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AHHOTALMA

AxTtyanbHocTb. B HacTosilee BpeMs anlOMMHWEBbIE CMIaBbl HALLW CBOE MPUMEHEHWe BO MHOTWUX OTPacnifX NPOMbILLIEH-
HOCTU, TaKMX KaK a3poKOCMUYeCKas, Cy[OCTPOUTENbHASA, XMMUYECKas, MaLLMHOCTpOUTeNbHas U np. BHeapeHue TexHonorum
3/IEKTPOAYroBOr0 BbIpalLyBaHWs B NPOWU3BOACTBEHHbINA LMK W3LENUIA U3 aniOMUHUEBLIX CMIABOB MO3BOMSAET 3HAUUTENBHO
CHU3UTb BpEMEHHbIE U MaTepUarbHble U3fnepxku. Cepbe3Hoi npobnemoi npu MCNob30BaHWUM afAUTUBHBIX TEXHONIOMUA AB-
nseTcsA aHM30TponusA cBoiicTB. Kak npaBuno, B HanpaBneHUW HanaBKu CoeB (BAOJb 0cu X) CBOWCTBA Ha PacTSKEHWE BhbiLLe,
YeM B HampaBfieHUW BblpalimBakus (BAoMb ock Z). OgHMM 13 cnocoboB CHUMEHWS YPOBHA aHU30TPONMM ABNSETCS UCMONb-
30BaHWe anbTepHaTUBHBIX CTpaTerui BbipalumBaHus. [laHHOe WccrnefoBaHWe HampaBneHO Ha YCTaHOBIEHWe 3aBUCUMOCTH
CBOMCTB MaTepuasa oT CTpaTeruu HannaeKu Cos.

Lienb — uccnepoBaHWe BAMSHUA CTpaTerMn HaniaBKy Cnost Ha GopMUpoBaHMe, CTPYKTYPY M CBOWCTBA TONICTOCTEHHbIX 3Me-
MEHTOB NpU 3/1EKTPOAYTOBOM BbIpaLLMBaHWW M3 antoMuHUEeBOro cnasa ER5356.

Matepuansl u MeToabl. [1ns AOCTUXKEHWS NOCTABAEHHON LIENM ObM U3rOTOBNEHBI 00pasLbl CO CeAyHLMMU CTPaTErUaMU
HannaBKu: IUHeliHble KonebaHusa nepneHaMKyNSPHO HaNpaBiEHMI0 BbIPALLMBAHUSA, MHEHbIE KonebaHus Nog yrnom 45 rpa-
AYCOB OTHOCUTENbHO HarpaBfieHUs BbIPALLMBaHUA, INJIMNTUYECKUE KoslebaHWs BAOMb HaNpaB/ieHUs BbIPALLMBaHKS, @ TaKKe
3MeiKa nepreHAMKYNSApHO HanpaBneHuio BbpalumBaHus. B pabote uccnepoBanuch CTpyKTypa U MexaHuyeckue cBOWCTBa 06-
Pa3LioB, NOJTy4eHHBIX 3EKTPOAYrOBbIM BbIpALLMBAHWEM C Pa3NIMYHON CTpaTermen 3anosHeHuS.

Pe3ynbTathl. C T0OUKM 3peHUs HOPMUPOBaHUA CTPATErMM C JIMHENMHBIMU KoNlebaHUAMM Nog, YoM 45 rpaflycoB OTHOCUTENBHO
HanpaBNeHNs BbIPALLMBaHUA (CTpaTerns 2) v 3N/ MNTUHECKUMM KoNebaHWAMU BAONb HANpaBNieHWUs BbIpaLLMBaHuUA (cTpaterus 3)
B MeCTax Ha4ana/3aBepLLeHns npoLecca MMenm HectabunbHocTn. Kayectso 6oKoBoii noBepxHOCTH Y 06pa3uoB 2, 3 u 4 Haxo-
AMTCA Ha OAHOM YpOBHe, y obpa3ua 1 — yeluyituatocTb bosee BblpaeHHas. MUHUManbHbIA YPOBEHb aHU3OTPOMUM PaBHBIN
4 % 6bin [OCTUTHYT MPY UCMOMb30BaHWM NepBOiA cTpaTermu. [lns Tpex ocTanbHbIX CTpaTeruy 3TOT MOKasaTeNb Haxoauncs
B ouanasoHe ot 10,2 po 14,2 %. MopuctocTb 06pasLoB Npu Bcex YeTbipex CTpaTerusx He npesbiwana 1 % no nnowaam ceve-
Hus. CHUMEHME YPOBHA MeXaHUYECKMX CBOWCTB B HampaBneHun ocu Z CBA3aHO C HalMHYMEM XpYMKKuX (a3 Ha rpaHuLax Mexay
cnosMu (cTpatermn 2 1 3) M HecnnaBNEHNEM CNOEB MeXay cobou (cTpaTerus 4).

BoiBogpl. [TonyyeHHble pe3ynbTaThl NoKasanu, 4to cTabunbHoe GopMupoBaHue 0becneynBaloT TOSbKO CTPATerin C SIMHEHbI-
MU KonebaHuAMW NeprneHAMKYNAPHO HampaBieHUo BbipallMBaHUsA U CO 3MeiiKoi. B AByx apyrux Habniogatotca HecTabunb-
Hble y4acTKu Ha Kpasix obpasua. Mpu aToM KauyecTBo HoKOBOI NOBepxHOCTU 6/IM3KO Ha Beex YeTbipex 0bpasuax. Takke cTouT
OTMETMTb, 4TO HeOHX0AMMBIN YPOBEHL MEXAHUYECKMX CBOWCTB C Maiol aHU30TpOnMel Bbin JOCTUIHYT TOMBKO MPY UCMOMb30-
BaHWM CTPATErnK C JIMHEHHBIMM KONebaHWAMW NepreHAMKYIAPHO HaNpaB/ieHUo BbIPaLLMBaHHS.

KnitoyeBble cnoBa: 37eKTPOAYroBoe BblpalLyBaHWe; CTpaTerms HaniaBKy; antoMuHueBbin cnnaB ERH356; MexaHuueckue
UCMbITaHWA; MeTanorpaguyeckue MCCneaoBaHus.
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The effect of the layer deposition technique on
production, structure, and properties of thick-walled
elements during wire and arc additive manufacturing
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Saint Petershurg State Marine Technical University, Saint Petersburg, Russia

ABSTRACT

BACKGROUND: Today, aluminum alloys are applied in many industries, including aerospace, shipbuilding, chemical, mechani-
cal engineering, etc. Wire and arc manufacturing used to produce aluminum alloy products saves much time and cost. A big
problem related to additive technologies is the anisotropy of properties. Tensile properties are usually higher along the deposi-
tion path (X axis) than the manufacturing path (Z axis). One way to reduce the anisotropy is to use alternative growth strategies.
This study aims to establish the dependence of material properties on the layer deposition strategy.

AIM: The article investigates the effect of the layer deposition technique on production, structure and properties of thick-walled
elements during wire and arc additive manufacturing from aluminum alloy ER5356.

MATERIALS AND METHODS: For this purpose, samples were manufactured with the following deposition techniques: linear
oscillations normal to the manufacturing path; linear oscillations at a 45-degree angle to the manufacturing path; elliptical os-
cillations along the manufacturing path, and a zigzag normal to the manufacturing path. The article explores the structure and
mechanical properties of samples made by wire and arc additive manufacturing with different filling techniques.

RESULTS: For developing a strategy with linear oscillations at a 45-degree angle to the manufacturing path (Strategy 2) and
elliptical oscillations along the manufacturing path (Strategy 3), there were unstable areas at the start/end points of the pro-
cess. The lateral surface quality of samples 2, 3 and 4 is the same; whereas sample 1 has more pronounced ripples. The least
anisotropy of 4% was achieved using the first strategy. For the other three strategies, this value varied from 10.2 to 14.2%.
Porosity of the samples for all four strategies did not exceed 1% of the cross-sectional area. Deteriorated mechanical proper-
ties along the Z axis are associated with brittle phases at the layer boundaries (strategies 2 and 3) and the incomplete fusion
of layers (strategy 4).

CONCLUSIONS: The results show that a stable structure is produced only by techniques with linear oscillations normal to the
manufacturing path and with a zigzag motion. In the other two cases, unstable areas at the edges of the sample are observed.
Moreover, the quality of the side surface is similar in all four samples. In addition, it is worth noting that a required level of
mechanical properties with low anisotropy was achieved only with the strategy providing for linear oscillations normal to the
manufacturing path.

Keywords: wire and arc additive manufacturing; metal adding techniques; ER5356 aluminum alloy; mechanical tests;
metallographic study.
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CBAPKA, POACTBEHHBIE MPOLLECCHI 1 TEXHOJ10M

BBELEHUE

Tekylwime TeHAEHUMM pa3BUTUS TEXHWUKU YKasblBaloT
Ha yBe/IMYeHMe CMpoca Ha aitoMUHKIA U ero criasbl. OcHOB-
HbIMKM MOTpebUTENAMM JaHHOW rpynMbl CMIABOB ABNAKOTCSA
aBMa- U PaKeTOCTPOEHME, YTO 00YCNOBNEHO BbICOKOM yaeNb-
HOM NPOYHOCTBIO, HU3KMM BECOM W BbICOKOW KOPPO3MOHHOVA
CTOWMKOCTbH anioMuHms. NloMuMo 3Toro, 3a cyeT ocobeHHo-
cTer GU3NYECKUX W IKCMITYaTaLMOHHBLIX CBOMCTB asllOMUHM-
eBble CMIaBbl aKTMBHO UCMOMb3YIOTCSA B MALUMHOCTPOUTEb-
HOM, XMMUYECKOW, CyAOCTPOMTENbHOM M NPOYMX OTpacnsx
npoMbiLnieHHocTH [1-3].

KpoMe TpamuUMOHHBIX TEXHONOTMI NONYYEHUS 3aroTOBOK,
B nocnefHee AecaTuneTMe HabupaloT nonynspHoCTb apau-
TUBHblIE TexHoMoruu. OfHOM M3 TaKWX TEXHONOTUN SBNAETCA
3M1EeKTPOJYroBoe BbIpaLLMBaHue. B faHHoI TexHOMOMMM B Ka-
YeCTBE WUCTOYHMKA 3HEPrUM AN NAaBNeHUs NPUCAZ0YHOM0
MaTepuana WUCmosb3yeTca aneKTpudyeckas gyra. lpu 3tom
MaTepuan B 30Hy 0bpaboTku nmoctynaeTt B BUAe NpoBOJIO-
Ku. 3a cyeT 3Toro obecneynBaloTcs BbICOKWE KO3hdULM-
€HT WCMONIb30BaHWA MaTepuana M MpoM3BOAUTENIBHOCTb.
TaKk, Hanpumep, B paMKax uccnepoBaHus [4] npeacTasne-
Hbl pe3ynbTaTbl NPUMEHeHUS pasnnyHbix MeTonos WAAM
ANS NPOM3BOLCTBA KOMMOHEHTOB aBMAKOCMUYECKOW OTpac-
nu. ToKasaHo CyLLLECTBEHHOE CHUXEHWE BPEMEHHbIX 3aTpat
Ha NPOM3BOACTBO HEKOTOPbIX AETaseN, a TaKKe CYLLECTBEH-
Has 3KOHOMMS MaTepuana, 4to MPUBOAUT K YMEHbLUEHMIO
cebecToMmocTy U3genui.

K HepocTaTKaM [aHHOW TEXHOMOTMM MOXHO OTHECTM
HW3KOe Ka4yecTBO MOBEPXHOCTM, a TaKKe aHU3OTPOMUI Me-
XaHWYECKMX CBOMCTB. [1A1 pelleHns AaHHbIX NpobneM Mox-
HO NpWOErHyTb K WCMONb30BaHMIO Pa3fIMYHbLIX CTpaTeruil
3anoNHeHus cnos. B HacTosLiee BpeMs KOMMYECTBO CTaTen
OT aBTOPCKUX KOJIIEKTUBOB W3 Pa3HbiX CTpaH, HanpaBneH-
HbIX Ha U3y4eHWe BAMUSIHUA CTpaTerum 3arnosiHeHns Ha dop-
MWUpOBaHWe, CTPYKTYPY M CBOWCTBA, 3HAYMTENIHO pacTer,
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Puc. 1. CxeMa HannaBKv croeB: @ — JIMHeiHble KonebaHus NepreHanKyNApHO HanpaB/eHmIo BbpalLMBaHus; b — nuHelHble KonebaHus

Tom 4, N® 1, 2025

Tpyasl CaHKT-TeTepbyprcKkoro rocyAapcTBeHHOro
MOPCKOr0 TEeXHUYECKOro YHUBEpCUTeTa

4TO YKa3blBaeT Ha aKTyanbHOCTb [AHHOr0 HarnpaB/eHWs uc-
CnefloBaHuiA. B yacTHOCTH, pa3HOCTOPOHHWI 0630p AaHHOMO
BOMpoca npefcTaBneH B cratbe [5]. puBefeHHbIE pesynb-
TaTbl NO3BOMIAKT CAENaTh BbIBOA, YTO WUCMOMb30BaHUe pas-
JINYHBIX CTPATEruin HanmaBKy CNoS MOXKET NPUBOAMTH K YITyy-
LLEHUI0 MEXAHWNYECKMX CBOMCTB [6, 7], CHUKEHWIO KONMYecTBa
pedekto [8-10], nmoBbiweHUo CTabunbHOCTM npouecca
[11, 12] n TouHOCTM M3roTaBNMBaeMbIX paetanei [13, 14].

[laHHoe uccneoBaHWe HaNPaBeHo Ha NoyYeHKe NpaK-
TUYECKMUX PE3y/bTaToB, CBULETENLCTBYHLUMX O BAMAHUM
CTpaTerMm HannaBKM Ha CTPYKTYPY M CBOMCTBA NpU 3NIEKTPO-
[YroBOM BblpaLLyBaHuK.

OCHOBHAA YACTb

MeToauka, o6opyaoBaHue U MaTepuanbl

Memoduka nposedeHus 3KkcnepuMeHma

B pamkax uccnepnoBaHus BbiiM paccMOTPeHbl YeTbipe
CTpaTeruy HamniaBKW CHos: IMHeWHble KonebaHus nepneH-
OVIKYNIIPHO HanpaB/eHMIO BbIpalLMBaHus, IUHENHbIE Kone-
GaHus nop yrnom 45 rpagycoB OTHOCUTENBHO HanpaB/eHMS
BbIpaLLMBaHUS, SNJMNTUYECKWE KonebaHua BOOMb Hanpaene-
HWA BbIPaLLMBaHKA, a TaKXKe 3MelKa. CxeMbl NpeaCcTaBneHs
Ha puc. 1.

CBapoyHbIi TOK BO BCEX YeTbipex ciyyasx bbin B3AT paB-
HbiM 90 A. Tlpun 3TOM nepBble YeTbipe c1os 6bin BbINOAHEHB
Ha cBapoyHoM Toke 120 A. 310 HeobxoauMo ans nporpesa
NoAJfIoXKN A0 paboumx TemnepaTyp v obecnedyenus non-
HOro CnyaBfieHUs MPUCaA0YHOr0 MaTepuana ¢ MaTtepuanom
noafoXKu. [laHHble cnou B AanbHeidLweM Obiin oTpe3aHsl
1 He UCMOMb30BanMCh NpU MEXaHUYECKUX U MeTanmorpadu-
YeCKUX MCCrefl0BaHMSX.

CTpatermm ¢ AMHEMHBIMW M 3NAMNTUMHECKUMU Koneba-
HWUAMK BbINKM peann3oBaHbl C MOMOLLbK BCTPOEHHBIX (YHK-
LMK cBapoyHoro pobota-mManunynsatopa. B maHHoM crydae
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nog yrnomM 45 rpafycoB OTHOCUTENIbHO HanpaB/ieHUA BblpallBaHNA; ¢ — 3NIMNTUYECKNe KonebaHus BAO/b Hanpae/ieHWA BbipallnBaHUS;

d — 3MeltKa.

Fig. 1. Layer deposition pattern: g, linear oscillations normal to the manufacturing path; b, linear oscillations at a 45 degree angle to the

manufacturing path; c, elliptical oscillations along the manufacturing path; d, zigzag.
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npu HanuMcaHuM nporpaMMbl bbina 3afjaHa ofHa npsMas,
Mnpu nepeMeLLeHnn BAOb KOTOPOW MPOMCXOAMIIO Momnepey-
Hoe KoniebaHue paboyero MHCTPYMEHTa C 3a[jaHHON aMNnTy-
pov (A) / papmycom (R) v yactoToi. AMNInTYAa, paguyc v Ya-
cTOTa ObinM BbIOPaHbI TaKUMK, YTODLI 06ECMEYUTD LLIMPUHY
nepBoro cnos Ha paboyeM pexuMe, pasHyto 15 MM. CkopocTb
nepeMeLLieHUs Npyu 3TOM 3ajaBanacb BAO/b HaMpaBfieHUs
BbIpaLLMBaHMSA U paBHANAach 8 MM/c.

B cnyuae ctpaternm «3meika» 3afaHue CKOpOCTM 0Cy-
LLLECTBIANOCH BAO/b TPAEKTOpUW. 3HaueHWe 3Toro napameTpa
Bbino BbibpaHo TakuM, YTobbI 0becneunTb CKOpOCTb BAOMb
HanpaBJieHUs BbipalMBaHWA TaKOW e, KaK W Npu Apyrux

Tabnuua 1. MapameTpbl npouecca ANs UCCNeLyeMbIX CTpaTerui
Table 1. Process parameters for studied techniques

Transactions of the Saint Petersburg State

2025 Marine Technical University

PacCMOTpPEHHbIX CTpaTerusix 3anosHeHus cnosi. Ha ocHoBaHuu
npeLBapuUTeNbHbIX IKCMEPUMEHTOB CKOPOCTb ABUMEHUS UH-
CTPYMeHTa BL0Jb TPAEKTOPUM ObiNa BbibpaHa paBHoii 45 MM/c.

MapameTpbl Npouecca Ans BCeX CTPaTervi npeAcTas/eHb
B Tabn. 1.

Ucnonb3yemoe obopydosaHue

[ina M3roTOBNEHWUA 3KCMEpPUMEHTajbHbIX 06pasLoB
bl MCMO/b30BaH CTEHA 3MEKTPOAYrOBOr0 BbIPaLLMBaHHUA.
CocTaBHble YacTW CTeHAA, a TaKKe ero NpUHLMNManbHas
CxeMa MpefCTaB/eHbl B Tabn. 2 U Ha puc. 2 COOTBETCT-
BEHHO.

Tpaexropus CB:gz:l:blﬁ Ckmlolzm, Ap:;:;?ﬂf: LIachl.(:Ta,
JInHeHble KonebaHus NepneHAMKYNAPHO HaNpaB/EHMIO BbipalLMBaHUs 8 6 2
JInHeliHble Konebanua nog yrnom 45 rpafycoB 0THOCUTENBHO Hanpas- 8 8,5 2
NEeHMs BbIPALLMBAHUS 90
JInaunTuyeckue KonebaHus BLONb HANPaBEHUA BbIPaLLMBaHMS 8 6 4
3MeiiKa 8 (45) 5 -
Tabnuua 2. CocTaBHble YacTV CTEH/A 3IEKTPOAYTOBOTO BbIpaLLMBaHMS
Table 2. WAAM jig components
N¢ n.n. HaumeHoBaHue 3HayeHue
1 Komnnekt ayroBoro obopyaoBaHus
1.1 NcTouHuK cBapoyHbIn Fronius TPS 500i
1.2 YcTpoiicTBo nogatoLee Fronius WF 25i + Fronius WF 60i Robacta
1.3 l'openka cBapoyHas Fronius MHP 500i
2 CucTeMa NO3MLMOHUPOBAHMUS MHCTPYMEHTA U 3aroTOBKM
2.1 PoboT-MaHunynsaTop + KOHTponnep Yaskawa AR2010 + Yaskawa YRC1000
22 Cron cBapoyHbIi Cron cBapoyHblii 1500x1000 MM

CeapoyHas ropenka Fronius MHP 500i

PoboT-ManunynsTop
Yaskawa AR2010

CBapOYHbIN UCTOYHMK
Fronius TPS 500i
lMopatoLuee ycTpoiicTBo
Fronius WF 25i

Kontponnep Yaskawa HKC 1000

Puc. 2. anIHU,VII'IMaﬂbHE]FI CxXeMa CTeH[a 3J1eKTPpOoAYyroBoro BbipalinBaHuA.

Fig. 2. Layout of the WAAM jig.
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Tabnuua 3. XuMu4ecKuii coctas UCNOSIb3yeMOi NPOBOJIOKM
Table 3. Chemical composition of the wire used

Tom 4, N® 1, 2025

Tpyabl CaHkT-leTepbyprcKoro rocyaapcTBEHHOMO
MOPCKOr0 TEXHUYECKOr0 YHUBEpPCUTETA

XuMUyeckui aneMeHT | Al |

Mg

Mn Ti

Copnepxanue, Macc. % 94,73

4,94

0,11

ig i
FEEERERE] i
TEIRILFTRIIFAI 30 0 nd v

Puc. 3. BHeLwHuit BUA NosyyeHHbIX 00pa3LoB: @ — SIMHelHbIe KoNlebaHWsa nepreHAMKYNAPHO HanpaBieHuIo BhipalLMBaHus; b — nuHenHble
KonebaHms Nof yrnoM 45 rpafycoB OTHOCUTENBHO HanpaBieHUs BbIPALLMBAHUS; ¢ — 3NMNTUYECKUE KonebaHus BOMb HanpaBneHus

BbipaLLMBaHus; d — 3MeliKa.

Fig. 3. View of manufactured samples: g, linear oscillations normal to the manufacturing path; b, linear oscillations at a 45 degree angle
to the manufacturing path; c, elliptical oscillations along the manufacturing path; d, zigzag.

Ucnone3yemslie Mamepuassl

B KauecTBe npucagoyHoro Matepuana Ans M3roToBrie-
HUA 3KCMepuUMeHTanbHbIX 06pa3uoB bbina ucnonb3oBaHa
cBapoyHas npoBosioka ER5356 (aHanor AMrS5) npousBsogcTBa
KomnaHum EWC guametpoM 1,2 MM. XuMuyeckuii cocTaB uc-
Monb3yeMon MPOBOJSIOKM COrNIaCcHO CepTU(UMKATY KayecTBa
npuBegeH B Tabn. 3.

[ns obecneyeHuns 3alnTbl CBAPOYHON BaHHbI UCMONBb30-
BaJICA aproH BbICOKOI unctoThl no MOCT 10157-79.

PE3YJIbTATbl UCCJTIEQOBAHUA

CrabunbHocTb opMUpOBaHUA

BHewHuii BUL nonyyeHHbIX 00pasuoB nNpeacTaBnieH
Ha puc. 3.

Hanbonee cTabunbHbIi NPOLIECC C TOYKW 3peHNs GopMu-
poBaHuA bbin obecneyeH Npu UCNOb30BaHUK CTpaTerui co
3MENKOI W C NIMHENHBIMK KonebaHWaMM nepneHauKyNsapHO
HanpaBeHWIo BbipalLMBaHus. B ABYX Apyrux cTpatermsx Ha-
bnopanock HecTabunbHoe GopMUpoBaHUE B HaYase U KoHLe
CNI0sl, YTO B MTOre NPMBENO K CYLUECTBEHHOMY YMEHbLLEHMIO
I/MHBI y4acTKa 0bpasua, NpuUrofHoro Ans npoBefeHus no-
CnenyoLLmMx uccnenoBanui (puc. 4). Tak, 0bpasubl ¢ IMHel-
HbIMM KonebaHusMKM nog, YrioM 45 rpaflycoB OTHOCUTESNbHO

HanpaBNeHNs BbIPALLMBAHUA W C /TMNTUYECKUMM Koneba-
HWUAMM UMENN JIMHY CTabubHOro y4acTKa nopsgka 135 MM
BMECTO 3aMMCaHHbIX M3HAYaNbHO B YNPaBNSHOLLEN NporpaM-
me 150 mm.

Puc. 4. BHewHuii BUA ydyacTKa Hayana/3aBeplueHust npovecca:
0 — NMHeWHble KonebaHus nog yrnoM 45 rpaflycoB OTHOCUTESb-
HO HanpaBneHWs BbIPaLLMBaHWUS; b — 3nnMnTMYeckue KonebaHus
B0/Ib HanpaBNeHUs BbIpaLUMBaHMS.

Fig. 4. View of the area of process start/end: g, linear oscillations
at a 45 degree angle to the manufacturing path; b, elliptical
oscillations along the manufacturing path.
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Mpn BM3yanbHON OLIEHKE MOXHO CKas3aTb, YTO KayecTBO
BoKOBOI NOBEPXHOCTM Ha BCeX 0Opa3Lax NpaKTUYeCKy He 0T-
mvyaetcs. bonee BbipaxeHHbIN penbed NOBEPXHOCTU UMEET-
€A Ha nepeoM obpasue. py 3TOM NpUNYCK Ha MEXaHNYECKYI0
0bpaboTky He npesbiwaeT 1 MM. HannbiBoB 1 6pbI3r 0bHa-
PYXeEHO He bblino.

Merannorpaquecuue uccneposaHusa

13 BbipaleHHbIX 06pa3sLoB bbiM BblpesaHbl 06pasLbl
ANs MeTannorpaduyeckux uccneposanuin. Makpownudsbl
npeacTaB/ieHbl Ha puc. 5.

Bo Bcex ueTbipex obpasuax bbinu 0bHapyxeHbl nopbl.
MopucTocTe — OAMH U3 OCHOBHbIX fedeKToB npu pabote
C aNOMUHMEBBIMU CrlaBaMu. BonbLUIMHCTBO MccnesoBaTenell
CKJIOHSIETCA K TOMY, Y4TO OCHOBHOW NMPUYMHOIA 3TOM0 SBNSAETCS
PacTBOPEHHbI BOAOPOA. 3a cHeT BoNbLUOI pasHMLbl B pac-
TBOPUMOCTY BOJOPO/A B KMAKOW U TBepAoM hasax npu Kpu-
CTannM3auMu npoucxoguT BbigeneHne 6omboro obbema
rasa. /13-3a BbICOKOM CKOpOCTW 3aTBEpLEBaHUS He BECb BO-
A0pOj yCrieBaeT BbIMTU U3 CBApPOYHOW BaHHbI, B pesynibTare
Yero NpoOMCXOOWT ero 3anedvaTbiBaHWe BHYTpU MaTepuana
B BuAe chepuyeckux nop. CpesHWA NpOLEHT MOpUCTOCTH
Mo ceyeHuto ans Bcex 0bpasuos He npesbiwaeT 1 %.

Tabnuua 4. PesynbTaTbl MEXaHUYECKUX UCMbITAHUI
Table 4. Mechanical test results
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MexaHuyeckue mcnbiTaHUs

13 nonyyeHHbIx 06pa3LoB bblAM M3roTOBAEHDI LMIUHAPDI
ONs MPOBELEHUS MeXaHUYeCKUX WUCMbiTaHui. Pesynbratl
MeXaHW4YeCKUX UCMbITaHUA NPeACTaBeHbl B Tabn. 4.

Kak BULHO M3 pe3ynbTaToB MeXaHW4YeCKUX UCMbITaHMHN,
HauyyLLMe CBOMCTBA Ha pacTAXEHME NOKa3bIBaET CTpaTerus
C IMHENHBIMU KONebaHUAMK NepneHaVKYNIAPHO HaNpaBeHuIo
BblpawmBanua. [lpegen NPOYHOCTM M OTHOCUTESNIbHOE
YOJIMHEHWe HaXofATCA B MpefAenax CTaHAapTHbIX 3HaueHui
AN IUCTOBOrO NpoKata M3 cnnaea AMr5 wnm npesbilatoT
ux. OfHaKo Npenen TeKy4ecTn Ha 4,7-5,7 % Huxe 3TanoHHbIX
3HayeHui. py 3TOM aHM30TpONMS MO MPeAesty MPOYHOCTU
He npeBbILwaeT 4 %.

TakoKe cTaHAApTHbIE 3HAYEHUs CBOICTB OblIM LOCTUTHYThI
B HanpaBneHuu ocu X Npu CTpaTerum ¢ IMHeNHbIMKM Koneba-
HWUAMM NOZ YrIOM 45 rpaflycoB OTHOCMTENBHO HanpaB/eHus
BblpalLmBaHua. Ha ofHoM 13 06pasLoB, UCMbITaHHbIX B Ha-
npaeneHun ocK Z, nocse MUcnbiTaHui Bbin 0bHapyeH Kpyn-
Hblii AedeKT, YTO CYLLeCTBEHHO CHU3W/O 3HAYEHUS CBOMCTB
(puc. 6). NMoatoMy maHHbIA obpasel bbin yopaH U3 paccMo-
TpeHus.

Ha sTopoM obpa3ue B HanpasneHuu ocu Z Habnofaetca
npocagka Ha 10,2 % no npepeny npoyHocTh W Ha 7,5 %

Crpaterus Hanpaenenue "Peﬂe"h;ﬁ:y%cmy Mpeaen h::E:'mocm, 3;0:::::;H$

JInHeHble KonebaHus nepneHAMKyNApHO Hanpas- X 1051 268+2 29,9+2,7
JIEHWIO BblpalLMBaHnA VA 1041 258+1 21,6+0,8
JInHelinble Konebanua nog yrnom 45 rpagycos X 1102 263+1 19,7+0,7
OTHOCUTEJIbHO HanpasieHNA BblpallMBaHUA 7 107+1 229+1 11,10,3
InAMnTUyecKkne KonebaHus BLONb HanpaBNieHUs X 11241 239+1 11,60,4
BblpalLMBaHNA YA 11041 2054 8,2+0,9
3Meitka X 1041 249+9 30,3£0,1

VA 107+2 168+1 5,3+0,4
3Hauenve no MOCT 17232-99 - 110-120 255-265 12-13

a - b

d

Puc. 5. Makpownudbl: @ — nuHeitHble KonebaHus nNepneHAMKYNAPHO HanpaBneHuto Boipawwmeanusa (nopuctoctsb 0,93 %); b — annun-
TMYeCKWe KonebaHus BAO/b HanpaBneHus BolpalwmueaHua (nopuctoctb 0,98 %); ¢ — nuHeliHble KonebaHua nog, yrnoM 45 rpagycos oT-
HOCMTENbHO HanpaB/eHUs BbipalmMBaHua (nopuctoctb 0,88 %); d — 3Melika (nopuctocts 0,90 %).

Fig. 5. Large sections: g, linear oscillations normal to the manufacturing path (porosity 0,93%); b, elliptical oscillations along the
manufacturing path (porosity 0,98%); c, linear oscillations at a 45 degree angle to the manufacturing path (porosity 0,88%); d, zigzag
(porosity 0,90%).
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MO OTHOCUTENBHOMY YAJIMHEHMIO B CPABHEHUN CO 3HAYEHUEM
no TOCT. Takxe HabnopaeTcs 3HAUMTENbHBIA YPOBEHb
aHu3oTponuu no npoyHoctm — Ao 13 %. AHanus usnomoB
noKasan, 4TO paspyleHue o6pasLoB NpPOUCXOAMNO0
no BA3KOMY MexaHu3My. B 0boux HanpaBneHusx Ha U3nomax
HabnopalTCa Nopbl, B HanpaBneHWn ocu Z HabnopjatTtcs
obnacti, oboralleHHble OKCMAOM, 33 CYET Yero Npoucxo-
[VT OXpynunuBaH1e MaTepuana v bonee paHHee paspyLueHue
obpasua (puc. 7).

B cnyyae annamntuyeckux KonebaHwi npepen npoudHo-
CTW W OTHOCUTENbHOE YAJMHEHWE B HampaBneHun X Huxe
TpebyeMbix Ha 6,3 1 3,3 % COOTBETCTBEHHO, B HAaNPaB/ieHMN  Puc. 6. [ledheKT Ha U3NIOMe NOCE MEXaHUYECKMX MCTIbITaHMiA.
ocm Z — Ha 19,6 n 31,7 % cootBetctBeHHO. AHmsoTponua  Fig. 6. Fracture face after mechanical tests.

SEM HV:20.0 kv SEMHV:200kV | WD:33
View field: 5.76 mm View fleld: 291 pm Det: SE
SEM MAG: 33 x SEM MAG: 652 x wr

SEM HV: 20,0 kV SEMHV:200KV | WD:2045mm
View field: 591 mm View feld: 2.82 mm Dot: SE
SEM MAG: 32X SEM MAG: 67 x wwr

Puc. 7. BHewHuin BUG M3NIOMOB: 0 — 0BWMA BKA, Hanpasnenue X; b — mopbl, Hanpaenedve X; ¢ — o6wWmii BUA, HanpaBnexve Z;
d — y4acTku, oborallieHHble OKCMAOM, Hanpasnexue Z.
Fig. 7. Fractures view: a, general view, axis X; b, pores, axis X; ¢, general view, axis Z; d, oxide-rich areas, axis Z.

SEMHV:200kV | WD:2620mm SEM HV: 20,0 kv
View feld: 810 mm Det: SE View feld: 3.32 mm
SEM MAG: 23 x T SEM MAG: 57 x

Puc. 8. BHewwHuit BUL, U3N10MOB: @ — 06LLMiA BUL, Hanpaenenue X; b — yBennueHue, Hanpasnenue X; ¢ — o6LmiA BUI, HanpaBneHue Z;
d — y4acTOK C BA3KMM XapaKTepoM pa3pyLUEeHWs,, HanpaByieHne Z; e — Y4acToK C XPYNKUM XapaKTepoM paspyLUeHus, HanpaseHue Z.
Fig. 8. Fractures view: a, general view, axis X; b, magnification, axis X; c, general view, axis Z; d, ductile fracture area, axis Z; e, brittle
fracture area, axis Z.
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SEMHV: 200KV MIRA3 TESCAN|

worzasmm | il
View e .10 men ose  zm

SEM MAG: 23 % wwr

a
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i
SEM HV:20.0 KV
View fleld: 149 pm Det: SE
SEM MAG: 1.27 kx wwr

SEMHV:200kv | WD:2818mm
View feld: 6.47 mm Det: SE 2mm
SEM MAG: 20 x T

WD: 27,65 mm

Puc. 9. BHeluHwit BUA, M310MOB: @ — 00LMIA BUA, HanpaBneHue X; b — yBenndyeHue, HanpaeneHue X; ¢ — 00LWMIA BUA, HanpaBnexue Z;

d — obnacTb ¢ HecniaBneHUAMU MeXnay CnoAMu, HanpaesieHne L.

Fig. 9. Fractures view: g, general view, axis X; b, magnification, axis X; c, general view, axis Z; d, disbonds between layers, axis Z.

CBOWCTB MO MPOYHOCTM cocTaBuna 14,2 %. AHanus usnomos
MOKasal, YTo paspyLleHue B HamnpaBnieHun ocu X Npoucxo-
OWN0 Mo BA3KOMY MexaHu3My, a B HanpaBneHuu ocu Z —
Mo BSA3KO-Xpynkomy (puc. 8).

lpn ucnonb3oBaHuM cTpaTerny «3MenKa» Habnogaetcs
CYLLECTBEHHAs NpoOCajKa CBOWCTB B HampaBneHuu ocu Z.
B HanpaBneHun ocu X cBoicTBa HUxe npuBeseHHbIx B TOCT
Ha 2,4 %. AHanu3 N3noMoB MoKa3san, YTo paspyLueHmne 0bpas-
Lia B BEPTMKa/IbHOM HanpaBneHUu NPOUCXOAMIIO M0 XPYMKOMY
MexaHu3Mmy. Take bbim 0BHapyKeHbl y4acTKK, B KOTOPbIX
He NPOUCXOAMNO CNaB/EeHMe CI0eB ApYr C APYroM, YTO TaK-
e NMPWBENO K CHUKEHWUIO CBOWCTB B 3TOM HamnpaBneHuw.
Boonb ocu X Habniopanca BA3KWIA xapakTep paspyLUeHus
(puc. 9).

3AKJIK4EHUE

B pamkax paHHoii paboTbl npefcraBnieHbl pe3ynbrathbl
UCCNe0BaHUA BAUAHUA CTpaTervu Hannasku c1os Ha ¢op-
MWUpOBaHuWe, CTPYKTYpy U CBOMCTBA asilOMMHWUEBOrO CJiaBa
ER5356. bbinu paccMoTpeHbl YeTblpe CTPaTeruu: JIMHENHbIE
KonebaHus nepreHaMKyNApHO HanpaBeHU0 BbIPaLLMBaHNS,
NMHeliHble KonebaHusa nog yrnoM 45 rpagycoB OTHOCUTENb-
HO HanpaBneHUs BbIpaLLMBaHWUA, AIUNTUYECKME KonebaHns
BOO/Ib HanpaBieHMs BbIpalLyBaHMs, a TaKxe 3MeliKa nep-
MEeHANKYNAPHO HaNPaBNIEHUIO BbipalLUBaHuS.

WccnepoBanue nokasano, yto Haunyuwee ¢opMUpoBa-
HWe BblN0 JOCTUTHYTO NMpU JIMHEMHBIX KonebaHusax nepneH-
OVKYNAPHO HanpaBNieHW BbpalLyBaHMsA U 3Melike. B oByx
JpPYrvX Cyyasx Ha ydyacTKax Hauyana/3aBepLueHus npoLecca
Habntopanocb HectabuibHoe MOBEAEHUE AYrU, YTO MpuBe-
no K nnoxoMy dopmupoBaHuio. C To4ku 3peHus 6oKoBOI
MOBEPXHOCTU CYLLECTBEHHOW pasHMLbl MeKay CTpaTerusiMu
0bHapyeHo He bbinio.

MaKpocTpyKTypa HannaBneHHOro Martepuana BO BCEX
cnyyasx Obina oauHakoBoW. Bo Bcex obpasuax Obim 06-
HapyxeHbl nopbl (He mpesbiwaeT 1% mo nnowaau ceyve-
Hus), a Ha 0bpasLie C IMHEHBIMK KolebaHNaMMW NOA, YoM

45 rpapycoB OTHOCWUTENIbHO HanpaBieHMs BblpalLMBaHUS
TaKKe bbin 0BHapyKeHbl TPELLMHBI, PacnpocTpaHsAtoLLmMecs
Mo rpaHMLaM BasMKOB.

MexaHn4ecKkue CBOICTBA Ha YPOBHE CTaHLAPTHbIX 3Ha-
yeHu (npegen mpoyHocTM 255-265 MIla) ana npokata
ObINM JOCTUrHYTHI TOJIBKO NPK MCMONIb30BaHUM CTpaTeruu
C NIUHElHbIMU KonebaHWsMKU NepneHAUKYNApHO Hanpasne-
HWIO BbIpaLmBaHus. lpu IMHEHbIX KonebaHuax nog yriom
45 rpapycoB CBOWCTBa B HampaBfieHMM ocu X Bblu Takke
Ha YpOBHE NPOKaTa, 0AHAKO0 B BEPTUKabHOM Hamnpas/ieHUH
Habnofanack npocagka ao 229 Mia. B aByx apyrux ctpate-
TMsX CBOWCTBA OblM 3HAUMTENBHO HUXKE CTaHLApTHbIX. CHY-
YKEHUS YPOBHA aHU30TPOMNUM YA,AN0Ch JOCTUYb TAKHE TONBKO
MpU MCNOJb30BaHWM CTPaTErMU C JIMHENHBIMU KonebaHnaMu
nepneHAnKYNAPHO HanpaBeHWIo BbIpaLLMBaHMS.

AHanu3 13110MoB NoKasas, 4To B CTpaTerusix ¢ AMHeHHbIMM1
KonebaHuaMW B 060Mx HanpaBeHUAX XapaKTep paspyLUeHus
Obin BA3KMM. B ABYX Apyrux cTpaterusix B HanpaefieHUn ocu Z
HabtoAanca Xpynkui xapaxTep paspyLUeHus, 4TO M NPUBESIO
K CHUXXEHWUIO CBOWCTB B JaHHOM HanpaBlieHNu.

AOMO/THUTE/IbHASA UHOOPMALIUA

Brknap aBTopoB. Bce aBTOpbI BHEC/IN CYLLIECTBEHHBIN BKNAL, B pa3-
paboTKy KOHLENnLmMmM, NpoBefieHWe UCCNefoBaHWA U NOAroTOBKY
CTaTbM, NPOYNM 1 0A0bpUIAN GUHaMbHYI0 Bepcuio nepep nybnum-
Kaumen. Jnunbii Bknag Kawgoro asTopa: K.C. HacoHoBckun —
aHanu3 pesynbTaToB, HanucaHwe TekcTa cTaTbu; A.A. Bopona-
€B — BbIMOJIHEHWE 3KCMEPUMEHTANbHOM YacTu WUCCneoBaHuS;
[1.B. BonoceBny — BbinosHeHWe MeTannorpadmyeckmnx uccnepo-
BaHun; H.[. PolimH — BbINONHEHWE 3KCMEPUMEHTaNbHOM YacTu
uccnenoanus; P.C. KopcMk — pyKoBOACTBO, pefiaKTMpoBaHWe
TEKCTa CTaTby.

WUcTounuk cduHaHcupoBaHus. ABTOpLI 3asiBNISOT 06 OTCYTCTBUM
BHELLIHEro MHaHCMPOBAaHUS NPY NPOBEAEHNM UCCIIE0BaHMS.
KoHbnuKT uHTepecoB. ABTOpLI AEKNApUPYIOT OTCYTCTBUE ABHBIX
U NoTeHUManNbHbIX KOHPMKTOB MHTEPECOB, CBA3aHHBIX C MybnnKka-
LiMer HacTosALLLe cTaTby.
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