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Beenenne. B Hacrosiiee Bpemst Bce GOIIBIIYIO MOMY/ISIPHOCTh HAOUPAIOT HOBBIC METO/bI H3TOTOBIICHUS [CTa-
JIeif, K KOTOPBIM OTHOCSITCSI a/TUTHBHBIC TEXHOJIOTHU. METOIB! BBIPALMBAHNUS ACTAICH [IyTEM CHEKAHMS [OPOIIKA
JIa3epOM II03BOJISIFOT M3TOTABIIMBATh JETAIH CI0XKHON (POPMBI, KOTOPBIE JOCTATOYHO 3aTPYIHUTEIBFHO MO0 BOOOIIE
HEBO3MOJKHO ITOTYYHTh TPAAUIUOHHBIMU METOJAMH — JIUTHEM, INTAMIIOBKOX 1 p. ORHAKO 3aTOTOBKH, IIOTyICHHBIC
TOCPECTBOM a/JIMTUBHBIX TEXHOJOT Ui, B yactHocTH DMD-Metonom (Direct Metal Deposition), He COOTBETCTBYIOT
TOYHOCTHBIM TPeOOBAHHAM UepTerka FoToBoH Aetamy. CienoBaTeIbHO, OHHE TPeOyIOT AanbHeHIe 00paboTku Tpa-
JMIHIOHHBIMU METOaMH PE3aHMsI MaTePHAIOB — TOYCHHEM, (pe3epoBannem min nutrposanueM. [ mpoeKTHpo-
BaHMS OIIEPALU MEXaHUYCCKON 00pabOTKH neTaieil HeOOXOANMO 3HATh TIPUITYCKH Ha 00pabOTKy M BEIHYHHBI 110~
TPEIIHOCTEH, CHOPMUPOBAHHBIX HA 3arOTOBUTEIIBFHOM OMEpAI[HH, YTOOBI OCTIE UX yIaJIeHHs 00paboTaHHas IeTallb
COOTBETCTBOBaNA TpeboBaHMIM depTeka. Llesb padoThl: dKCIIEPHMEHTAIBHOE HCCIICIOBAHNE BEINYUHEL Ie(eKT-
HOTO CJI0S1 B IPHITOBEPXHOCTHBIX CJIOSIX TeHEPATUBHEIX 3aroToBok 13 CremauTa 6 1 6ponssl bpAXK10, BEIpameHHbIX
DMD-MeTo0M, MOCPEACTBOM MHKPOCTPYKTYPHBIX METOZOB. B padore mpu momomy MHKPOCKOIA BBINOJIHEHO
HccsIe0BaHNe, 3aKITI0YAMOIICECs B BU3yaIbHOM OIPEICICHIN AC(EKTHOTO CIIOs, OTIHYAIOIIErocs 10 CTPYKTYpE,
M3MCPEHUH €r0 BEIMYHHBI, IPOBEACHUH XUMHYCCKOTO aHAIN3a M OIPEICICHIN XapaKTepa H3MCHEHHS MHKPOTBEp-
nocti. MeToaoM HCC/IeI0BaHMSl SBISICTCS MUKPOCKOIIHYECKOE HCCIICI0OBAaHHE 00pa3IoB, HAILUIABICHHBIX N3 Ma-
tepuanoB Cremaut 6 1 bpAX10. [To cHEMKaM, BEIIOIHEHHBIM IPH IIOMOIIH MUKPOCKOIA, YAAIOCh YCTAHOBHTH
IHMHEHHYI0 BeMHInHy Ae(eKTHOTO cinost. Pe3yabTaTsl H 06cyxaenne. OOHapy KeHBI BUXPEBBIC 00pa30BaHUs B 30HE
BAHHBI [UIABIICHMS, IPOBEICH MX XUMUUYCCKHIl aHAIN3 U yCTAHOBICHO, YTO KOHI[CHTPAIHS XUMIUYECKUX IIEMEHTOB
B JIAHHO# 00JIACTH U3MEHSICTCS M BKJIIOYAeT B CeOst SIIEMEHTHI KaK MaTepHaia MOPOIIKa, TaK M MaTepHalIa MOIIOXK-
Kn. VI3MepeHne MHKPOTBEPAOCTH MOKA3ajl0, YTO OHA YMEHBIIACTCS O IIyOWHE OT MOBEPXHOCTH HAIUIABICHHOTO
MaTepraa K IOUIOKKE, YTO TAKIKE TO3BOJISCT OLCHNUTH BEINUHHY Ae(eKTHOTO ci10s1. Takium 00pa3oM, HCIOIb30Ba-
HHE IIPECTABICHHON B HACTOSAIEH paboTe METOUKH MUKPOCKOINYECKHUX HCCIIEIOBAHUN CTPYKTYPBI, XHMHYECKOTO
coCTaBa U MUKPOTBEPIOCTH 3aTOTOBOK, BBIPAIICHHBIX DMD-MeT00M, TO3BOMMT B JalbHEHIIIEM [IPOrHO3HPOBATH
BEJIMYMHY IIPUITYCKOB Ha 00pabOTKy IPpH HPOCKTHPOBAHHH OIEPALIME MEXaHHIECKOH 00pabOTKN IeHEPATHBHBIX 3a-
TOTOBOK.

[ uutupoBauus: Apoawes /I.B., /lopaeun A.A., Tarumos /.M. DKcriepuMEHTAIBHOE HCCIEAOBaHNE Ae(EKTHOTO CJIOS Ha 3aroTOBKAX,
BhIpamieHHbIXx DMD-MeTonom // O6paboTka METamIoB (TEXHOJOTHA, 00opyaoBanue, HHCTpyMeHTsl). — 2020. — T. 22, Ne 4. — C. 6-17. —
DOI: 10.17212/1994-6309-2020-22.4-6-17.
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CIOXKHONPO(UIBHBIX OTBETCTBEHHBIX JIeTalled, a
TaK)ke HOBBIX METOJIOB X 00paboTku. Takue nera-
JIM HEBO3MOYKHO WJIH IOCTATOYHO CJIOKHO TTOTyYUTh
TPaIUIIMOHHBIMI METOJaMH — 00pabOTKO# pe3aHu-
€M, JINThEeM, IITAMIIOBKOM U JPYTUMH METOJJaMH 00-
paboTKH MaTepHaoB.

DMD (Direct Metal Deposition) — 310 HOBas
aJIMTUBHAsL TEXHOJIOTHUS, KOTOpasi 3aKJ04aeTcs B
MPSIMOM OCaKJIEHUM MaTepuaja U3 ra3onopolIKo-
BOH cTpyu MeTannuueckux yactull [1-4]. Ilpume-
HEHHME TOr0 METOJa MO3BOJIET peaanu30BaTh reHe-
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pPaTHBHYIO TEXHOJIOTHIO MPOU3BOJCTBA JIeTajeil ¢
YHUKAJIBHONH TPOCTPAHCTBEHHO-CIOKHOMPO(PHIIb-
HOW BHEIIHEW W BHYTpPEHHEH reomeTpueii 6e3 pea-
JU3AIAH TPYAOEMKHX 3aTOTOBUTEIBHBIX OTEPAIUN.
Kpome Toro, oTkpsiBaeTcsi BO3SMOXHOCTh M3TOTOB-
JICHUs JIeTallell ¢ MHOTOMAaTepUaIbHBIMU MTOKPBITH-
SIMH, OOJaIAlOIIMMH CIIEIUATIbHBIMA MHOTO(YHK-
LHAOHAJIBHBIMU CBOMCTBAMU — KapOCTOMKOCTBIO,
KOPPO3UOHHON CTOMKOCTBIO, TOBBIIIEHHONW MpOY-
HOCTbI0, H3HOCOCTOMKOCTBIO U T. A. Takxke ¢ mnpu-
meHeHneM DMD-mertona nosblmaeTcst 3G GeKTHB-
HOCTb PEMOHTHO-BOCCTAHOBUTEIBHBIX DPAOOT IS
JIOPOTOCTOSIIIMX JIeTajed (HampaBlIsIONIMX CTaH-
KOB, KOPITyCOB TypOuH, rpecc-popM U T. [1.).

Takum oOpa3oM, OCHOBHBIMH HpPUYUHAMHU
nepexoja OT TPATUIMOHHBIX METOJIOB CO3JaHUs
CIOXXHONPO(MUIBHBIX 3ar'OTOBOK K TE€HEPATUBHBIM
TEXHOJIOTUAM HX BBIPAIMBAHUS CTald BBICOKAs
TPYAOEMKOCTh WX H3TOTOBJIEHUS C COXpaHEHUEM
SKCIUTyaTallMOHHBIX CBOMCTB M CIIO)KHOCTH pea-
JU3alUU  MOCNENYIoIed TEeXHOJIOTHH 00paboTKu
pe3anuem [5, 6]. [Ipumenenue DMD-metona mo-
3BOJIIET YNPOCTUTh M MOBBICUTH MPOU3BOAUTEIb-
HOCTb IpoLiecca MPOU3BO/ICTBA 3arOTOBOK JeTajeit
CIIO)KHOM KOH(UTYpaIuy, CHU3HUTDH 3aTpaThl Ha pe-
JKYIIMM UTHCTPYMEHT, a TAK)KE€ COKPATUTh OCHOBHOE
BpeMs Mocienytoniei 00paboTku pe3aHUueM 3a CUET
MIPOM3BOJICTBA 3arOTOBOK, KOH(PUTYpAIHsI KOTOPBIX
MPaKTUYECKH TMOJHOCTbIO COOTBETCTBYET UEPTEKY
rotoBoil neranu. [locnemyromas o6paboTka pesa-
HUEM TaKUX 3ar0TOBOK Oy/leT MPOU3BOAUTHCS C MU-
HUMAaJIbHO BO3MOKHBIMU ITPUITY CKaMU.

Kak cnenctBue, MCHONb30BaHME TEXHOJIOTUU
JIa3epHOM HAIIABKU MMEET €Ile€ OJHO MpeuMyllie-
cTBO. JlaHHBI METOJ O3BOJISET CYIIECTBEHHO CO-
KpaTuTh pacxoj Mmarepuaina. Ero ucnonab3zoBaHue B
3HAYUTEIFHOM CTENEHHW MOBBIMACT KOA( UIIUEHT
WCIIOJI30BaHUSl Marepuaia — HaIuIaBJIIEMOroO IO-
pOIlIKa, 4TO B CBOIO Ou€pe/lb MOBBIMIAET SKOHOMH-
4eCcKy0 3(pPeKTUBHOCTH MPOU3BOACTBA.

[Tonydyenue neranei, OTBEUAIONIUX BBICOKUM
TpeOOBAHUSM YEPTEkKa, IIOCPEICTBOM TOIBKO aJJIH-
THUBHBIX TEXHOJIOT'MI B HACTOALIEE BPEMST HEBO3MOXK-
HO. DTO CBSI3aHO C HECOBEPUIEHCTBOM TEXHOJOTUU
BBIpAIIUBaHUS,, OTCYTCTBHEM METOJOJOTUYECKON
0a3pl, mosBosstomerdd DMD-meTtomamMu mosydaTh
JIeTau ¢ 3aJJaHHBIMU TPEOOBAHUSIMU 10 TOYHOCTH,
[IEpOXOBAaTOCTH, normyckaMm ¢opmbl u mp. Kaue-
CTBO IMOBEPXHOCTH M3ENHS, MOJYUYEHHOIO IMyTEM
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BBIpAIMBAaHUs, 3aBUCUT OT OOJIBLIOrO KOJMUYECTBA
(bakxTopoB, HanpuUMep, TeMIepaTyphl B 30HE BaHHBI
TUTaBJICHUSI, CBOWMCTB HAIIaBIIIEMOTO Marepuaia u
Marepuaga HOAJOKKHU, T'PaHyJIOMETPUYECKOro Co-
CTaBa [OPOIIKa, CKOPOCTHU €ro MOoJaYH Yepe3 COIIo,
XapaKTEePUCTUK JIa3epHOT0 U3IIyUYeHUs U Jp.

[TpakTuyecku Bcerna Ajs MOJyYEHUs OKOHYa-
TEJBHOTO W3NSl C COOTBETCTBYIOIIMMH Xapak-
TEPUCTUKAMH HEOOXOIUMO MPUMEHSTh TpPaJULIU-
OHHBIC METOABI OOpPabOTKH pEe3aHHEeM — TOYCHHE,
dbpe3epoBaHue u IIp.

B pabote A.B. JlpankoBa [ 7] paccMoTpeHO cpaB-
HEHHUe JeTajeii, 00paboTaHHBIX TOUYEHHEM U dpese-
pOBaHUEM, 3aTOTOBKH KOTOPBIX MOJTy4YEHBI METOJIOM
CEJICKTUBHOIO JIA3€PHOIO CIEKAHUS M METOIOM
npokara. [locne nmpoBenenust oOpabOTKU yCTaHOB-
JICHO, YTO 00€ JeTali COOTBETCTBYIOT TOYHOCTHBIM
napaMeTpaM U UMEIOT aHAJIOTUYHbIE MEXaHUYECKHUE
CBOMCTBA.

Suman Das u Martin Wohlert [8], ucciemys
MHUKPOCTPYKTYPY JA€TalH, MOIYYEHHOH METOAO0M
CEJIEKTUBHOTO JIA3€PHOTO CIIEKAaHUs, yCTaHOBHIIM,
4TO MaTepHual, 00paboTaHHBI KOMOMHUPOBAHHBIM
METOJIOM, COOTBETCTBYET Marepuairy, oopadboTaHHO-
My TPaJAULIMOHHBIM CIIOCOOOM.

M3BecTHO, 4YTO MNPOEKTUPOBAHHE ONEpaluu
MEXaHUYEeCKOW 00pabOTKH OOBIYHO HAYMHAETCS C
OTIpe/IesIeHUsI TITyOUHBI pe3aHus UCXOS U3 CyMMap-
Horo npumnycka. CrienoBarenabHO, IepBOOYEpe HAas
3aja4ya, CTOSIAs Iepe] HHKEHEPOM-TEXHOJIOIOM
MIPU POEKTUPOBAHUH TEXHOJIOTHUYECKOTO MpoIecca
MeXaHH4YeCKoi 00pabOTKM 3arOTOBKH, — OIpe/erie-
HUE BEJIMIUHBI IE(DEKTHOTO CIIOS B IIPUITIOBEPXHOCT-
HBIX CJIOSIX 3ar0TOBKH. J{e(heKTHBIH C10i — 3TO CII0it
MeTaJlla, OTJIMYAIOLINICS OT OCHOBHOTO Marepuasia
3arOTOBKH T10 €T0 MEXaHUYECKUM M (PU3NKO-XUMHU-
YeCcKUM cBoMcTBaM. JleeKTHbIN CI0i sBIsSeTCS
OZIHOHM M3 COCTaBJISIIOIIMX IPUIyCKa Ha 00pabOTKy
1 JTIOJDKEH OBITh yJaJeH B MPOIECcCe MEXaHMIECKOU
00pabOTKHM 3arOTOBKH. JTa 3a/1a4ya MOXKET OBbITH pe-
IIIEHa B COOTBETCTBUM C METOIMKOH Ipodeccopa
B.M. Kogana [9]. Kpome metronuku B.M. KoBana
CYIIECTBYET OIBITHO-CTATUCTHYECKUN METO]] OTIpe-
neneHus npunycka. OQHako JNaHHBIA crnoco0 He
YUUTBHIBAET (PAKTUYECKON BEIUYMHBI IIEPOXOBATO-
CTU U Je(PEKTHOTO CIIOs, BXOIAIINX B COCTABIISIO-
mye npumycka [10].

JUiss IpoeKTUpOBaHMUS TEXHOJIOTUH 00paboTKH
TeHEPaTUBHBIX JeTalleil B COBOKYNHOCTH C IIpO-
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eKTUpoBaHUEM A (EKTUBHBIX TEXHOJOTHUYECKUX
MIPOLIECCOB BhIpAIIMBaHUS 3arOTOBOK HEOOXOIUMO
00naaaTh JAOCTaTOUYHBIMU U JOCTOBEPHBIMH JaH-
HBIMH, OIIMCHIBAIOIIMMU XapaKTep MOBEPXHOCTHO-
rO CJIOSl 3arOTOBOK, MOJYYEHHBIX TAKUM METO/IOM.
BaxHo pacnonarath CBEJJIEHUSIMU O BEJIMYMHE IIIe-
POXOBATOCTH, ITyOUHE 3aJieTaHus U BEJIMYUHE Jie-
(EKTHOrO CJ104.

Takum oOpa3oM, HeJIbI0 HAcTOsIlIeH PadoThI
SIBJISIETCH SKCIIEPUMEHTAJIbHOE HCCIIEJOBAHUE Be-
JUYUHBI €(EKTHOTO CJIOS B MPHUIIOBEPXHOCTHBIX
CIIOSIX TE€HEpPATUBHBIX 3aroToBOK M3 Cremnura 6 u
oponssl BpAX10, Beipamennsix DMD-metonom,
MOCPEJICTBOM MUKPOCTPYKTYPHBIX METOJIOB.

Jlns nocTukeHusl MOCTaBIECHHON e Heo0Xo-
JUMO PEIIUTH CIEAYIOIINe 3aia4u:

1) U3roTOBUTH MUKPOLLIU(BI HCCIEAYEMBIX 00-
pasLoB.;

2) uccnenoBath MHUKPOCTPYKTYpY HallJaBJIeH-
HOTO CJIOS;

3) onpeneauTh XUMUYECKUH COCTAaB HAIJIABJICH-
HOTO MaTepuaja U MaTepuasioB, 00pa30BaBIIUXCS B
30HE HAIJIaBJICHUS;

4) BBIOJTHUTH HCCIEI0BAaHHE MUKPOTBEPAOCTU
HAIUIaBJIEHHOTO CJIOS;

5) onpenenuTh pa3Mephl COCTaBISIOUIUX Jie-
(eKTHOTO C¢J105 AJIs UCCIIEyeMbIX 00pa3IoB.

OBPABOTKA METAJIJIOB

TEXHOJIOI'MA

MeToauka uccjie1oBaHum

Bripamennsie 00pa3ibpl U3 MOPOIIKOB Mare-
puanoB bpAX10 u Cremnur 6 OBLIM MOJTYyYCHBI
DMD-meTonoM B pecypCHOM LIEHTPE CIELUallb-
HOM Mertammypruu Ha 6a3e HOxHO-Ypanbckoro
rOCyapCTBEHHOTO YHUBEPCUTETA C MPUMEHEHUEM
koMIuiekca nasepnoi HarutaBku FL-Clad-R-4 [11].

XUMUYECKUN COCTaB UCXOAHBIX MTOPOLIKOB MPHU-
BeJieH B Ta0. 1 u 2.

Jlnst BeIpamuBaHusi 0Opa3loB B KaueCTBE IMOJ-
JIOKKH HCIIONB30BaNach CTallbHas IiacTuHa. J[is
Crennura 6 TOMJIOXKKA HW3TOTOBJICHA W3 CTalu
SXHMA, nns bpAXK10 — u3 cranu 40X. TonmuHa
HAIUIaBJICHHOTO cJIosl cocTaBmia jjist Crenmaura 6 —
0,89 mm, mis 6pon3sl — 1,02 MM. OO1mas ToammHa
00pa3IoB, BKJIIOYAsi HAIJIABJICHHBIN CIIOH, COCTaBU-
jga 7,8 1 5,1 MM COOTBETCTBEHHO.

Pexumbl HariaBKy: MOIIHOCTh Jlazepa —
1600 BT, ckopocTh ckanupoBanusi j1azepa — 10 mm/c,
pacxon nmoponika — 27 T/MuH.

[TonroroBka 06pa3oB BKIIOYANa TPU dTAra.

1. Beipeska oOpasua. Obpazen; HeoOX0aUMOi Be-
JMYUHBI OTPE3aJICsl OT 3arOTOBKH, MPH 3TOM HEO0-
XOJIMMO, YTOOBI TPOIECC OTPE3KH COMPOBOXKIAIICS
OXJIKJICHHEM, TaK KaK MPU BBICOKUX TEMIIeparypax
00pa3Ibl MOTYT OTEPSITH NIEPBOHAYAIbHbBIE CBOWCTBA.

Taonunpa 1
Table 1

XMMHYECKHUI COCTAaB M pa3Mep OCHOBHOMH (paKIUM HCXOAHOT0 MOpomKa s o0pa3ua u3 Crejuiura 6

Chemical composition and the size of the initial powder main fraction for the sample Stellite 6

Xumnueckuii anement / Chemical element

W Pasmep ocHOBHO# (hpakuuu, MKM /

C Cr Co
Obpazen / Sample | | The powder main fraction size, pm
KonnenTpanus, ar. % / Concentration, at. %
Cremur 6 / Stellite 6 1,1 28,0 66,9 4,0 53...150
Tabnunpa 2

Table 2

XHMMHYeCKHUIH COCTAaB M pa3Mep OCHOBHOM ()paKIUM MCXOIHOTO MOPOoIIKa 1151 o0pa3una u3 bpA/K10

Chemical composition and the size of the initial powder main fraction for the sample CuAl10Fe4

Xumnueckuii anement / Chemical element
O6pazen / Sample Cu Al Fe Ni Mn Pasep OCHOBHON dp AKIIH, MM /
The powder main fraction size, pm
KonnenTpanus, atr. % / Concentration, at. %
BpAX10 / CuAll0Fe4 82,5 10,0 4.0 1,0 2,0 45...106
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2. 3anuBka cMmomnoil. OOpaslbl Mocie OTpe3Ku
3aJIMBAJINCh B TEPMOCTONKYIO ATIOKCUIHYIO CMOITY.
Ona 3amuniaer oopasel; OT KOPPO3UH U MOBBILIAET
ynob6ctBO TipH uccnenoBanuu. [locne aToro obpas-
1Bl TPOXOJIMIIH MTPOLIEAYPY TPaBIICHUSI.

3. [llnudoska u noauposka. JlaHHBIHN 3TaIl Mpo-
M3BOJIMJICS C LEJbI0 UCKITIOUEHHUS BHEIIHUX Je(eK-
TOB B BHJIE LIApAllH, PUCOK U MUKPOTPEILIUH, BO3-
HUKAIOIUX B pe3y/bTaTe TpaBiIeHHs 00pa31ioB.

[IlepoxoBaToCTh MOBEPXHOCTU O0Opa3LOB U3-
Mepsijach TpH MOMOIIHM mpodumomerpa «Adpuc
[IM-7» B msiTH MecTax, MOCIE YEro Onpeaessaach
ee CpeHssl BeIMYMHA.

HccnenoBanne MUKPOCTPYKTYPhl U XUMHUUE-
CKHU{ aHaJIM3 MPOBOJWINCH C HUCIIOJIb30BAaHUEM aB-
TO3MHUCCUOHHOTO PAaCTPOBOTO 3JIEKTPOHHOTO MH-
kpockona GSM-7001F, mo cHUMKaMm C KOTOpPOro
OTIpe/IeIISUINCh BEJIMYMHA J1€(PEKTHOTO CJIOS U €ro
XHMHYECKUI cocTaB. M3mMepeHrne MUKPOTBEPIOCTH

OBRABOTKA METALLOV %

00pa310B BHIOIHSIOCH C UCIIOJIb30BAHUEM MUKPO-
tBepaoMepa FM-800. [lo mosy4yeHHBIM TaHHBIM
cTpomics rpaduK 3aBUCUMOCTH BEJTMYMHBI MUKPO-
TBEPAOCTHU U PACCTOSAHUA OT MOBEPXHOCTHU HAIlJIaB-
JIEHHOTO MaTepHaiia.

Pe3ynbrarsl M UX 00Cy:KIeHHE

Pesynprarel m3MepeHHs] LIEPOXOBATOCTU TO-
BEPXHOCTHU 00PAa3IOB MPUBEACHHI B Ta0M. 3.

[Ipu BU3yaIbHOM PAacCMOTPEHUU H300pakeHUN
50- u 500-kpaTHOrO yBENWYEHHS] MHUKPOULIH(OB
00pa3IoB, MOTYYEHHBIX C MOMOIIBIO AIIEKTPOHHO-
ro mukpockona GSM-7001F, ynanock oOHapyKUTb
cleyonee.

1. Ha moBepxHocT oOpasnia U3 Marepuana
bpA’K10 3ameTHa cTpykTypa, B KOTOpPOW CHMKa-
€TCsl KOHIIGHTPAIUS JKelle3a U YBEIHMUMBACTCsl KOH-
neHTpanus meau (puc. 1).

Taonuma 3
Table 3

Pe3y.]1bTaTbI HU3MEPECHUS HIEPOXOBATOCTH MOBEPXHOCTH 06pa31mB

The results of measuring the surface roughness of the samples

Howmep u3mepenus / No of measurement CpenHee 3HaYeHHE /
OGpaszen / Sample 1 2 3 4 5 Average
[llepoxoBarocTh moBepxHOCTH 0Opasiia Ra, mxm / The surface roughness
of the samples, Ra, um
BpAX10 / CuAll0Fe4 36,0 34,6 38,3 32,6 32,5 34,8
Cremur 6 / Stellite 6 24,8 22,5 23,6 25,2 22,9 23,8

L

bl

" cnekp 3|

S0um

Puc. 1. BeIO0p CIEKTPOB AJIsl TPOBEACHHUSI XMMUYECKOTO
aHanm3a obpasua u3z bpAX10

Fig. 1. Selection of spectra for CuAl10Fe4 chemical
analysis
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ITO CBSI3aHO C OTTAIKHUBAIONINMH CBOMCTBAMH
JKeJe3a 1o OTHOIIEHHUIo K Meu [12]. B cBs3u ¢ Tem,
YTO KEJIe30 SBIACTCS IMapaMarHETUKOM, a MeIb —
JUaMardi€TUKOM, >KE€JIC30 BBITAJIKMBACT Ha IMOBCPX-
HOCTBb M€b.

JlanHOE sIBIICHME TIOATBEPIKIAETCS pe3yabTara-
MU TIPOBEJICHUS XUMUYIECKOTO aHaim3a (cM. puc. 1).
JI71st KaK10TO U3 TPEX CIEKTPOB B Ta0IM. 4 TIpeICcTaB-
JIEH XUMHYECKUI COCTaB.

N3mepennass BenmuumHa J€PEKTHOTO CJIOS C
YU4E€TOM BCIIMYMWHBI HICPOXOBATOCTU Ha IMOBEPXHO-
ctu obpaszua u3z bpAXK10 usmensiercst B mpenenax
44.4...62,8 mxm (puc. 2).

OBPABOTKA METAJIJIOB

TEXHOJIOI'MA

2. IToBepxHoCTh 00pa3na u3 Cremnura 6 uMeeT
OIHOPOAHYIO CTPYKTYpY [13], mpu KoTOpO# Hamu-
yye JAePEeKTHOrO €0 BU3yaJbHO YCTAHOBUTH HE
ynanock. Ha moBepxHOCcTH OOHapy>KeHbI JePEeKThI
B BHJIE MAaKPOHEPOBHOCTEH, BEIMUIMHA KOTOPBIX JO-
cruraet 17,5 Mxm (puc. 3). Bennunna MakpoHepoB-
HOCTEH TNEepeKphIBAETCs JOMyCKOM Ha pa3Mep U He
BXOJIUT B COCTABJISIOIIUE JIJIsl pacueTa mpuirycka [9].

B ob6nactu paGoueii 30HBI, TIe IPOUCXOIUT TTPO-
1[eCC TUIaBJIEHUS MOPOLIKA JIa3epHBIM Jy4oM, ¢op-
MUPYIOTCSI BUXpEBbIE MOTOKH [14—16].

[Tpr HarpeBaHWU TOBEPXHOCTH TOIIOKKH JIa-
3epOM BO3HUKAeT SBJICHHE IE€pPeHOCa BEIIeCTBa

Tabnuia 4
Table 4
Xumuyeckuii coctaB oopasua us bpAXK10
Chemical composition of a CuAll10Fe4 sample
Xumunueckuii snement / Chemical element
Necnexrpa/ | ) Si Mn Fe Cu Zn
Spectra No.
Konmnenrpanus, ar. % / Concentration, at. %
1 7,05 0,23 0,00 28,39 64,32 0,00
2 6,15 0,22 0,02 36,74 56,77 0,10
3 5,79 0,17 0,10 42,01 51,68 0,24

—] 10pm|

Puc. 2. Ctpykrypa u BennunHa Ae(eKTHOro cinost o0pasna u3
BpAX10

Fig. 2. Structure and size of the defect layer of a CuAll0Fe4
sample
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L] 10pm

Puc. 3. Ctpykrypa 1 BenTu4rHa MaKpOHEpOBHOCTEH 00pasia
n3 Crennura 6

Fig. 3. Structure and macroroughness of a Stellite 6 sample

BJIOJIb TPAHUILIBI pa3iena ABYX CpEld, BO3HUKAIOIIEE
BCJICZICTBME HAJIMYUsS TPaJHeHTa MOBEPXHOCTHOTO
HaTSDKCHUS U 3aBUCUMOCTH TOBEPXHOCTHOTO Ha-
TshKeHUst oT Temneparypsl [17]. Takoe sBieHue
MPEACTABISIET CO0OM Pa3sHOBUAHOCTH KOHBEKIIUU
Y HAa3bIBACTCS KAMJUIIPHON KOHBEKUMEW WJIM KOH-
Bekuueil Mapanronu (3¢pdexrom MapaHroHn WM
s dexrom Mapanronu —['u66ca) [18].

SBneHne KanuJUISIPHOM KOHBEKIIMU CTaHOBUTCSA
MPUYUHON TOTO, YTO MPH TeMIeparype HariaBKu
BBIIIIE TEMIIEpPATyphl IUIABJICHUS Marepuaja Ioj-

JIOKKW BO3HHMKAIOT HEYCTOMYMBOCTH, IPUBOASIINE
K [IEpEMEILINBAHUIO XKHUJIKOCTH, T. €. K 00pa30BaHUIO
Buxpeit [ 19]. Hannuue Takux BUXpen BU3yaau3upy-
€TCsl Ha pacCMaTpUBaeMbIX 00pa3lax.

C uenbto onpeneneHus: MPUHAAISKHOCTH 00na-
CTel, 00pa30BaHHBIX BUXPEBBIMU IOTOKAaMH, Mare-
pualy MOJUIOKKHM WM HAIUIABISIEMOMY Marepuaiy
OBLI IPOBE/ICH UX XUMHUUECKHM aHain3. CrieKTphl / 1
2 OTHOCSTCS K MaTepHally OAJIOXKKH, 3 — K Marepua-
JIy BUXPEBBIX [IOTOKOB, 4 ¥ 5 — K HaIUIaBJICHHOMY Ma-
tepuaiy (puc. 4). Pe3ynbrarel npruBeaeHsl B Ta0II. 5.

nekTp 4
CnekTp 5 b
cnekTp 3 2
cnekTp 2
‘cnekTp 1

Puc. 4. Be16op ciekTpoB [J1s1 IPOBEACHUS XUMUUECKOTO aHAIN3a

Fig. 4. Selection of spectra for Stellite 6 chemical analysis
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OBPAFOTKA METAJIJIOB TEXHOJIOT'UA
Tabnuma 5
Table 5
Xumuyeckuii coctas oopasua u3 Crennura 6
Chemical composition of a Stellite 6 sample
Xumuueckuii amement, at. % / Chemical element, at. %
Ne criektpa / i .
Spectra No. Si Cr Fe Co Ni Mo W
KonnenTpanus, atr. % / Concentration, at. %
1 0,34 0,74 96,44 0,62 1,52 0,31 0,03
2 0,42 0,71 96,27 0,58 1,60 0,18 0,25
3 0,65 13,82 74,64 0,58 8,42 1,87 0,02
4 0,60 21,42 46,92 18,94 5,56 1,42 5,14
5 0,62 22,43 42,41 22,04 5,25 1,36 5,85

W3 paHHBIX TAO. 5 BUAHO, YTO XUMHYECKHI CO-
CTaB MaTepuajia B BUXPEBBIX MOTOKAX OTIWYACTCS
KaK OT COCTaBa HAIUTABJICHHOTO Marepuaja, Tak 1
OT Marepuasa MoIIOKKH.

Takum o0OpazoM, MOXXHO TPEIIOJIOKHTh, YTO
Ipu 00pa30BaHUH BUXPEBBIX TOTOKOB B COBOKYITHO-
CTH C BBICOKUMH TeMIIEpaTypaMH U BEICOKOH CKOPO-
CTBIO JBMKEHUS YACTHI MIOPOIIIKA B 30HE KOHTAKTa
C TMOBEPXHOCTHIO paCIIaBICHHBIM Marepuaj IMoj-
JIOKKH TIOTIaJIaeT B BUXPEBOMW IMOTOK, B Pe3yibTare
yero oOpasyeTcsi HOBbIM MaTepuall, B KOTOPOM CO-
KpalaeTcss KOHIIEHTPAIUs TOPOIIKOBOTO MaTepra-

J1a 32 CYET €ro BBITECHEHUS MaTePUaIOM TTOIOXKKH.
[TepuonuuHOCT, 00pa30BaHMUS BUXPEBBIX ITOTOKOB
MaTepualia TOIOKKA MOKHO OOBSICHUTh M3MEHE-
HUEM C TEUCHHEM BPEMEHU r€OMETPHUH BaHHBI TIJ1aB-
nenus [20].

BenmnunHa cos o CTOPOHBI TOUIOKKH, B KO-
TOPOM TPOMCXOAT BUXPEBBIEC MMOTOKH, CUHTACTCS
ne(EeKTHOM, TaK KaK MMEET OTIWYHBIE OT OCHOB-
HOTO Marepuajia cBoicTBa. M3mMepeHHas TuHeiHas
Benu4MHA JAeEKTHOTO ciaos mocturaeT 415,8 Mkm
st Crenara 6 (puc. 5) u 456,5 mxm st BpAX10

(puc. 6).

288 4

Puc. 5. Jlunelinasi BeIMYMHA BUXPEBBIX TIOTOKOB 00pasia
u3 Cremnuta 6

Fig. 5. The linear magnitude of the vortex flows of a Stellite 6
sample

12 Tom 22 Ne 4 2020



TECHNOLOGY

OBRABOTKA METALLOV %

56,5

_— 100pm

Puc. 6. Jluneiinas BennurHa BUXPEBBIX IOTOKOB 00pa3ua
u3 bpAX10

Fig. 6. The linear magnitude of the vortex flows of a CuAll0Fe4
sample

B cBs3u ¢ teMm, yto Ha obOpasie u3 OpoH3bI HE
ObUTa OOHapy»eHa 30Ha C U3MEHEHHOM CTPYKTYypoit
marepuaia, U3MEpeHHe MHUKPOTBEPIOCTU MPOBOJIU-
JI0Ch TOJIBKO 15t 0Opa3ia u3 Cremmra 6, Tak Kak ero
CTpyKTypa Oonee omHopoaHasi. Pesynbrarsl mpen-
CTaBJieHbl Ha puc. 7. MUKPOTBEpAOCTh U3MEHSETCS
ot 426 HV y noBepXHOCTH HAIUIABIEHHOTO MaTepH-

ana 10 282 HV y noBepxHOCTH MOMIOKKHU. Takum
0o0pa3oM, W3 JIaHHBIX BHJIHO, YTO B 30HE BHXPEBBIX
00pa30BaHMI MUKPOTBEPJOCTh HAIUIABJICHHOTO Ma-
TepHaJla yMEHBIIIAETCS, YTO CBHJICTEIILCTBYET O Ha-
TUYUHA  J1e(HEKTHOTO CIJIOSI CO CTOPOHBI TOUIOMKKH,
KOTOPBIF HEOOXOAMMO YHAQJIUTh JUIS TOJTYYCHHS OJ1-
HOPOJIHBIX CBOMCTB MaTepHraa TOTOBOM JIETaIH.

500 -
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400 - ?’—‘\_/
L 350
T 300 -
& 250 %
g =
2 500 %
@ :ﬁ“\“\“\\\\gﬂ’f?‘iﬁ'\’\' Moanoxka
F 150 wﬂm(w
100
-
0 LS8
0 S U RN
0 200 400 600 800 1000 1200

Paccrosanue ot NOBEPXHOCTH, MEM

Puc. 7. Muxpotseprocts oopasua u3 Cremmra 6

Fig. 7. Microhardness of a Stellite 6 sample
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Takum 00pa3oM, BBIOJTHEHHOE HCCIICIOBAHIE
nedekTHoro ciost 00pasios u3 Cremmra 6 U OpOH3BI
BpA2K10 no3Bonmio ycTaHOBUTH CPETHUE BETUUUHbI
COCTABJISIFOIINX MHUHHUMAJIBHO HEOOXOAMMOTO TPHITY-
cka. O0001IeHHBIE TAaHHBIEC TIPUBEICHBI B Ta0II. 6.

OBPABOTKA METAJIJIOB

TEXHOJIOI'MA

Jlannble Tabi. 6 MO3BOJIAIOT ONPEAEIUTh MUHU-
MaJbHO HEOOXOAMMBIN MPUIYCK U B JaJbHEUIIEM
CIPOEKTUPOBATh TEXHOJIOIMUYECKUH Mpouecc odpa-
OOTKM pe3aHUEM 3aroTOBOK, BbIpalieHHbIXx DMD-
MerozoM u3 MarepuasnoB Cremmut 6 u bpAXK10.

TabOnuma 6
Table 6

Cocrapisiionue NpUIycKa odpa3nos

Sample allowance components

Hassanye o6pasia / Cocrapnsiromue mpurycka, MkM / Allowance components, pm
Name of sample . . Pa3mep BUXPEBBIX TOTOKOB /
Ra Hedexrnsiii cioii / Defect layer Vortex flow size
BbpAX10 / CuAll0Fe4 34,8 62,8 456,5
Crennut 6 / Stellite 6 23,8 - 415.8
BriBoabI TBEPLOCTh U3MeHsercs oT 426 HV y nosepxHocTn

1. B pesynbrare uccienoBaHusi MUKPOCTPYKTY-
pBl HAIUIABJIEHHOTO CJIOS Ha MOBEPXHOCTU 00pa3-
na u3 marepuana bpAXK10 onpenenena nuHeitHas
BeJIMYMHA J1e(DEKTHOTO CJ0si, 00pa30BaBIIETOCS B
pe3ysbTare OTTAJIKMBAIOLIMX CBOWCTB JKejle3a I10
OTHOIICHMIO K Menu. Bennumna nedextHoro cios
IIPEBBIIIAET BEIMYMHY IIEPOXOBATOCTH IOBEPX-
HOCTU U U3MeHsieTcsl B npenenax 44,4...62,8 Mkm.
Jns obpasna u3 Cremumra 6 Takasi CTPyKTypa OT-
CYTCTBYET, BeJIMUMHA 1€()EKTHOTO CJI0sl Ha MOBEPX-
HOCTU 00pa3lia HAXOJAUTCA B IMpeJesiax MepoXoBa-
TOCTH ITOBEPXHOCTH U COCTABIAET 23,8 MKM.

2. BbIoHEHHOE  UCCIIE0BAaHUE XHUMHUYECKO-
ro CoCTaBa HAIUJIAaBJIEHHOTO Marepuajia IMO3BOJIH-
JIO YCTAHOBUTH, YTO IPH BBIPAILIMBAHUM 3arOTOBOK
CO CTOpPOHBI MOMJIOKKM B paboueill 30He HaraB-
KM TPOUCXOIUT O0Opa3oBaHHUE BUXPEBBIX MOTOKOB.
B pesynbsrare Bo3HUKaeT HOBBII MaTepHal, OTianya-
IOIIUAKCS IO CBOMCTBAM M OT HAIUIABIIIEMOIO Mare-
puala, ¥ OT Marepuaia noaioxkku. JInnenas Benu-
YMHA BUXPEBBIX IOTOKOB, SBJISIOIIUXCS A€ (PEKTHBIM
cioem, Ha oopastie u3 Cremura 6 paBaa 415,8 MM,
Ha oOpasie u3 bpAXK10 — 456,5 mxwm.

3. YcraHOBIIEHO, YTO MPHU NPUOIMKEHUH K T10-
BEPXHOCTU MOAJIOKKA MHUKPOTBEPAOCTh HaIUIaB-
JIEHHOTO Marepuajla CHUXKAETCS, 4YTO TaKXe CBH-
JIETEJbCTBYET O HAJIMYMM BOJIM3M TOMJIOKKHU CIOS
Marepuaa, OTINYAOIIErocsi MEXaHMYECKMMHU CBOM-
CTBaMH, T. €. Ie(eKTHOTO cIos1. Vi3MepeHHast MUKpO-
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HaruiaBjieHHOro Marepuaina 10 282 HV y nosepxHo-
CTH NOAJIOXKKHU. [IpOTSHKEHHOCTh 30HBI C U3MEHEH-
HOW MUKPOTBEPAOCTHIO COCTaBIsIET 415,8 MKM.

4. B pesynpTaTe BBINOJIHEHHOIO 3KCIEpHU-
MEHTAJIBHOTO MCCIIEOBaHUSA Ha 3aroToBKax,
BhIpalieHHbIX DMD-MeTogom, ompenesieHsl co-
CTaBJsAONIKE Je(HEKTHOTO CIIOs, KaK MPUITOBEPX-
HOCTHOTO, TaK U CO CTOPOHBI NOMIOXKKHU. [Toiy-
YEHHbIE PEe3yJbTaThl MO3BOJIAIOT B JajbHEHIIEM
BBIIIOJIHUTh TNPOEKTHUPOBAHUE TEXHOJIOIMU 00-
paboOTKM pe3aHHeM TI'eHEpaTUBHBIX JAeTaliel, IMo-
nydeHHsIX DMD-merogamu. IlepcnexktuBHOe
pa3BUTHE JAHHOIO HANPABJICHUS BUIUTCS B pa3-
paboTKe TEOPETUUYECKUX OCHOB PAacuE€THOIO Mpo-
THO3UPOBAHUS BEJIWYMHBI MUHUMAJIbHO HE00XO-
JUMOTIO MPUITyCKa Ha 00paboTKy.

Cnucok Jaureparypbl

1. Pinkerton A.J. Laser direct metal deposition: theo-
ry and applications in manufacturing and maintenance //
Advances in Laser Material Processing: Technology, Re-
search and Application. — Cambridge: Woodhead Pub-
lishing, 2010. — P. 461-491. — DOI: 10.1533/97818456
99819.6.461.

2. Experimental and numerical study of the influ-
ence of induction heating process on build rates Induc-
tion Heating-assisted laser Direct Metal Deposition
(IH-DMD) / M.T. Dalaee, L. Gloor, C. Leinenbach,
K. Wegener // Surface and Coating Technology. —
2020. — Vol. 384. — P. 125275. — DOI: 10.1016/j.surf-
coat.2019.125275.



TECHNOLOGY

3. Aghili S.E., Shamanian M. Investigation of powder
fed laser cladding of NiCr-chromium carbides singlesub-
strate // Optics & Laser Technology. —2019. —Vol. 119. —
Art. 105652. — DOI: 10.1016/j.optlastec.2019.105652.

4. Leyens C., Beyer E. Innovations in laser clad-
ding and direct laser metal deposition // Laser Surface
Engineering. — Cambridge: Woodhead Publishing,
2015.—-P. 181-192. - DOI: 10.1016/B978-1-78242-074-
3.00008-8.

5. Yang YH. Wu FB. Microstructure evolution
and protective properties of TaN multilayer coatings //
Surface and Coating Technology. — 2006. — Vol. 308. —
P. 108-114. — DOI: 10.1016/j.surfcoat.2016.05.091.

6. CrVN/TiN nanoscale multilayer coatings deposited
by DC unbalanced magnetron sputtering / E. Contreras,
Y. Galindez, M.A. Rodas, G. Bejarano, M.A. Gomez //
Surface and Coating Technology. — 2017. — Vol. 332. —
P. 214-222. — DOI: 10.1016/j.surfcoat.2017.07.086.

7. pankose A.B. WNsroronenue neranert PKT wus
OTEUECTBEHHOTO IIOPOIKa Hep)KaBeromen cramm //
ApmutuBHble TexHooruu. — 2019. — Ne 2. — C. 50-55.

8. Producing metal parts with selective laser sinter-
ing/hot isostatic pressing / S. Das, M. Wohlert, J.J. Bea-
man, D.L. Bourell / JOM. — 1998. — Vol. 50. — P. 17—
20.—DOI: 10.1007/s11837-998-0299-1.

9. Kosan B.M. Pacuer mpumyckoB Ha 00pabOTKy
B MAalIMHOCTPOEHHMM: CIIpaBOYHOE IMocodbue. — M.:
Mamrus, 1953. - 210 c.

10. Eguzwu E.O. Key improvement in the machining
of difficult-to-cut aerospace superalloys // International
Journal of Machine Tools & Manufacture. — 2005. —
Vol. 45. — P. 1353-1367. — DOI: 10.1016/j.ijjmach-
tools.2005.02.003.

11. Study of the structural characteristics of titanium
alloy products manufactured using additive technologies
by combining the selective laser melting and direct met-
al deposition methods / M. Samodurova, I. Logachev,
N. Shaburova, O. Samoilova, L. Radionova, R. Zakirov,
K. Pashkeev, V. Myasoedov, E. Trofimov // Materials. —
2019. - Vol. 12. — DOI: 10.3390/ma12193269.

12. Byposa /J.H., Leopyx H.C., Knaccen H.B.
HccnenoBanus M IPUMEHEHHU S BIMSHUS MATHUTHOT'O TIOJISL
Ha CHUCTeMY <oKene30-menb-Boaa» // X VII Beepocceuniickas

Kon¢gaukr nurepecon

OBRABOTKA METALLOV %

C MEXIYHAapOIHBIM YyYacTHEM IIKOJa-CEeMHHAp TII0
CTPYKTYPHOH MaKpOKHMHETHKE IJIsi MOJIOJBIX YYEHBIX
uMmeHu akajgemuka A.I. MepxkanoBa. — UepHoroyioBka,
2019. - C. 134-136. — DOI: 10.24411/9999-004A-2019-
10045.

13. Microstructure and high temperature mechanical
properties of wire arc additively deposited stellite 6 al-
loy / G.P. Rajeev, M.R. Rahul, M. Kamaraj, S.R. Bak-
shi // Materialia. — 2020. — Vol. 12. — DOI: 10.1016/j.
mtla.2020.100724.

14. Typuuun I'A., Comonos B.B., Kmumosa O.I
HccnenoBanne m MoaennpoBaHue mporecca GopMHupo-
BaHUS HAIUIABOYHOTO BAJMKA U MHUKPOCTPYKTYPHI TIPH
JIa3epHON HAIUTaBKe M3TYYEHHEM MOIIHOTO BOJIOKOHHO-
ro nasepa // IHHOBaIlMOHHBIE TEXHOJIOTHH M KOHOMH-
Ka B MaIIMHOCTPOCHHH: COOPHUK TpymoB V MexmyHa-
POIHOM HAyIHO-TIPAKTUICCKON KOH(MepeHInH. — ToMCK,
2014. - T. 1. — C. 410-415.

15. I'pucopvany A.I., Mucwopos A.HU., Tpemuvs-
ko6 P.C. AHanmu3 BIUSHUS TTapaMETPOB KOaKCHATHHOU
Ja3epHON HAIUTaBKU Ha (GopMHUpoBaHHe Baaukos // Tex-
Hoytorwst MamuHOCTpoeHus. — 2011, — Ne 11. — C. 19-21.

16. Moosa A.A., Kadhim M.J., Subhi A.D. Dilution
effect during laser cladding of inconel 617 with Ni-Al
powders // Modern Applied Science. — 2011. — Vol. 5. —
P. 50-55. — DOI: 10.5539/mas.v5n1p50.

17. Beoenos  A.A. duzuveckue
Ipu  J1a3epHOi  00paboTKe
Duepromammmsaar, 1985. — 208 c.

18. Simulation and experimental investigations on
the effect of Marangoni convection on thermal field dur-
ing laser cladding process / Y. Jiang, Y. Cheng, X. Zhang,
J. Yang, X. Yang, Z. Cheng // Optik. —2020. — Vol. 203. —
DOI: 10.1016/].ijle0.2019.164044.

19. booyuenxo J{.C. YUuciaeHHOE MOICITHPOBAHUE
ra3ornopoIIKOBOM JIa3epHOM HAIUIABKU METAITUYECKUX
MaTepHUayioB Ha TOMIOKKH // MaTemMarndeckoe Moje-
mupoBanue. — 1991. — T. 3. — C. 109-122.

20. Inunes A.M. WccnenoBaHue W ONTUMH3ALUS
ra30MOPOIIKOBBIX MMOTOKOB B TOJOBKaxX IS JIa3epHOU
MTOPOIIKOBOM HAIIaBKWA: JUC. ... KaHI. TEXH. HaykK:
01.02.05. — Kazansp, 2018. - 179 c.

MIPOTIECCHI
MarepuaioB. — M.:

ABTOpBI 3asIBIISIIOT 00 OTCYTCTBUU KOH(IMKTa UHTEPECOB.

© 2020 Apropsl. M3narenbctBo HOBOCHOMPCKOTO TOCYIaPCTBEHHOTO TEXHHYCCKOTO YHUBEPCUTETA. JTa CTAThs AOCTYITHA I10
munensun Creative Commons «Attribution» («Atpubyuus») 4.0 Becemupnas (https://creativecommons.org/licenses/by/4.0)

Vol. 22 No. 4 2020 15



Cm

OBRABOTKA METALLOV

TECHNOLOGY

Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science. 2020 vol. 22 no. 4 pp. 6-17
ISSN: 1994-6309 (print) / 2541-819X (online)

DOI: 10.17212/1994-6309-2020-22.4-6-17

Obrabotka metallov -

TEKHOMOTHA
‘OGOPYAOBAHME
HHCTPYMEHTbI

Metal Working and Material Science

Journal homepage: http://journals.nstu.ru/obrabotka_metallov

Experimental Study of the Defect Layer on Workpieces, grown by the DMD method

Dmitrii Ardashev

a,

", Alexander Dyuryagin b Damir Galimov*

South Ural State University, 76 Lenin prospekt, Chelyabinsk, 454080, Russian Federation

https://orcid.org/0000-0002-8134-2525, (=} ardashevdv@susu.ru, b
https://orcid.org/0000-0002-6060-5525, (=] galimovdm@susu.ru

c

https://orcid.org/0000-0001-6274-1953, (=] s.dyuryagin@mail.ru,

ARTICLE INFO

ABSTRACT

Article history:

Received: 25 August 2020

Revised: 11 September 2020
Accepted: 14 September 2020
Available online: 15 December 2020

Keywords:

Additive technology
Generated workpieces
Defect layer
CuAllOFe4

Stellite 6

Funding

This research was funded by Ministry
of Science and Higher Education of the
Russian Federation (grant No. FENU-
2020-0020).

Introduction. At this time, new methods of manufacturing workpieces are gaining great popularity, for
example, additive technologies. Methods for growing workpieces by sintering a powder with a laser make it possible
to manufacture parts of complex shapes that are impossible or rather difficult to obtain by traditional methods,
such as casting, forging, etc. However, the details, obtained by means of additive technologies, in particular the
DMD method (Direct Metal Deposition), do not correspond with the accuracy requirements. Consequently, such
workpieces require further processing by turning, milling or grinding. To design an operation for machining parts,
it is necessary to know the machining allowances, the magnitude of errors formed during the blank operation,
so that after its removal the processed part meets the requirements of the drawing. The purpose of the work:
experimental study of the size of the defect layer in the near-surface layers of generative workpieces made of Stellite
6 and CuAll0Fe4, grown by DMD method, using microstructural methods. In the work, using a microscope, a
study is carried out, which consisted in the visual determination of the defective layer, which differs in structure;
measuring its size; carrying out a chemical analysis; determining the nature of the change in microhardness. The
research method is a microscopic examination of deposited materials Stellite 6 and CuAll0Fe4 (CuAll0Fe4).
From the pictures taken with a microscope, it is possible to establish the linear size of the defect layer. Results and
Discussion. Vortex formations are found in the melting zone, its chemical analysis is carried out and it is found that
the concentration of chemical elements in these areas changes and includes both elements of the powder material
and the substrate material. Measurement of microhardness showed that it decreases with depth from the surface of
the deposited material to the substrate. Thus, the use of the technique presented in this paper for microscopic studies
of the structure, chemical composition and microhardness of workpieces, grown by the DMD method will allow to
predict the value of processing allowances in the future, during the designing of mechanical processing operation of
generative workpieces.

For citation: Ardashev D.V., Dyuryagin A.A., Galimov D.M. Experimental study of the defect layer on workpieces, grown by the DMD
method. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science, 2020, vol. 22, no. 4, pp. 6-17.
DOI: 10.17212/1994-6309-2020-22.4-6-17. (In Russian).
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