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(DMHHHCMPOSQHME

Pa6ota BeIONHEHA B paMKax rocyaap-

crBennoro 3aganus UTIIM CO PAH.

AHHOTANUA

Bgenenne. JlazepHas HariaBka — OfIHO M3 BEIYIIMX HANpaBICHUH B 00JACTH aJIMTHBHBIX TEXHOJIOTHH, 3a-
KJIIOYAloIieecs: B MOCIOIHOM HapallMBaHUU MaTepHana IPH HCIONB30BAHHUH JIa3epa B KaueCTBE MCTOYHHUKA DHEP-
ruy. [ momydyeHus: Ka4eCTBEHHOTO M3ENUs He00OX0IUMO MPaBHIbHO HOA00paTh ONTHMAJbHBIEC TAPAMETPHI BbI-
pamuBanus. [Ipobnema 3akmioyaeTcst B TOM, YTO Takas ONTUMU3ALMSA HEOOXOOMMa AN KaXIOTo 00OpyHOBAaHHSA,
MOCKOJIBbKY HE3HAYUTENIbHBIC OTINYHSA B €0 XapaKTePUCTHKAX MOTYT BHOCHTH CYIIECTBEHHbIC H3MEHEHHS B Mapa-
METpBbI OCJIOHHOTO BBIPAIMBAHUA. JIJI1 TOro YTOObI ONpeIeIUTh ONTUMAIbHBIN PEKUM BBIPAIIUBAHNUS, JOCTATOUHO
MIPOAHAIN3UPOBATh BIUSHUE Pa3IHYHBIX ITapaMeTPOB 000PYIOBAaHUS HA XapaKTePHCTUKH €IHHUYHBIX TpekoB. [To-
9TOMY Lie/Ib JaHHOH pPa0doThl 3aKIII0YACTCS B ONPENeICHHN HanOonee BaXKHBIX IapaMETPOB JIA3ePHOTO M3Ty4YCHHUS,
BIUSIOIINX HA MPOIECC HAIUIABKH, U ONTHMAIBHOTO PEXKUMA BBIPAIIUBAHUS €AMHUYHOTO TPEKa XPOMOHMKEIEBOH
crany. B paGore uccien0Banbl eMHUYHBIC TPEKU, HOJNYYEHHbIC JIA3ePHOW HAIUIABKOI MOPOIIKA U3 ayCTEHUTHOU
XpoMOHHKeneBoit cranu mapku AISI 316L. B kayecTBe (pakTOPOB ONTHMH3ALMU BBICTYNAIN TAKUE XapaKTEPUCTH-
KM, KaK MOIIHOCTb JIa3epa, CKOPOCTh JBIKEHU Jyda, PacXof MOJaBaeMOro IIOPOIIKA U pa3Mep JIa3epHOTO IATHA.
JlnvHa BOJIHBI JIa3epHOTO U3ny4yeHus cocrasisuia 1,07 mxm. MeToabl uccienoBanust. s onpeneneHus kauecTna
1 TEOMETPHYECKHX Pa3MEPOB OJMHOUHBIX TPEKOB HCCIEA0BAIACH MAKPOCTPYKTypa HONEPEUHBIX cedeHniT 00pa3IoB
C HCHOJIBb30BAaHUEM METOZIOB METAUIOrpa(uy U PaCTPOBOH IEKTPOHHOI MUKpOCKONHH. Pe3y/IbTarThl H 00cy:KaeHHe.
YcTaHOBIEHO, YTO ONTUMAIIBHBIN PEKHM BBIPAIMBAHMS CAMHUYHBIX TPEKOB cTanu 316L xapaKkTepu3yeTcs MOLIHO-
CThIO JIa3epHOro u3iayueHus 1250 Bt u ckopocTbio ckanupoBanus 25 mm/c. [Ipu 3TOM ONTHMalIbHBIN 1TOKa3aTeNlb
pacxoza rnopoika coctasiseT 12 r/MuH, a pasmep sazepHoro narHa — 4,1 mM. B pabore nokaszaHo, uto HauboubIee
BIMSHHUE Ha KO3(GHULUUEHT 3()(HEKTUBHOTO UCIIOIb30BAHMS MOPOIIKOBOIO MaTepuala OKa3bIBalOT PACXO0]] IOPOLIKa
U pa3Mep J1a3epHOro niaTHA. VX n3MeHeHne H03BOIsIeT OBBICHTh IPOM3BOAUTEILHOCTD HAMIaBKky Ha 10—-15 %.

Jlist muTHpoOBaHus: BiusiHUe pe)XMMOB J1a3epHOI HaIIaBKU Ha reoMeTpruiecKue pasmepsl cransHoro Tpeka / C.B. Jlonrosa, A.I. Manukos,
A.A. Toneimes, A.A. Hukynuna // O6paboTka MeTasioB (TEXHOJIOTHsI, 000pynoBaHue, HHCTpyMeHThl). — 2024, — T. 26, Ne 2. — C. 57-70. —
DOI: 10.17212/1994-6309-2024-26.2-57-70.

BBenenune

TpanuiMoHHBIE METOABI MOATOTOBKH CTajeH
JI0 CUX TIOp SBJISIOTCS OJHUM W3 HauOoyiee YHH-
BEpCaJbHBIX U OCHOBHBIX CIIOCOOOB M3TOTOBJICHUS
u3nenuii. OgHaKo NI MPOW3BOAICTBA OJHOTO BHIA
TOTOBOM MPOMYKIIMM MHOTJA TPeOyeTcsi OorpoMHOE
KOJIMYECTBO JIETAJIEH C MPEABAPUTEIHLHO MPOBEICH-
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HOUW Tporenypoit popmooOpa3oBaHusl U pa3iuy-
HBIMH CIIOCO0aMU COEIUHEHUSI UX JIPYT C JIPYTOM.
[IpuMmeneHne aqIuTUBHBIX TEXHOJIIOTUN B KaU€CTBE
METO/Ia CO3/IaHus U3IETHIA 0Ka3aJI0Ch MHOTOO0 TIIA-
IOIUM CIIOCOOOM TPSIMOTO M3TOTOBJICHUS METall-
JTUYECKUX JIeTaleil CIOKHOU reomeTpuu ¢ (QyHK-
LIMOHAJILHOM cTpyKTypoil [1, 2]. lanHas meToauka
CIOCOOHA COKPATUTh OTXOABI U COKOHOMHUTH UCXOI-
HOE ChIpbe. MHOTHE aBTOPHI TAKXKE YTBEPKIAIOT,
9T0 Onaromaps YHHKAJILHOMY TEIIOBOMY PEXHMY,
BO3HMKAIOIIEMY BO BpEMs JIa3€pPHOTO BBIPAIIMBA-
HUS, MOXXHO PEryJupoBaTb XUMHUYECKUH COCTaB,
BIIUSATH HA METAJUIYPTHUIO, MTOIy4YaTh OMPEIeIECHHYIO
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MHUKPOCTPYKTYPY U YIy4IlIaTh MEXaHUUECKHUE CBOM-
CTBa M3roTaBIMBAEMbIX JieTasien [3—5].

Ha nacrosimmii MOMEHT CyIIECTBYET OIPOMHOE
KOJIMYE€CTBO METOJMK IMOCIOHHOTO BBhIpAIIMBAHUS
U3JICNINNA, OTHAKO OJTHUM W3 IJIaBHBIX METOJOB a]l-
JUTUBHOTO MPOU3BOJICTBA SIBJISIETCS Jia3epHas Ha-
riaBka. [IpyunHa ToMy — yHMBEpCaIbHOCTb, MPO-
CTOTa M PacIpOCTPAHEHHOCTb TEXHOJOTUH [6].
VYKkazaHHas METOJUKA MO3BOJISET NOIYyYaTh JeTaIH
C HU3KOM IIEPOXOBATOCTHIO MOBEPXHOCTH 3a CUET
MEHBIIIETO pa3Mepa JIa3epHOro Jiyya, MEHbLICH
TOJIIIMHBI CJIOS U KOPOTKOTO Illara B CPaBHEHUU
C JIpYTUMHU aJIUTUBHBIMU TeXHONIOTHAMU. JlaH-
HBIi METOJ MOJATOTOBKHM TaKXe I03BOJSET Ha-
HOCHUTH JOTOJHUTEIbHBIA MaTrepuan Ha TOTOBOE
U3JIeNINe C IeJbI0 PEMOHTa M BOCCTAHOBJICHHS
netanu [5—8]. JlazepHas TexHomorus obecrneynBa-
eT TMOJy4YeHHe IUIOTHBIX JeTajeil, 6e3 OKUCIIeHus
MOBEPXHOCTH B MPOIIECCE BBIPAIIMBAHUS 32 CUET
MCIIOJIb30BaHUS CPE/bl 3AIIUTHBIX FA30B, a TaKkKe
MO3BOJISIET MCIOJIb30BaTh HECKOJIBKO MaTepUajoOB
B oxHoi coopke (Functionally Gradient Material
unn FGM-o6pasisr) [9—-13].

Cy1iecTByeT OrpoMHOE KOJIMYECTBO UCCIIEeI0BA-
HUU MO Pa3IUYHBIM ACHEKTaM JIa3epHBIX a/ITUTUB-
HBIX TE€XHOJIOTHUM, U OJHOM M3 CaMbIX pacIpocTpa-
HEHHBIX TEM SIBIISICTCSI ONTHMHU3ALUS MapaMeTpOB
o0pabotku. VimeHHO Onarojapsi mpaBUIIBHO TOJ0-
OpaHHBIM pPEXUMaM IOCJIOWHOTO HapallUBaHUs
MOYKHO OIICHHTh Hanuuue (U3NYecKux Ne(heKToB,
YTO TOBOPHUT O KAueCTBE IMOJy4YaeMOMl MPOIYKIUH
[5, 8], a Tarkke mo3BONSAET MOBBICUTH 3(deKTuB-
HOCTb MPOU3BOACTBA [7]. YueHble 3aHUMAIIUCH TE-
MOW ONTHMHU3ALMM TApaMEeTPOB C NPUMEHEHUEM
pa3IMYHBIX METOJMK HccienoBanuii. B padore [5]
aBTOPBI NOA0Opanu pexxuMbl (HOPMHUPOBAHUS €TU-
HUYHBIX TPEKOB I BOJIOKOHHOTO Jia3epa Mocpe-
CTBOM miepebopa Hambosiee UCIONIb3YEMbIX PEkKH-
MOB B MaTrpHlie IUIaHUpOBaHMA. B uccnenoBaHuu
[14] aBTOPBI UCTIOIB30BATIM METOJIUKY PErPECCUOH-
HOTO aHalu3a JAJs ONpeleNeHHUs BIUSHUA Ha (op-
MHUpPYEMbI€ TPEKH MOIIHOCTH BOJIOKOHHOTO Jia3epa
C KOAaKCHaJbHBIM COIUIOM, CKOPOCTH HAIUIaBKH,
a TaKKe paclpeleNeHusl MOPOIIKa B IONAIOIIEeH
ctpye. OHM yCTaHOBMIIH, UTO ITPU MOCTOSIHHOM MOIII-
HOCTH JIa3epa ¢ yBEJIMUYEHHEM CKOPOCTH HAIUIaBKH
BBICOTA 1 TUIOILAb ONIEPEUHOT0 CEYCHU S yMEHbIIIa-
IOTCS, a IPH YBETUUYEHUHN CKOPOCTH MOJJa4H OPOIII-
Ka — yBeanuuBaroTcs. [Ipy moCTOSHHBIX CKOPOCTAX
¥ M3MEHEHUHM MOIIHOCTU IUIONIA/Jb MOMEPEYHOTO
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CEUEHUs YBEJIINYUBAETCS, a paclpee/IEHUE OPOL-
Ka HUKaK HE BJIMSET Ha TEOMETPHUIO TpeKa. AHajo-
TMYHBIE PE3YJIbTaThl NOJYUYUIIM aBTOPBI CTaThu [7],
npumensis metonuky ANOVA (analysis of variance —
JUCIIEPCUOHHBIN aHanu3). OHU NPULIUIA K BBIBOAY,
YTO pa3Hble NapaMeTpbl BIUSAIOT HAa IeOMETpHYe-
CKHE pa3Mephl Tpeka ro-pazHomy. Ha BeicoTy Tpeka
OCHOBHOE BIIMSIHME OKa3bIBalOT CKOPOCTh HAIJIABKU
U CKOPOCTh IOJjauy NopolKa. BiusHue MOIHOCTH
cocrasiisgeT okoio 1 %. OnHako 1pu ucciaen0BaHuU
HIMPUHBI TPEKA OCHOBHBIMH BIIHMSIOIIMME (paKTopa-
MU SBJISTIUCh MOIIIHOCTb M CKOPOCTbh CKAHUPOBAHUS.
B paGore [15] Takke nzyyanu BIMSHUE PA3THUHBIX
PEKUMOB BOJIOKOHHOTO Jiazepa Ha (hOpMHUpPOBAHUE
OJJMHOYHOTI'O TpeKa. ABTOPBI NOATBEPAMIIH, YTO yBE-
JMYEHUE CKOPOCTH 110/1a4y IOPOIIKA OTPULIATEIILHO
BIIMSIET HAa KaY€CTBO CLETUICHUS MEX/ly HaIlJIaBJIECH-
HOW JIOPOXKKOM U MOIJIOKKOW, & CKOPOCTh INEepeMe-
LIEHMs JIa3epa OTPULIATENIBHO BIMSIET HA IUIOIIAIb
MONIEPEYHOT0 CEYEHUS M TOJOKHUTEIBHO BIIUSAET
Ha IIMPHUHY HAIUIaBJIEHHOIO cijod. MOIIHOCTh Jia-
3epa OKa3bIBAET CYIIECTBEHHOE BIMSHHUE HA BBHICO-
TY U IUPUHY (HOPMHUPYEMOTO TpeKa B CPaBHEHUH
CO CKOPOCTBIO CKaHMPOBAaHMsI U CKOPOCTHIO TIOAAY1
MOPOILIKA.

IlockonabKy npH pas3IMYHBIX HCCIIEIOBAHUAX
UCHONB3yeTCsd pa3Hoe OOOpYyJOBaHHUE U pPa3HbIC
MaTepuaibl UCCIEN0BaHus, TO, HECMOTPSI Ha UJIEH-
TUYHYIO TEXHOJIOTHUIO MTOCIOMHOIO HAaHECEHUs, T0-
JY4YEHHBIE PE3yJbTaThl MOTYT CYLIECTBEHHO OTJIU-
yarbcsa. TeM caMbIM JlaHHas TeMaTHKa JI0 CUX IOp
ocTaercst akryainpHoW. lloatomy wenwvio nacmos-
wieli padomwl SBIAETCS ONpeAesieHHe Haubosee
BaXKHBIX [1APAMETPOB JIA3EPHOIO U3JIyYEHUs, BIIUsA-
IOLMX Ha IPOLECC HAIUIABKU, U ONTHUMAJIBHOTO pe-
KUMa NIl TIOJIYUYEHHUS] KaueCTBEHHBIX €IMHUYHBIX
TpekoB u3 cranu AISI 316L npu ncnonszoBaHumn
BOJIOKOHHOTO JIa3epa.

MeToanka uccjie10BaHui

Hccaenyemblii MaTepuall

JI7st iiccneTOBaHUsI BIMSHUS PEXMMOB HapalliBa-
HUS HA TIOJTyYEeHHE KaueCTBEHHBIX OMHOYHBIX TPEKOB
Ob11 Hconb3oBaH noporok cranu AISI 316L. Cpen-
HUM pazmep yacTul cocTasisul 15...45 mxm. Hannas-
JIEHHE CTaJbHOIO IOPOLIKA NMPOBOAMIOCH Ha IUIA-
ctuHy u3 ctanu mapku 12X18HIOT ¢ pasmepamu
50%50%x5 MM. XuMUYECKUN COCTAaB UCIOIb3yEMbIX
CIUIaBOB MIpEJICTaBJICH B Ta0. 1.
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TECHNOLOGY
Taonunma 1
Table 1
XuMu4ecKuii cocTaB MccjielyeMbIX MaTepHaJioB
Chemical composition of the materials under study
Marepua/ Xumuyeckuii anemeHt, Bec. % / Chemical element, wt. %/
Material C Mn Si S P Ti Cr | Ni Fe
AISI 316L 0,025 | 0,84 0,68 0,015 0,01 0,71 18,69 | 8,84 | Ocu/Bas
12X18H10T /
1 2-Cr18-Ni10-Ti 0,11 1,082 | 0,447 | 0,002 0,027 0,002 | 17,15 | 7,85 | Ocu/Bas

Hcnoan3yemoe o6opyroBanmne

HamnaBka ocymiecTBisiiack METOAOM — Ips-
Moro JaszepHoro BbeipammBaHus (Direct Metal
Deposition). IIpu ucnonp30BaHHM 3TOr0 MeETOAA
Ja3epHOE U3Iy4YeHHE (POKYCHPYETCs C MOMOIIBIO
JUH3Bl Ha TOJUIOXKKY, 00pa3ysi BaHHY pacIliaBa.
CooCHO 7a3zepHOMY H3IIYUYECHHIO 4Yepe3 KOaKCH-
aJbHOE COIUIO MOAaeTCs MOpoIkoBas cmech. [Ipu
NEepeMeIleHUH JIa3epHOT0 W3Jy4YeHHUs] BaHHA pac-
TUTaBa 3aTBEpACBACT, 00pa3ys HAIUTABOYHBIA BaJIHK.
®opMHpOBaHNE OJUHOYHBIX TPEKOB MPOBOAMIIOCH
Ha co3nanHoMm B UTIIM CO PAH oGopynoBanuu
«HariaBouHO-cBapOYHbI KOMIUIEKC Ha 0a3e MHO-
TOKOOPJMHATHOW PYKM M BOJIOKOHHOTO Ja3epay
C MOIIHOCTBIO UTTEpOUeBoro nasepa 3 kBT (mpo-
u3BozctBa IPGphotonics) U IJTMHON BOJHBI H3ITY-
yeHust 1,07 Mxm (puc. 1). Apron ucmnosiab3oBajics
B KQUECTBE ra3a-HOCUTEIIA, a TAKXKE 3alUTHOH cpe-
JIbl B TIPOIIECCE BHIPAIIUBAHMSL.

Jns onpezeneHust pa3MepoB U KadecTBa (OpMU-
PYEMBIX TPEKOB OBUTM HCIOJIb30BaHbl ONTUYECKUH
mukpockor Olympus LEXT OLS 3000 u pacTpoBblit
anektpoHHbI Mukpockon Carl Zeiss EVO 50 XVP
(IKIT CCM HI'TY). Ilonepeunbie ceuyeHus 00-
pasloB Js WCCIEAOBAHUS TOATOTABIMBAIN TI0
CTAaHJApTHON MeToJuKe NUTH(POBAHHS U IMOJHUPO-
BaHus. TpaBineHue nuMQOB IPOU3BOAMIOCH C HC-
MOJIb30BAHUEM XHMHUYECKOTO TPaBUTENS COCTaBa
HNO,: HCl = 1:3.

YciaoBus 3kcnepuMeHTa

[Tapametpsl 00OpynAOBaHUs, MIOTHOCTH SHEP-
MU, CKOPOCTb CKAHUPOBAaHHUs, CKOPOCTh IIOTOKA
rasa U Jpyrue mnapaMmerpbl UrparoT BaKHYIO POJb
B ONpEAETICHUH OCOOEHHOCTEH MHKPOCTPYKTYPHI,
KauecTBa JETaly U MPOU3BOJUTEIBHOCTH CaMOIOo

Puc. 1. ABTOMaTu3upoBaHHBINA
JIa3€pHBII KOMITIIEKC

Fig. 1. Automated laser complex

npouecca. [losTomy Ui onpeneneHus: ONTUMAIb-
HBIX PEKMMOB BBIPALIUBaHUs CTAJIBHOTO W3/ETHUS
METOZIOM MPSIMOTO JIA3€PHOTO BbIpPAILMBAHUS HE-
00X0IMMO MCCIIE0BATh MOBEICHUE MaTepralia mpu
(bopMHpOBaHUM €AMHUYHBIX TPEKOB. Br160Op nepBo-
HauaJbHBIX 3HAYCHUI TapaMeTPOB OCHOBAH Ha JIaH-
HBIX paboT [16—23]. /Inana3oH 3Ha4€HHI OCHOBHBIX
napameTpoB: MoIHOCTh J1azepa 1000...1500 Br, cko-
pocTh ckanupoBanus 15...35 mm/c, pacxon mopor-
ka 12...36 r/MuH (4acToTa BpalleHUs JHCKA MO/~
yn 4...12 % COOTBETCTBEHHO) U pa3Mep JIa3epHOIro
mATHa 2,9...5,6 MmMm. Takue mapaMeTpsl, Kak pacxo[
MOPOIIIKA U pa3Mep Ja3epHOro MATHA, U3MEHSIUCH
MOCJIE  OMNpeAeNeHUs] ONTHUMAaJIbHOM MOIIHOCTH
U CKOPOCTH CKaHUPOBAHUS.

YcnoBusi BHIOOPKH

B mpormiecce aaIuTHBHOTO MPOM3BOACTBA M3-32
OCOOCHHOCTEH Marepuaia HCCICIOBaHUS, I1apa-
METPOB 00OPYIOBAHUS U PEKUMOB BBIPANTUBAHUS
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MOTYT BO3HUKAaTh pa3inyHble Ne(EeKThl HAIUIaBKH.
[ToaTomy st onpenieneHrs oNTUMaIbHOTO pexuMa
BBbIpALMBaHUS AHAJIU3UPOBAIUCH T€OMETPUUECKUE
pa3Mepsbl, yrojl CMadylBaHUsl ¢ OJIOKKOM, HAIUYue
IOp U TPEUIMH B 30HE COEAMHEHMSI MOJTYYEHHBIX
EIMHUYHBIX TPEKOB U TMOUIOKKU. B pabore Oymer
OLICHMBATHCS COOTHOLIEHUE 1:3 Mexay TOJIIMHON
Y IIMPUHON HAIUIaBJIEHHOTO CJIOSl, TaK Kak IpH He-
COOJIOICHUH JTaHHOTO COOTHOILIEHUS B TMpolecce
CO3/1aHHS MaccuBa MOTYT (OPMHUPOBATHCS MEXK-
cioitHbIe TIOpHI [8, 24]. B HacTosel cTaThe Takxke
OyzaeT BBeJIeHO MOoHATHE KodpduiueHTa 3 exTus-
HOTO HapamwuBaHUs — KO3(PPUIMEHTA TMOJIE3HOTO
pacxoia MaTrepuaia, OCHOBAaHHOTO Ha OTHOILIEHUU
Macchl HAIJIaBJIEHHOTO MeTajlyla K HOpME pacxoja
MOPOILIKA. JTa XapaKTEpUCTHKA OLEHUBAET MOTEPU
MaTepuasa B [PoLecCe HAIIaBKH.

Pesynbrarsl M HX 00Cy:KIeHHE

Makpocmpykmypa u ceomempuyuecKkue pamepul
NOJIYYeHHbIX MPEKO8

C nenpio onpenenaeHus HanboIee MOIXOISAIIETO
peXuMa HapaliuBaHUs JUIsl TOCTPOCHHUSI MacCCHUBOB
HEOOXOMMO OIIEHUTh TE€OMETPUYECKHE pPa3MeEpPbl

TEXHOJIOI'UA

U Hajuuue JAe(eKTOB B 30HE HAIJIABJIEHHOIO CIIOS
y €IMHUYHBIX TpeKoB. B Tabm. 2 mpenacraBieHbI
reOMEeTPUYECKHE XapaKTEPUCTHKU HAallJIaBJIEHHOI'O
CTaJIbHOTO MOPOLIKA.

MakpocTpyKTypa NONEPEYHBIX CEYCHHM CTaln
316L npexacrasnena Ha puc. 2—6. Kak MoxxHO 3ame-
TUTh, C MOBBIIIEHUEM CKOPOCTH BBICOTA HCCIETye-
MBIX TPEKOB YMEHbILIAETCS, YTO B JaIbHENIIEM yBe-
JTUYUBAET MIMPUHY HaAIJIaBICHHOTO cios (puc. 2—4).
OTO MOXHO OOBSCHUTH YMEHbILIEHUEM JUHEHMHOIO
pacxona 3Hepruu (popMUpOBaHUEM MEHBIICH BaH-
HBI pacIulaBa) ¥ YMEHbLIEHHEM MAacCOBOTO pacxoja
MOPOILIKA HA €IUHUILY JJIUHBI IPU OCTOSITHHOMN CKO-
poctu nojauu. [IoBbIIEHHE MOITHOCTH aHAJIOTHY-
HBbIM 00pa3oM U3MEHSIIO T€OMETPUUYECKUE pa3MeEpPbI
Tpeka (puc. 2—4).

VYron cMauMBaHUs HAIUIaBIEHHOTO CJIOS C IMOJ-
JIOXKKOH SIBJIIETCS OTHUM M3 HauOoJee BaKHbIX Ia-
pamMeTpoB, OIpPENESIOUIMX OJHOPOJHOCTh TpeEKa.
B HekoTopbix 00pasuax nmpyu MUHUMAaJIbHBIX 3Haue-
HUSIX CKOPOCTH OBl OOHapy>Ke€H OTpHULIATEIbHbIN
6okoBoi1 yron (puc. 2, a; 3, a, 6; 4, a), KOTOPBIA MO-
JKET CTaTh MPUYMHON OTCIIOEHUS MaTepuasa ot Moj-
JIOKKU U HAJIWYHUS MeXCIOoWHbIX nop. C moBbllIe-
HUEM MOIIHOCTHU M CKOPOCTH CKaHHUPOBAHUS YTOJ

Tabnuma 2
Table 2
leomeTpuyeckne pazMepbl eTMHUYHBIX TPEKOB
Geometric dimensions of single tracks
MomHoCcTh, | CKOpOCTBH, Anaverp Bricora, [Iupuna, [ybuna yrox
Pacxon, %/ | mydka, MM IIPOTLIaB- CMaunBa-
Br/ /e / Consum- / Beam MR / MM / JieHusi, MKM / | Hus, Tpan /
Power, Speed, S . Height, Width, > ’
W /s ption, % diameter, um um Penetration Contact
mm depth, pm angle, °

1000 15 8 2,9 825 1177 579 38
1000 25 8 2,9 540 1285 552 132
1000 35 8 2,9 402 1100 431 117
1250 15 8 2,9 935 1305 738 43
1250 25 8 2,9 620 1213 571 47
1250 35 8 2,9 445 1202 534 143
1500 15 8 2,9 790 1485 1286 33
1500 25 8 2,9 540 1527 1089 117
1500 35 8 2,9 397 1312 969 77
1250 25 4 2,9 245 1642 872 155
1250 25 12 2,9 765 1197 485 67
1250 25 4 4,1 305 1567 655 130
1250 25 4 5,6 345 1775 552 134
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o 8

Puc. 2. Tlonepeunsie ceueHus TPEKOB, MOITy4YeHHbIX ipu MotrHocTr 1000 BT, pacxoxe mopomrka
24 r/muH, pa3Mepe Ja3epHOro MsATHa 2,9 MM, ckopocTH 15 mm/c (a), 25 mm/c (6), 35 mm/c (8)

Fig. 2. Cross sections of tracks obtained at a power of 1,000 W, powder consumption 24 g/min, laser
spot size 2.9 mm, speed 15 mm/s (a), 25 mm/s (6), 35 mm/s (s)

a

o 8

Puc. 3. IlonepeuHble cedeHus: TPEKOB, MOyYeHHbIX npu MoiHocTH 1250 BT, pacxose mopoiika
24 r/MuH, pa3Mepe Ta3epHoro maTHa 2,9 MM, ckopocta 15 MM/c (a), 25 mMm/c (6), 35 mm/c (8)

Fig. 3. Cross sections of tracks obtained at a power of 1,250 W, powder flow rate 24 g/min, laser spot
size 2.9 mm, speed 15 mm/s (a), 25 mm/s (6), 35 mm/s (8)

a

o 8

Puc. 4. Ilonepeunsle ceueHns TPEKOB, NOITy4YeHHbIX pu MolrHOcTH 1500 BT, pacxone mopomrka
24 v/muH, pa3Mepe Ja3epHoTo msATHa 2,9 MM, ckopocTa 15 mm/c (a), 25 mm/c (6), 35 mm/c (8)

Fig. 4. Cross sections of tracks obtained at a power of 1,500 W, powder flow rate 24 g/min, laser spot
size 2.9 mm, speed 15 mm/s (a), 25 mm/s (6), 35 mm/s (8)

CMauMBaHUs yBEJINYUBAJICA 1O COIPUKOCHOBEHMUS C
IPaHULIEN MOAJIOKKHU 3a CUET U3MEHEHUSI TEOMETPHU-
4eCKHX pa3MepoB Tpeka (puc. 2—4).

OCHOBHBIM T'€OMETPUYECKUM  IOKA3aTelIEM,
TaKKe HeOOXOJUMBIM ISl BBISIBIEHHS ONTUMAJIbHO-
ro peXuMa BBIpAllMBaHMs, SBJISETCA IIyOWHa Mpo-

wiasneHua. C yBeJIMYEHHEM MOULIHOCTU IIIyOHWHa
NPOIJIABJICHHOM O00JacCTH YBEIMYMBACTCS, OJIHAKO
IIPY YBEJIMYEHUHU CKOPOCTU CKaHUPOBaHMUs Halmoza-
ercs oOparHblil addekt (puc. 2—4). MakcumanbHas
nyOuHa nporuiaBineHust (1286 MKM) COOTBETCTBY-
€T HauOOJIbLIEMy 3HAUCHHUIO MOLIHOCTH C MUHH-
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MaJbHBIM [OKa3aTelieM CKOPOCTH CKaHUPOBaHUS
(1500 Bt u 15 mm/c). [lpuunHON TOMY SIBISETCS
OO0NbIlIOe KOJIMYECTBO HSHEPrUM, MOAAHHOE B JIO-
KaJIbHO€ MECTO ITUTaBJIeHHs. DTOT AP EKT cBHIIE-
TEJIbCTBYET O TOM, YTO IMPH HCIIOJb30BAHUU MaK-
CUMaJIbHOM CKOPOCTH CKaHHUPOBAaHUS MOIIHOCTh
Ja3epa Takke JOJKHA ObITh MAKCUMAIbHOM.

Ha ocHoBe aHain3a Noay4YeHHBIX JAHHBIX B Ka-
YeCTBE MapaMeTPOB ONTHUMAJIBLHOTO peKuMa ObLIU
BbIOpaHbl MOIIHOCTh U CKOPOCThH BBIPAIMBaHUS,
coctasisomue 1250 Bt u 25 mm/c cooTBeTCTBEH-
HO, TaK Kak IPH 3TOM pexume GopMUPOBATUCH aK-
KypaTHble Tpeku 0e3 KPYIHBIX IMOop, a B Mpoliecce
HAIUIaBKH MPHUCYTCTBOBAJIIO MHUHUMAJbHOE HCKpPO-
obpazoBanme (puc. 3, 6). OgHaKO yCIIOBUE, OIHU-
caHHOe B pabote [8], He OBLJIO BBHIMOIHEHO, TAK KaK
BapbUPOBAINCH HE Bce napameTpsl. [loaTomy Ha oc-
HOBE JJAHHOTO peXXUMa MPH MOCTOSHHON MOIIIHOCTH
U CKOPOCTH CKaHMPOBAHMSI Jlajiee MPOBOIMIN HC-

OBPABOTKA METAJIJIOB

a

TEXHOJIOI'UA

CIIC/IOBaHHE BIUSHHS PacXofa MOPOIIKa B pa3Mepa
Ja3epHOTO TSITHA HA SAMHUYHBIC TPEKH.

[Tpu uCrOMB30BaHUU CKOPOCTH TTOJAYH TIOPOIII-
ka 12 r/muH popMupoBaiach MUHIMAaJIbHAS BBICOTA
TpEKa, TaK KaK C TMOBBIIICHHEM 3TOH XapaKTepUCTHU-
KA TPOUCXOAUT YBEIMYCHHUE MAacCOBOTO pacxoia
nopotika (puc. 5). OnHaKo Npu yBEITHUYCHUH pa3Me-
pa J1a3epHOro IMATHA BBICOTA TPEKA YBEIHMYUBAIACH
(puc. 6).

[Ipy TMOBBIICHWH MOIIHOCTH CKaHUPOBAHUS
nIyOWHAa PACIUIaBICHHOW TMOUIOKKH YBEIINYHBACT-
Csl 33 CUET yBEIMYCHUS KOJTMYECTBA JIA3€PHOM DHEP-
UM, IPOHUKAIOMICH B MOMIOKKY (puc. 7). OmxHako
C TIOBBIIICHUEM CKOPOCTH CKaHUPOBAHUS TITyOMHA
NPOHUKHOBEHUSI CJIOSI YMCHBIIIAETCS BCJICACTBHUC
YMEHBILICHUS YIEIFHON SHEPTHH J1a3epa B MpoIecce
HarutaBky. [ToBhIIIeHNE pacxoa MOpoIIKa U pa3Me-
pa J1a3epHOTO MATHA YMEHbBIAET ITyOUHY IPOHUKHO-
BEHUS CJIOS 110 aHAJIOTUYHOU nipuuuHe (puc. 8, 9).

8

Puc. 5. Tlonepeunsle ceueHHs TPEKOB, H3TOTOBJIEHHBIX Ipu MoIHOCTH 1250 BT, ckopocTr 25 MMm/c,
pasmepe Ja3epHoro msaTHa 2,9 MM, pacxozae nopomka 12 r/muH (a), 24 r/muH (6), 36 r/mMuH (8)

Fig. 5. Cross sections of tracks produced at a power of 1,250 W, speed 25 mm/s, laser spot size 2.9
mm, powder consumption 12 g/min (@), 24 g/min (6), 36 g/min (s)

a

8

Puc. 6. Tlonepeunsle ceueHNs TPEKOB, M3TOTOBJICHHBIX Ipu MoIHOCTH 1250 BT, ckopocTu 25 Mm/c,
pacxoze nopoinka 12 r/mMuH, pa3mepe J1azepHoro nsaTHa 2,9 mum (a), 4,1 MM (6), 5,6 MM (8)

Fig. 6. Cross sections of tracks produced at a power of 1,250 W, speed 25 mm/s, powder consumption
12 g/min, laser spot size 2.9 mm (a), 4.1 mm (6), 5.6 mm (8)
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Puc. 7. VI3meHenne TiyOWHBI TPOIUIABICHHUA TPU Ba-

PPUPOBaHUM MOIIHOCTH M CKOPOCTH BBIPALIMBaHUS,

pasmep mnaszepHoro MmATHa 2,9 MM, pacxoj IOpOIIKa
24 r/MuH

Fig. 7. Change in penetration depth with varying pow-
er and build speed, laser spot size 2.9 mm, powder
consumption 24 g/min

Puc. 8. 3aBucumocts TIyOMHBI  MPOIJIABICHUS
0T pacxoja nmopoiika mpu MoutHocTH 1250 BT, ckopoctn
CKaHMpOBaHHA 25 MM/c, pa3Mepe JIa3epHOro IATHA
2,9 Mmm
Fig. 8 Dependence of penetration depth on powder
consumption at a power of 1,250 W, scanning speed
25 mm/s, laser spot size 2.9 mm

B oOpasmax mnpu MUHUMaIBHOH CKOPOCTH
CKaHUPOBaHHUS, a TAKXKe MPHU OOJBIIOM pPacxoje
MOpOIIKa Ha TpaHUIE NPOIUIABICHHOTO MaTe-
puana W TMOJIOKKH 00pa30BBIBAIKMCH TPEIIHHBI,
BBI3BAHHBIC PACTATHBAIONIMMH  HAMPSHKCHUSIMH
(puc. 10).

OBRABOTKA METALLOV %

Puc. 9. BnusHue u3MEHEHUs pa3Mepa Ja3epHOIo

ISTHA Ha DIyOMHY MNpPOIUIABICHHUS INPH MOIIHOCTH

1250 BT, ckopoctu 25 Mm/c, pacxoze moporika 12 r/MuH

Fig. 9. Effect of changing the size of the laser spot

on the penetration depth at a power of 1,250 W, speed
25 mm/s, powder flow rate 12 g/min

Koagppuyuenm nonesnozo pacxooa
mamepuana

Omnpenenenue ko3¢ (uUIIMEHTa MOJE3HOTO pac-
X0Jla MaTepuaa mpoBOAUIIOCH 1o Gopmyie [25]:

Ko = %,
TJIe m — Macca HaIJIaBJICHHOTO CJI0s, OTIpeIeJICHHAs
Mo 00beMy HAIJIABJICHHOTO Marepualia 3a MUHYTY,
r/MUH; P — pacxon mopoiika B Mpoliecce Hapaiiu-
BaHUS, T/MUH.

Macca HanjaaBIE€HHOTO CJIOS ONpeAesiach
M0 MUIOHIAX MOMEPEYHOr0 CEYEHUs MOIYUYEHHBIX
TpekoB. Pe3ynprarel mpeactaBieHsl B Talm. 3.
Cpennnit ko3dduimeHT 3hPEeKTUBHOTO HCIONb-
30BaHUs MOPOIIKA B IPOIECCE MPSIMOTO JIA3€PHOTO
BbIpanuBanus coctaBui 20-23 %. AHanOTUYHBIN
pe3ynbTar OblT mony4yeH B pabote [26]. AHamu-
3upyss puc. 11, MOXXHO TPUNTHU K BBIBOAY, 4YTO
C MOBBILIEHUEM CKOPOCTU U MOIIHOCTH JIa3€PHOTO
M3JIyYEHHs] MOTEPU MACChl MOPOIIKAa B MpoLEcce
HapallliBaHUsl M3MEHSIOTCS HE3HAUUTENIbHO, 4TO
yKa3blBa€T Ha OTCYTCTBUE BIUSHUSA OSTUX JABYX
MapaMeTpoB Ha NPOU3BOAUTEIBHOCTh HapalllU-
BaHUS.

VBenuueHne pacxoja IMOPOIIKA MOBBIIIA-
eT Kod(h(dUIMEeHT MONE3HOr0 pacxona MaTepuaia
(puc. 12) u3z-3a B3auMOJEHCTBUSI OOJNBIIETO KOIH-
YeCTBa YacTULl APYT ¢ apyroM. OHAKO U3MEHEHUE
JuaMeTpa JIa3epHOro My4yka B MPOLECCE BbIpalllu-
BaHMsI TIOKA3aJI0 3HAYUTEIbHOE YBelInYeHue Koag-
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8

Puc. 10. Hanngue TpelyH B MPOILIaBIEHHOM CIIOE:

a —moutaocth 1000 BT, ckopocTh ckanupoBanus 15 Mm/c, pacxon nopouika 24 r/mMuH;

6 — momHocTh 1250 BT, ckopocTb 15 Mm/c, pacxon noporika 24 r/MuH

Fig. 10. Presence of cracks in the fused layer:

a —power 1,000 W, scanning speed 15 mm/s, powder flow rate 24 g/min;
6 —power 1,250 W, speed 15 mm/s, powder flow rate 24 g/min

Tabonuna 3
Table 3

Koa¢punuenr 3¢ppexTHBHOCTH HALTABKH

Surfacing efficiency coefficient

Momnocts, Br/ | Ckopoctb, MM/c / Pacxo;lo Huametp TIRA, MM Koaddunuenrt, % /
Power, W Speed, mm/s roporia, A)./ / Beam diameter, Coefficient, %
Powder consumption, % mm

1000 15 8 29 21,1
1000 25 8 29 21,4
1000 35 8 2,9 20

1250 15 8 29 24,8
1250 25 8 29 26,5
1250 35 8 29 24,6
1500 15 8 29 233
1500 25 8 2,9 23,7
1500 35 8 2,9 21,9
1250 25 4 2,9 24,6
1250 25 12 2,9 28,5
1250 25 4 4,1 32,2
1250 25 4 5,6 43,1

¢unmenta s¢¢pexkTuBHOCTH HamjaaBku (puc. 13).
OOBbscHsETCA 3TO YBEIMUYEHUEM JUaMeTpa MsATHA
Ha Marepuae.

3akJao4YeHne

B pabore Ob110 MCCEnOBaHO BIMSHUE TapaMe-
TPOB BBHIPAIIMBAHUS HA TEOMETPHUYECKHE pa3Mephl
€IMHUYHBIX TPEKOB M3 ayCTeHUTHOW ctamu 316L
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C HCIIOJIb30BAaHUEM BOJIOKOHHOTO Jsaszepa. B xome
WCCIIeIoBaHNUs ObLJIO TMOATBEPXKICHO, YTO C YBe-
JMYEHHUEM CKOPOCTH CKAHUPOBAHUS W MOIIHOCTH
ja3zepa MPOUCXOJUT YMEHBIICHUE BBICOTHI €/IH-
HUYHOTO TpeKa C yBEIWYCHHEM ero mupuHbl. Ha
OCHOBE aHaJM3a FeOMETPHUUYECKHX Pa3MepoB, yIia
CMaYUBAHUS C TOIOKKOW, HATMYUS TIOP U TPEUTUH
B 30HE COEIMHEHMSI TOTyYEHHBIX €IMHUYHBIX TPEKOB
W TONJOXKKKA OBbUT ONpPENENICH ONTUMAIbHBIN
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Puc. 1. Bnusaue M3MEHEHHsI MOLIHOCTH Ha Kod(du-
LUEHT TOJIE3HOTO pacxosa MaTepuaa; JuaMeTp IMydkKa

2,9 MM, pacxof nopouika 24 r/MuH

Fig. 11. Effect of power changes on the coefficient of
useful material consumption: beam diameter 2.9 mm,

powder flow rate 24 g/min

OBRABOTKA METALLOV %

29
28
27
26

KosdduimeHT
5P PeKTHBHOCTH, %

24
0% 5% 10%

Pacxon nopomka

15%

Puc. 12. BiusgHue u3MeHeHUs pacxoja MOPOIIKa

Ha KO3(}HUUMEHT HOJIE3HOro pacxola Marepuaa;

MomHocTh 1250 BT, ckopocts 25 MMm/c, quamerp
mydka 2,9 MM

Fig. 12. Effect of changes in powder consumption on
the coefficient of useful material consumption; po-
wer 1,250 W, speed 25 mm/s, beam diameter 2.9 mm

Puc. 13. Baustaue nuamerpa J1a3epHOro IMydKa Ha

K03(GUIIMEHT TIOJIE3HOTO pacxoja Marepuana;

moinHocTh 1250 BT, ckopocTh 25 mMMm/c, pacxon
nopoika 12 r/MuH

Fig. 13. Influence of the laser beam diameter on the

coefficient of useful material consumption; power

1,250 W, speed 25 mm/s, powder flow rate
12 g/min

PEeXUM BBIpAIIMBaHUsI, MOIITHOCTh JIa3€pa u CKOPOCTh
CKaHUPOBAHUS JJII KOToporo coctaBwin 1250 Bt
u 25 MM/c cooTBeTCTBEHHO. [Ip1 moBbITIIeHNH MOIIT-
HOCTH Jlazepa MPOUCXOAUT aKTUBHOE UCKPOOOpazo-
BaHUE, UYTO COMPOBOXKIACTCS YBEIMYEHHEM IITyOu-
HBI MIPOTIJIABICHUS U YBEIMYEHUEM I1IEPOXOBATOCTH
NnoBepxHOCTU. M3MeHeHue mapaMeTpoB pacxoia
MOPOIIIKa ¥ JHaMeTpa Ja3epHOro MydKa MPHUBENO K
TOMY, 4TO €AMHMYHBIE TPEKH XapaKTepHU30BaJIUCh
MEHBIIIEH IEPOXOBATOCTHIO U TIOJHBIM CMauMBaHU-

€M MOBepXHOCTH. ONTHUMATBHBIN Pacxo]l MOPOIIKa
OTMEYEH MNP YacToTe BpamieHus aucka 4 % (coot-
BETCTBEHHO pacxoj mopoimika — 12 r/mun). Inamerp
My4yKa, IPU KOTOPOM XapaKTEPUCTHKH €IUHUYHBIX
TPEKOB ONTHMAJbHbI, COCTaBUI 4,1 MM.
ITpon3BOAUTENBLHOCTh MPSIMOTO JIA3€PHOIO BbI-
paluBaHMs B HACTOSLIEH paboTe cocTaBUIa OKOJIO
20-23 %. bbulo ycTaHOBIEHO, YTO HauOOJblICE
BIHsHUE Ha K03 duumeHT 2PpPEeKTUBHOTO HCIIONB-
30BaHMs MaTepHalla OKa3blBalOT TAKHE XapaKTepu-
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CTHKH, KaK Pacxo/l MOPOIIKa U TUaMETP JIa3epPHOTO
my4dka. VIX u3aMeHeH#He MO3BOJISIEeT TOBBICUTH IMPOMU3-
BoAUTEIbHOCTEL Ha 10-15 %.
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ABSTRACT

Introduction. Laser surfacing is one of the leading trends in the field of additive technologies, which consists
in layer-by-layer build of material using a laser as an energy source. To obtain a high-quality product, it is necessary
to select the optimal building parameters correctly. The problem is that such optimization is necessary for all
equipment, since minor differences in its characteristics can make significant changes in the parameters of layer-
by-layer build. In order to determine the optimal build mode, it is enough to analyze the effect of various equipment
parameters on the characteristics of single tracks. Therefore, the purpose of this work is to determine the most
important parameters of laser radiation that affect the surfacing process and the optimal mode for building a single
track of chromium-nickel steel. The work investigated single tracks obtained by laser surfacing of powder from
austenitic chromium-nickel steel AIS7 316L. The optimization factors included such characteristics as laser power,
beam speed, flow rate of supplied powder and laser spot size. The wavelength of laser radiation was 1.07 pm.
Research methods. To determine the quality and geometric dimensions of single tracks, the macrostructure of cross
sections of specimens was studied using metallography and scanning electron microscopy methods. Results and
discussion. It is established that the optimal mode for growing single tracks of steel AISI 316L is characterized by
a laser radiation power of 1,250 W and a scanning speed of 25 mm/s. In this case, the optimal powder consumption
rate is 12 g/min, and the laser spot size is 4.1 mm. The work shows that the powder consumption and laser spot
size have the greatest influence on the coefficient of effective use of powder material. By changing it, the surfacing
performance can be increased by 10-15 %.

For citation: Dolgova S.V., Malikov A.G., Golyshev A.A., Nikulina A.A. The effect of laser surfacing modes on the geometrical characteristics
of'the single laser tracks. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science, 2024, vol. 26,
no. 2, pp. 57-70. DOL: 10.17212/1994-6309-2024-26.2-57-70. (In Russian).
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