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AHHOTANUA

Bgenenue. [IpoBonouHoe 21EKTPOHHO-Ty4YeBOE aJquTHBHOE mpou3BoAcTBO (DJIAIT) — nepcrekTuBHAs TEXHOIOTHS MPOU3-
BOJICTBA, MO3BOJISIIONIAS BAPbUPOBATH JIM3aifHOM MHTepdeiica B KOMIIO3UIIMOHHBIX MaTepUajIax, 4To 3aTPYIHUTEIBHO MPU UCHOJb-
30BaAHUU TPAAULUOHHBIX METOI0B. BosmoxkHOCTH YyHpasJi€HUs JIOKAJIbHBIMU METAJUTYPrdU4€CKUMU IPOLIECCAMU B BAHHE pacrulaBa
SIBJISICTCS KITIOUEBBIM npeumyinectBoM TexHonorun DJIAIL Beuto usydyeno sausHue nepemeHHsIx napamerpos DJIAIL (tun nogaun
MPOBOJIOK, XapPAaKTEPUCTHKU PA3BEPTKH, 3HAYCHHS MOTOHHOI YHEPrUM) HA BOMOXKHOCTH CO3/IaHUs PA3IMYHOTO JM3aiiHa B OuMe-
TAJUIMYECKHX 00pa3lax Ha OCHOBE MEIHBIX M XKEJE3HbIX CIUIABOB. YCTAHOBJICHHE B3aHMOCBSI3M MEXIY CTPYKTYpOOOpa3oBaHHEM
u napamerpamu 3D-neyarn umeet Gonbiioe 3HayeHue uis passutus DJIAIL Lleab padorsl. YcTaHOBICHHE BIMSHUS HA Ka4€CTBO
MOJTy4aeMBbIX M3/E/INii OCHOBHBIX XapakrepucTuk mporecca DJIAIL (cuiibl TOKa, CKOPOCTH MOJIA4H, TEIUIOBIOKEHHS, CTPATETHH Tie-
4aTH M CBOICTBa MaTepHaa) st GOpPMHPOBAHHS KAY€CTBEHHBIX OMMETAILIMYECKUX 00pa3LoB ¢ PE3KHM H IIaBHBIM HHTEpdeiicoM,
TeTepOreHHON CTPYKTYpOil HA OCHOBE MEHBIX U JKEJIE3HbIX CIUIaBOB. MeToabl HeeienoBanus. Oco6oe BHUMaHUE yACIAETCS KC-
MEPUMEHTAJILHBIM HCCIEI0BAHUSM, ITO3BOJISIONMM ONTUMHU3HPOBaTh Ipomecce neyatu. Metonom nposonousoro DJIAIT nomyuenst
OuMeTaIYecKre 00pasibl C PE3KUM U IUTaBHBIM HHTEP(EcOM, FeTepOreHHOI CTPYKTYpOii Ha OCHOBE MEIHOIO U XKEJIE3HOTO CILIa-
BOB. B pa60‘re TIpOaHANU3MPOBAHbl 3HAYCHHUS TEIUIOBJIOKEHHUS B 3aBUCUMOCTHA OT HAHOCUMOIO CJIOS; 3HAYEHUs CKOPOCTHU IOJa4u
TMPOBOJIOKH B 3aBUCUMOCTHU OT UCIIOJIb3YyEMOI'0 MaTepralia; TUIIbl CTPATErUu Ie4aTu B 3aBUCUMOCTH OT COOTHOIIEHUS PAa3HOPOIAHBIX
MarepuaaoB B OMMeTauinyeckux obpasuax. J{yis Busyann3anuy KauecTBa BhIPAICHHBIX OMMETAIIMYECKUX 00Pa3LoB ¢ Pa3IniHbIM
nu3aitHoM npuMeHsun nuposyio kamepy Pentax K-3 ¢ dokycubsim paccrosHuem oobektnBa 100 mM. Pe3yasTaThl H 00cyxkaeHue.
OcHOBBIBasiCh Ha (haKTOpax B3aMMOJEHCTBHS HEKTPOHHOIO ITy4YKa ¢ MATEPHAJIOM, B ITAaHHOM paboTe CHCTEMAaTHYECKHU OMHCAHBI BO3-
MOKHOCTH TIOJTyYEHHS M3/IeJIMi Ha OCHOBE PE3KOT0 M IUIABHOTO MHTepdeiica umm rereporeHHsIx Marepuanos. Kpome toro, O6buim
KPATKO OIMHMCAHbl HEKOTOPBIE METO/BI YIIPABICHHS MPOLECCOM Ul KOHTPOIIS Ae()eKTOB € TOYKM 3peHHs (aKTOpOB, BIHUSIOIIMX Ha
JIMHAMUKY BaHHBI PacIliaBa, BKIIOYast KOHTPOJIb TEPMUYECKHX YCIO0BHIt Iporiecca Bo Bpemsi 3D-nedaru. [lnst popMupoBaHus pe3ko-
ro uHTepdeiica 3anaercs GUKCUPOBAHHOE 3HAYECHNE TEIIOBIOKEHHUS JUIS KAXKIIOTO M3 PACCMATPUBAEMbIX MAaTePHUAIIOB: NIPH HAHECEHUH
cioeB Meau M1 ono coctasiser 0,09 k/[x/MM, 4To B 2,5 pa3a MeHblIIE, YeM 3HAYCHHE TETUIOBIOKEHHUS IIPH HAHECEHNH CIIOEB METHOTO
crtaBa BpAMI9-2; npu HaHeceHuH c10eB U3 xkenesHbIxX crtaBoB 12X 18HIT remoenoxenue cocrasisiet 0,17 k/x/Mm, uto B 1,5 pasa
MEHbIIIE, YeM €T0 3Ha4YeHHUE NIPU HAHECEHHH cloeB jxene3Horo cruiasa 0912C. [lns dopmupoBanus miaBHoro uuTepdeiica 3HaueHHs
TEMJIOBJIOKEHUS HE SBISIIIMCH @nxcnponaﬂﬂmmu B 3aBUCUMOCTH OT CJI10s1, KaK ¥ CKOPOCTb IMOAA4YH IMPOBOJIOK B BAHHY pacIiuiaBa. Hpu
(hOpMHPOBaHNH I'€TEPOreHHON CTPYKTYPhI B OMMETaLTMYEeCKOM 00pasiie NPUMEHSIOCh H3MEHEHHE CTPATErHH NeYaT B 3aBUCHMO-
CTH OT MPOLEHTHOTO COOTHOLICHUS 00beMa M0IaBaeMBbIX TPOBOJIOK PAa3HOPO/HBIX CIUIABOB. biarogaps TO4UHOMY KOHTPOIIIO IpoLec-
ca DJIAII 6butn nonmy4ens! Ge3aedekTHbIe OMMeTauTYecKHe 00pasiibl HA OCHOBE MEIHBIX U XKEJIC3HBIX CILUIABOB.

JlJ1si IMTHPOBAHUS: YCIIOBUS U3TOTOBICHHS OMMETaNIMYECKUX 00pa3IloB Ha OCHOBE JKEJIE3HBIX U MEHBIX CIUIABOB METOIOM IPOBOJIOYHOTO
JNMEKTPOHHO-ITy4eBoro aaautuBHoro npoussonctsa / K.C. Ocunosu4, E.A. Cunopos, A.B. Uymaesckuii, C.H. Hukonos, E.A. Kony0aes //
O0paboTka MeTauIoB (TeXHOJOTus, 00opyaoBaHue, HHCTpyMeHTh). — 2025. — T. 27, Ne 2. — C. 142-158. — DOI: 10.17212/1994-6309-

2025-27.2-142-158.

BBenenue

CoBpeMeHHbBIE METO/IBI /ITUTUBHOTO TIPOU3BO/I-
CTBA, TAKHE KaK MPOBOJIOYHAS IIEKTPOHHO-Ty4deBas
3D-nieuats (DJIAII), npencTaBiasioT cOO0M OUH U3
Haubosee MEePCIEeKTHUBHBIX MOAXOA0B K CO3IaHHIO

*Azipec 1J1s1 IepenucKu

Ocunosuu Kcenusi Cepeeesna, XK.§p.-M.H.
WuctutyT $u3uku npoynocty u Marepuanosenerus CO PAH,

AKageMHYeCKHil IPOCIIEKT, 2/4,
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CJIO)KHBIX METANIMYECKUX KOHCTPYKIUUA C YHH-
KaJbHBIMU MEXaHUYECKUMHU U (PYHKIHOHAIbHBIMU
cBorictBaMu. Ha naHHBIM MOMEHT KOJIMYECTBO ITIy-
OMKaIMi [0 W3TOTOBJICHUIO OMMETAJLINYECKUX
00pa3moB AMEKTPOHHO-ITYYEBBIM CIIOCOOOM PaCTET,
YTO MOATBEPKIAET AKTyaJbHOCTh HCCIIEIOBAHUU.
DTOT METOJ aKTHUBHO NMPUMEHSIETCS B adPOKOCMU-
YECKOH, aBTOMOOMIBHOW W MEIUIIMHCKON OTpac-
JsX, T7e TpeOyeTcsl BBICOKAss TOYHOCTh, MPOYHOCTD
U HaJeXHOCTh u3aenuil [1]. B omnuue ot tpanu-
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EQUIPMENT. INSTRUMENTS

IIMOHHBIX CITOCOOOB JUTHS U (pe3epoBaHUS METO
OJIAIl mo3BonsieTr medarath WM3AEIUS W3 pa3Ho-
POIHBIX MaTepUaloB ¢ MUHHUMAJIbHBIMU MOTEPSIMU
MaTteprasia 1 6e3 HeoOXOIUMOCTH HCITOJIb30BAHUS
¢dbopmM 1 mTamnos [2].

bumMeramnueckuii o0pazenl H3roTaBIUBaCTCS
U3 JBYX MaTepuajoB C pa3M4YHBIMU CBONCTBaMH,
YTO MO3BOJISET MOJNYy4aTh H3JEIHE C XapaKTepu-
CTUKaMHU CBOWCTB, OTIIMYHBIMU OT XapaKTEPUCTHUK
CBOMCTB OTJeNbHBIX MarepuasioB. [Ipu sTom Oume-
TaJIJTbl HE JTIOJDKHBI UMETh Je(DeKTOB B MHTEpeiice
MeX1y pa3HOPOIHBIMU MaTepuanamu. [Ipu Bo3HUK-
HOBEHUHU Ne(PEKTOB 00pa3Ibl yTPAaYMBaAIOT Tpelye-
Mbl€ MapaMeTpbl MEXaHWYECKHUX WM DSKCILTyara-
IIMOHHBIX cBOMCTB. Hambonee pacnpocTpaHeHHbIM
nu3aiiHoM uHTepgelica OuMeTaInyeckux oopas-
LIOB SIBJISIETCS PE3KHIl Mepexo]] OT OJJHOTO MaTepu-
aja K Jpyromy — Harmpumep, OMMeTalljIbl C pe3KUM
uHTep(delicoM Ha OCHOBE CUCTEMBI «CTajlb — MEIIbY,
M3TOTOBJIEHHBIE TTOCPE/ICTBOM JIa3€PHOTO CIIEKaHUs
[3, 4]. OnHako aHanmW3 JIUTEpATyphl MOKA3al, YTO
CO3/1aHKE TUIABHOTO MHTep(deiica Mexay pa3zHOpOI-
HBIMHM MarepHhajlaMd TpU HCIOJIb30BaHUM MeETOoAA
Ja3epHoro crnekanus 3arpyaHeHo. [Toaromy DJTIAIL
oOecreunBaeT OecrnpeneieHTHYI0 CBOOOy MUKpO-
CTPYKTYPHOTO JM3aiiHa BO BPEMS U3TOTOBJICHHUS.

OpauM u3 pyHIaMEHTaJIbHBIX ACTIEKTOB, BIIHS-
fomux Ha dddextuBroCcTh DJIAIL, siBNsIeTCst B3au-
MOJICICTBHE 3JIEKTPOHHOIO JIy4a ¢ METAJIINYECKOU
npoBoJiokor [5]. Teopust paccesHUS DIIEKTPOHOB
UTpaeT BaXHYIO pPOJIb B ONPEIEIIEHUU TITyOUHBI
IIPOHUKHOBEHUS Jiyya, (OpMBI U pa3Mepa BaHHBI
paciuiaBa, a Tak)Ke B yNPaBICHUU TEIUIOBBIMH TIO-
TOKaMH, KOTOpbIE BIHUSIOT Ha KPHUCTAJUIM3ALNIO
Matepuasia [6]. Hegocrarounoe BHUMaHUE K dTUM
(akTOopaM MOXKET MPUBECTH K CHIKEHHIO MEXaHH-
YECKOM IPOYHOCTH, YXYALIEHUIO N€OMETPHUYECKON
TOYHOCTH W YBEJIUYEHUIO KOJIMYecTBa Je(EeKTOB
B TOTOBBIX m3nenusx [7]. [loHnmanwe HTHUX TIPO-
LIECCOB MO3BOJISIET IPOTHO3UPOBATH (OPMUPOBAHUE
MUKPOCTPYKTYpPbl, MUHUMHU3UPOBATh J€(PEKThI, TAKUE
KaK [MOPUCTOCTb, TPEIIMHBI ¥ HEOTHOPOIHOCTh CTPYK-
TYpbl, a TaKKe ONTUMHU3UPOBATh NapaMeTphl MevaTti
JUISL TOCTYDKEHUST HAWTYUILIUX pe3ysbTaros [§].

B ocHoBe mnporecca NeXUT KaTOTHBIA Y3,
HapaLUBAIOUINI BEJIMYMHY SHEPTUU JJIs MPeojo-
JIeHUs] TIOTEHIIMAJIBHOTO Oaphepa 3a CUeT BBICOKOM
TEMIIEPATYpPhl U Pa3HOCTHU MOTEHIIMAIOB aHO/IA U Ka-
tona [9]. [loMrMo kaToAHOrO y3/1a paboTaloT MyIll-
KH, OTBeYaroIue 3a GopMupoBaHue 1 HoKycHpoB-
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Ky HampaBJIeHHBIX 3JEKTPOHHBIX MYYKOB, KOTOPbHIE
YCKOPSIFOTCS 11O/ AIEUCTBUEM DJIEKTPUUECKOTO OIS
1 (OKYCUPYIOTCS MarHUTHBIM IOJIEM, TaKUM 00-
pazom GoOpMHUPYETCsl HAPABIECHHBIN JIEKTPOHHBIN
nyudok [10]. CokycupoBaHHBIN IEKTPOHHBIH TyY,
HCITyCKaeMbIid KaTOAOM, IO/ BO3JIEHCTBHEM BBICO-
KHX TeMIepaTyp npeoOpasyeT BbIIEIIEMYIO TEII0-
BYIO SHEpPTHUIO, TEM CaMbIM (POpPMHPYS JTOKAIbHBIN
HarpeB M OCYILIECTBISISl IUIABJICHHE Marepuana.
[Iytem ogHOBpeMeHHON pabOTHI MOJIaTUMKA IPOBO-
JIOKU U 3JIEKTPOHHOTO Jy4a I10 3a/1aHHOM TpaeKTo-
pHUH MOCIOWHO HapalluBaeTCsl MaTepuai, KOTOPbIi
o0pa3yeT TpeXMEPHYIO CTPYKTYpy Mocie 3aTBepe-
BaHus. B 3aBUCHMMOCTH OT BETMYHHBI SHEPTUH, UC-
ITyCKaeMou JIy4OM, MHTEHCHBHOCTb PpacCEUBaHUS
OyneT OOJbIle TPU MEHBIIEM 3HAYCHUH DHEPTHUU.
Opnnaxko mpu 60JIBIIIEM 3HAYEHUN YHEPTUH BO3HUKA-
€T BEPOSATHOCTb PACIIMPEHUS 30HBI TEPMHUECKOTO
BIIMSIHUS, YTO MPUBOIUT K M3OBITOUHOMY INPOILIAB-
JICHUIO TI0ZlaBaeéMOM IIPOBOJIOKU Ha TOJAJIOKKY WU
y>K€ HaHECEHHBIE CJIOU.

Pasmep pasBepTkM B 3IIEKTPOHHO-ITy4EBOMH
3D-neyaTy HampsIMylO CBSI3aH C JIHAMETPOM JJIEK-
TPOHHOTO JIy4a U €ro B3auMOJCHCTBHEM C MaTepu-
ajioM. YBeJIM4YeHHe YHEPTUH 3JIEKTPOHOB MPUBOIUT
K Oounpluell TIyOMHE NPOHUKHOBEHMS, HO TaK¥Ke
pacmupsier o0nacTh paccesHusi, YTO MOXKET CHHU-
3UTh TOYHOCTh T€OMETPHUH N3TOTABINBAEMOI0 U3/Ie-
mus [1]. s muarnmuzanum 3toro dddexra Heoo-
XOJIMMO ONTHMHU3HPOBATh MapaMeTphl JTyya, TaKue
Kak 3Heprusi, GOoKyCHpOBKa U IJIOTHOCTh Toka. Ha-
MIpUMeEp, UCCIEOBAHUS MOKa3bIBAIOT, YTO UCIOJb-
30BaHHME MIEKTPOHHOIO JIyda C HU3KOW JHEpruen
MO3BOJISIET IOCTUYb O0JIee BHICOKOW TOUHOCTH I'e0-
METPHUH M3TOTABIMBAEMOT0 U3/IEJIHs, HO OTpaHUuHU-
BaeT TOJIIMHY HaHOCHMOTO cyios [2]. [Ipu BbicOKOH
SHEPTUM AJIEKTPOHHOTO JIyda M HHU3KOW CKOPOCTH
CKaHUPOBaHUSI PHEPrusi OyAeT KOHIEHTPUPOBATh-
Csl B TIOBEPXHOCTHBIX CJIOSIX, YTO MOKET MPHUBECTH
K JIOKaJIbHOMY TeperpeBy, 1 Hao0opoT. IIpu ontu-
MaJbHBIX TMapaMeTpax IHEprusi paBHOMEPHO pac-
npeaensercs mo oobemMy, odecrneunBas CTabMIbHOE
IU1aBlieHne W (OpPMHUPOBAHHE Kaue€CTBEHHON Ma-
KpO- U MUKPOCTPYKTYpbl. HenocraTounas nepegaya
SHEpPTruH, 00yCIOBICHHAs PACCESTHUEM IEKTPOHOB,
MOJKET BBI3BATh HEITIOJIHOE pACIUIaBJIEHUE MaTepu-
aja, ’TO CrocoOCTBYeT 0Opa30BaHUIO TOPHUCTOCTH
B CcTpykType u3zaenus. Kpome Ttoro, Hemocrarou-
Hasi DHEPIHsl MOXKET MPENATCTBOBATh JOCTHKECHHUIO
TEMIIEpaTyphl MJIABJICHUSI, YTO HETaTUBHO CKa3bIBa-
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€TCS Ha MPOYHOCTU MEXKCIIOWHBIX CBSI3€M U MOBBI-
MIEHHOW IIEpOXOBAaTOCTH MOBEpXHOCTU. HepasHo-
MEPHOE OXJIaX/IEHUE, CBSI3aHHOE C HEOJAHOPOAHBIM
pacrnpeieieHUeEM SHEPruu, TaKXKe CIOCOOCTBYET
(OopMUPOBaHUIO JIOKAJIBHBIX 30H HAINPSKEHMSI, KOTO-
pble MOTYT BBI3bIBaTh 0OpPa30BaHUE MUKPOTPELIMH.
[Tepeuncienubie 3P GEKTH MOAYESPKUBAIOT BaXKHOCTh
KOHTpOJIS TapaMETPOB IEKTPOHHOIO Jiyya U ydyeTa
IIPOLIECCOB pAacCesHUs A1 MUHUMU3ALUU AEPEKTOB
Y TIOBBIIICHMS KaueCTBa IeyaraeMbIX uaaenmid [11].

B Hacrosimeil cratbe paccMarpuBaeTCs BIIHA-
HUE Ha KaueCTBO MOJIYYaeMbIX M3/EIUIl OCHOBHBIX
xapakrepuctuk npouecca IJIAII (cumsl TOKa, cKo-
pPOCTH MOAAYM, TEIJIOBJIOXKEHHSI, CTPATEruu Ieda-
TH U CBOICTBa Marepuasa), KOTOpble BXOJIAT B Te-
opuio paccessHus MeKTpoHoB. Oco0oe BHHMaHHE
yAeNndeTcs AKCHEPUMEHTAIbHBIM HCCIIEIOBAHUSAM,
MO3BOJISAIOLIUM ONTUMHU3UPOBAThH MPOLIECC E€YaTH.
Ilenvo padomer SBISIIOCH YCTAHOBJICHHUE BIMS-
HUSl Ha Ka4e€CTBO MOJYYaeMbIX M3/ETIUIl OCHOBHBIX
xapakrepuctuk npouecca IJIAII (cumsl TOKa, cKo-
pOCTH NOAAa4YM, TEIUIOBIOKEHUS, CTPATETUH Me4aTu
¥ CBOWCTBa Marepuaina) Jisi (OpMHPOBAaHUS Kade-
CTBEHHBIX OMMETAJUTMYECKHX OOpa3loB C PE3KUM
U TUTaBHBIM HHTEP(EHcoM, TeTepOTeHHON CTPYKTY-
PO Ha OCHOBE MEJHBIX U JKEJIE3HbIX CIIAaBOB. Jlist
JIOCTHKEHUS TaHHOM 1IeJIM B MPOLIECCE UCCIIE0BA-
HUS PELIAINCh CIENYIOIINE 3a0auu:

— YCTaHOBJICHHE MHTEPBAJIOB 3HAYEHUN TEIIO-
BJIOKEHHUS [TPY HAHECEHUU CJIOEB Ha OCHOBE JKEJe3-
HBIX M MEIHBIX CIUIaBOB IS (pOpMHpOBAHHS PE3-
Koro mHTep(deiica, KOTOphIC 3aBUCAT OT 3HAUYCHUUN
HaNpsKEHUS ¥ TOKA, He00X0auMoro Juist GopMupo-
BaHUs BaHHbBI PACIJIaBa;

OBPABOTKA METAJIJIOB

OBOPYZIOBAHHME. MHCTPYMEHTBI

— OTpe/eNICHHEe COOTHOIICHUSI CKOPOCTEH Mojia-
BacMbIX MPOBOJIOK B BAHHY paciuiaBa 11 GopMupo-
BaHUs TUIABHOTO MHTEpQeEiica;

— U3YUCHUC BJIMAHHA THUIIA CTPATCTHUU II€HaTU B
3aBHUCMMOCTHU OT IMPOLCHTHOIO COOTHOLICHUSA 00Bb-
eMa Pa3HOPOIHBIX CIUIABOB MPH OJHOBPEMEHHOM
10/1aue MPOBOJIOK B BaHHY paciijiaBa.

MeToauka uccjaea0BaHui

bumMeramnuueckue oOpasipl ¢ pa3lTuYHbIM JIU-
3aifHOM uHTepdenca U TeTepOreHHON CTPYKTypoi
OBLTH TIOJTyYeHBI Ha JIaOOPAaTOPHON SKCIIEPUMEH-
TaJbHOW yCTaHOBKE I aJIUTUBHOTO IEKTPOHHO-
Jy4eBOTO MPOU3BOACTBA METAJUIMYECKUX H3AETUI
B UDIIM CO PAH (puc. 1). B kauecTBe paszHo-
POIHBIX MaTepuasioB ObLTH BBHIOPAHBI JKEJIE3HbIE U
Me/Hble cruiaBbl. [Ipu 3TOM MCHONB30BaIK MTPOBO-
Joku auaMetrpoMm 1,0 MM U3 Hep)KaBEIOIIEH CTaiu
12X18H10T u KOHCTPYKIIMOHHOW HU3KOJETUPO-
BaHHOU ctanu 091'2C, a Takxe MPOBOJOKU JMaMe-
TpoM 1,2 MM M3 TEXHUYECKH YUCTON MEIH MapKh
M1 u 6e3omnoBsiHHOM OpoH3bI BpAMN9-2 (Tadm. 1).
Bb160p naHHBIX CIUTABOB OCHOBBIBAJICS HA UX IIU-
POKOM MPAKTHYECKOM pUMEHEHUH (KopabiecTpoe-
HUE, aBUACTPOCHHE, MAIIIMHOCTPOCHHUE U JIp.).

MHOTOKOMIIOHEHTHBIE  00pa3lbl  Ie4aTaroTCs
C MOMOUIbIO AIEKTPOHHOTO Jy4a, TeHEPUPYEMOTO
AJIEKTPOHHOMN MYIIIKOH, Yepe3 MarHUTHYIO (POKYCH-
PYIOILYIO cUCTEMY, KOTopasi JOPMHUPYET pa3BEPTKY
Ha MOBEPXHOCTH B 00JacTH mevyaru, oOpa3ys BaH-
Hy paciuiaBa. [IpoBosioka mojaeTcst U3 moJaTyuka.
B pesynbrare Ha momoxke Gpopmupyercs oopasert,
COCTOAIINI U3 MOCIONHO HAHECEHHOTO Marepuaa.

Puc. 1. I300paxxeHne BaKyyMHOUN KaMephl 1a00paTOPHOI SKCIIEPUMEHTAIBHON YCTAHOBKH IS QTATUBHOTO 3JICK-
TPOHHO-JIyY€BOTO MMPOU3BOJCTBA METAINIMUECKUX MU3AEIUN

Fig. 1. Vacuum chamber of the laboratory experimental installation for electron beam additive manufacturing
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Tabnuma 1
Table 1

XMMHYECKHI COCTAB MCXOAHBIX MaTepPUuaJI0B MPOBOJIOK KEJIE€3HbIX U ME/IHBIX CIIJIaBOB

Chemical composition of wire feedstock: iron and copper alloys

Xumuyeckuit cocTtas, Bec. %
Marepuan

Fe Cu Cr Ni Mn Al Si C Hpyrue
TTomnoxka 304 Ocr. Ho 03| 17...19 9...11 Ho2 - JH00,8 | o 0,08 | Ho 1,1
o 12X18H9T Oct. |Ho0,3]| 17...19 9...11 Ho 2 - Ho0,8 | Ho0,12 | Ho 0,6

(¥
% Mi J10 0,005 Ocrt. - Jo 0,002 - - - - Jo 0,02
5 0912C Oct. |J00,3| MHo00,3 Ho0,3 | 1,3...1,7 - 0,5...0,8 | 100,12 | Mo 0,28
BpAMmn9-2 | o 0,5 Ocr. - - 1,5...2,5 8...10 Jo 0,1 - Jo 1,65

brnaromapsi BapbMpOBaHWIO MMApPaMETPOB TIPU
OJIAIl 3TOT METOA MOTEHIMAIBHO MOIXOIUT JIJIst
MOJTyYEHUS] MATEPUAIOB C KOHTPOJIHUPYEMOU CTPYK-
TYpOU U yITYYIICHHBIMH MEXaHHYECKHUMH WU JKC-
TUTyaTallMOHHBIMU XapakTepucTukamu. [lapameTpol
nedaT (pa3mMep pa3BepTKH, HANpPsDKEHUE, 9acToTa
CKaHUPOBaHUS, TOK U CKOPOCTh TOAAYH IMPOBOJIO-
KH), HCTIOJIb3YEMBIC JISI U3TOTOBIICHUSI BEPTUKAIb-
HOW CTEHKH, TPEICTABIICHBI B Ta0I. 2.

JIyis BU3yaln3anuy KauecTBa BBIPAIICHHBIX OH-
METAJUTHIECKUX 00Pa3IOB C PA3IMYHBIM TU3AHHOM
UCTIOB30BaNH I pOBYIO kKamepy Pentax K-3 ¢ do-
KyCHBIM paccTosHueM o0bekTHBa 100 MMm.

Pesyabrarsl M UX 00cyxIeHHE

Bcectoponnee mnonumanue  GOpMUPOBaHUS
ONPEACIICHHON CTPYKTYpbl U €€ aHu3aiiHa B Ipo-
Hecce aJTMTUBHOTO MPOU3BOJICTBA OTKPHIBAET LU~
pPOKHE BO3MOXKHOCTH JUIsl TIOJyuyeHus: OMMeTaslioB

C KEJIaeMbIMU CBOMCTBAMHM B KOHKPETHOW 4YacTH
JeTaJld, 4YTO JAaeT BO3MOXHOCTb M3TOTOBUTH 00-
nee >dexTuBHOE MHKeHepHOoe m3xenue [12, 13].
Ha puc. 2 cxemMaTH4yHO NoKa3aHbl HEKOTOPHIE BO3-
MOXHBIE Ha JaHHBII MOMEHT KOMOWHAITUH JUIS
MHOTOMaTepUaIbHbIX W3JEIUNA B aJINTUBHOM IIPO-
M3BOACTBE. B 3aBUCMMOCTH OT Ha3HAUEHUS U3AETUS
1 TpeOOBAaHUH K HEMY MOXKET IIPUMEHSThCS pa3iiny-
Hasi TEOMETpUsl HAHECEHUS] MaTepuajioB U JIU3aiH
uHTEepdeiica.

Kak yxe roBopmiocs BbllIE, cCamMblii IIPOCTOU
U pacrpoCTpaHEeHHBINH Mu3aiiH MHTEpdeiica — pes-
kuil (puc. 2, a). Bo3MOXHO MONy4YuTh M ILIAB-
HBI HHTEPENC OT OIHOTO MarepHualia K JAPyromy
(puc. 2, 6). MoryT OBITh TaK)Xe TMOJy4eHBI TeTepo-
T€HHbIE CTPYKTYphl IIPU MOMOILU OJHOBPEMEHHOMN
MI0JJa4¥ Pa3HOPOAHBIX HECMEIINBAIOIINXCS MaTepHU-
aJIOB, MCIIOJIb30BAHHUS TIOPOILLIKOBOM MPOBOJIOKH MU
N00aBJIEHNs] METAJIIMYECKOTO MOPOIIKAa B MAaTPHUU-
HBIM Matepuan (puc. 2, ). B uactHocTH, 3TO MOTYT

Tabnuna 2
Table 2
TexHonornyeckue nmapamerpsl npomecca IJIAIL
EBAM process parameters
CkopocTb
Pasmep Harmps- Yacrora
HNurep- ®opma oJa4u
Marepuan N pa3BepTky, | )keHue U, | ckanupo- | Tok, MA
deiic pa3BepPTKH HPOBOJIOKU V),
MM kB BaHus, ['11
MM/MUH
12X18H9T-M1 90...45 250...440
Pe3kwmit /
12X18HOT-bpAMUO-2 | ITnapueii/ | Dimmwmc 3 30 1000 80...42 250...440
09I"2C-BpAM9-2 Kowmmosut 85...45 | 250...400
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Puc. 2. Cxema BOBMOXXHBIX BAPUAHTOB MHOTOKOMITOHEHTHOTO 00pasiia,
H3TOTOBJIICHHOIO aJAUTUBHBIM IIPOU3BOJCTBOM:

a — pe3kuii uHTepdeiic; 6 — mIaBHBIN HHTEpdEIiCc; 6 — reTeporeHHas
CTPYKTYpa; & — CIIOUCTBI KOMIIO3UT

Fig. 2. Schematic of possible multi-component sample
configurations fabricated by additive manufacturing:

a — sharp interface; 6 — smooth interface; ¢ — heterogeneous structure;
2 — layered composite

OBITh BCTAaBKM BTOPOTO MarepHaja B «MAaTPHILy»
nepBoro (OTAesbHbIE 001acTH U3/AETUS [1e4aTaroT-
Cs TIOCJIEIOBATENIBHON YKJIAJIKOM BTOPOTO MaTepH-
ayia, OCTaIbHOW 00BEeM TedyaTaeTcsi IepBbIM Mare-
puasnom). Jlyis co3manus 0oJiee CIOKHOTO AM3aiiHa
uHTEepdeiica MOKXHO HCIOJIB30BaTh UYEPEIOBaHHUE
Pa3HOPOJIHBIX MaTepuaioB, (OpPMHUPYs CIOUCTYIO
CTpYKTYpy (puc. 2, 2). [Ipu 3ToM au3aiiH CTPYyKTY-
PBI MOJKET TIPEACTABISITH COOOH MEPUOTUIECKOE Ue-
penoBaHNe Pa3HOPOJHBIX MOJIOC (OJUH Yepe3 OJUH
CJIOH, O/IMH Yepe3 JBa, OJIUH Yepe3 TPU... JBa Yyepe3
JIBa, JIBa Ye€pe3 TPU U T. 1.).

3D-nevath pa3NIUYHBIMA MaTepuajaMH  II0-
CJIEIOBATEIBHBIX CJIOCB B JAJTbHEHIIEM SBISETCS
aKTyaJIbHOW MPHU CO3aHUU OOBEMHBIX HU3JENIUi C
(dbopmMupoBaHUEM COCETHHX (MPUMBIKAOIIUX JIPYT
K APYTY) CTOJIOOB, OJIOKOB. B mpakTudeckux mnpu-
MEHEHHSIX MOXKET OBITh )KeJIaTeIbHO MITH JaXKe He-
00X0IMMO MMETh TpU WM OoJiee cocTaBa, 4TO HE
COCTABIJISICT TPYIHOCTH IS aAJAUTUBHOTO IMPOU3-
BOJICTBa, KOTOpoe oOecrieunBaeT OecrpereeHT-

146  Tom 27 Ne2 2025

HYI0 CBOOOIYy CTPYKTYpPHOTO TW3ailHa TMPH H3rO-
TOBJICHUH.

Jnst popMupoBaHUSI OMPEECICHHOTO JTU3aii-
Ha CTPYKTYPBl Pa3HOPOTHBIX MAaTepHalioB HEO0O-
XOIUMO 3HaTh (U3UKO-MEXaHWYECKHUE CBOWCTBA
METAJJIOB U CIUIABOB JUISI QJTUTHBHOTO MPOU3BOI-
CTBa, YTOOBI PACKPBITh BECh NCTHHHBIN MOTCHIIAAT
U TOoNy4uTh Oe3nedextHoe minenue [14]. Hanpu-
Mep, HM3TOTOBJICHHE OMMETANTMYECKHX O0pa3loB
Ha OCHOBE JKEJIE3HBIX W MEIHBIX CIUIABOB MOXKET
o0ecrneunTh yHUKaJbHbIE CBOICTBA Marepuaia 3a
CUET COYETaHHs TEIJIONPOBOAHOCTH M KOdPH-
[IMEHTa TETUIOBOTO PACIIUPEHUS MEIH C BBICOKOM
MPOYHOCTHIO cTanu (Tabm. 3). OgHako KpaitHe HU3-
Kasi CIIOCOOHOCTh K TOIJIOIIEHHUIO JIA3€PHOTO M3-
nyuenust (~2 %) W BBICOKasl TEIJIOMPOBOIHOCTD
(400 BT'Mil'Kil) MEIN U MEAHBIX CILUIABOB O3HAYa-
IOT, YTO B IIPOIIECCE U3TOTOBJICHUS TPEOYIOTCS BBICO-
KM€ 3HAUeHUsI TeTUIOBIIOKeHHs. CIeayeT OTMETUTh,
9TO OOJIBINAS Pa3HUIA B KOAPPUITUSHTE TETITIOBOTO
pacIIMpeHuss MeXy TaHHBIMH MaTepHhaliaMu TpH-
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Tabnuma 3
Table 3
Du3NKO-MeXaHUYeCKHe XapaKTePUCTHKH UCI0JIb3yeMbIX MATEPHAJIOB
Physical and mechanical properties of the materials used
Marepuain T, °C P, Kr/M° C, Ix / (xr-°C) A, BT/ (M-°C) o, 1/°C
12X18HOT 1420 7920 462...596 15...26 16,6...19,3
Ml 1083 8940 390 387 16,7
09r2C 1450...1520 7850 496...676 33...27 11,5...12,3
BpAM9-2 1060 7630 461 71,4 17

BOJIUT K HAKAIJIMBAHUIO JeQOpMallMUd U BBICOKOMY
BHYTPEHHEMY HAaNpsOKEHUIO Ha TpaHulle pasjena,
YTO B KOHEYHOM UTOT€ MOXKET MPHUBECTH K pacTpe-
ckuBaHuio [15]. M3-3a BBIIEYTOMSHYTHIX POOIEM
W3TOTOBJICHUE OMMETAITMYECKUX O0pas3IoB C pas-
JIMYHBIM JM3aiiHOM HHTepdeiica MeXIy >KeIe3HbI-
MU ¥ METHBIMHU CIUTaBaMHM 3aTpynHeHo [16].

Jlna usroroBneHus: 6e31e(pEeKTHOr0 MHOTOKOM-
MOHEHTHOTo o00paslla NpU YepelOBaHUU pa3HO-
POIHBIX MPOBOJOK BO BpeMsl MedaTth HEOOXOAMMO
YIOPaBJIATh TEIIOBBIMU YCIIOBUSIMHU, YTOOBI MPOBO-
JIOKa OJIHOTO MaTrepHalia ycreBasla pacillaBUThCA,
a TPOBOJIOKA JIPYTOro marepuajia He pacrekajach
(co3maBasi mepexThl U HaApyIIasi TEOMETPHUIO H3Je-
must). st aToro HeoOXoAMMO YUUTHIBaTh (PUIUKO-
MeXaHWYeCKHEe CBOWCTBA U PACCUUTHIBATh 3HAYCHUS
MIOTOHHOM SHEPruu AJIs KaXKJI0T0 BUJA CTPYKTYPHO-
ro au3aiiHa U KakJI0Tro MCMOJIb3yeMOro Marepuaia,
KaK 3TO OyJeT MOKa3aHO HIDKE.

[Ipu ¢dopmupoBanun peskoro uHTepdelica
MEXy PpPa3HOPOAHBIMU MaTepuajiaMu HeoOXOIu-
MO OCTaHaBJIMBaTh HAaHECEHHWE OJHOTO MaTepuaia
nepe] HaHeCEeHUEM JIpyroro marepuana. Takum o0-
pasom, cpasy mociie HaHeceHus: N-ro cjos MpoBoO-
JIOKOM K€JI€3HOT0 CIljlaBa MPOU3BOIUTCS CMEHA TI0-
Jladd Ha TIPOBOJIOKY METHOTO CIuiaBa (puc. 3).

s usroroBneHuss OuMeTaiia ¢ pPe3KUM HH-
TepdeiicoM Mexay >KeJle3HbIM M MEIHBIM CIUIaBa-
MU MOCJIOWHO HaHOCWJIM IIPOBOJIOKY U3 JKEJIE3HOTO
crutaBa a5 popmuposanust ot 10 1o 30 cnoes. Ilo
3aBepIIeHUH POPMHUPOBAHUS a1 IUTUBHO-BBIpAILIEH-
HOM 00JaCTH JKEJIE3HOTO CIUIaBa I10Jaya CTalIbLHOMN
IIPOBOJIOKU IMPEKpalanach MOJIHOCTBIO, U C MTOMO-
IIbI0 BTOPOTO MOJAaTyMKa B BaHHY pacIulaBa Ioja-
Bajach MpPOBOJIOKa MeaHOro cmiasa. [lanee ciion
(N + 1) unu nepBble CIIOM MEIHOTO CIJIaBa HaHO-
CHWJINCh YK€ C ApyrMMH napamerpamu 3D-nedarw,

YUMTBIBas pa3Hble PU3NKO-MEXaHUYECKHUE CBOMCTBA
MaTepHaoB.

Busyanuzanusa wusMeHeHus mnapameTrpoB 3D-
MevyaT MPOU3BOAMIOCH 32 CUET U3MECHEHHS 3HaUe-
HUW TETUIOBJIOKECHHS I KaKIIOTO CJIOS C IENBI0
MOJTyYeHUST BCECTOPOHHETO MIOHUMAHHUSI CTPYKTYP U
Nne(eKTHOCTH aJJUTHUBHO-BBIPALIEHHBIX OOsacTei
MIPU M3TOTOBJICHUH AAUTUBHBIMU criocoOamu. Be-
JTUYUHA TETJIOBIOKECHHS SIBIISIETCS XapaKTePUCTH-
KO TEIJIOBOTO T'PaJMEHTa U MPENCTABISAET COOOU
BEJIMYMHY TOTOHHOW YHEPTHH, BBIJICTIIEMON Ha €/11-
HUIY JJIUHBI ciost [17]. 3Ha4eHusT TeTUIOBIOKEHUS
MPU HM3TOTOBJIICHUH OWMETAJUTMYECKUX O0pa3IioB
C pe3kuM HHTEep(decoM MEX Ty Pa3HOPOIHBIMU Ma-
TepHUaiaMu MIPUBEICHO Ha puc. 4.

Hanecenue cioeB npoBOIOKOH XKeEJIE3HOTO CIUIA-
Ba MPOU3BOAMIOCH HA OCHOBE YK€ M3BECTHBIX JIaH-
HbixX [18]. Hanecenne cmoeB mpOBOIOKON MEITHOTO
CIUTaBa C UCTIOJIB30BAHUEM ITHX KE TapaMeTPOB He-
Bo3MOXxHO. [Ipu mpoBeaeHnn mondopa mapaMeTpoB
JUTSI TIEYaTH METHOM MPOBOJIOKOW Ha YK€ HAHECEH-
HBIE CTAJIBHBIC CIIOW HEOOXO0IMMO MUHUMHU3UPOBATH
TEIUIOBJIOKEeHHE. TakuM o0pa3zom, JUIsl meyatu Ou-
METATHYECKUX O00pa3loB Ha OCHOBE >KEJE3HBIX
Y MEIHBIX CIUTABOB 3a7aeTcsl (PUKCHUPOBAHHOE 3HA-
YEHUE TETUTOBJIOKEHHUS ISl Ka)XJOro W3 paccMa-
TPUBAEMBIX MaTEPHAIOB. 3HAYCHHUE TEIIJIOBIOXKE-
HUSI TIPU HAHECEHHMH ciioeB Menu M1 cocraisger
0,09 xJI>x/mm, 9To B 2,5 pa3a MEHbIIIE, YeM 3Haue-
HUE TEIUIOBJIOXEHUSI MPU HAHECEHUU CIIOEB MEJ-
Horo cruiaBa bpAMu9-2. 3HaueHue TerIOBIOXKe-
HUS TIPU HAHECEHHWH CJIOEB U3 JKEJIE3HBIX CILJIABOB
12X18HIT cocrasmnser 0,17 x>x/mm, uto B 1,5 paza
MEHBbIIIE, YeM 3HAUCHUE TETUIOBJIOKEHUS MPU HaHE-
ceHuu cioeB xene3Horo craBa 091 2C. Takas pas-
HHUIla 00yCIIOBJIMBAETCS Pa3Iu4HeM Terutohu3nde-
CKHMX CBOMCTB HCITOJIb3yeMbIX MaTepHasIoB.
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Puc. 3. Cxema mponcecca U3roToBJICHHUA 3JICKTPOHHO-TYYCBbIM aAIUTHBHBIM CII0COOOM OMMETAIMYECKHIX
06p33LIOB C PE3KUM HHTep(I)CI}'ICOM MCKAY KCIJIC3HbIM U MCAHBIM CIIJIaBaAMHU

Fig. 3. Schematic of the wire-feed electron beam additive manufacturing process for fabricating bimetallic
samples with a sharp interface between iron and copper alloys

a

0 8

Puc. 4. I3meHeHHe 3HAYE€HUM TEIJIOBJIOXKEHUSI B 3aBUCHUMOCTH OT CJIOSl B MPOLIECCE M3TOTOBJIEHHS IMPOBOJIOU-
HBIM DJICKTPOHHO-TYUYEBEIM aJJUTUBHBIM CIIOCOOOM OMMETAIMYECKOTO o0pasiia ¢ pe3KuM HHTephEHCOM MEXITy
Pa3HOPOTHBIMU MaTepHUaJIaMH:

a—12X18H9T u M1; 6 — 12X18HIT u bpAMn9-2; ¢ — 0912C u bpAMu9-2

Fig. 4. Variation of heat input values as a function of layer during EBAM of a bimetallic sample with a sharp
interface between dissimilar materials:

a—0.12 C-18 Cr-9 Ni-Ti and M1; 6 — 0.12 C-18 Cr-9 Ni-Ti and Cu-9 Al-2 Mn; 6 — 0.09 C-2 Mn-Si and Cu-9 Al-2 Mn

CHCI[yeT OTMCTUTD, YTO ITPU HAHCCCHUU IICPBBIX
CJIOEB Ha OJTIOKKY JUTS KaXKI0T0 OMMETaITUYECKO-
ro obpasna ¢ pe3kuM HHTepdEeHcOM 3HAUCHUS Te-
TUTOBJIOKEHHA BbIIIE (pukcupoBaHHbIX. [Ipy Takux
3HAYCHUSX HA TMEPBBIX CIOSX 00pa3ia NPOUCXOAUT
MHTECHCHBHOE MPOTpEeBaHHE Marepuala MOJJIOKKH,
YTO CIIOCOOCTBYET CTaOMIBHOMY (DOpPMHUPOBAHHIO
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BaHHBI pacrutaBa. OOmei yeproli U3MEHEHHs 3Ha-
YCHUH TEIUIOBIOKEHHS MO BBICOTE I1€4aTAeMOTIO
oOpa3siia ¢ pe3kuM HHTEepPEHCOM SBISICTCS PE3KUI
craJl IpH Mepexoie OT HAHECEHUS KEJIE3HOTO CIlIa-
Ba K HAHECEHHUIO MEHOTO CIUIaBa.

IIpu ¢opmupoBaHUM TUTABHOTO HHTEpdeiica
MEXIY Pa3sHOPOIHBIMH MarepuajaMy MPOU3BOIH-
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Jach OJHOBPEMEHHAs MOJayda JKEeJIe3HOM U METHOU
rpoBoJIoK. [Ipryem Heo6x01MMOo OBLIIO OCTENEHHO
W3MEHATh COOTHOIIIEHHE CKOPOCTEH MoAadH sKemes3-
HOW W MEIHOU MPOBOJOK B BaHHY pacruiaBa: CKO-
POCTh MMOoJAa4YU IMPOBOJIOKH MCJHOT'O CIIJIaBa B BAaHHY
pacruiaBa HEOOXOAMMO YBEIMUYMBATh OJTHOBPEMEH-
HO C YMCHBIICHHUEM CKOPOCTHU IMOAa4Yu ITPOBOJIOKH
JKEJIE3HOTO CIIIaBa JI0 MOJTHOW OCTAaHOBKH (pHC. 5).
B nponecce nevaru B 30He € MOCTENEHHBIM H3MEHE-
HHUEM CKOPOCTHU IOJa4Yr MPOBOJOKH Pa3HOPOIHBIX
MaTepuanioB QoOpMHUPYETCS CTPYKTypa C TJIaBHBIM
uHTepdeiicom.

Bo Bpems noga4n TOJIBKO MPOBOJIOKH U3 HKEJe3-
HOTO CIIaBa MPU CKOPOCTH MOJa4U METHOTO CIIjIaBa
Veopper 0 ¢opmupyercs yacTb aJTUTHUBHO-BbIpa-
mieHHo# cranu. Hagamo ¢opmupoBaHuUs 1miIaBHOTO
nHTepdeiica COMyTCTBYETCS C BBEIEHHEM IPOBO-
JIOKH U3 MEIHOTO CTUIaBa BTOPHIM MOJIATYMKOM MPH
COOTHOUIEHUH CKOPOCTEH MoJJaBaeMbIX MaTepUaJIOB

v, >V npubnausutensHo 1:4. Ha aTom stame
steel copper

OBRABOTKA METALLOV %

npeoOnagaer 00JacTh C aJIUTHBHO-BBIPAIICHHON
CTaJIbI0, TIOKa COOTHOIICHHE CKOPOCTEH Io/iaBae-
MBIX MaTepUajoB HE CTAHOBUTCA PaBHBIM (V. =
= Dcopper). dopmupoBaHHe IJIaBHOTO HHTepdeiica
3aBepIIaeTcss MPH YMEHBIICHHH BBOJUMOTO O0B-
€Ma TPOBOJIOKH M3 JKEJIE3HOTO CIUIaBa, KOTAA CO-
OTHOIICHHWE CKOPOCTEH MOAaBaeMBbIX MaTepHajoB
Vet < Voopper npubnausutensHo 3:4. Ha cnenyromem
stane (mar [V Ha puc. 5) nogaercs TOIbKO MPOBO-
JIOKa W3 MEIHOTO CIUIaBa, MPH CKOPOCTH IIOIAYU
KejesHoro crasa v, = 0 dopmupyercs 4yacTh
aJITITHBHO-BBIpANICHHOW Menau. Takum oOpaszom,
TP U3TOTOBJICHUH BEPTUKAJIHHON CTEHKHU TIPH TIO-
CTETIEHHOM H3MEHEHHH CKOPOCTH TIO/Iaud MOXKHO
HabmonaTh GopMUpOBaHUE IJIABHOTO HHTEpdeiica.

AHAIIOTUYHO ITOCTETICHHOMY H3MEHEHHIO CKOPO-
CTH TIOJIaY¥ MaTepHajiOB IOCTETIEHHO M3MEHSJIOChH
W 3HAYCHHE TEIUIOBIIOKEHHS TI0 BBICOTE OOpasia
(puc. 6) B oTnMYMe OT W3MEHEHHUs 3HAYEHUIl Te-

IUIOBJIOXKCHHA B 3aBUCUMOCTHU OT CJIOA IIPU H3ro-

Puc. 5. Cxema nmponecca U3roToBJICHHUA 3JICKTPOHHO-ITYYCBbIM aAAUTHBHBIM CIT0COOOM OMMETaTMYECKHUX 06p33—
OB C IIJTaBHBIM PIHTGp(beICOM MCKAY KCIJIC3HBIM U MCIAHBIM CIIJIaBaMU

Fig. 5. Schematic of the wire-feed electron beam additive manufacturing process for fabricating bimetallic samples
with a smooth interface between iron and copper alloys
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Puc. 6. I3meHeHne 3HaYEHUN TETUIOBIIOXKEHHSI B 3aBUCUMOCTH OT CJIOSI B MPOIECCE U3TOTOBJICHUS ITPOBOJIOUHBIM
AIIEKTPOHHO-TYYEBHIM AAMUTHUBHBIM CIIOCOOOM OMMETaJUIMYECKOTO 00pasla ¢ TUIaBHBIM HHTEpQEiicoM MexXTy
Pa3HOPOIHBIMU MaTepHUaJIaMH:

a—12X18HI9T u M1; 6 — 12X18HI9T u BpAM19-2; ¢ — 091'2C u bpAM119-2

Fig. 6. Variation of heat input values as a function of layer during EBAM of a bimetallic sample with a smooth
interface between dissimilar materials:

a—0.12C-18 Cr-9 Ni-Ti and M1;6 — 0.12 C-18 Cr-9 Ni-Ti and Cu-9 Al-2 Mn; ¢ — 0.09 C-2 Mn-Si and Cu-9 Al-2 Mn

TOBJICHUH OUMETAJUINYECKUX 00pa3loB C PE3KUM
untepdeiicom (puc. 4). 3HaueHUE TEIUIOBIOXKE-
HUS TIpY HAHECEHUM c10eB Meau M1 He mpeBbllaeT
0,27 x/I>x/MM. 3HaueHHE TEIUIOBIOKEHHS IIPU HaHe-
ceHuu cioeB HeprkaBetomlei cranu 12X 18HI9T 6nus-
KO KaK IPU M3TOTOBJIECHUU OMMETAUTMYECKUX 00pa3-
LIOB ¢ IUIaBHOM rpanunei cucremsl 12X18HIT-M1,
tak u cucreMmbl 12X18HI9T-bpAMu9-2. B nep-
BOM Ciy4yac 3HA4€HHME BapbUpyeTCs B IpeAeiax
0,36...0,23 x/Ix/MM, BO BTOPOM — B TpeAenax
0,38...0,28 x/Ix/mMm, yto B 1,5 pa3a meHblle, 4eMm
3HAYEHHUE TEIUIOBIIOKEHUS IIPU HAHECEHUU CIIOEB
CTaJId NPU W3TOTOBJIEHUU OUMETAIIMYECKOro 00-
pasua cucremsl 12X18HIT-bpAMu9-2. 3nauenue
TEIUIOBJIOKEHUS TIPU HAHECEHHUU CIIOEB MEIHOIO
criaBa bpAMn9-2 npu u3roroiaeHun OGMMeTaIu-
gyeckoro obpasua cucremsbl 12X18HIT-bBpAM9-2
He npeBbiaet 0,23 kJ>x/MM, YTO MEHBIIIE 3HAYCHUS
TeroBnokeHus: s cuctemsl 091 2C-bpAMu9-2.
3HaueHue TeMJIOBIOKEHHUS! IIPU U3TOTOBJICHUU OH-
MeTaumyeckoro oobpasma cucremsl 12X18HIT-
BpAM19-2 ne npessimaer 0,37 kx/Mm.

[Ipu ¢dopmMUpOBaHHMU TETEPOTEHHON CTPYKTY-
pel B OMMETAJUIMYECKOM 00pasle MPUMEHSIIOCh
W3MEHEHUE CTPAaTeruy Ie4YaTh B 3aBUCHUMOCTU OT
IPOLIEHTHOTO COOTHOUICHUs 00beMa IOAaBaEMbIX
IPOBOJIOK Pa3HOPOJIHBIX CIIaBOB. B ciryuae 0oib-
niero o0beMa MojaBaeMoil MeIHON HMPOBOJIOKHU IO
OTHOILEHUIO K IIOJaBAacMOM KEJIE3HOM ITPOBOJIOKE
IIPOM3BOAMIIACH HETIPEPBIBHAS I0Jada TOJIBKO Iep-
BOT0 Marepuajia M KaleljbHas, IUCKpeTHas Ioaada
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BTOpOTro Marepuana. JluckpeTHas mojaada mpoBojo-
KM TIpearnoaraeT mopuOHHYIO M0o/1ady MaTepuana
B 30HY IUIaBIEHUS. DTOT METOJ| MO3BOJISIET TOYHO
KOHTpPOIUpPOBaTh 00BbEM MOJaBAEMOr0 MaTepuana
Y YMEHBIIIATh TETJIOBBIE MEPErpy3KU, YTO OCOOCHHO
BaXHO MpHU paboTe ¢ MaTepuaiamMu, YyBCTBUTEIb-
HBIMH K TepMudeckuM aedopmarusam. OnHako Ta-
KO moaxon TpeOyeT BBICOKOM TOYHOCTH CHHXPO-
HU3ALUU MEXAY JBUKEHHEM SJIEKTPOHHOTO JTy4a U
nojiaueil MPOBOJIOKHU, YTO YCIOXKHSIET YIpaBlICHUE
MIPOLIECCOM.

C ToYKM 3peHUS TEOPUH PACCESTHUS IEKTPOHOB
JUCKpEeTHAs MoJlaua MPOBOJIOKU XapaKTepU3yeTcs
JIOKaJIbHBIM BO3/IEUCTBHUEM DJIEKTPOHHOTO Jy4ya Ha
Matepuai. TeM He MeHee CYIIECTBYeT PUCK HEpaB-
HOMEPHOTO pacmpeAeNieHus Teia, YTO MOXKET BbI-
3BaTh Takue ACPEKThI, KaK JOKAIbHBIC MEPErpeBbI
WM HEIOCTAaTOYHOE IUIaBicHue. s MUHMMU3a-
uu 3THX 3(h(HEeKToB He0OXOAUMO TIIATENBHO pac-
CUMTHIBATH MAPaMETPhI MEKTPOHHOTO JTy4a, TaKue
Kak sHeprus, (HOKyCHpOBKAa U ATUTEIBHOCTh HUM-
MyJbCOB, C YYETOM CBOMCTB Marepuana. B cmyuae
PaBHOTO WJIM MEHBIIET0 00beMa MoAaBaeMoOi Mel-
HOM MPOBOJIOKHU MO OTHOIICHHIO K MO/IaBaeMOil jke-
JIE3HOM MPOBOJIOKE MPOU3BOIUIACH OMHOBPEMEHHAS
HemnpepbIBHAs Moja4a MPOBOJIOK B BAaHHY pacriiaBa —
peann30BhIBATACh HEMPEPBIBHASI CTPATETHsI MIeUaTH
(puc. 7). HempeppiBHas mogava mpoBOJIOKU oOecte-
YUBAET MOCTOSHHOE TIOABEIEHUE MaTepralia B 30HYy
TJIABJICHUS, YTO CIIOCOOCTBYeET Ooiee paBHOMEPHO-
My pacrlpeiesieHUIO Tella U CHIDKEHUIO prcka 00-
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Puc. 7. Cxema mpoliecca U3roTOBJICHHUS 3JICKTPOHHO-TYYEBbIM a/JIUTUBHBIM CIIOCOOOM OMMETAIIITHYECKIX
00pasIoB ¢ TeTEPOTEHHON CTPYKTYPOI MPHU IUCKPETHOH (@) M HEPEPHIBHOMU (0) CTpaTeruu reJaTH

Fig. 7. Schematic of the electron-beam additive manufacturing process for fabricating bimetallic samples with
a heterogeneous structure using discrete (a) and continuous (6) printing strategies

pa3zoBaHUs A€PEKTOB, TAKUX KaK IOPHI WIH TPEIIU-
Hbl. OJ1HaKO HENpephIBHAS IToJjaya TpeOyeT TOUHOTO
KOHTPOJISl CKOPOCTH MOJayu MPOBOJIOKH M MOIIHO-
CTH 2JIEKTPOHHOTIO JIy4a Juisd n30eranus neperpena
WM HEZ0CTATOYHOT'O IJIABICHMUSL.

Paznuuune cTpareruii meyaTu OCHOBBIBAETCS Ha
CHWJIBHBIX OTIMYUAX TEMIEpPATyphbl IJIABIECHUS U
TEIJIONPOBOJHOCTH HCIIOJIb3YyEMbIX MaTepuasos.
[Ipu u3roToBiieHMH OMMETAUIMUECKUX 00pa3LoB
C IUIaBHBIM HHTEp(deicoM ObLIO BBISBIECHO, UYTO
KOJIMYECTBO I10JJaBAa€MOI'0 Marepurasa B BaHHY pac-
IiaBa HampsIMylO 3aBUCUT OT CKOPOCTH IOAAYU
npoBoioku. [l ¢opmMupoBaHUS TeTEpOTreHHOMN
CTPYKTYpBI OMMeETa/NIn4eckoro o0Opasia mo Bcei
BBICOTE, @ HE TOJBKO B oOnactu uHTEpdeiica, He-
BO3MOXKHO CO3/4aTh YCIOBUSI JUIsl OJHOPOJHOTO
IUTaBJICHUS. KaK JJIs MPOBOJIOK JKEJIE3HOTO CILjia-
Ba, TaK U JJIs IPOBOJIOK MeJIHOro criaBa. Hempe-
PBIBHOE HaHECEHUE 00EHX MPOBOJIOK MPH BHICOKOH
CKOPOCTHU I0/Ia4¥ IPOBOJIOKH >KEJIE3HOTO CIlIaBa
IPUBOJUT K pAaCTEKaHUIO MEJHOIO CIIJIaBa, 4To Ha-
pylIaeT TeoMEeTpUI0 OMMeTaNInyecKoro odpasua
¢ comepxkanueMm ctanu 10 u 25 % B MenHoU Ma-
Tpule. HenpepbiBHOE HaHECEHHE 00EUX TPOBOIOK
IpU HU3KOW CKOPOCTH TNPUBOAUT K HEpacIulaB-
JICHUIO B BaHHE paciulaBa IPOBOJIOKH JKEJIE3HO-
ro cruiaBa. KanenbHoe HaHeceHue mpu OOJIBIION
CKOPOCTHU I0/Ia4¥ IPOBOJIOKH >KEJIE3HOTO CIIaBa
IPUBOJUT K pacTeKaHUIO, YTO MPENsTCTBYET (op-
MUPOBAHHUIO HEOOXOAMMOU TeoMeTpuu 00pasIoB.
[TosToMy miist OMeTaIuYecKux o0pas3oB C rere-
POT€HHOM CTPYKTYpPOM IIPX MEHBILIEM COJAEPKAHUU
JKEJIE3HOT0 CIIJIaBa MPUMEHSIN JUCKPETHYIO CTpa-

TETHIO MeYaTH, a JIJIsi 00pasioB ¢ OOJIBIIUM COIEep-
KaHUEM CILJIaBa jKejie3a — HEIPEPhIBHYIO CTpare-
THIO TICYATH.

[ToMuMO yTIpaBICHHS TUIIOM ITO/Ia9H ITPOBOJIOK,
CTpaTeTHel me4aTd W BapbHPOBAHUS CKOPOCTSIMH
MoJjauyu MaTepuaa, B cilydyae OJHOBPEMEHHOM Mo-
Jla4yd Pa3sHOPOJHBIX MaTepualoB HEOOXOIUMO yrie-
JUTh 0c000€ BHMMAaHNE W3MEHEHUIO 3HAYeHUH Te-
ioByokenus (puc. 8—10).

3Ha4YeHNe TETUIOBIIOKEHHS [IPU U3TOTOBIEHUU KOM-
nozutoB 12X18HI9T-M1 ¢ comepxanuem cramu 10
u 50 mace. % ymensbmaercs ot 0,38 1o 0,26 k/[x/mmM,
g komnosutoB 12X18H9T-M1 ¢ conepkanuem
ctanu 25 mMacc. % MUHUMaJIbHOE 3HaYE€HUE COCTaB-
nser 0,32 k/[k/MM. AHamorudHOE YMEHBIICHUE
3HAYEHUN TETIOBIIOKEHUS HAaOMoAaeTcs U IPpU U3-
rotoBiieHnn KoMmmo3utoB 12X18HIT-BpAMu9-2:
npu no6asnenuu 10 u 25 macc. % HepkaBerolen
cranmu 12X18H9T 3HaueHUs yMEHBIIAIOTCS OT
0,33 o 0,21 xJIx/mMMm, ipu nobdasnenun 25 mace. % —
ot 0,36 110 0,19 xJIx/MM. CTabuIbHOE YMEHBIIICHHE
3HAYEHUN TEIUIOBJIOXKEHUs NMPOTEKAaeT B KOMIIO3U-
tax cuctembl 091 2C-BpAM19-2 kaxmoro BBeje-
nus cramu 0912C — ot 0,33 1o 0,19 xJx/MMm.

JUi M3roToBJIEHUSI KOMIIO3UTOB OOIIEN 4epToi
W3MEHEHUsI 3HAYEHHWH TETJIOBJIOKEHUS SIBIISICTCS
MOCTENEeHHOe yracaHue. [l KOMIIO3UTOB CHCTe-
Mbl 12X18H9T-M1 npu copepxanuu cranu 10, 25
u 50 macc. % HabmromaeTcs IMHEWMHOE yracaHue 3Ha-
YEHHUH TEIUIOBIOKEHHUS OT IEPBOTO CJIOS JI0 3aBep-
meHust u3roroBieHus. s komnosutoB 12X18HIT
K BpAMu9-2 npu copmepxxkanuu cramum 10, 25
n 50 macc. % Habmomaercs 3KCIOHEHIMAIbHOE
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Puc. 8. VI3ameHeHne 3HAUEHUI TETUIOBIOKEHUSI B 3aBUCUMOCTH OT CJIOSl B MPOIECCE M3TOTOBJICHUS TPOBOJIOYHBIM
ANIEKTPOHHO-TYYEBBIM aTATHBHBIM CIIOCOOOM OMMETAJTUYeCKOTo 00pasiia ¢ TreTepOreHHON CTPYKTYpPOH ¢ comep-
skaHueM 10 macc. % cTanu B MeIHOHM MaTpule:

a—12X18H9T u M1; 6 — 12X18H9T u bpAMu9-2; ¢ — 09T 2C u BpAMu9-2

Fig. 8. Variation of heat input values as a function of layer during £EBAM of a bimetallic samples with a heteroge-
neous structure containing 10 wt.% steel in a copper matrix:

a—0.12 C-18 Cr-9 Ni-Ti and M1; 6 — 0.12 C-18 Cr-9 Ni-Ti and Cu-9 Al-2 Mn; ¢ — 0.09 C-2 Mn-Si and Cu-9 Al-2 Mn

a

o 8

Puc. 9. I3MeHeHne 3HAYCHUI TEIIOBIOKEHHSI B 3aBUCMOCTH OT CJIOSl B MPOILIECCE M3TOTOBJICHHS MPOBOJIOYHBIM
ANIEKTPOHHO-TYYEBbIM aINTUBHBIM CIOCOOOM OMMeTainiaeckoro odpasia ¢ TeTeporeHHON CTPYKTYpOil ¢ conep-
kaHueM 25 macc. % cTanu B METHON MaTpuIle:
a—12X18HI9T u M1; 6 — 12X18HI9T u bpAMu9-2; ¢ — 091 2C u bpAMm9-2

Fig. 9. Variation of heat input values as a function of layer during EBAM of a bimetallic samples with
a heterogeneous structure containing 25 wt.% steel in a copper matrix:

a—0.12 C-18 Cr-9 Ni-Ti and M1; 6 — 0.12 C-18 Cr-9 Ni-Ti and Cu-9 Al-2 Mn; 6 — 0.09 C-2 Mn-Si and Cu-9 Al-2 Mn

yracaHve 3Hau€HUI TEeIUIOBJIOXKEHUS C Pa3TUYHON
CKOPOCTBIO CIajia OT MEPBOTO CJIOS 10 3aBEPIICHUS
nzrotoBieHus. J{isa komno3utos 091 2C-bpAMu9-2
nipu coaepkanuu ctanu 10, 25 u 50 macc. % Habmto-
JaeTcsl SKCIIOHEHIMAbHOE yracaHue 3HaueHHH Te-
TUIOBJIOXKEHUS C TIOYTH OJJMTHAKOBOM CKOPOCTHIO CIia-
JIa OT TIEPBOTO CJIOS 10 3aBEPILIECHUS U3TOTOBJICHHUS.

Huzkue 3HaYeHHs TETUIOBIOXKEHUS MpPU HaHe-
CEHUU CTaJIbHOM MPOBOJIOKM HEAOCTATOYHBI JUIS
MOJTHOTO TUIaBNIEHUS (puilaMeHTa, YTO MPUBOIUT K
y4acTKaM C HepacIUIaBICHHOW MPOBOJOKOM cTaiu
(puc. 11, a).

Beicokue 3nauenws TermoinoxeHus (ot S00 k/[x/m)
MO3BOJISIOT MOJIHOCTHIO PACIUIABUTH IPOBOJIOKY JKe-
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JIE3HOTO CIIJIaBa B BAHHE pacIljiaBa, He JOIyCcKas ee
neperuiaBieHnsi. OJJHAKO TaKue 3HAUYCHHSI TEILIO-
BJIOXKCHUS yBEITUYUBAIOT ITTyOUHY TPOHUKHOBEHUS
JNIEKTPOHHOTO JIy4a, YTO MPUBOIUT K YPE3MEPHO-
MY OILUIABICHUIO paHee CHOPMHPOBAHHBIX CIIOEB
(puc. 11, 6). B cayuae dhopMupOBaHHS TOJIBKO
NEPBBIX CJIOCB H3TOTABIMBAEMOTO HU3JEIUS ITO
NPpUBOIMT K M3ruly nmomioxku (puc. 11, g). Ilpu
HAHECCHHH CJIOS IPOUCXOAUT PACIIMPEHUE MaTe-
puanga, KOTOpoe OTpaHH4YMBaeTcs Oojee XOJoI-
HBIM HaHECCHHBIM 3aTBEPJACBIINM CJIIOEM, BBI3bI-
Bas YOPYTYH CXKHMAIONIYI aehopManun. ITo
NPUBOIUT K yCaJKe MaTepualia, BBI3bIBAs YroJ
n3ruba, ¥ HaKaIiuBaeT PacTATHUBAIOIIEE OCTATOY-
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Puc. 10. I3MeHeHNe 3HAUCHHUN TETUTOBIIOXKEHHSI B 3aBHCUMOCTH OT CJIOSI B MPOIECCE U3TOTOBJICHUS TPOBOJIOYHBIM
ANIEKTPOHHO-TYYEBbIM aJJIMTHBHBIM CITOCOOOM OMMETaITHUECKOro 00pasiia ¢ TeTepOreHHON CTPYKTYpOH ¢ cofiepika-
uHuem 50 macc. % cranu B MEIHOM MaTpHIIe:

a—12X18H9T u M1; 6 — 12X18HI9T u bBpAMu9-2; ¢ — 0912C u bpAMu9-2

Fig. 10. Variation of heat input values as a function of layer during EBAM of a bimetallic samples with a heteroge-
neous structure containing 50 wt.% steel in a copper matrix:

a—0.12C-18 Cr-9 Ni-Ti and M1; 6 — 0.12 C-18 Cr-9 Ni-Ti and Cu-9 Al-2 Mn; ¢ — 0.09 C-2 Mn-Si and Cu-9 Al-2 Mn

a o

6

Puc. 11. Uz06paxenus nedexToB (MoHOE paciuiaBieHue (@), yBeIHYCHUE TONIIUHBI (6) U HepacIulaBIeHHe ITPOBO-
JIOKH (8)) BO BpeMsi HAaHECEHUsI CTaIbHOM MTPOBOJIOKH, BOSHUKAIOIINX MTPU HEKOPPEKTHO MMOJOOpaHHBIX HapameTpax
HM3rOTOBJIEHUA OMMETAIUIOB C UCIOIb30BaHueM MeTona DJIATT

Fig. 11. Images of defects (complete melting (a), increased thickness (6) and wire non-melting (8)) during steel wire
deposition, resulting from improperly selected parameters for bimetal fabrication using EBAM

HOE BHYTpPEHHEE HaNpsHKEHHUE B HAPABICHUH BbI-
pamuBaHusl.

3Ha4YCHHsI TEIUIOBIIOKEHUS, TOJOOPAHHbBIE IS
HAHECEHUS CTAJIbHON MPOBOJIOKH, CIUIIKOM BBICO-
KU JJI1 HAHECEHUSI MEIHOM MPOBOJIOKH. DTO MpH-
BOJIUT K MOJHOMY pAacCIUIaBJICHHUIO I10/IaBa€MOTO
Marepuaia ¥ MoCIeayIeMy PacTeKaHUIO €ro Mo
y>K€ HaHECEHHBIM closiM (puc. 12, a). Tem caMmbim
YBEJIMYUBACTCS TOJIIMHA HM3JETHS, YTO SBISAETCS
HEeXeJIaTeIbHBIM siBIeHUEeM (puc. 12, 6). Huzkue
3HAYCHUS TEIUIOBIIOKEHUS TAK)KE HEXKeNaTelbHBI
st hopmMupoBaHus 6e371e(PeKTHOTO U3AeNus. DTO
NPOSIBIISIETCS] B UTOJIBUATBIX LEJBIX OCTaTKax Mpo-
BOJIOKU Ha BEPTUKAJIbHOM cTeHke (puc. 12, 6).

[Ipy mevatu c 3aJaHHBIM (PUKCHPOBAHHBIM
3HaYEHHEM IapaMeTpoB JUIsi OMMETaJUTMYECKOTO
oOpa3ua c miuaBHBIM HHTep(deiicom HeoOXoauMo
YIOPAaBIATh 3HAYCHUSMHU TEIUIOBJIOXKEHHUS B CAMOM

HayaJie ¥ 10 NOCJEIHETO CJI0s U3rOTaBIMBAEMOIO
nzaenus. KoHTposb 3Ha4€HU TEIUIOBIOKEHUS HA
Ka)XJIOM CJIO€ TO3BOJIMT H30€XaTb BO3HMKHOBE-
HUS HECIUIOIIHOCTEH M PAaCcCIOEHMsI Ha TpaHULE
CJIOEB, KOTOPBIE MOTYT IOBJIEYH 3a c000i 00pa3o-
Banue TpeuiuH [19, 20]. Kpome sToro, Hegocra-
TOYHBIN WY U3TUITHUI MMOABOJ YHEPTUU B BAaHHY
paciuiaBa NpPUBOAMT K KOMKOBaHHUIO MOJaBA€MOI0
MaTepuaa, 4To CIyKUT MPUINHON PHIXJIOTO Kade-
CTBa MOBEPXHOCTH U HAPYIICHUS T€OMETPUH U3/Ie-
mus (puc. 13). Ilpu HaHeceHUU NEPBBIX CIOEB Ha
MOJIJIOKKY IS U3TOTOBJICHUS OMMETAJUTMUECKUX
o0pasmoB ¢ Jr00bIM au3aiiHOM uHTEpdeiica HeoO-
XOJMMO TPUMEHSThH BBICOKOE 3HAYCHUE TEIJIOBIIO-
xeHust. C yBETMYCHHEM CIIOS HYXKHO MPOU3BOIUTH
CHUKCHHUE 3HAYCHUS TeIutoBloxkeHus. [Ipu Takom
noaxoae OyaeT JOCTaTOYHBIA MPOrpeB MaTepuaia
U cTabuibHas BaHHA pacIulaBa.
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a 0 8

Puc. 12. N3o6paxenus nedexToB (MOIHOE paciUIaBiIeHue (¢), yBEIUYECHUE TOMIIMHEI () U HepacIIaBlIeHUE Mpo-
BOJIOKH (6)) BO BpeMsI HAaHECEHMsI METHOW TIPOBOJIOKH, BO3HUKAIOIINX IPH HEKOPPEKTHO MOAOOPaHHBIX ITapamMeTpax
W3TOTOBJICHHS OMMETAJUIOB C UCIoNb30BaHueM MeTona DJIATL

Fig. 12. Images of defects (complete melting (@), increased thickness (6) and wire non-melting (8)) during copper
wire deposition, resulting from improperly selected parameters for bimetal fabrication using EBAM

a o 8

Puc. 13. VI300paxkennst n1eeKToB BO BpeMsI HAHECEHHSI MEAHOM MMPOBOJIOKH, BOSHUKAIOIINX ITPH HEKOPPEKTHO T10-
JIOOpaHHBIX TTapaMeTpax M3rOTOBJICHUS OMMETAILIOB C HCIOIb30BaHuEM MeToga DJIATT

Fig. 13. Defects observed during copper wire deposition in EBAM bimetal fabrication due to improperly selected
parameters

Takum o0pa3om, omnupascb Ha CBOICTBa BoiBoabl
HCIIOJB3YEMBIX MAaTC€puajIoB, N3MCHCHHUC TCXHO-

JIOTHYECKUX TIapaMETPOB HEOOXOMMMO IS H3-
rOTOB/NEHUS Oe31e(eKTHBIX METAalIMUecKnX n3- BOTO /UIMTHBHOTO MPOU3BOJCTBA MOy EHbI Oe3e-

Jenuii  MeTOJaMH  aJUIMTHBHOTO IIPOM3BOACTBA (exTHbIE 00pa31bl KOMIIO3UIIMOHHBIX MaTepHuajoB
(puc. 14, 15) U3 MEHOTO CIIJIaBa U JKeJIe3HOTro cruiasa. J{ns noiy-
. 14, 15).

1. MeTtonom IMPOBOJIOYHOT'O JJICKTPOHHO-TyYC-

a 0

Puc. 14. Bueunuii Bua 6e31e(PeKTHbIX OMMETaInIeCKUX 00pa3IoB ¢ Pe3KuM (a)
U IJ1aBHBIM (6) HHTEpEcoM IPU KOPPEKTHO NOI0OPaHHBIX MapaMeTpax BO BpEMs H3r0-
ToBieHus1 merogoM DJTATT

Fig. 14. Defect-free bimetallic samples fabricated by EBAM with optimal parameters:

a — sharp interface; 6 — smooth interface
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Puc. 15. Buemnunii Buj 6e31eEeKTHBIX KOMITO3UTOB CTallb-Melb:

a—10 % cramu; 6 — 25 % cranu; 6 — 50 % cranm

Fig. 15. Defect-free steel-copper composites:
a— 10 % steel; 6 — 25 % steel; 6 — 50 % steel

YEHUS TeTePOreHHBIX MAaTepPHAJIOB OCYILECTRISAIACH
OJTHOBpPEMEHHAasl M HEeIpepbIBHAs MOAa4Ya MeTaa
B 30HY 3D-neuatu cpasy 13 AByX HPOBOJIOYHBIX I10-
JaTYUKOB.

2. YCTaHOBIJIEHO, YTO CKOPOCTH EPEXoaa MEKIY
Pa3sHOPOAHBIMU MaTepHallaMU HaclleyeTcs B CKO-
POCTH M3MEHEHHs 3HAYEeHUH TEIUIOBJIOKEHUS B 3a-
BUCHUMOCTH OT cJO0si. J{Jsl mOodMy4eHus: pe3koro MH-
Tepdeiica MeXay JKeNe3HBIM MU MEIHBIM CIUIaBaMHU
HEOOXOIUMO PE3KO CHMXKaTh 3HAUEHHs TEIUIOBIIO-
xenus ¢ 0,38 mo 0,20 x/x/mm. IIpu dpopmuposa-
HUHM IJIaBHOTO MHTep(delica He0OX0MMO MeIEHHO
YMEHBIIATh 3HAYCHNE TETJIOBIOKEHHS.

3. [Ipu anAUTUBHOM IMPOU3BOJCTBE IE€TEPOTeH-
HBIX KOMIIO3UTOB C OJIHOBPEMEHHOI mojaueit pas-
HOPOJHBIX MAaTe€pPHaJIOB TPOUCXOIUT  CIIOXKHBIH
IPOIIECC CMENIMBAHUS KOMIIOHEHTOB B JKHJIKOM CO-
CTOSIHUM U KPUCTAJIJIM3alMs B PacIUIaBe.

4. Ilpu OGIM3KOM COOTHOILEHHH OOBEMHBIX J10-
Jeil B TeTepOoreHHbIX 00pa3lax KOMITO3UIIMOHHOIO
o0pa3la cucTeMbl MEIHOTO CIUIaBa U >KEJIE3HOTO
CIUIaBa HEOOXOIMMO MCIIONb30BATh HETPEPBIBHBIM
Tun nopaud. [Ipy CHIBHOM pa3iIu4YMM B COOTHO-
IIEHUU OOBEMHBIX JI0JIell B reTeporeHHbIX 00pas3-
[1aX KOMITO3UIIMOHHOTO 00pa3iia CUCTEMbI MEIHOTO
CIUIaBa M KEJE3HOTO CIIaBa HEOOXOAMMO HCIOIb-
30BaTh AUCKPETHBIM TUI OJAYH.
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Introduction. Wire-feed electron beam additive manufacturing (EBAM) is a promising production technology, offering
unprecedented control over interface design in composite materials, which is challenging to achieve using conventional methods.
The ability to control localized metallurgical processes within the melt pool is a key advantage of EBAM technology. This study
investigates the influence of key EBAM parameters (wire feed configuration, scanning strategies, and linear energy input) on
achieving diverse interface designs in bimetallic samples composed of copper and iron-based alloys. Establishing the relationship
between microstructure evolution and 3D printing parameters is of great importance for the development of EBAM. The purpose
of this study is to elucidate the effects of fundamental EBAM process parameters (beam current, wire feed rate, heat input, scanning
strategy, and intrinsic material properties) on the fabrication of high-quality copper-iron bimetallic samples exhibiting both sharp and
smooth interfaces, as well as heterogeneous material distributions. Research Methods. This study heavily emphasizes experimental
investigations to optimize the EBAM process. Bimetallic samples featuring sharp interfaces, smooth interfaces, and heterogeneous
microstructures, based on copper and iron alloys, were fabricated using wire-feed EBAM. The study analyzed the values of heat
input depending on the layer being deposited; the wire feed rate depending on the material used, and the types of printing strategies
depending on the ratio of dissimilar materials in bimetallic samples. A Pentax K-3 digital camera, equipped with a 100 mm focal length
lens, was employed for high-resolution visual inspection and quality assessment of the fabricated bimetallic samples with varying
interface designs. Results and discussion. Based on an in-depth understanding of the factors governing electron beam-material
interactions, this work systematically details the potential for creating components with controlled sharp or smooth interfaces, as well
as heterogeneous material architectures. Furthermore, the study briefly outlines process control methodologies aimed at minimizing
defects, considering factors influencing melt pool dynamics, including the precise regulation of thermal conditions during 3D printing
process. A fixed heat input was prescribed for each material to achieve a sharp interface morphology: specifically, 0.09 kJ/mm for the
deposition of M1 copper layers, which is 2.5 times lower than the heat input used for depositing Cu-9 AI-2 Mn copper alloy layers.
Similarly, a heat input of 0.17 kJ/mm was used for 0.12 C-18 Cr-9 Ni-Ti stainless steel layers, which is 1.5 times lower than that
for 0.09 C-2 Mn-Si steel alloy layers. In contrast, the fabrication of smooth interfaces relied on dynamically adjusting the heat input
and wire feed rates as a function of the layer being deposited and the target composition. The formation of heterogeneous structures
required the use of tailored scanning strategies during EBAM, depending on the volume fraction of dissimilar alloys deposited via
the wire feedstock. The successful fabrication of defect-free copper-iron bimetallic samples was achieved through careful control of
the EBAM process.

For citation: Osipovich K.O., Sidorov E.A., Chumaevskii A.V., Nikonov S.N., Kolubaev E.A. Manufacturing conditions of bimetallic samples
based on iron and copper alloys by wire-feed electron beam additive manufacturing. Obrabotka metallov (tekhnologiya, oborudovanie,
instrumenty) = Metal Working and Material Science, 2025, vol. 27, no. 2, pp. 142-158. DOI: 10.17212/1994-6309-2025-27.2-142-158.

(In Russian).
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