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Annomayus. [puBeneHb pe3ynbTaThl HCCIAEA0BAHMS MO BIUSHHUIO PEKMMOB 00EMHOM 2JIEKTPOLYTOBOH HAIIABKH HA F€OMETPHUYECKYI0 TOUHOCTb 0OBEK-

TOB THUMA «KyO» (20%20%20 MM) U3 cTanbHbIX npucanounblx Marepuanos 091 2C u 06X19HIT. YeranoBneHo, 4To npy HAIIaBKe 00pas3LOB U3 CTAIN
09I'2C axtuyeckue pa3mepsl 10 JUIMHE U IMPUHE B OCHOBHOM IIPEBBILIAIOT, @ 10 BHICOTE MEHbIIIE 3aIaHHBIX Pa3MEPOB MOJIEIH. ITO MOXKET OBITh
CBSI3aHO C IIOBBIIICHHBIM PAcTEKaHHEM PacIIaBa 110 HOIJIOKKE IpH GOPMUPOBAHUH HEPBIX cloeB. ONpeneneH ONTHMAIbHBIN PEXKUM HAIUIABKH
obbekToB THHa «kyo» u3 cramu 09I'2C. Ilpu HartaBke o6pasuoB u3 cranu 06X19HIT pacrekaHus He MPOUCXOAMT, OJJHAKO BCE (haKTHYCCKHUE
pa3Mephl NOITYUYUIIHCh MEHBILE [0 OTHOLIEHUIO K 33JaHHBIM. BeposTHO, 3T0 00yCIIOBIEHO BIUSHHEM YCaJ04HbIX MIPOLECCOB, IPOTEKAIONIUX B Ha-
IUIABJISIEMBIX CIIOSIX B TIpoliecce ux 3arBeppaeBanus. Jns o6pasuos u3 cranu 06X 19HIT naunbonee onTUMAaIbHBIM SBISETCS PEKUM, TIPU KOTOPOM
yYMEHbLIEHUE Pa3MePOB I10 JUIMHE U IIMPUHE COCTAaBUIO He Ooiee 2,5 %, a 110 Beicote — 13,5%. MccneioBaHus 110 BIUSHUIO HAIIPSHKEHUS CBAPOYHOM
JIyTH ¥ MapKH IPUCAJOYHOTr0 MaTepHraa Ha IMUPUHY HAILIaBIIEMON JOPOXKKH HOATBEpAMIN CKIOHHOCTD ctanu 091'2C k pacTekaHuUIo MO MOJIOKKE
BO BCEM HCCIICIOBAHHOM HHTepBaiue HampspkeHus (11 + 19 B). M3ydeHa MHKPOCTPYKTypa HAILIaBICHHBIX 00pa3loB. MeXxaHHYeCKUE UCIBITAHMs
NpH KOMHATHOH TeMIepaType Ha pacTsKeHHE HaIUIaBJICHHBIX 00pa3lioB MOKA3aIM, YTO OHHM 00JaJal0T NPUEMIIEMbIM KOMILUICKCOM MEXaHHYECKHX
CBOICTB, IPEBHIIAIONINX CIIPABOYHBIC 3HAYCHHS. DTO IIOATBEPIKAACT, YTO IIpoIece pOPMUPOBAHHS UIAET C BEICOKUM Ka4eCTBOM 0e3 00pa3oBaHMs

30H HECIJIABJICHUA U TOPUCTOCTH.
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- BBEAEHUE

B HacTostiee BpeMst TEXHOIOTHH 8 TATHBHOTO MIPOM3BOA-
CTBa HaXO/AT Bce Oosee MMPOKOe MPUMEHEHHUE TSl U3TOTOB-
JICHUS OT/IENBHBIX JieTane [ | —4] B MalmmHOCTpOSHHH, IBUTA-
TENECTPOSHUH 1, 0COOCHHO, B a9POKOCMHYECKO# oTpaciu [5].
3TO CBSI3aHO € TEM, YTO MPOU3BOACTBO (PACOHHBIX H3ICITUN
TPAJUIMOHHBIME CTIIOCO0aMH (JIUThE, Ky3HEYHO-TIPECCOBOE
TIPOU3BOZICTBO, MEXaHWIECKast 00paboTKa M T. 11.) TpeOyeT Cy-
IIECTBEHHBIX BPEMEHHBIX M SHEPTEeTUUECKHX 3aTPaT.

OmarM w3 Hambollee MEPCHEKTUBHBIX HANpPaBICHUI
aJIIMTUBHOTO MPOM3BOJICTBA SBJISIFOTCS Pa3BUTHE W ajiall-
TaIus TEXHOJIOTHH TOCIOWHOTO MONYYCHUS TPEXMEPHBIX
o0bekToB (Additive Layered Manufacturing, ALM), xoTo-
pBIe M3BECTHHI O OoJiee OOINM TEPMUHOM — «OBICTpOE
mpou3BoaicTBO» (Rapid Manufacturing, RM) [2].

" PaGoTta BBITIOJNHEHA TpH (QUHAHCOBOH ToaAEpkke MHUHOOD-
Hayku P® B paMkax MpoeKTHOI 4acTH rOCyAapCTBEHHOTO 3aJaHUs
Ne 0778-2020-0005.

MeTtonpl aAIUTHUBHOTO TMPOU3BOACTBA MOTYT OBITh
KJIacCH(UITUPOBAHEI TT0 TMPUPONE W arperaTHOMY COCTO-
SIHUIO MICXOIHOTO CBIPbS, a TAKXKE [0 MEXaHW3MaM CBsi-
3BIBAaHUS MEXKJIy CcOo0oi cioeB Martepuana [6, 7]. Cpenun
00JbIIOTO pa3HOO0pa3usl TEXHOJOTUN aITUTHBHOTO TIPO-
M3BOJICTBA JIJISI HETIOCPEICTBEHHOTO IMONyUCHHsSI JeTanen
CIIOKHOW KOH(UI'Ypaluu U OTBETCTBEHHOTO HAa3HAYCHUS
HanOoJpIIee BHUMAHUE YIENACTCS TEXHOJIOTHSM, OCHO-
BaHHBIM Ha HCIIOJIh30BAHUU METAIUIOMATPUYHBIX MaTePH-
amoB [8 — 10].

TexHONIOrMU, OCHOBAHHBIC HA JTA3€PHOM CIICKAHUU WU
CIUTAaBJICHUH METAJIMYSCKUX TOPOIIKOB M3 CTaJH, THTa-
HOBBIX U aJIOMHUHHEBBIX CIUIABOB, MOJYYMIXA ILIHPOKOE
pactipocTpaHeHue ISl MPOM3BOACTBA HM3MIENUN CIOKHOM
KOoH(UTypauuu, HO HeOONMbIIKX pazmMepoB [7]. OaHako 1is
MIPOM3BOJICTBA M3ACTHH W3 BBINICHA3BaHHBIX MaTEpUaJIOB,
HO Oonblle Macchl M pa3MepoB, Haubojee Ienecoodpa-
3€H METOJl, OCHOBAaHHBIM Ha MOCIOWHOW AJIEKTPOIyTOBOU
HAIUTABKE IMPHCAIOYHOr0 Marepualia B BUAE IPOBOJIOKU
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(Wire and Arc Additive Manufacturing, WAAM) [11 — 15].
Cpenu npoBOJIOYHO-IYTOBOIO aJ/INTUBHOTO ITPOU3BOJCTBA
CJIEyeT BBIICIUTH CBAPKY METAIIMUYECKHM HICKTPOIOM
B razoBoii cperae (GMAW), ra3oaneKTpudeckyio CBapKy
BoNb(paMoBbIM 3MekTpooM (GTAW) u cBapky Iuia3MeH-
Howt yro (PAW) [16, 17]. B nensax pacimmpenus o0imacTi
npuMeHenus: TexHoiaoruii WAAM npoBonsTCst UCCIEno-
BaHHUS 110 HCIOJIb30BAHUIO DPA3JIMYHBIX MAaTepUalIOB: U3
CIUIaBOB Ha ocHoBe THTaHa [18, 19], nukens [20], antomu-
Hus [21, 22], cranm [23, 24]. Hapsiny ¢ coBepiieHCTBOBa-
HUEM 000PYI0BaHHMS JUTA PEATIM3AINK TeEXHONOTHiT WAAM,
pa3pabaThIBAIOTCS CTPATETHH OCTPOCHUS METAIUTHICCKIX
U3AETUH CIOXKHON KOH(UTyparuy, 00ecrednBaromue Ka-
YECTBEHHBIE ITOKA3aTeNH 10 CTPYKType U reoMeTpuu [25].

Taknum 00pa3oMm, aJAUTHBHOE POU3BOACTBO, OCHOBAH-
Hoe Ha TexHosorusix WAAM, sBisiercs NepcreKTHUBHBIM
HAy4YHO-TEXHUYCCKUM HaIlPaBJICHUCM.

Lenp paboThl — HCCIIE0BAaHUE MPOILECCOB (POPMHPO-
BaHUS OOBEKTOB, UX CTPYKTYPbI M CBOHCTB M3 CTaJIbHBIX
npucaodabix MatepuanoB 0912C u 06X19HIT obbemHO#
JlyroBOW HaIJIaBKOW MPHU MOMOIIM CBAPOYHOI'O MHBEPTOP-
HOTO ammapara Ha 0a3e CTaHKa ¢ YACJIOBBIM IIPOTPaMMHBIM
yIpaBICHUEM.

PaGoThl BBIMOMHSUTACH B J1a00OpaTopuu MEKTpodU3H-
yeckux TexHosoruil IlenTpa nurelinsix texnosoruii Ca-
MapcKOro rocyapCTBEHHOTO TEXHUUECKOIO YHUBEPCUTETA.

- MATEPUA/IbI U METOAUKA 3KCNEPUMEHTOB

B uccnenoBanusx mo oObeMHOM 3NIEKTPOAYTOBOM Ha-
IIJIaBKE MCII0JIb30BAJICS CBAPOUHBIN HHBEPTOPHbIN NOTyaB-
tomar CBAPOI" MIG 200PRO (N229) ¢ cuctemoii mogauun
[IPOBOJIOKM BHYTPEHHEr0 HCHOJHeHus. {1 aBTOmMarusa-
LMY Mpoliecca HaJaBKU MPUMEHSITH CTaHOK C YMCIIOBBIM
mporpaMMHBIM yripasienueM (UI1Y) MIL-2.2. [lns peanu-
3aluu mpouecca 00beMHON JYroBOM HaIlUIaBKU Ha JaHHOM
CTaHKE Ha MECTO KPETJICHHUS IIIMHACTHHON TOJIOBKH yCTa-
HABJIMBAJICS CIIELMAIIbHO M3TOTOBIEHHBIN JepKaTelb, Mo-
3BOJISIOIINE 3aKPEIUIATh M TO3UIIMOHNPOBATH CBAPOYHYIO
TOJIOBKY C Mojadel MpucajodHoi mpoBosoku. JlononHu-
TEJIBHO U151 yIIPaBJIEHUs IPOLIECCOM HallJIaBKU B KOMILIEKC
ObLT BKIIIOYEH 3JIEKTPOHHBIN IpepbIBaTeib, IPEACTaBIsaI0-
i co00il OJIOK ympaBiIeHUs /ISl BKIIOUCHUS M BBIKITIO-
YEHUsS] CBAPOYHOM IOpENKU B MPOLECCE €€ ABHKEHUS MO
3aJaBaeMoil mporpamme. Pa0ora mraTuBa OCYIIECTBIIS-

Jach IpU NOAKIIOYEHHBIX PC-coBMECTUMOM KOMIBIOTEPE
u Onoke yripasienus bY-03 gepe3 mporpamMMbl yIpaBIeHHs
CNC (manpumep, Mach3, KKAM4 u np.). s cozpanus
VIPABISIOMUX TPOTPaMM U TIOCIEAYIONCH peaTH3alui
00bEMHOIl 3JIEKTPOAYroBOil HAIIABKH HCIOJIB30BAIIHCH
nakeT TpexMmepHoro moxeiupoanuss KOMITAC-3D ¢up-
Mbl ACKOH, mporpamma nmoaroToBky ynpasJisiioIei mpo-
rpammbl Simplify-3D, a Takke mporpaMMHOE oOecrieueHHe
Mach3Loader (nmpo¢uns ReabinMill), mpeanaznauenHoe
st ynpasinenus crankom ¢ UITY MII-2.2. Tpexmepnas
Mozenb o0bekTa cozaasanack B KOMITAC-3D. Ilonyuen-
Hasi MoJieNb 3arpyskanack B Simplify-3D, rie npoucxoauna
MOATOTOBKAa TPACKTOPUU JABHIKCHHS TOPCJIKKU C 3alaHHBIM
pasMepoM «coruIa» | MoCIeayIolIee CoXpaHeHne pa3pado-
TaHHOTO (paityia ynpasisIoniel MporpaMMsl ¢ UCTIONb30Ba-
HUeM G-KOIOB, HEOOXOMMMEIX Uil paboTHl B IpOrpamMMe
Mach3Loader.

CdopmMupoBaHHble 00BEMHON HAIUTABKOW 00pa3Ilbl HC-
CIICIOBATIICH HA COOTBETCTBHE (DAKTUUECKUX U 33TAHHBIX
pa3MepoB, a TakkKe Ha OXHOPOIHOCTH CTPYKTYPHI IO BCEH
30HE HAIJIAaBKM U Hanuuue fedexToB. OnpeneneHue Mexa-
HUYECKUX CBOWCTB OOBEKTOB, MOTYUYEHHBIX 00bEMHON Ha-
HHaBKOﬁ, OCYIIECTBJIAJIN HAa BBIPC3aHHBIX U3 HUX o6pa3uax
B coorBercTBuM ¢ [OCT 1497-84.

HccnenoBanyst MUKPOCTPYKTYPBI 30H HaILIaBKU IIPOBO-
IUITUCH HA aHAJUTHYECKOM PacTPOBOM DJICKTPOHHOM MHU-
kpockone JSM-6390A ¢upmet JEOL, a Mexanndeckue uc-
TIBITAHNS Ha PACTSDKCHNE — Ha Pa3phIBHON MCIIBITATEIIBHON
matnae P 5057-50.

B kauecTBe TpHCcag0YHOTO MaTepHaia UCTIOIb30BATHCH
cranbHble TpoBosiokn Mapok 0912C u 06X19HIT auamer-
pom 0,8 MM (Tabm. 1).

Jlnis nccneoBaHUi HAMIABISUTICH 0OPA3IIbl TUIIA KKYO»
(20%x20%20 mM). OObeMHasl HarIaBKa OCYIIECTRIISIACH
B HENPEPLIBHOM aBTOMAaTHYECKOM PEKHME B Cpelie apro-
Ha TIOCIIOWHO MO TPaeKTOPHUSIM, CO3JaHHBIM B IPOTpaMMe
Simplify-3D.

- PE3YNbTATbI 9KCMEPUMEHTOB U UX OBCYXXOEHUE

B mporecce 3KCepIMEHTOB BapbHUPOBATIH CIICTYIOIIH-
MU MapaMeTpaMy HarjiaBku (Tabn. 2): CKOPOCThIO JABHIKE-
HUSL TOPEJIKA U OTHOCUTEJIBHO CTOJIA; CKOPOCTBIO MOAa4H
V., IPHCaI04YHOI IPOBONIOKY; HanpsikeHneM U xyru (dnc-
JIO CJIOEB BO BCEX IKCIIEPUMEHTAX PABHAIOCH 7).

Tabnuma 1
XuMu4eckuii cocTaB MPUCATOYHOH IPOBOJIOKH JISl HAIUIABKH
Table 1. Chemical composition of the filler wire for surfacing
Xumudeckuit coctas, % (1o Macce)
Marepnan ; : .
C Si Mn Ni Cr Cu Ti
09I"2C (I'OCT 2246-70) <0,12 1 0,5-0,8 | 1,3-1,7 <0,3 <0,3 <0,3 -
06X19HIT (I'OCT 2246-70) | <0,08 <1,0 1,0-2,0 | 8,0-10,0 | 18,0—-20,0 - 0,5-1,0
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Tabnuma 2

ITapameTpb! pe:KUMOB HAILJIABKU 00pa310B

Table 2. Parameters of surfacing modes of the samples

Pexum
AP T T A [ s |6 | 7
Crans 0912C
Vo m/muH | 3,0 | 3,5 3,5 3,0 3,0 | 3,5 4.0
U,B 15 18 18 15 15 18 20
v, Mmul | 0,30 | 0,30 | 0,45 | 0,45 | 0,60 | 0,60 | 0,60
Cranp 06X19H9T
Voone m/mud | 3,0 | 3,0 | 3,0 3,5 3,5 3,5 | 4,0
U, B 15 15 15 18 18 18 20
v MmuH | 0,30 | 0,45 0,60 | 0,30 | 0,45 | 0,60 | 0,60

Ha puc. 1 mpencraBiieHbl HAaIUTaBICHHBIE O00OpPAa3Ilbl
B BUJie Ky0a, MOJY4YEeHHBIE NPU Pa3IMYHBIX PEXKUMax Ha-
rw1aBky U3 cranei 0912C u 06X 19HIT.

AHanu3 BIUSHUS PEKUMOB HAIJIABKM Ha TOYHOCTD BOC-
MIPOM3BEICHUS MAaTEMAaTHUECKOM MOAETH TPOU3BOIIIIH IO
BeiuuuHe oTkJIoHeHus A (%) (akTudyeckoro JMHEHHOTO
pasmepa ot 3a1aHHoro (20%20%20 MM):

A=h_—H100, (1)
H

e 7 — hakTHYeCKHi JTMHEHHBIN pa3mep, MM; H — 3a1aH-
HBII IMHENHHBIN pa3mep.

IIpu nHammaBke obpasuos u3 cramu 09I2C (puc. 2, a)
(haxTHUeCKHe pa3Mepsl 10 UTHHE W IIHPHHE B OCHOBHOM
Ooubliie (TOMIOKUTENbHBIC 3HaUeHUS A), a TI0 BBICOTE MCHb-
e (oTpUIaTelibHbIe 3HaYCHHsI A) 33 JaHHBIX pa3MepPOB MojIe-
7. DTO MOXET OBITh CBSI3aHO C MOBBIIICHHBIM PACTCKAHUEM
paciuiaBa Mo TOIIOXKKE HpH (POPMHUPOBAHUU TEPBHIX Ha-
TUIABJIsIEMbIX cloeB. Hanbornee onTuMaibHbIM 7151 00pasIoB
n3 cramn 0912C sBrstercst pexxuM 3 (cM. Tadm. 2, puc. 2, a),
IPU KOTOPOM OTKJIOHCHHE BCEX (PAKTHUYCSCKUX Pa3MEpOB HE
IpeBBIIAcT 5 % OT 3aJaHHBIX pa3MEPOM MOIEIH.

ITpu HarutaBke 00pa3ios u3 crtanu 06X19HIT (puc. 2, 6)
pacTekaHus He TIPOUCXOIUT, OJHAKO BCE (haKTHICSCKHE pas-
MEpBbI MOTYYMINCh MEHBIIIE 110 OTHOIICHUIO K 3aJaHHBIM.
BeposiTHO, 3T0 00YCIOBICHO OOJIBIIIMM BIUSHHEM yCaI04-
HBIX TPOIECCOB, MPOTEKAOIINX B HAIUIABISAEMBIX CIIOSIX
B IIpollecce WX 3aTBepheBaHus. HamOomee omTuMaabHBIM
it obpasuos u3 cranu 06X19HIOT sBnsercs pexum 7
(cm. Tabm. 2, puc. 2, 6), IpH KOTOPOM YMCHBILICHHE pa3Me-
POB IO JJIMHE U HMIUPUHE COCTaBHUJIO He Ooinee 2,5 %, a mo
BeIcoTe — 13,5 %.

HccnenoBano BIMsSHHE HAMPSDKCHUS CBAPOYHOU IyTd
¥ MapKH NPUCAJI0YHOTO MaTepraia Ha MUpUHY (7, MM) Ha-
IUIABJIIEMOMN TOPOKKH. PE)KUMBI HAIUIAaBKU: CKOPOCTH T10-
J@9u v TPOBOIOKH 3 M/MHH; CKOPOCTb IIEPEMEILCHHS U,
ctona 0,45 M/MUH; KOTHYECTBO ci10eB 7. [Ipu oJJMHaKOBBIX
peXuMax HarjlaBKU HIMPUHA JOpOXKKU u3 cramu 0912C
OoJIbIlIe TI0 CPABHEHHIO C MIMPUHON JTOPOXKKH, MOTYyYCH-
HoM npu HamnaBke ctand 06X19HOT (puc. 3). Ilonyuen-
HBIC JaHHbBIC MOATBEPIKIAAIOT CKJIOHHOCTH MPUCAIOYHOTO
marepuana u3 craau 091 2C k pacTekaHHIO 10 MOJUIOKKE.
[pu 3TOM ycTaHOBICHA 00IIas TCHACHINS K YBEIUUCHHIO

Puc. 1. HamaBnennsie 06pasipl «kyo» n3 craneit 0912C (a) u 06X19HIT (6)

Fig. 1. Surfaced samples of “cube” type of steels 09G2S (a) and 06Kh19NIT (6)
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A, %

A, %

Peorcumol

Puc. 2. BiusiHue pe)KHMOB HAIUIABKH Ha OTKJIOHEHHE (PaKTHIECKUX
JIMHEIHBIX Pa3MEePOB OT 3aaHHbIX:
[]- mnuna; [l] - wupuna; [ — BeIcOTA;
a —cranb 091'2C; 6 — crans 06X19HOT

Fig. 2. Effect of surfacing modes on deviation of the actual linear
dimensions from the set ones:
[]- length; [l — width; [l — height;
a—09G2S steel; 6 — 06Kh19NIT steel

h, mm
6 1
>

2

° /
O
4 1 1 1
11 13 15 17 U,B

Puc. 3. Bnusinue HanpspKeHUs: CBAPOYHOI TyTH U MapKy IPUCAI0YHOTO
Marepualia Ha IIUPHUHY HAIUIABIIEMOM JOPOKKH:
1 —cranb 091°2C; 2 — crans 06X19H9T

Fig. 3. Effect of voltage of the welding arc and grade of the filler
material on width of surfaced track:
1 —09G2S steel; 2 — 06Kh19NOIT steel

IIMPUHB! HAIIABISIEMON JOPOXKKH C POCTOM HANpPSDKCHUS
CBapOYHOMU JOyTH.

MHUKpPOCTPYKTYpY 3aroTOBOK «Ky0» HCCIICIOBAIH Ha
o0pasnax, HOITyYeHHBIX 0 PEKIMaM, KOTOPBIE 00eCIeun-
JIY TIOJyYeHHE Hanboliee TOYHBIX (PaKTUYECKUX pa3MepoB:
u3 cramu 0912C — pexum 3; u3 cramu 06X19HIT — pe-
xuM 7 (puc. 4).

Bunno, 9to B 00pa3max mpUCyTCTBYyeT HE3HAYUTEIEHOE
KOJINYECTBO TIOP HPHU JOCTAaTOYHO OJHOPOIHOM CTPYKTYpe
[0 BbICOTE HariaBKu (cM. puc. 4). MUKpOCTpyKTypa Ha-
wtaBkd u3 ctanu 0912C cocrout u3 OeitHura, Geppura u
nepaura. B mukpoctpykrype cranu 06X19H9T nabmona-
IOTCSI XOPOILIO BBIPAKCHHBIC ayCTEHUTHBIC 3¢pHA. B HIXK-

Puc. 4. MUKpOCTPYKTypa HaruIaBIeHHbIX 00pa31oB:
a—6—cranb 091'2C; 2 — e — crans 06X 19HIT; Bepx, cepeanHa, HA3, COOTBETCTBEHHO

Fig. 4. Microstructure of the surfaced samples:
a—6—09G2S steel; e — e — 06Kh19NOIT steel; top, middle, bottom, respectively
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HEH 4YacTW 30HBI HAMIaBKU (OPMHUPYETCS BBIPAKEHHAS
JICHIPUTHAS CTPYKTypa (ayCTEHUT | 0-(a3a), 00yCIOBICH-
Hasi 6oJiee BBICOKHM TETIOOTBOAOM Yepe3 MOIOKKY.

Jlanee moyyyanu HAruUTaBKOW 3aroTOBKH (IXIIXB =
=70%20%25 MM) JUIsl UCTIBITAHUS MEXaHHMYECKUX CBOMCTB
TP pacTsbkeHuH (puc. 5, a, ). PexxuMbl HarmaBKku ObLITH
OAWHAKOBBI  JIJIA O6OI/IX MpruCcagOvYHbIX MaTepHaJioB:
Voon =40 M/MUH; v,=03 m/MuH; U = 2B. YcpenHeHHbIe
3HAUYCHUSA MEXaHUYCCKUX CBOUCTB IOJYy4daJIM IO pE3YyJibTa-
TaM TSTH UCTIbITaHui (Tadi. 3). M300paskeHus BbIpe3aH-
HBIX 06p331103 Hocje MEXaHUYECKHX MCIBITAaHUU npen-
CTaBJICHBI HA pUC. 3, 8, 2.

MexaHuueckue CBOWCTBA HAIUIABICHHBIX 00paslioB
MIPEBOCXOISIT MHHUMAJIBHO JOIYCTUMBIC 3HAYCHHUS, UTO

yKa3bIBa€T Ha Ka4ECTBEHHOE (POPMHUPOBAHHE CIOCB U OT-
CYTCTBHUE 30H HECILIaBJIEHUS U IOPUCTOCTH.

[ BoiBOADI

Ha ocHoBe pa3paOoTaHHOrO KOMILIEKCa W YIpPaBIISIO-
MIAX TPOTpamMM Uil 0OBEMHON 3JIEKTPOIYTOBOH HaIlIaB-
KM TpOBe/IeHa OTpaboTKa PEXUMOB M IIOJYYEHBI OITBIT-
HBIC 00pa3Isl 00BEMHBIX 00BEKTOB THIA «KyO» M3 cTajen
0912C n 06X19HI9T.

OKCHEepPUMEHTAIbHO YCTAHOBJICHBI CIEAYIOIINE Ha-
ubosee ONTHMaJbHBIE PEXNUMBI, OOECIIeUNBAIOIINe IPH
HAIUTABKE MAKCHUMAaJbHOEC COOTBETCTBHC (DAKTHUCCKUX
pasMepoB pazmepam mojenu: U = 18 B, Vion = 3,5 M/MuH,

8

Puc. 5. HartaBnenHble 3arotoBkH (g, 0) U BIpe3aHHbIe 00pas3Libl (8, &) MOCiIe MEXaHHYECKUX UCTIBITAHHI:
a, 6 — cranb 091°2C; 6, 2 — crans 06X19H9T

Fig. 5. Surfaced billets (@, 6) and cut samples (s, ¢) after mechanical tests:
a, 6 — 09G2S steel; 6, 2 — 06Kh19NOIT steel

Ta6nuna 3

Pe3y.m,TaT1>1 HCNBITAHUN HA PaACTHKECHHE MOCJI¢ HAILNTABKH

Table 3. The results of tensile testing after surfacing

Marepuai c,, MIla c,, MIla 3, %
oGpasua JKCII. CIpas. JKCIL. CIpas. JKCII. CIpas.
0912C 536,7| 510-520[26,27] |423,3| 400-420[24,25] 23 | He menee 22 [26, 27]
06X19HIT | 683,3 | He menee 640 [28, 29] | 493,3 | He menee 430 [26,27] | 41 | He menee 35 [28, 29]

447



M3BECTHUS BBICIIUX YUYEBHBIX 3ABEAEHUIN. YHEPHASL METAJJIYPrus. 2020. Tom 63. Ne 6

v, =045 M/muH (ctanb 0912C); U=20B, V=40 M/MHH,
v = 0,60 m/mun (crans 06X19HIT).

VccnenoBanus MEKPOCTPYKTYpBI HAIUTABICHHBIX 00pa3-

LIOB TIOKa3aJI1, YTO IPU MHOTOIPOXOAHOH HAIIaBKE B OITH-
MAaJIbHBIX pEeKUMax (POPMHUPYETCSI OJHOPOIHAS CTPYKTypa
IO BBICOTE HAIIABKU C MUHUMAJIbHBIM KOJIMYECTBOM I10P.

HpOBeI[eHHLIe MCXaHUYCCKUE UCIIbITAHUA ITPU KOMHAT-

HOU TeMIIeparype Ha pacTshKEHHE HAIUIaBICHHBIX 00pas-
I[0B [TOKA3aJIM, YTO OHU 00JaJaf0T IPUEMIIEMbIM KOMIIJICK-
COM MEXaHMUYECKUX CBOHCTB, IPEBHIMIAIOMINX CIIPABOYHBIC
3HAUCHHs. JTO MOATBEPKAACT, UTO Ipolecc (HopMHUpOBa-
HUS UICT C BEICOKUM KauecTBOM, 0e3 00pa30BaHUs 30H He-
CIUIABJICHUS ¥ TOPUCTOCTH.

10.

11.

12.

13.

14.
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APPLICATION OF ELECTRIC ARC SURFACING IN MANUFACTURE
OF THREE-DIMENSIONAL STEEL OBJECTS

S.S. Zhatkin', K.V. Nikitin, V.B. Deev?, S.S. Pankratov',
D.A. Dunaev!

!Samara State Technical University, Samara, Russia
2 National University of Science and Technology “MISIS” (MISIS),
Moscow, Russia

Abstract. The article presents theresults of research on the influence of
modes of the volume electric arc surfacing on the geometric accuracy
of objects of the “cube” type made of 09G2S and 06Kh19NIT steel
fillers. It was found, that when surfacing thesamples made of 09G2S
steel, the actual dimensions in length and width, generally exceed, and
in height are smallerthan the specified dimensions of the model. It-
may be due to melt spreading on the substrate during formation of
the first layers. The optimal surfacing mode for objects of the “cube”
type made of 09G2S steel was defined. When surfacing the samples
of 06Kh19NOIT steel, spreading does not occur, but all the actual di-
mensions are smaller in relation to the specified. Itmight bedue to the
influence of shrinkage processes occurring in the surfaced layers dur-
ing their solidification. The most optimal mode for the samples made
of 06Kh19NOT steel is the mode in which the size reduction in length
and width was no more than 2.5 %, and in height — 13.5 %. Studies
on the influence of welding arc voltage and the grade of filler mate-
rial on width of the surfaced track confirmed the tendency of 09G2S
steel to spread over the substrate in the entire studied voltage range
(11 =19 V). The structure of the surfacedsamples was investigated.
Mechanical tests on the tensile strength of the surfaced samples at
room temperature have shown that they have an acceptable set of me-
chanical properties that exceed the reference values.

Keywords: additive technologies, electric arc surfacing, filler materials,

structure, mechanical properties.
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