXaHUYECKUX CBOMCTB

Fig. 6. Distribution of ultimate tensile strength, creep strength and relative
elongation of specimens manufactured by modes 1-6. Symbols indicate the
average value of mechanical properties
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Puc. 7. lnarpaMMbl «HampspkeHHe — geopManus» o0pas3loB U3 ayCTCHUT-
Hoi cramum 12X18HI9T, momydeHHBIX aJAUTHUBHBIM 3JIEKTPOHHO-JIY4YEBBIM
METO/IOM T10 Pa3IMYHBIM peKUMamM

Fig. 7. Stress-strain diagram of samples from austenitic steel 321 obtained
by the additive electron beam method in different modes
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cranu mapku 12X18HI9T nmo pexumam 1, 2, 4-6,
HE OBLIO BBISBJICHO HAIMYUS JE(PEKTOB, TAKHX KaK
IIOPBI U TPELIUHBI, YTO YKa3bIBAET HA IOJIHOE OCAXK-
neHue cioes (puc. 4).

Mukponopsl, ycajouHble MOpPbl U JIpyrue Je-
(eKThl B MEPEXOAHOM CJIO€ MEXAY MEPBBIMU CIIO-
SIMU 3KCIIEPUMEHTAJIbHBIX 00pa3LioB U MOJJIOKKON
TaKke OTCYTCTBYIOT (puc. 5). IlepBuunbie ciou
HKCTIEPUMEHTAIBHBIX 00pa3lloB ayCTEHUTHOW CTa-
mn 12X18H9T xapakrtepusyroTcsi MEIKOSYEHCTON
JIEHJAPUTHON CTPYKTYpOM ¢ KapOUIHBIMU YacTHULIA-
MU TI0 I'paHuLaM JIEHIPUTOB (puc. 5, a).

MexaHH4YecKnue XapakTepUCTUKH — 0OpasloB,
MIOJyYEHHBIX U3 (UIAMEHTOB ayCTEHUTHOM cTajiu
Mapku 12X18H9T, umeror BbICOKHME NOKa3aTeau
MEXaHUYECKUX CBOMCTB, HAXOMSALIUXCS HA YPOBHE
mucroBoro npokara cranu 12X18H9T B Tepmoo0-
paboranHoMm cocrostarm (3akanka 1030...1080 °C
B BOJIE WJIM Ha BO3/YX€), JUIsl KOTOPOM XapaKTEpHbI
3HaueHus npezena npouyroctu 530 Mlla, npenena
Tekydyectd 216 MIla 1 OTHOCUTENBHOTO YAJIMHEHUS
38 % (puc. 6). Ha puc. 7 uzo0paxeHbl AuarpaMMbl
«HaTpsDKeHUEe—1e(hopManns PU UCTIBITAHUAX 00-
pa3uoB u3 aycreHuTHou ctanu 12X18HIT Ha pac-
TSOKEHUE O Pa3IMYHBIM peKUMaM. XapaKTepHbIE
0COOEHHOCTH W3MEHEHHUs HANpPsUKEHUU SIBISIFOTCS
TUNUYHBIMU JUI BCEX SKCIEPUMEHTAJIBHBIX 00-
pa3uoB u3 ayctreHuTHON cranu 12X18HIT, nomy-
YEHHBIX aJINTUBHBIM METOJIOM IPOU3BOJCTBA MPU
WCIIBITAaHUSX Ha PACTSHKEHUE 10 pexkumam 1, 2, 4-6
(puc. 7). [Anst KpUBBIX XapaKT€pHO HAJIMYUE TPEX
OCHOBHBIX CTaJui JIe(opManuy, BKIIOYAIOUIUX B
ce0st ynpyryro CTaJuio, CMEHsIEMYI0 CTaJuel ¢ na-
pabonuueckn H3MEHSIOUIMMHUCS B Tiporiecce nedop-
MalUH HaMpsKEHUSIMU, I10CJI€ KOTOPOM IPOUCXOUT
Iepexo/l K CTaJAuMU C HE3HAYUTEJIbHO M3MEHSIOIH-
MHUCsl 3HAQUCHHUSMM HANPsUKEHUW W B JTaJbHEHIIEM
00pa30BaHMIO UKW U Pa3pyIICHUIO 00pasIia.

OBPABOTKA METAJIJIOB

BuiBoabI

Takum oOpa3zom, ¢ y4eTOM 0COOCHHOCTEH BHETII-
HETO BHJIa, MAKPO- K MEKPOCTPYKTYPHI, 8 TAK)KE Me-
XaHWYECKUX CBOMCTB U XMMHYECKOTO COCTaBa MOXK-
HO KOHCTaTHPOBATh, YTO OIITUMHU3AIHS JTOCTUTACTCSI
COYETaHUEM TEXHOJIOTHYECKHUX (PaKTOPOB, MPH KO-
TOPOM 3HaYECHHUE MOTOHHOW SHEPTUH MTPHUOITMKACTCS
K 400 x/[x/m (pexum 5). 3aKOHOMEPHOCTH TIACTH-
YEeCKOTO TEUEHHsI MaTepuasia 00pasIloB, IMOJTyYeH-
HBIX B PA3JIMYHBIX PEKUMAaX, UCXONIs W3 aHaIH3a
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MATEPUAJIOBEJIEHUE

JUarpaMM HarpyKeHHs SBIISIOTCS WACHTUYHBIMU.
CrasuiiHOCTh KPHUBOH «HampsokeHne — nedopma-
LUsT», 3AKI0YA0NIASACA B HAJIMYUU TPEX OCHOBHBIX
CTaJuil, ABISAETCS HEU3MEHHOH JUIsl BCeX 00pa3LoB.
Mukpo- 1 MakpoCTpyKTypa 00pa3LoB, HOTYyUYEHHBIX
Ha PA3JIMYHBIX PEXKUMaX, ONPEICIAIONNX MEXaHU-
YECKHE CBOMCTBA MATEPUAJIOB, TAKKE UMEIOT JIUIIb
HE3HAYMTEIbHBIE OTKJIOHEHHs. BO Bcex pexnmax
IEKTPOHHO-JIy4€BOIO HAHECEHUs 00pasLoB IIpo-
UCXOJIMJIO CHW)KCHHE KOHLIEHTPAlMM MapraHia B
Marepuasie. B 4acTu HEONTUMAaNBbHBIX PEKUMOB OT-
MEUaeTCsA PE3KOE YMEHBUICHUE COACP/KAHUSA TUTAHA.
HccnenoBanus Mokas3bIBalOT, YTO MOyYEHUE 00pas-
LIOB IIPY BAPBbUPOBAHUU TEXHOJIOTMYECKUX Iapame-
TPOB AQIJUTUBHOIO JIEKTPOHHO-JIIy4E€BOI'O METOAA,
NIO3BOJIAIOIIUX (POPMHUPOBATH U3ZAENIHUSA C YAOBIETBO-
putensHON (opMoit U pazmepamu 0e3 HapyIIeHUIH
MaKpOI€OMETPUM B IIPOLECCE Ie4aTH, 00yCIIOBIIU-
BAa€T MOJIy4eHUE 00pa3loB ¢ MEXaHWYECKUMH CBOM-
CTBaMH, OTIIMYAIOIMMUCS B Y3KHUX IIpEIeax.
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