FnobanbHas aHeprus. Tom 30, N2 4, 2024. C. 53-64.
4 Global Energy, 2024, 30 (4); 53-64.

Hay4dHasa ctaTbs @ oL
YK 621.791.011 TS

DOI: https://doi.org/10.18721/]JEST.30404

.M. Muxauno6ckuti 2 , B.B. HeyeH, l.K. 3axapoG

NpPKYTCKMI HAaUMOHANbHbIN NCCNe0BaTeIbCKUM TEXHUYECKUI YHUBEPCUTET,
MpKyTCK, Poccua

= dog7820038@gmail.com

DOPMUPOBAHUE UBHOCOCTOMUKUX CJIOEB
AOYrOBOM HAMJIABKOM C UCMOJIb3OBAHUEM
MOPOLUKOBbIX MPOBOJIOK

Annomauyusa. TIpodiieMa MOBBILIEHUS U3HOCOCTOMKOCTH AeTalleil, paboTaolIMX B YCIOBUSIX adbpa-
3MBHOTO M3HAIIMBAHMS, SIBJISIETCS] OYeHb BAaXKHOM Ha CETOMHSIITHMI qeHb. CyIIecTBYeT OOJIBIIOE
KOJIMIECTBO TEXHOJIOTMI M CHUCTEM JICTUPOBAHUS, TIPUMEHSIEMBIX IIJISI CO3IaHUS M3HOCOCTOMKIX
cioeB. [lepcieKTUBHON TEXHOJIOTHEH ¢ TOUKU 3pEeHUS] TPOU3BOIUTEIbHOCTH U TOJIYyYEHUS CJI0-
€B HarIaBKM OOJIBILION TOMIIMHBI SBISIETCS HaIlJlaBKa C MCMOJIb30BaHUEM IMOPOIIKOBBIX TTPOBO-
Jok. B ctatbhe paccMoTpeHO (hOPMUPOBAHUE CJIOEB C UCITOIb30BAHUEM MTOPOIIIKOBBIX MPOBOJIOK, C
MOCJEAYIOIIUM UCCAeA0BAaHUEM MUKPOCTPYKTYPbl, MUKPOTBEPAOCTU U MPOBEACHUEM PEHTICHO-
CTPYKTYPHOTO aHajI13a. Pe3yabraTel MOKa3kIBaIOT, YTO MPUMEHEHNE HAIJIaBKU B CPEIe 3aIIUTHBIX
ra30B U ITOPOIIKOBBIX IIPOBOJIOK MTO3BOJISICT ITOJyYaTh KaueCTBEHHBIC TIOKPHITHUS O3 TIOBEPXHOCT-
HBIX 1e(heKTOB B BUAC TPEIIMH U MOp. Takke JaHHBIE MUKPOCTPYKTYPBI ITOKA3bIBAIOT, UTO IIpU
HariaBke npososiokoit TTIT-HIT80X20P3T nmpoucxonut popmupoBaHue AeHAPUTHON CTPYKTYPbI
¢ KapOougaMu XxpoMa I0 TpaHHUIaM 3epeH, a TakxKe JIJI CJI0€B BBIMOJHEHHbBIX ¢ MpoBosiokoi TTI1-
HII80X20P3T xapakTepHO HauOoJblliee 3HAUeHWE TBEPAOCTU 1O CPABHEHUIO C IPYTUMU MTPOBO-
JIOKaMM paccMaTpUBaeMbIMU B TaHHOU padoTe.

Karoueswvie croea: myrosast HalJiaBKa, KapOUI XpoMa, MUKPOTBEPAOCTb, M3HOCOCTOKKE MOKPHI-
TSI, MAPTEHCHUT.
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FORMATION OF WEAR-RESISTANT LAYERS
BY ARC WELDING USING FLUX-CORED WIRES

Abstract. The problem of increasing the wear resistance of parts operating under conditions of abrasive
wear is very important today. There are many technologies and alloying systems used to create wear-
resistant layers. A promising technology in terms of productivity and obtaining thick surfacing layers
is arc welding using flux-cored wires. The article discusses the formation of layers using flux-cored
wires, followed by the study of microstructure, microhardness, and X-ray diffraction analysis. The
results show that the use of arc welding in shielding gases and flux-cored wires allows one to obtain
high-quality coatings without surface defects such as cracks and pores. Also, microstructure data
show that when arc welding performs with TTIT-HIT80X20P3T wire, a dendritic structure with
chromium carbides is formed along the grain boundaries, and layers made with ITIT-HII80X20P3T
wire are characterized by the highest hardness value compared to other wires considered in this work.
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Brenenne. Ha cerogHsHuii 1eHb B 00JIaCTSIX CEJILCKOTO XO3SICTBA, DHEPTreTUYEeCKOM, HedTerazo-
BOI ¥ aTOMHOI TTPOMBIIIIJIEHHOCTH CYIIIECTBYeT HEOOXOMAUMOCTD B MU3HOCOCTOMKHUX TTOKPBITHSIX TS T10-
BBIIIEHUS TOJITOBEYHOCTU PAOOTHI M3AEINI 1 9KOHOMUYECKU 3 (hEeKTUBHON padOThI IIpeanpusaTuii [1].

M3HOCOCTONKOCTh KaK 00l11asi XapaKTepruCTUKa COMPOTUBACHMSI U3HAIIMBAHUIO SIBJISETCS OAHUM
HUX OCHOBHBIX (haKTOPOB, OIPEAEIISIONINX SKOHOMUYIECKYIO 3(PHEKTUBHOCTD UCITOIB30BAHMS MAIIMH U
u3aeNIuid JaHHOW KoHdurypauuu. 1o npuunHe u3Hoca AeTajeil MallluH MTPOMCXOIUT YXYIILIeHUE UX
(byHKIIMOHATBHBIX KAUeCTB U 9HEPTeTUUECKUX MToKa3aTesaeil paboThl, CHUXKAETCS MPOM3BOIUTEIbHOCTD,
pacTeT BEpOSITHOCTh OTKa3a [2].

Tak, nMpu 3KCIIyaTallud WU3AeJuii HauboJiee MHTEHCUBHO M3HAIIMBAIOTCSI TTOBEPXHOCTHBIE CJIOM,
B3aMMOJICMCTBYIOLIME C TBEPABIMU MOPOJaMU, aOpa3vBHBIMU YACTUIIAMM, U TIO3TOMY CBOMCTBA MOBEPX-
HOCTHBIX CJIOEB UMEIOT KJIIOYEBYIO POJIb B COIIPOTUBIIIEMOCTH U3 n3Hocy [3—5].

HamnnaBka — BaKHBIN TEXHOJOTMUYECKUI MpoLiece ISl MOJyUyeHUsl 3aJlaHHBIX XapaKTepUCTUK MaTe-
puana. Tak, HarpuMep, WIS JeTajleil CeTbCKOXO03MCTBEHHOM MPOMBIIIIEHHOCTH, MHCTPYMEHTOB U JIP.
BO3MOKHO IOBBIIIEHNUE JUTUTEILHOCTA paboThl B 3—8 pa3 Mpu UCIIOJb30BAaHUM HATLIaBKu [6; 7].

CylIeCTBYIOT pa3MyHbIe METO/IbI 111 HAHECEHWSI UBHOCOCTOMKHUX CJI0EB: JIEKTPOXUMUYECKHE MPO-
11eCChl TIIaBJIeHMsI, HalbIJICHUE, TUIaBJIeHUe HAHECEHHBIX MACT C UCIOIb30BaHUEM BbICOKOKOHIIEHTPU-
POBaHHBIX MCTOYHUKOB TEIUIOTHI, 1 Ap. [§—10].

OaHaKo UCITOJb30BaHME TEXHOJIOTUIA HAaIJIaBKY C TPUMEHEHMEM IyTOBbIX ITPOLIECCOB MO3BOJISIET T10-
JlyyaTh HarulaBJIeHHbIE CJIOM OOJIbIIEH 1O CPAaBHEHUIO C IPYTUMU TEXHOJOTUSIMU TOJIIMHBI U BeIEeT K
MOBBIIIEHUIO IIPOU3BOAUTEIBHOCTH IIpoliecca. B padote [14] paccMOTpeHBI ITPOLIECChI IyTOBOI HArIaB-
KU, U BBIBOJIbI, IMOJyYEHHbIE aBTOPaMU, YKa3bIBAIOT HA TO, YTO HanboJiee MpeArnoYTUTENbHBIMU C TOUKU
3peHUsT TPOU3BOAUTEIBHOCTA U KaueCcTBa MOJydaeMbIX CJIOEB SIBISIIOTCS HarlaBKa ¢ UCITOJIb30BaHUEM
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MOKPBITHIX 3JIEKTPOAOB, HaIJIaBKa Mojl cjioeM (hJIoca U HalljlaBKa OTKPBITOM Iyroi MO0 ¢ mpuMeHe-
HUEM 3allUTHOTO Ta3a.

Tak, HaruIaBKa ¢ Ucoib3oBaHUeM nopoikoBoii mpoBojioku (Flux Core Arc Welding, FCAW) pac-
CcMaTpUBaeTCsl B JIUTepaType KaK TeXHOJIOTHS ¢ BHICOKMMU MoKa3aTeasaMU MTPOU3BOAUTEILHOCTA U Ba-
puatTuBHOCTU. [ToMUMO 3TOIi, B paboTax MOCIEIHUX JET PACCMATPUBAIOTCI TEXHOJIOIMU HAILIABKU C
KCITOJIb30BAaHUEM TTPOBOJIOK CILJIOIIHOTO CEYEHMSI, ¢ MCIOJb30BaHUEM HECKOJbKMX IMPOBOJIOK, UTO
MMO3BOJISIET KOHTPOJUPOBATh XMMUUECKUI COCTaB HAILIaBJIEHHOTO MeTalljla B TeUeHHe BCero IMpoliecca
HAIJIABKM, TEXHOJIOTHUM C IToJadeii ITOPOIIKa, a TAK:Ke THOPUIHBIE TEXHOJIOIMHU C UCITOJb30BAaHUEM BTO-
pOro MCTOYHMKA TeruioThl [11].

Ha cerogHsIIHMIA JeHb CYLIECTBYET OOJIbIIIOE KOJIUYECTBO CILIABOB, UCITOIb3YeMbIX JIJIs MOJIydYeHUS
M3HOCOCTOMKUX cJIoeB. OCHOBHBIMU TPYITIIAMM 3TUX CILIABOB SIBJISTFOTCS CITJIaBbl HA OCHOBE XXeJjie3a, HU-
KeJisl, Kobasbra U BoJibhpama. O HAKO He XKejle30CoAepKalllie CIjIaBbl 10BOJbHO JOPOTH, YTO OrpaHu-
YMBaeT UX NMpUMeHsieMocThb. Tak, aBTopbl [15] yKa3bIBaloT, YTO CIIaBbl HA OCHOBE »KeJjie3a 3apeKOMEH -
JIoBaJIi ce0sl KaK HeJOPOTHUE MaTepuabl, CIIOCOOHBIE KOHKYPUPOBATh ¢ Oojiee JOPOTUMU CILIaBaMM Ha
OCHOBE KOOaJIbTa ¥ HUKEJTS.

ITpu BBINTOHEHUU UBHOCOCTOMKHUX CJIOEB MOTYT UCITOIb30BaThCS Pa3IMUHbIC CUCTEMbI JIETUPOBAHMUSL.
Tak, aBropn! [12] yka3beiBaoT, uto cucteMa jerupoBaHus Fe-Cr-C maeT BbICOKME ITOKA3aTEIM M3HOCO-
croiikoct. ABTOpHI [13] paccmarpuBalor cuctemy JerupoBanus Fe-Cr-C-B, mipu ucrojib3oBaHUM KO-
TOPOI1 MOKHO TIOJIyYUTh BHICOKUE MOKAa3aTe M MUKPOTBEPAOCTH, COMIOCTABMMBIE WM OOJIbILINE, YEM TTPU
HCIIOJIb30BaHuU 100aBoK Nb. OgHaKo Npy MCHOJB30BAHUM JaHHOI CHUCTEMBI JIETMPOBAHUS BO3MOXHO
MOBBIIIEHNE XPYITKOCTH HAIUIABIEHHOTO CJIOsI. ABTOPBI [9] YKa3bIBaOT, YTO IIPU HAILJIaBKE 3JIEKTPOAAMHU C
conepxxanreM Mapranua 10% npu no6aske 6opa 0,3% Habo1aeTCsl 3HAYMTEIbHOE MTOBBIIIEHNE CTOMKO-
CTU K KaBUTALIMOHHOMY 3PO3MOHHOMY M3HOCY I10 CPaBHEHMIO CO CIUIaBOM 0e3 mo0aBKu Oopa.

B pa6orax [6; 12; 15] yka3sIBaeTCsl, YTO MUKPOTBEPIOCTD, XOTh U SBJISICTCST OMHUM M3 TTOKa3aTelleid
M3HOCOCTOMKOCTH, He BCErla yKas3blBaeT Ha HAMOOJIBIIYID U3HOCOCTOMKOCTh MaTepuaia. Mcxonsa us
3TOrO, B paboTe [6] aBTOPHI YKA3bIBAIOT, YTO Ha M3HOCOCTOMKOCTh 3HAYUTEILHO BIIUSIET CTPYKTYpa MaTe-
puasia, a UMEHHO HaJMuue KapOuaoB U TBepabIX (da3, pacrnoiaraloiiuxcs B BI3KOi MaTpulle.

M3 npoBeaeHHOro JIMTEPATypHOTO aHaau3a CleAyeT, YTO METOMAbl AYyroBO HAIUIABKU SIBJISIIOTCS
Haub6osee 3(PPEKTUBHBIMU IS TTOJTYYSHUST U3BHOCOCTOMKHX CI0EB C BBICOKOM TTPOU3BOAUTEILHOCTHIO.
dopMIpoBaHNE MUKPOCTPYKTYPHI C BEICOKOI MUKPOTBEPIOCTHIO M TIPUCYTCTBIEM TBEPIBIX (ha3 mMeeT
MepBOCTEeNIeHHOEe 3HAaUeHHE JUIs1 00ecTiedeHUsT BBICOKUX MoKa3aTesieil M3HOCOCTOMKOCTU MaTepuaJa.

Lenbio uccneqoBanus siBisieTcss (GOPMUPOBAHUE M3HOCOCTOMKMUX CI0E€B Ha MOBEPXHOCTU HU3KOY-
[JIEPOAUCTOM CTau C UCTIOJb30BaHMUEM TEXHOJIOTMU AYTOBOU HAIJIaBKU MOPOIIKOBBIMU MPOBOJIOKAMMU.
Jns nocTrKeHUs MOCTaBJASHHOM LIeJU MPOBEISHbI UCCISIOBAHUS MUKPOCTPYKTYPbI, U3MEPEHUS TBEP-
JIOCTHU, ompeaeaeHre (a30BOro COCTaBa HAILJIaBJICHHBIX CIOEB.

Marepualibl 1 METO/IbI NCCIIEI0BAHUS

B kxauecTtBe ocHOBHOro Marepuaja ucnoJjb3zoBaiachk ctaib Cr3cn (F'OCT 380—-2005), ¢ xumu-
yeckuM coctaBoMm: C — 0,14—0,22%; Si — 0,15—-0,30%; Mn — 0,4—0,65%. O6pa3usl u3 Cr3cn ObI-
JIV BbIpe3aHbl B BUe MmiaactTuH pazmepamu 80x50x12 MM 1 oTUIIM(OBAHBI HaXIauHON Oymaroit ao
sepauctoctu 1200. [yt HaMIaBKKM MCIOJIb30BAIMChH IMOPOIIKOBBIE IMPOBOJOKK AUamMeTpoM 1,6 MMm:
IIIT-HIT80X20P3T, III-HIT30X4I2M; ASM 4440-GS. Ilepen BelmoTHEHMEM HalJIaBKU IIPOBOJIOKM
MPOCYILIMBAJIMCH B KAy B TeueHUe 2-X yacoB npu Temneparype 150—180°C. XuMmuueckuii coctaB
rpoBoJiok [TIT-HIT80X20P3T u IIT-HIT30X4I'2M, corinacuo F'OCT 26101-84, a Takke XMMUUYECKHU I
coctaB IpoBoJoku ASM 4440-GS, coryiacHo ImacnopTy, IpuUBeaeHBI B Ta0. 1.

Kowmruieke 11t BBIMOJTHEHUSI HATIaBKU CXeMaTUYeCKU MokKa3aH Ha puc. 1. OCHOBHBIMU y3J1aMU KOM-
Iiekca sBisitorcs rnpombiiieHHbIn pooor CRP RH14-10-W u ucrounuk nutanus Megmeet Arsten
Plus 400.

55



4 Metannyprusa. MaTepuanosefeHune >

Puc. 1. Cxema KoMIIeKca 1jis HaIJIaBKU: 1 — MPOMBIIICHHBIN po0OOT; 2 — cBapouYHasi ropeJsika;
3 — ocHOBA JUTS HATTJIAaBKW; 4 — CBapOYHBII CTOJT; 5 — GaJIJIOH C 3allIMTHBIM ra3oM; 6 — UCTOYHUK MUTAHMS;
7 — MeXaHU3M MOJa4M IMPOBOJIOKU; 8§ — CHCTEMa YIIPaBJICHUS

Fig. 1. Scheme of the welding complex: 1 — industrial robot; 2 — welding torch; 3 — base for welding; 4 — welding table;
5 — cylinder with shielding gas; 6 — power supply; 7 — wire feed mechanism; 8 — control system

Tabnuna 1
XuMHYeCKuii COCTaB MPOBOJIOK
Table 1
Chemical composition of the wires
Maccosag 0.4 3J1eMenTa, %
Mapka npoBo.JioKH - -
C Cr Mn Si Mo Ti B S P
TIT-HI130X412M | 0,30— | 3,30— 1,40— 0,60—
(TOCT 26101-84) | 0,45 | 480 | 220 [%071001 o0 | — — | 0,040 0,040
IIT-HIT80X20P3T | 0,50— | 18,00— | He 6osee | He Gonee B 0,10— | 2,70— 0.040 | 0.040
(FOCT 26101-84) | 1,00 | 23,00 1,00 1,00 0,80 3,60 ’ ’
ASM 4440-GS 0,4 17,0 0,5 0,6 — 0,5 — 0,040 | 0,040

J1ns1 Bcex TTPOBOJIOK MTOCTOSIHHBIMU MapaMeTpaMu ObLIM cBapouHblii ToK 200 A, HanpsikeHue 24 B,
cKopocTb cBapku 10 MM/c. JlaHHBIE MTapaMeTphl ObLIN OI00paHbI Ha allrapaTe I1J11 MeXaHU3UPOBaHHOM
cBapku Lorch u SBISTIOTCS ONITUMATBHBIMU TSI KAYECTBEHHOTO (POPMUPOBAHMS HATUTABIIEHHOTO CITOST.

HannaBka npoussoaniack ¢ MCIoIb30BaHUEM Ta3oBoii cmecu Ar/CO, 82/18. O0beM nomauu rasa
10 1/MuH. HammaBka BbINOJIHSIIACH B IBA CIIOS € OXJIaXkKAeHUEeM 00pa3oB Mexay ciiosmu 1o 250—300°C.

[Mocne BBITIOMHEHUS HATUIABKU OOpPa3Ilbl BHIPE3aNMCh C TTOMOIIBIO OTPE3HOTO cTaHKa Discotom-
100/-10. 3aTeM oTpe3aHHbBII 0Opa3el] 3alpecCOBbIBAIN B MOJUMEPHYIO cMoTy ripeccoM [Toaunad CS50A.
7151 m3ydeHus1 CTPYKTYPhl YIIPOUHEHHBIX CJIOEB MCCIeIOBaHbI CeUueHUsT oOpasiia, MepreHIuKYISIpHbIC
TTOBEPXHOCTHU CJIOST ¥ HAIIPaBJICHUIO TepeMellleHns HariaBKu. [loampoBaHue TIPOBEIEHO ¢ MCITOIB30-
BaHWEM aJIMa3HbBIX CYCIIEH3UI C 3¢pPHUCTOCTHIO (9 MKM, 6 MKM U 3 MKM).

3akTounTeIbHAS OTiepalys OJIMPOBAaHUS BHITIOJHEHA HA CYKHE, CMOYEHHOM BOIHBIM PAaCTBOPOM
C YacTHIIaMM OKCHUIa KpeMHUs pa3zMepoM 1 MKM. [ToBepXHOCTb MCCIIeayeMOoro obpasiia CYuTaeTcs
TOTOBOI MMOCITe TTOJIMPOBAHMSI, €CJIM OHA CTAHOBMTCS TIJIOCKOM, OJIeCTSIIEel U He UMeeT LaparnuH OT
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Puc. 2. O6pa3subl nocje AyroBoii HariaBKKU MOPOLIKOBBIMU ITPOBOJOKAMM:
a — [II-HI130X4I2M; 6 — ITI1-HIT80X20P3T; B — ASM 4440-GS

Fig. 2. Samples after arc welding with flux-cored wires:
a — [MTT-HIT130X4I2M; b — TTIT-HTI80X20P3T; ¢ — ASM 4440-GS

nutMdoBaHus. 1151 BBISIBJIEHUSI MUKPOCTPYKTYPbl IOATOTOBJIEHHOIO 00pa3lLia Mocie MoJIMPOBaHUS ObLI
ucnonb3oBa pactBop (HNO,/HCI = 1:3). [lna cHaTHs 1 00pabOTKM M300pakeHUIA MUKPOCTPYKTYPbI
HccieyeMoro oopasiia MCIoJIb30Baluch KaMepa U rnporpaMmMHoe obecrieueHre Toup View.

MUKpOCTPYKTYpa MoJy4eHHOro HaIUIaBJIEHHOTO CJIos UccieaoBajach Ha Myukpockorne MET-2 npu
yBeJM4YeHUsIX B nuana3oHe oT x50 mo x1000 B pexxuMe CBETIOrO MOJIS.

HccnenosaHue (ha3oBoro coctapa MOKPHITUIA MOC/E TUIAa3MEHHOM HarlaBKU MPOBOAWIOCH Ha PEHTIe-
HoBckoM audpakTomerpe Shimadzu XRD-7000 ¢ ucrionb3oBanmeM CuKo-uznydenust. O6pasibl CKaHU-
POBaJIM B pexXMMe MOIIaroBOro CKaHMpoBaHUs B auara3zoHe 5—85° ¢ marom 5° mpu 40 kB u 40 MA. [l
oIpenesieHUsI MaKpOTBEPAOCTH UCITOJIb30oBaicsa TBepaoMmep TK-2M. [l onpeneneHns MUKPOTBEPIO-
CTU UCITIOJIb30Basicst MUKpoTBepaoMep Shimadzu HMV-2T ¢ cucteMoil aBTOMaTU4eCKOIO CYMThIBAHUS
pa3MepoB OoTmnevyaTkoB. M3amepeHrne MUKPOTBEPAOCTHA IIPOBOAMIOCH IToa Harpy3koit 988 mH (HVO0.1),
BpeMmsi BbiaepKKM 5 ¢. [To kaxaomy obpasily Oblia caejlaHa KpvBasl pacripefeseHusi MUKPOTBEPAOCTU
10 TJIyOrHe.

Pe3yabratsl u 00CyxKIeHue

Ha puc. 2 npencrasieHbl 00pa3libl MOC/e 1yTOBO HAIJIABKU B Cpejie 3alllUTHOTO Ta3a MOPOIIKOBbI-
MU TIpoBoJioKaMu. [ToBepXHOCTh 00pa3loB UMEET XapaKTepHbIC CJIeIbl HAIJIaBKU B BUIE BOJHUCTHIX
JIMHUI (MM BaJIUKOB), KOTOPbIE 00pa30BaIMCh MTPU HAJIOKEHUHU TOPOILIKOBBIX MTPOBOJIOK Ha MOBEPX-
HOCTb. BUIHBI TeMHBIE YYACTKU ¢ HE3HAYUTEIbHBIMU AeeKTaM1, TAKUMU KaK TOPbI WU BKIIOUYEHUS,
OJTHAKO KPYITHBIX TPEIIUH He HAOII0gaeTCs.

Ha noBepxHOCTM MPUCYTCTBYIOT TEMHBIE U CBETJIble 00JaCTU, a TaKXKe 00111asl BbICOKasl 1IepOoXoBa-
TOCTb, XapaKTePHbIE [JIs1 CJIOEB BBIMOJHSEMBIX C UCIOJIb30BaHUEM JIYTOBBIX MPOLIECCOB HarIaBKu. Oj-
HaKO Ha ITOBEPXHOCTU He HAOJII0JaeTCsI TPEIMH U IIOPUCTOCTH, U3 YETO MOXHO CeIaTh BBIBOI, UTO UC-
MOJIb30BaHME MOPOLIKOBBIX MTPOBOJIOK C JOTOJTHUTEIbHO ra30BOM 3allIMTON MO3BOJIsIET (DOPMUPOBATH
MOKPBITUS 6€3 1ePEeKTOB.

Ha puc. 3 mpeacTtaBieHa MUKPOCTPYKTypa IMOBEPXHOCTHOTO CJIOSI TIOCJIe AYTOBOil HAIUIaBKU IT10-
poikoBoii mpoBoiokoii ITIT-HIT30X4I'2M. BugHo, 4TO ITOBEpXHOCTHBIH CJIOI COCTOUT M3 HECKOJIBKIX
XapaKTepHbIX cJioeB. BepXxHuil 10l XapaKTepu3yeTcs MeJIKO3EePHUCTOM CTPYKTYPOid, YTO TUITUYHO IJIST
HaIUIaBJIEHHOTO CJIOS ITOCIe OBICTPOro OXJIaXIeHUs. B 0061acTu, pacnooXeHHOM OJIvKe K HaIlJlaBlIeH-
HOI 30HE, TAe IIMTEIBHOCTh OXJIAXKIEeHMSI OblIa OOJIbllle, HAOIIOOAIOCh YBEIMUEHNE pa3Mepa 3epeH.
DTO MPOUCXOAUT B pe3ybTaTe peKpUCTAIM3ALMU U POCTa 3epeH MOJ BO3AeicTBUEM Terjia. 3epHa B
9TOI 00J1aCTU UMEIOT 0oJiee KPYIHBINA pa3Mep U OKPYIIyIo (hopMy IO CpaBHEHUIO ¢ OCHOBHOI MaTpu-
1eit. PesynbraThl peHTreHorpaMMbl (puc. 4) mokasajiv, 4YTO B TIOBEPXHOCTHOM CJIO€ TTOC/Ie IyTOBOM Ha-
TJIaBKY MPUCYTCTBYET MAPTEHCUT, T.€. TIepeChILLIEHHbII TBEPAbI pacTBOp yrieposaa B cucteme o-(Fe,Cr).
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Puc. 3. MukpocTpyKTypa MOBEpXHOCTHOTO cJ10s1 TTociie ayroBoii HartaBku [TIT-HIT30X412M:
a — BepXHMIA CJIOi; 6 — JIMHUS CIUIaBJICHUSI C OCHOBHBIM METaJJIOM

Fig. 3. Microstructure of the surface layer after arc welding with ITIT-HI130X4I2M:
a — top layer; b — fusion line with the base metal
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Puc. 4. Pentrenorpamma o6pasiia rnocie ayropoit Haraasku [TIT-HIT30X4I2M
Fig. 4. X-ray image of the sample after arc welding with I1TT-HI130X4I2M

B npouiecce miaBiieHus keie3a U XxpoMa Ipy BBICOKUX TeMriepaTypax, 00blYHO TpeBbimatomux 1500°C,
aTOMBI XpOMa PacTBOPSIOTCS B pacIljiaBe keje3a, 00pa3ysl OMHOPOIHYIO XKUAKYIO ¢a3y. B aTom cocTosi-
HUU aTOMBI XpOMa 1 XeJie3a CBOOOIHO ITepeMelaloTes B paciuiaBe. [1pu oxJaxkIeHUM paciiiaBa IIpOvC-
XOJUT KPUCTAJIIM3ALIMS 3KeJie3a, B pe3ysibraTe KOTOPOM aTOMbI XpOMa 3aMellaloT aTOMBI XeJjle3a B KpU-
CTaJUTMYECKON pellieTKe, o0pasys TBepablii pacTBop 3amenieHus o-(Fe,Cr).

Ha puc. 5 mpencraBieHa MUKPOCTPYKTYpa MOBEPXHOCTHOTO CJIOS TIOCJIe TYTOBOM HAIJIABKU T10-
poikoBoii nipoBosiokoit TTTT-HIT80X20P3T. ITo Bceit rinyOMHe MOKPHITUS HAOI0OJAeTCsI POCT ACH-
JIPUTHBIX CTPYKTYpP. HAeHAPUTHI PacIIOJIOKEHBI 0eCITOPSIOUYHO, YTO XapaKTepHO IS Iipoliecca Obl-
CTPOTO OXJIaXKICHUS IIPH IYTOBOM HaruTaBKe. JIMHUS CIIaBIIeHUS YeTKO BUIHA MEXKIY HaTIaBJICHHBIM
CJIoeM U OCHOBHBIM MeTajljioM. B mepexoaHoit 30He MeXay HaIlIaBJISHHbBIM CJI0OEM U OCHOBHBIM Me-
TaJlJIOM OTCYTCTBYIOT A¢(PeKThl B BUIE MUKPOTPEIIUH U TOp. PsimoM ¢ IMHMEN criiaBieHus pacio-
JIoXXeHa 30Ha TepMmuueckoro BiaussHus (3TB), aist KoTopoii XxapakTepHO yBeJIMUeHUE pa3Mepa 3epeH.

Ha puc. 6 ipencrabieHa peHTreHorpamma obpasiia rmocje gyrosoii Harutaku [TTT-HIT80X20P3T. B
MIOBEPXHOCTHOM CJIoe 00pasiia 06HapyXeH TBepblii pacTBop a-(Fe,Cr) u kapouasl xpoma Cr,,C. [1pn
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Puc. 5. MukpocTpykTypa moBEpXHOCTHOTO cJiosl rociie ayroBoit HarnaBku [TIT-HIT80X20P3T:
a — BepXHMIA CJI0I; 6 — JIMHUS CIUIABJICHUSI C OCHOBHBIM METAJLIIOM

Fig. 5. Microstructure of the surface layer after arc welding with ITIT-HIT80X20P3T:
a — top layer; b — fusion line with the base metal
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Puc. 6. PentreHorpamma o6pasiia nocsie ayrosoit Hariasku ITIT-HIT80X20P3T
Fig. 6. X-ray image of the sample after arc welding with TTTT-HIT80X20P3T

BBICOKMX TEMIIepaTypax XpoM U YIJIepoJ pacTBOPSIOTCS B xkesese. [Ipu oxjaxkneHuu U3 ayCTeHUTHOTO
COCTOSTHUS yIiiepoJ HaurHaeT Aud@yHIupoBaTh U CTPEMUTCS 00pa3oBbIBaTh 0osiee CTaOWIbHbIE CO-
eJIMHEeHMsI C XpOMOM. B pesyiibraTe 3TOro rmpoiecca XpoM BCTyMaeT B peaklUio ¢ YIJIepoaoM, oopasys
KapOouabl. XpoM 00agaeT BhICOKOM CITOCOOHOCTBIO K 00pa30BaHNIO KapOUI0B, YTO MPUBOAUT K BhIC-
JIEHUIO 9THX COeAMHEHUI Bk rpanuil 3epeH o-(Fe,Cr). Kapounsr Cr,,C, HaunHaoT popMUpoBaThCst
B auamnasoHe temmepatyp ot 600°C 1o 900°C.

Ha puc. 7 npencrapieHa MUKPOCTPYKTYpa MOBEPXHOCTHOTO CJI0sI IOcJie TyroBoii cBapku ASM 4440-
GS. 3epHa UMEIOT HEMPaBWIbHYIO MHOTOTPaHHYIO0 (hOPMY, XapaKTEPHYIO I MAPTEHCUTHBIX CTPYKTYD,
MOJIyYEHHBIX B pe3yJbraTe AYroBoil cBapku. [paHUIIbI 3epeH XOPOILO BUAHBI U MPEACTaBJSIOT OO0
XapaKTepHbIe TEMHbIE TUHUU.

CorjlacHO peHTTeHOBCKMM JAHHbIM, MTOKa3aHHBIM Ha puC. 8, B TOBEPXHOCTHOM CJioe OblLIM OOHa-
pyxeHbl TBepablii pactsop 0-(Fe,Cr) n xapoumsr xpoma Cr,C, u Cr,C,. Ha puc. 7a 0TYeTJIMBO BUIHO,
4YTO Kapouasl cchopMupoBavch Ha rpaHuiiax 3epeH o-(Fe,Cr). [Tocne oxnaxaeHus U3 BbIcCOKOTeMITepa-
TypHO¥ a3bl yriiepoa v XxpoM b GyHAUPYIOT K TpaHULIAM 3€peH, KOTopbie 00J1aaatoT 60Jiee BhICOKOM
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I
a)

Puc. 7. MukpocTpyKTypa MOBEpXHOCTHOTIO CJI0s1 TTocJie nyroBoii HartaBku ASM 4440-GS:
a — BepXHMIA CJIOi; 6 — JIMHUS CIUIaBJICHUSI C OCHOBHBIM METaJJIOM

Fig. 7. Microstructure of the surface layer after arc welding with ASM 4440-GS:
a — top layer; b — fusion line with the base metal
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Puc. 8. PeHtreHorpamma o6pasiia rocjie ayropoit HaraaBku ASM 4440-GS
Fig. 8. X-ray image of the sample after arc welding with ASM 4440-GS

SHEPrueii Mo CpaBHEHUIO ¢ BHYTPEHHUMU 00JIACTSIMU 3€PEH, UTO JIeJaeT UX MPeANOYTUTEIbHBIMU MeC-
TaMu i1 00pa30BaHUsI BTOPUUYHBIX (pa3, TaKUX KaK KapOuIbl XpoMa.

CpeaHue 3HauyeHUSI MaKpOTBEPIOCTH ITOJIyUeHHBIX HarutaBJIeHHbIX ToKpbiThii: [TTT-HIT80X20P3T —
57 HRC; TIIT-HIT30X4I2M — 48 HRC; ASM 4440-GS — 51 HRC.

Ha puc. 9 npencrasieHo pacnpeaeiacHue MUKPOTBEPIOCTHU 110 TITyOMHE MOKPBITH, TTOJyIeHHBIX Me-
TOAOM AyroBoil HarmaBku. [TokpbiTHe, MoJlydeHHOE MOocje HarlaBKX MOPOIIKOBO# nmpoBoJiokoit TTI1-
HIT80X20P3T, xapakTtepu3yeTcss BBICOKOM M CTaOMJILHON TBEPAOCThIO B AMAara3oHe A0 4,5 MM OT T10-
BEPXHOCTHU, KOTOpasi cocTapisieT 786—880 HV. Bosiusu riiy6uHbl 4,5 MM HaOJII01a€TCS PE3KOE CHIKEHUE
TBEPAOCTH, YTO OOYCJIOBJEHO MEePeX0J0M OT OCHOBHOTO CJIOSI MOKPBITUSI K MaTepually MOJIOXKKHU, Xa-
pakTepusyonieMycst MeHblei TBepaocTbio. [Tokpeitue u3 IIT-HIT30X412M nMmeeT MUKPOTBEPAOCTH B
nuarnasoHe 646—826 HV. Ha riiy6une 3,0 MM IPOMCXOAMT Pe3KOE CHIKEHUE TBEPAOCTH, YTO YKA3bIBAET
Ha pUOIMKeHUE K MOJJI0XKe. TBEpIOCTh MOKPHITUS U3 MOPOIIKOBOM mpoBosiokn ASM 4440-GS coc-
TaBJisieT 668—768 HV BOIM3KM MOBEPXHOCTU U PE3KO CHUXKAETCS Ha NIyOuHe 2,5 MM, 4TO 0OYCJIOBIIEHO
MePEX00M K MOJIJIOXKE.
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Fig. 9. Distribution of microhardness from the surface of coatings after arc welding

3akouenue

PesynbraThl ucciaenoBaHusl MokKasaiu, YTO AyroBasi HarlaBKa MOPOLIKOBBIMU IPOBOJIOKAMU 00e-
crieyrBaeT (GOpMUPOBAHNUE TTOKPHITUIA C BHICOKOI CTETIEHBIO OMHOPOIHOCTH 0e3 Ae(eKTOB, TaKMX KaK
TpellrHbI 1 Topbl. [TOKpBITHS, MOJydeHHbIE METOAOM JIyrOBOW HaIlJJaBKU B Cpejie 3alllUTHOTO rasa ¢
HCTOJIb30BAaHUEM PA3JIUYHBIX TTOPOLIKOBBIX MPOBOJIOK, 00J1a1at0T CrieMbUIECKUMU MUKPOCTPYKTYP-
HbIMU U (dazoBbiMu Xapakrepuctukamu. [Tokpeitue u3 ITIT-HIT30X4I'2M xapakTepu3yeTcs: MeJIKO-
3epPHUCTON MapTEHCUTHOI CTPYKTYpO# B HarllaBJieHHOM ciioe. B ero ¢ha3oBoM cocraBe MpUCYTCTBYET
repechIlleHHBI TBepablii pacTBop yriaepona B o-(Fe,Cr). [Tokpbeitue u3 INTT-HIT80X20P3T umeet neH-
JPUTHYIO CTPYKTYPY, XapaKTEPHYIO JUIst OBICTPOrO OXJIaXIeHUs, 1 comepxkuT Kapoumsl xpoma Cr,,C,
KOTOpBIE pacmnoyioXeHbl BOoab rpaHuil 3epeH o-(Fe,Cr). [Tokpeitne ASM 4440-GS oTandaeTcss MHO-
rorpaHHoi opMoit 3epeH, XapaKTepHO ISl MApTEHCUTHBIX CTPYKTYP, U CONEPXKUT KapOUIbl XpoMma
Cr,C, u Cr,C,, KOTOpBIEC PaCIoNOXKeHbI Ha TpaHKIax 3epeH. Hannune sTux KapOuaos MoBbIIIAET TBEP-
JIOCTb U U3HOCOCTOMKOCTH MOKPBITHS, Jejasi ero 0ojiee TPOUYHBIM U J0JTOBEYHBIM B YCJIOBUSIX UHTEH-

CHMBHOTO a6pa3I/IBHOFO BO3MICHCTBUS.
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