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AnHoranus: MiccienoBaHo BIUsIHUE TOKA CBapodHoM nyru (47, 57 u 67 A) Ha CTPYKTYpY ¥ CBOMCTBA HaIllJIaBJIeHHBIX 00pa3IloB, MOJIyJa-
€MBIX 3JIEKTPOAYTOBOil POOOTH3MPOBAHHON HaMIaBKOK. B KauecTBe mpucasiouyHOro MaTepuaja UCIOIb30Bal CBAPOYHYIO MTPOBOJIOKY
CB-AKS5 (ER4043) cucremsr Al—Si. HanaBky mpoBoguin Ha CyGCTpaT B BUIE IJIMTHI TOJIIMHOM 6 MM U3 ciiiaBa AMr6 cucreMmsr Al-Mg.
Ipu HamtaBke B 06pa3iax hopMupyeTcst TMIIMYHAST IByXda3Hast CTPYKTypa JOIBTEKTUUYECKOTO COCTaBa, XapaKTepHas [UIsl CIIJIaBOB CH-
creMbl Al—Si, ¢ conepxxanueM kpeMHUs 5 %. [1o BbIcOTe HaNJIaBJIEHHBIX CJIOEB OTMEYAETCsI TEHCHIIUSI K YKPYITHEHUIO CTPYKTYPHI IO Ha-
MPaBJICHUIO OT CyOCTpaTa, YTO CBSI3aHO C AKKYMYJISLIMe TETJIOTH B HATIJIABIISIEMbIX 1O BbicoTe ciosiX. C yBeTnYeHUeM TOKa CBAPOYHOM
YT MPOUCXOAUT U3MeTbUeHHE IEHIPUTOB Ha OCHOBE (-Al M KPUCTAJIJIOB 9BTEKTUYECKOT0 KPEMHU S, a TAKXKe Bo3pacTaeT NJIOTHOCTb U
MmajiaeT MUKPOTBEPIOCTD HATIJIABIIEHHBIX 00pa3110B. [1oBbIIIIeHE TIIIOTHOCTH 00YCIOBJIEHO CHUKEHUEM JIOJIU U Pa3MepPOB ra30BbIX TIOD, a
TakKXe U3MeJbYeHUEM CTPYKTYPHBIX COCTABISIONINX. YMEHbIIEHUEe MUKPOTBEPAOCTHU CBS3aHO C YBEJIMUYCHUEM TOJIU MATKOM (a3bl (IeH-
IpUTOB 0.-Al) 1 COKpallleHreM KOJIMYECTBa TBEPABIX KPUCTAJIJIOB 3BTEKTUYECKOTr0 KpeMHUs. CpegHee conepkaHue KpeMHUs B 00pasiiax,
HaIUIaBJICHHBIX 1O TPEM peXXMMaM, HaXoIUTcs B uHTepBaje 5,46—5,91 %, 4To COOTBETCTBYET XMMUYECKOMY COCTaBY CBApOYHOI1 TPOBOJIO-
ku Mapku CB-AKS5 (ER4043). YBenudeHue TOKa CBApOUHOM Ay CIIOCOOCTBYET POCTY 3HAYEHU I TIpeieia MPOYHOCTHU MPU PACTSIXKEHUU U
HE3HAYUTEITbHOMY CHUKEHUIO YCIOBHOTO TIpeesia TEKYYeCTH U OTHOCUTENBHOTO YIMHeHUs. OCOOEHHOCTH UBMEHEHU ST MEXaHUUEeCKMX
CBOICTB HaTlJIaBJIEHHBIX 00Pa3110B 00YCIOBJICHBI CrielIMbUKON (GOPMUPOBAHUS JTUTOU CTPYKTYPHI HATIABJIIEMBIX CJIOEB B YCIOBUSIX Ha-
MPaBJICHHOTO 3aTBEPAEBaHUsI IO HATIPABJIEHUIO OT CyOCTpaTa.
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Effect of the structure and properties of welded zones made
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Abstract: The study covers the effect of welding arc current (47, 57, and 67 A) on the structure and properties of deposited samples obtained
by robotic electric arc surfacing. Sv-AKS (ER4043) welding wire of the AI-Si system was used as a filler material. Surfacing was carried out
on a substrate in the form of a 6 mm thick plate made of AMg6 alloy (Al-Mg system). During surfacing, a typical two-phase structure of a
hypoeutectic composition is formed in samples typical for Al-Si alloys with a silicon content of 5 %. Along the height of deposited layers,
there is a tendency to structure enlargement in the direction from the substrate, which is associated with the accumulation of heat in layers
deposited along the height. As welding arc current increases, o.-Al-based dendrites and eutectic silicon crystals are refined with an increase in
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the density and a decrease in the microhardness of deposited samples. The increase in density is due to the reduced proportion and size of gas
pores, as well as refined structural components. The decrease in microhardness is associated with the increased proportion of the soft phase
(o-Al dendrites) and decreased quantity of hard eutectic silicon crystals. The average content of silicon in samples deposited in three modes
is in the range of 5.46—5.91%, which corresponds to the chemical composition of Sv-AKS (ER4043) welding wire. Higher welding arc current
contributes to an increase in the tensile strength and a slight decrease in the offset yield strength and relative elongation. The features of changes
in the mechanical properties of deposited samples are determined by of the specific cast structure of deposited layers formed under conditions

of directional solidification in the direction from the substrate.

Keywords: additive technologies, electric arc surfacing, robotic surfacing, aluminum alloys, microstructure, microhardness, mechanical

properties.
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Beenenne

AJIIUTUBHBIC TEXHOJOTUM OTHOCATCS K LIUPPO-
BBIM U HAXOI ST BCe OoJiee MMPOKOE MPUMEHEHME MIJIST
MOJIyYeHU ST TPOTOTHUTIOB, 3aTOTOBOK U ieTajielt U3 pa3-
JIMYHBIX MaTepHUaJIOB B TAKMX OTPACISIX IIPOMBIIILICH-
HOCTH, KaK a3pOKOCMUYECKasI M MAIIMHOCTPOUTEIIb-
Hasl, B 3HepreTnke, KOopabJeCcTPOEHUM, MEAUIIMHE U
T.0. [1—4]. Insg HenmocpencTBEHHOTO W3TOTOBJICHUS
3aroTOBOK (IeTalieil) CIIOXHONW KOHMUTypamuu Bce
OoJiblllee BHUMaHUE YAETSIETCS TEXHOJOTUSIM alau-
TUBHOTO ITPOU3BOACTBA, B KOTOPBIX B KauecTBE pac-
XOIHBIX MaTePHUAJIOB IIPUMEHSIOT CTaJIM, TUTAHOBEIC 1
aJIOMUHUEBBIE CIIIaBhl [5—S§].

IIpu Mcnosb30BaHUM METANIUYECKUX IMOPOIIKOB
MIPUMEHSIIOT METONBI, OCHOBaHHBIC Ha ITPUMCHEHHNU
Jlazepa B Ka4eCTBEe MCTOYHMKA KOHIEHTPUPOBAHHBIX
notokoB sHepruu: SLS (Selective Laser Sintering —
CeJIeKTUBHOE JlazepHoe criekanue) u SLM (Selective
Laser Melting — ceJleKTUBHOE Jla3epHOE CIJIaBJEHUE).
K ocHoBHBIM HenmocTtaTkaMm SLS- u SLM-texHosorui
OTHOCSITCSI BBICOKAsl CTOMMOCTD PAaCXOOHBIX MaTepHa-
JIOB U HEOOJIbLIIME 00beMbI IeyaT [9].

Hist mpou3BOACTBA U3NEAUNM U3 MeTaloMaTpuy-
HBIX MaTepuajioB OOJBIINX 00bEeMOB Hambonee 3(P-
(GeKTUBEH METOJA MOCJIOMHON 3JIeKTPOAYTOBOWM Ha-
MJIaBKU IIPUCaTOYHBIX MaTepUaJIOB B BUIE IIPOBOJIOKHU
(Wire and Arc Additive Manufacturing, WAAM) |8,
10—15]. Cpeau mpoBOJIOYHO-AYTOBOrO aAJdUTHBHOIO
MPOMU3BOJCTBA CJENYET BBIACIUTH CBApPKy MeTaslu-
YeCKUM 3JICKTPOIoM B ra3oBoii cpene (GMAW), raszo-

BJIEKTPUUECKYIO CBAPKY BOJIb(GPaMOBBIM 3JIEKTPOIOM
(GTAW) u cBapky miasmeHHoit nyroit (PAW) [16, 17].
Nznenue dbopMupyeTcst 3a c4eT pacijaBiIeHUS TPO-
BOJIOUHOTO ITPUCAAOYHOIO MaTepuaja IO NeCTBU-
€M DJIEKTPUUECKON IYTH, a P KOHTAKTE C MOHJIOX-
KoMl 3aTBepAeBaeT, o0pa3ysl TBEpAbIil HaIlJIaBJIeHHbI
cnoii. 1o cpaBHeHMIO ¢ MeTogOoM SLS nmpenMyIiecTBo
WAAM-TeXHOJO0rMHY 3aKJa4aeTcsl B TOM, YTO B U3-
neauu  GhopMHUpPYeTCsT ITUIOTHAas MeEJKOIUCIepCHast
CTPYKTYpa, BO MHOTOM aHaJIOTUYHAas TUTOM.

B mensix pacmmpeHust 00J1aCTH IIPUMEHEHHUSI METO-
0B WAAM npoBoAsITCS UCCIENOBAHU S TIO UCTIOIb30-
BaHMIO pa3INIHBIX MaTepHUaiOB — CIIJIABOB Ha OCHOBE
tutana [18, 19], nukens [20], cranxu [21], amtoMuHUS
[22, 23], menu [24].

B cBs13u ¢ Tem, uto gus peanuzanuun WAAM-Tex-
HOJIOTUM TIPUMEHSIOT MHOTOOCEBBIE POOOTHI-MaHU-
MyJASITOPBI, 3TOT aAIAUTHUBHBIN IPOIECC TOCTATOYHO
JIETKO MHTETPUPYETCS C METOTAMHU MEXaHUUECKOI 00-
pabOTKM HAILIAaBJIEHHBIX 3aTOTOBOK Ha TaKMX Xe PO-
O6oTax-MaHUITYJIsITOpax [25, 26].

OnHMM M3 IePCHeKTUBHBIX HAIlpaBJICHUI B HACTO-
SI1IIee BpeMsI SIBJISICTCS CO3TaHNe IMPOTSKEHHBIX, KPYTI-
HOTrabapUTHBIX 3arOTOBOK M3 aJIOMUHHEBBIX CIIJIABOB
nocpeactBoM WAAM-texHonorun. OCHOBHBIMHU TIPO-
OJIeMaMM TIpU 3TOM SIBIISIIOTCSI OOeCIIeUeHNE TIJIOTHOM
6e31eeKTHOI CTPYKTYPhI HAIIaBJICHHBIX CJIOEB C TPe-
OyeMbIM YPOBHEM CBOICTB 1 COOTBETCTBUE I'€OMETPUU
HaIlIaBJICHHOM 3aTO0TOBKM reoMmeTpuu 3D-Momenu.
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Llesb pa6oThI! cocTosIIa B MCCIIEOBAHNH CTPYKTY-
PBI ¥ CBOMCTB HaIlJIaBJIEHHBIX 00pa3IioB U3 PUCaI0Y-
Hoii mpoBosioku CB-AKS (cuctema Al—Si) mpu po6o-
TU3UPOBAHHOM 3JIEKTPOIYTOBOI HaIlIaBKe.

MaTepI/laJIbI N ME€TOAHUKA IKCIICPHUMCEHTOB

B skcnepuMeHTax 1Mo 00bEMHOM 3JIEKTPOAYTOBOM
HaIlJIaBKe MCIIOJIh30BAJICSI CBAPOUYHBIN MHBEPTOPHBINA
noayaBroMar EWMTitan 350 XQpulsD («<EWMAG»,
T'epmaHus) ¢ cucTeMoll MogaYu IMPOBOJIOKH BHYTPEH-
Hero WcmoiaHeHus. i aBTOMaTM3allMM IIporecca
HaIJIaBKHW NPUMEHSJICS TTPOMBIIIEHHBIN pOOOT-Ma-
HunyastTop KUKA KR-210-2 2000 («KUKA GmbH»,
I'epMaHMsI), OCHAIIEHHBIN pa3paboTaHHOM U M3TOTOB-
JIEHHOW CBOMMM CHUJIaMU CIIeIIMaIu3UPOBAaHHON OC-
HACTKOM AJIs1 KpenJieHUsI CBapOYHOi ropenku (puc. 1).
HJ1st HAIIJIaBKH MCIIOJIh30Baach aJIlOMUHMEBAs TIPO-
BoJsioka mapku CB-AKS (FT'OCT 7871-2019) (ER4043),
XUMHUYECKUI COCTAaB KOTOPOi1 TpUBeaAeH HUXKe, Mac.%:

OcH. JICTUPYIOLIUE DJIEMEHTBI:

Sttt 4,5—6,0
T 0,1—0,2
IIpumecu, He Oostee:
M 0,01
ZN oot 0,01
Feuoiii 0,2

Hamnnaska nmpoBoanachk Ha ITOMIOXKY B BUIC TLIH-
Thl TOJILMMHON 6 MM u3 craBa AMr5. Peanusanus
npolecca 00bEeMHOI 3JEKTPOAYroBOil HAIJIaBKU U
HCCIeAOBAaHMI BKII0YAjIa B ce0SI CCHYIONINE STATIHL.

1. Coznanue ynpasisioueit nporpammsl (YII):

— pa3paboTKa MOIEJU HaIlJIaBasSeMOll 3arOTOBKU
¢ TpeOyeMbIMHU T€OMETPUICCKIUMHU pa3MepaMu B CIIC-
nuaausupoBaHHoit nporpamme KOMITAC-3D V17.1;

— 3allaHue TPaeKTOPUU M CKOPOCTH IBUXKCHUS
CBAapOYHOI TOpeNKM, 3aKpeIUICHHOH Ha pobote, ¢
nomombio porpaMMsr’ SprutCAM 14 Robot (000
«CITPYT-TexHomorus», PD).

! YccrenoBaHMsT BBIMOTHSUTICD B JIAGOPATOPHHU 3IEKTPOdU-
3udyeckux TexHojaoruii LlenTpa nureitHbix TexHomoruit Ca-
MapCKOIo rocy1apCTBEHHOTO TEXHUYECKOTO YHUBEPCUTETA.
JlabopaTopust ocHallleHa 00OpyAOBaHUWEM, MPEAOCTaBJICH-
HBIM UHAYCTpUaIbHBIM mapTHepoM OO0 «Bennunr I'pynn
Cawmapa» (1. Camapa, PD).

2 MporpaMma MpenocTaBlIeHa MHAYCTPUATIBHBIM MapTHE-
pom OOO «CIIPYT-Texnonorusi» (r. HabepexHbie Yen-
HEbI, PD).

Puc. 1. [TpoMbllsIeHHBIA pOOOT MAHUMYJISITOD
KUKA KR-210-2 2000 co cnennaiu3aupoBaHHON
OCHACTKOU TSI KPETUIEHU ST CBAPOYHOM TOPESIKY

Fig. 1. KUKA KR-210-2 2000 industrial articulated robot
with special tooling for welding torch mounting

2. 3arpy3ka YII B 6ji0K ynipaBieHuss poOOTOM-Ma-
HUITYJISITOPOM (ITporpaMma OTKPBIBAaeTCs yepe3 BCTPO-
€HHBI KOHTPOJLJIEP poOOoTa).

3. Beibop mapamMeTpoB HaIlJlaBKU (Cujia TOKa CBa-
pouHoro anmnapata (/) 1 CKOpoCcTb NoAa4Yu Ipucagod-
HOW TIPOBOJIOKH (Vp;)), 3aaBa€MbIX Ha CBAPOYHOM
arrapare, a TakXe CKOPOCTHU JBUXKEHUSI CBApOYHOMN
TropeJIKM M pacxoa rasa.

4. MccnemoBaHWe KadecTBa HAIUIABJICHHBIX 00-
pa3LoB:

— aHaJu3 MUKPOCTPYKTYPhI HAIlJIaBJICHHBIX 30H;

— M3MEpPEeHNe MUKPOTBEPOOCTH HAILJIABJICHHOTO
Marepuana;

— MpOBeIeHNE MEXaHMUECKUX UCTIBITAHU I Ha pa3-
PBIB HAILIABJICHHBIX 3aTOTOBOK.

Hccnenyemble o0pa3ibl HamaaBasIMCh Ha TOKE 00-
pPaTHOM MOJISIPHOCTH MO PeXMMaM, IMpeacTaBICHHBIM
B 1a6ia. 1. [Ipouecc momyaBTOMaTUUECKON HaMJIaBKU
CYIIECTBEHHO OINpEACNISIETCS PAacXoJoM IPOBOJIO-
K1 (CKOPOCTBIO €€ IMOoJauyu), HAMpPSKeHUEM U TOKOM
CBapOYHOM NyTW. B MaHHBIX MCCIeHOBAaHMSIX HAIIPSI-
JKeHUe OYTu He MeHSJIoCh U cocTaBiisiio U = 14,7 B.
[Ipu HamjaaBKe MO yKa3aHHBIM peXMMaM CHUJia TOKa
B CHHEPTeTUUYECKOM pEXMME CBSI3aHA CO CKOPOCTHIO
1oAY ¥ MPOBOJIOKU 3aBUCUMOCTBIO, TIPEICTaBIEHHON
Ha puc. 2.

st m3ydeHnsT MUKPOCTPYKTYPHl 30H HaILIaBKU
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Tabmuia 1. PexnMbI HANIABKH HCCJIEIyeMbIX 00pa3ioB

Table 1. Welding modes for samples under study

Ne CKOpOCTh HaIlJIaBKH, Pacxon raza, Cwuia Toka CKopocTb mofaun Kou-Bo cnoes,
pexuma MM/MUH JI/MWAH 1A Vpops M/MUH IIIT.
1 47 3.8
2 620 10 57 4,8 6
3 67 5,7

ucrnoab3oBanu Mukpockon JEOL METAM 1C (JEOL,
Anonus). AHanIN3 MUKPOCTPYKTYPHI IIPOBOIMIIHN I10
BBICOTE HAIlJIaBJICHHOM 3aTOTOBKM BEICOTOM 18 MM 1o
cXeMe «<HU3—cepeanHa—Bepx» (puc. 3).

L, ., M/MUH

nox®

2 1 1 1 1 T T T

40 50 60 70 LA

Puc. 2. 3aBUCUMOCTb CKOPOCTH MOJIaYM ITPUCATOIHOMN
MIPOBOJIOKY OT CHJIbI TOKAa CBAPOYHOM TyTH
(CUHEepreTUYECKU I pexkuM)

Fig. 2. Dependence of welding wire feed rate on welding arc
current (synergetic mode)

Bepx

Cepenuna

18 MM

Hus

Cybctpar

Puc. 3. CxeMa aHaim3a MUKPOCTPYKTYPHI
HarIaBJIeHHbIX 30H

Fig. 3. Microstructure analysis for welded zones

[InoTHOCTH OOpa3lOB IIOCJE HAMJaBKH OIpee-
JISUTA METOIOM THAPOCTAaTUYECKOTO B3BEIIMBAHMS.
MUKpPOTBEPIOCTh HAIJIABJICHHOTO MaTepHalla U3Me-
psinu Ha mukpoTtBepaomepe [IMT-3 (OAO «JIOMO»,
. Caukrt-IletepOypr, P®) ipu Harpyske 200 r 1m0 BBI-
COTe HallJIaBJeHHOro ¢Jjiod ¢ maroM 0,25 MM, HauMHas
ot cybcTpara.

MexaHUYeCKNE WCITBITAHUS Ha PacTSIKCHUE OCY-
IIECTBJISUIA Ha Pa3pbIBHOM MCITHITATEILHOM MaIllTHe
HP 5057-50 (OO0 «3UIl», r. UBanoBo, PD) B co-
orBeTcTBUM ¢ 'OCT 1497-84. O6pasmsl pa3MepoM
70x20x25 MM AJ1s1 UCTIBITAHU I HATLJIABASIJIUCH 110 pe-
XKumam [—3 (cMm. Tabu. 1).

Pe3yabTaThl 3KCIEPUMEHTOB
1 X 00CYyXKIeHHE

AHaiu3 MUKPOCTPYKTYPhI 30H HamjaaBKu (puc. 4)
MoKasaj, 4To B LIEJIOM MO BbICOTe (hopMuUpyeTcst A0-
CTaTOYHO CTaOWIbHAs OMHOPOAHAst AByXda3Has
CTPYKTYypa MO3BTEKTUUYECKOTO CIlJIaBa, COCTOSIIAs U3
JIeHIpUTOB o-Al Ha OCHOBE TBEPAOIO pacTBOpa KpeM-
HUSI B QIIOMUHUU U OBTEKTUKU B MEXIEHIPUTHOM
npoctrpaHcTBe. C yBeIMYeHUEM TOKa IYTU ITPOUCXO-
JIUT U3MeJbUeHUE CTPYKTYPHBIX cocTaBistomux. [lo
BBICOTE HATIJIABJIEHHBIX CJI0EB OTMEUAETCSI TEHACHIIU ST
K YKPYITHEHUIO CTPYKTYPHI TT0 HATIPABJICHUIO OT Cy0-
cTpara. DTo CBSI3aHO C TEM, UTO MPU HATlJIaBKE MEPBO-
TO CJIOSI TPOUCXOMUT O0Jiee MHTEHCUBHBIN TETLIOOTBO/I
yepes cyocTtpar. C yBeJIMUeHUEM BBICOTHI HaIlJaBKU
TEIJIO aKKyMYyJIUPYETCs B MPEAbIAYIIUX CIOSIX, YTO
1 00ycIaBIMBaeT pocT (a30BbIX COCTABISIONINX Ha-
TJIaBJIEHHBIX CJIOEB.

YBenuueHue cuiIbl TOKAa CIOCOOCTBYET MOBBINIE-
HUIO MJIOTHOCTH (p) HaTJIaBJIEHHbIX 00pa3LoB (puc. 5)
1 NpUOIMKEHUIO ee 3HAaYeHWI K MJIOTHOCTH Tpuca-
JOYHOI MPoBOJIOKH (2,69 T/cM?).

Pesynbrarel n3MepeHust MUKpOTBepaoctd (H,)
HaIlJIaBJIEHHBIX 30H MpeACTaBIeHbI Ha puc. 6. BugHo,
4YTO C YBEIMYEHHEM TOKAa CBAPOYHOW MYTd 3TOT MO-
Kazarelb CHUXAETCS, YTO MOXET OBITh OOYCIIOBJIEHO
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0 8
/] e
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Puc. 4. Biusanue Toxa CBapO‘IHOﬁ JYI' HAa MUKPOCTPYKTYPY HAIlJIaBJICHHLIX CJIOCB

a—e — [ =47 A (Hu3 3arotoBKN); e—e — 57 A (cepenuHa); ac—u — 67 A (Bepx)

Fig. 4. Effect of welding arc current on the microstructure of deposited layers
a—e — [ =47 A (bottom of the workpiece); e—e — 57 A (middle); #c—u — 67 A (top)

YBEJIMUYCHUEM IOJU ICHIPUTOB ¢-Al M YMEHbBIIIEHUEM
KOJIMYECTBA TBEPHBIX BKIIOUCHUIN 3BTEKTHMYCCKOTO
KpemMHus. Haubonbleit omTHOPOIHOCTHIO O MUKPO-
TBEPAOCTH XapaKTepusyeTcsl oOpasell, HaIlJaBJICH-
HBI IPX TOKE CBAPOYHOM AyTru 67 A.

Haunyuiieii oqHOPOIHOCTBIO B pacnpeneeHUuu
KPEeMHHUsS TI0 BBICOTE€ HAIUIaBKU XapaKTepU3ylTcCs
o0pasibl, HamaaBaeHHble ipu [ = 67 A (puc. 7). Ilo-
JIyYeHHBIE Pe3yJbTaThl XOPOUIO COIIacyloTcs C JAaH-
HBIMU 10 MUPOTBEPIOCTHU, YCTAHOBJICHHBIC IIJIST 3TUX
ke 00pa3uoB (cM. puc. 6). CpeaHee coaepKaHue KpeM-
HUSA B 00pa3liax, HaIlJIAaBJICHHEIX ITO0 TPEM peXUMaM
(I = 47, 57 n 67 A), HaxoguTCd B MHTepBaje 5,46—
5,91 %, 4TO COOTBETCTBYET XMMMUUYECKOMY COCTABY
CcBapoyvyHoi1 mpoBoJioku Mapku CB-AKS.

IIpu aHanu3e CTPyKTyphl Ha TpaHULIE «CyOCTpaT —
HaIJIaBJICHHBIN CIIOM» YCTAHOBIJIEHO, YTO IIPM BCEX

HUCCENOBAaHHBIX 3HAYCHHUSIX TOKa CBApOYHOM IYru
IIPOMCXOONUT IPOHUKHOBEHNE MaTepHajia HalIaBKU B
cyoctpar. C yBeJIMYeHUEM TOKa CBApOYHOU AyTrU ra-
30Bas IOPUCTOCThL CHUXaeTcs (puc. 8, a, 6), a pu Ha-
ILIaBKE C TOKOM 67 A BOOOIIE OTCYTCTBYET (puc. 8, 8).
Tak:>xe yCTaHOBJIEHO, YTO C POCTOM TOKa CBApPOYHOM
IYTU MPOUCXOAUT yBEJIMUYEHUE IIpenesia MPOYHOCTH
MPU PaCTSKEHUU (G,), @ YCIOBHBII Mpeaes TeKy4ecTu
(Gp,») ¥ OTHOCHUTENIBHOE YATMHEHUE (8) HE3HAYUTENb-
HO CHUXAIOTCS, HO TEM HE MEHEee CYIIECTBEHHO Ipe-
BBIIIAIOT perIaMeHTHUPOBaHHBIC 3HAYCHU S CBApOTHOMN
MPOBOJIOKU B COCTOSIHUM TTOCTaBKU (TadJ. 2).
Oco0eHHOCTU U3MEHEHU ST MEXaHUYECKUX CBOMCTB
HaIJaBJICHHBIX 00pa3IlOB MOTYT OOBSCHSTHCS TEM,
YTO B XOI¢ HaIlJIaBKM (hOPMHUPOBAHHE MUX CTPYKTY-
pPbl aHAJIOTUYHO IMpolieccaM, MPOTEeKaIOUIUM IpU 3a-
TBEepACBaHUMU CIIJIABOB B (hopMe TIpH JTUThe. OTImune
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P, r/em’ a
2.7- 2,67
261 2,53
2,54
2,40
2,4+
2.3
2,2 T T
47 57 67 IA
Puc. 5. BausHue Toka cBapoOYHOU 1yT1
Ha IJIOTHOCTh HAaMJIaBJIEHHBIX 00pa31oB
Fig. 5. Effect of welding arc current on the density
of deposited samples
7]
H,, MIla
450 1
350
3
250 T T T T T T T T T 1
0,25 0,75 1,25 1,75 2,25
Paccrosinue ot cyberpara, Mm
Puc. 6. BnusiHue Toka cBapoIHOU 1yT1
Ha pacripefieleHe MUKPOTBEPIOCTH 110 BBICOTE HATIJIaBKU
1-71=47A,2-57TA,3-67A e

Fig. 6. Effect of welding arc current on microhardness
distribution along deposition height

1-I=47A,2-5TA,3—67A

Si, %
7
2
6
1
5
4 T T T T T T 1
0,25 0,75 1,25 1,75

Paccrosnue ot cyOcTpara, MM
Puc. 8. MukpocTpyKTypa HariaBJIeHHBIX 00pa31oB

Ha rpaHUIe «CyOCTpaT — HaTlJIaBJAEHHBIN CI0i»
Puc. 7. Bausinue Toka CBapoOyHON 1yru B 3aBUCHMOCTH OT TOKA CBAPOYHOM IyTH
H n HUe KPEMHUS 110 BBICOTE HAIIaBKK
a pacripeie/ieHue Kpe 0 BBICOTE Haria 4 I=4TAG-5TA a—6TA

1-1=47A,2-57TA,3—-67A . . .
Fig. 8. Microstructure of deposited samples

Fig. 7. Effect of welding arc current on silicon distribution on the «substrate — deposited layer» boundary depending
along deposition height on welding arc current
1-T=47A,2-57TA,3—67A a—I=47A,6—57A,6—67A
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AUTENHOE MPOU3BOACTBO

Tabnuia 2. Pe3ynsraThl HCHIBITAHUIA HA Pa3pbIB
HAILIABJIEHHbIX 00Pa3IoB

Table 2. Results of tensile tests for deposited samples

LA G,, MIla 8, % G2, MlIla
47 135,6 24 115,6
57 140,1 23 113,7
67 142,1 20 110,2
0 165,0" 18° 55,0"
* CBOJACTBA MCXOIHOIT CBAPOYHOIT [IPOBOJIOKH B COCTOSIHAN
rocTaBku corsiacHo [SO 18273-2004.

3aKJIIOYAETCs JIMIb B TOM, YTO 3aTBepAeBaHUE MPO-
HCXOAUT B MUKPOOOBbeMax (HallJaBlIseMblidl CJION), a
dopMupoBaHUE JUTON CTPYKTYPHl MMEET CTPOTYIO
HAIlpaBJECHHOCTb B HaIlpaBJIeHUHU OT cyOcTpara. [lo-
BBIIIIEHME IIpefiesia IIPOYHOCTH C YBEIMYECHUEM TOKa
CBapOYHOI AyTH 00YCJIIOBIIEHO U3METbYEHUEM CTPYK-
TYPHBIX COCTABJISIIOLIMX M COKPALEHUEM TO0JIU U pa3-
MEpOB I'a30BOil MOPUCTOCTU. BrIcOKMe (110 OTHOIIIE-
HUIO K HaIUIaBJIeHHBIM 00pa3liaM) 3HaueHMsI Ipenesa
MIPOYHOCTU CBAPOYHOM MPOBOJOKHU B COCTOSIHUM T10-
CTaBKHM OOBSICHSIIOTCSI OCOOEHHOCTSIMU CTPYKTYPHI,
dopmupytoieiics B mpoiieccax aedopmaliuy Ipu ee
MOJyYeHUU.

BriBoabl

HccnenoBaHo BiIMsSHUE TOKa CBApOYHOU OyTH
(I=47,57 n 67 A) npu po6OTU3NPOBAHHOMN 3JTEKTPO-
IYyTOBOM HAIJIaBKE HAa MUKPOCTPYKTYPY U CBOMCTBA
HaTUIaBJIEHHBIX 00PA3II0B U3 MIPUCATOYHON TTPOBOJIO-
ku Mapku CB-AKS. Ha ocHoBaHUM TpOBENEHHBIX KC-
ClIeIOBAaHU I YCTAHOBJIEHO CIIENYIOIIIEE.

1. [Ipn HamnaBke B oOpasuax (opmupyercss THU-
nuyHasg AByxda3Hasi CTPYKTypa HAO3BTEKTUYECKOIO
cocTaBa, XxapaKTepHas IJisl CIIJIaBOB cucTeMbl Al—Si ¢
conmepxxanueM kpeMHus 5 %. [1o BbICOTe HaIlJIaBJIeH-
HBIX CJIOEB OTMeYaeTcsl TeHACHIUS K YKPYMHEHUIO
CTPYKTYpBI TI0 HAIIPpaBJICHUIO OT CyOCTpaTa, 4To CBSI-
3aHO C aKKYMYJISIIIUEN TETJIOTHI B HAMJIABISIEMBIX 110
BbicOoTe closiX. C yBeJIMUEHUEM TOKA CBAPOYHOM Tyru
MPOUCXOIUT U3METbUCHUE IEHAPUTOB Ha OCHOBE 0-Al
¥ KPUCTAJJIOB OBTEKTUYECKOTO KPEeMHUSI.

2. C yBeTMYEHMEM TOKa CBAPOYHOM TYTY YCTAHOB-
JIEH POCT TJIOTHOCTU M CHUXEHHE MUKPOTBEPIOCTHU
HaTUIaBJIEHHBIX 00pa3ioB. [loBwIIIEHWE TIJIOTHOCTU
00YCJIOBJIEHO CHUXXEHUWEM JOJIM U pa3MepOB ra30BbIX
Mop, a TaKXe M3MEeJIbYCHUEM CTPYKTYPHBIX COCTaB-
nsiionnx. CHUXXKEHWE MUKPOTBEPAOCTH CBSI3aHO C

yBEeJIWYEHUEM J0JU MSATKOU (a3bl (AeHIpUTOB O-Al)
W YMEHBIIICHMEM TBEPIbIX KPUCTAJJIOB 3BTEKTUYEC-
KoTO Si.

3. CpenHee coaepxkaHue KpeMHHUSI B oOpaslax,
HaIUIaBJCHHBIX 110 TpeM pexumaM (I =47, 57 u 67 A),
HaxomuTcs B uHTepBasie 5,46—5,91 %, 4TO COOTBET-
CTBYET XMMHUUYECKOMY COCTaBY CBApOYHOI MPOBOJIOKH
mapku CB-AKS.

4. YBemueHNUE TOKA CBAPOIHOM AYTH CITOCOOCTBY-
€T POCTy 3HAUe€HUl mpeneaa NPOYHOCTU MPU pacTsi-
KEHUM M HE3HAYUTEIbHOMY CHUXXEHMIO YCIOBHOTO
mmpemesia TeKy4eCTH M OTHOCUTEIBHOTO YIJIMHEHUS.
OCOOEHHOCTH M3MEHEHUSI MEeXaHUYECKUX CBOWCTB
HaIJIaBJICHHBIX 00pa31I0B 00YCIOBICHBI CICIIMMDUKOMN
GopMUpOBAaHUSA JUTON CTPYKTYPHI HAILIABISEMBIX
CJIOEB B YCJIOBUSIX HAMpaBJIEHHOI'O 3aTBepAEeBaHUS 110
HaIlpaBJICHUIO OT CyOCTpaTa.
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