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Mpoueccbl CKOPOCTHOTO (POPMOM3MEHEHMS, OCOBEHHO CKOPOCTHOTO FOPSiYero BblAABMUBAHMWSA, CO3A4alT
addekTMBHbIE ycnoBus Ansg o6paboTkM ManonnacTUyHbIX U TpyaHOAedOpPMUPYEMBIX MaTepUanos, LNMPOKO
MCMNOMNb3yeMbIX B WHCTPYMEHTanbHOM NpOM3BOACTBE. B CBA3M C TeM, YTO BbICOKOCKOPOCTHas LUTaMrOBKa
obecneyrBaeT Nony4yeHne TOYHbIX 3aroTOBOK C MOBLILLIEHHBIMU MEXaHNYECKMMU CBOMCTBaMW, OHa MOXET ObITb
NCMONb30BaHa KakK TEXHONOrMYeCKnid MpouecCc W3roToBneHus copmoobpasyowmx aetanen LTaMnoBow
ocHacTku, paboTaroLmx B yCNOBUSIX MOBbILLIEHHBIX HAarpy30K U N3Hoca.

Llenbtio aaHHOM paboThl SBASNUCH 3KCNEPUMEHTAsbHbIE UCCNEAO0BaHUSA BO3MOXHOCTM nonyyeHus bume-
Tannmyeckoro MHCTPYMEHTa, OCHOBOM KOTOPOrO CMyXaT KOHCTPYKLMOHHBIE cTanu, a paboyyto NonocTb BbINOI-
HSIOT N3 BbICOKONIENMPOBAHHBIX MHCTPYMEHTarbHbIX CTanen ¢ akoHomuen nocriegHnx 4o 90 %. PaspaboTtaHbl
CXema HarpyXeHusi 1 reomeTpusi Conpsiraémbix NOBEPXHOCTEN COCTAaBHOW 3aroToBKM M oTpaboTaHa akcnepwu-
MeHTarnbHas TEXHOMNOrMsa nonyyeHnss GumeTtannmyecknx opmoobpasyrowmx AeTanen LTamnoBOW OCHACTKU
npy OedopMmnpoBaHUM CO CKOpPOCTbio vV, = 40-50 m/c U TemnepaType cocTtaBHou 3arotoBku T = 1150 °C,
¢ chopMypoBaHMEM COEAVHEHUS MPU COBMECTHOM MIIaCTUYECKOM TEYEHMU Ha MOBEPXHOCTW KOHTaKTa ABYX Ya-
CTen 3aroToBKW C YAaneHWeM NoBEePXHOCTHBLIX OKCUAHBIX MITEHOK.

MccnenoBaHbl MUKPOCTPYKTYPbI MOMYYEHHbIX BUMeTanInyeckux coeanHEHUN METOAOM CKOPOCTHOIO ropsi-
Yero BblAaBNMBaHWS ANs KOMMNO3ULMIA KOHCTPYKUMOHHBIX Y BbICOKONErMpOBaHHbIX CTanewn, U NoATBEPXKAEHO MX
BbICOKOE Ka4eCTBO. YCTaHOBIEHbI 3aBMCUMOCTM pacnpeieneHns MUMKPOTBEPAOCTM B HAMpaBleHMN OT MITOCKO-
CTW KOHTaKTa ABYX CTanen B 30HE COeAUHEHWs!, XxapakTepudyemMble MUHMMAIbHbIM 3Ha4YeHUeM MUKPOTBEPOO-
CTU Ha CTblKe MOMy4YeHHOro coeauHeHusl. Hannune 6onee nnactuyHol obnactu B MIOCKOCTU KOHTaKTa Cro-
COBCTBYET CHWDKEHMIO OCTATOYHbIX HaMpsKEHU BCreacTBUE MX penakcauuv B 3Tor 06nactu U NOBbILEHMIO
NPOYHOCTW COEANHEHUSI.

KnioueBble cnoBa: GumeTtannuyeckue copmoobpasyloime geTanu, wramrnoBas ocHacTka, MeTof CKo-
POCTHOIO ropsiYero BbiAaBNMBaHUSA.
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TECHNOLOGY FOR OBTAINING BIMETALLIC SHAPING PARTS
OF DIE TOOLING USING METHOD OF HIGH-SPEED HOT EXTRUSION

KACHANOV I. V., KUDIN M. V., LENKEVICH S. A.
Belarusian National Technical University

Processes of high-speed shaping changes and especially high-speed hot extrusion create efficient condi-
tions for treatment of weakly plastic and poorly deformable materials which are widely used in tool making fa-
cilities. Due to the fact that high-speed stamping provides accurate billets with increased mechanical proper-
ties, it can be used as a technological process for manufacturing shaping parts of die tooling parts operating
which are subjected to increased loads and wear.

The purpose of the paper is to carry out experimental investigations on the possibility to obtain a bimetallic
tool where structural steel is considered as a basis of the tool and a working cavity is made of high-alloyed tool
steel with its saving up to 90 %. A scheme of loading and geometry of conjugated surfaces of the composite
billet have been developed in the paper. Technology for obtaining bimetallic shaping parts of die tooling with
deformation at speed of v, = 40-50 m/s and composite billet temperature of T = 1150 °C has been experimen-
tally tested with formation of a compound due to plastic flow of two billet parts on contact surface with removal
of surface oxide films.

Microstructures of the bimetallic compounds obtained with the help of high-speed hot extrusion method for
compositions of structural and high-alloy steels have been investigated and their high quality has been proved
during the investigations. Dependences of micro-hardness distribution have been established outbound two-
steel contact plane in the zone of connection that are characterized by a minimum micro-hardness value in the
connection joint. Availability of more plastic zone in the contact plane contributes to reduction of residual
stresses due to their relaxation in this zone and higher joint strength.

Keywords: bimetallic shaping parts, die tooling facilities, high-speed hot extrusion method.
Fig. 7. Ref.: 11 titles.
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Beenenue. B Hacrosmiee BpeMs B PeciryoOmnike
benapych ocTpo CTOWT BOIPOC CO3MAHHS COBpE-
MEHHBIX, OCHAIICHHBIX MPOTPECCHUBHBIMU TEX-
mporeccaMu M 00OpYy/TOBaHHMEM, CIICIIHATH3HPO-
BaHHBIX MPEINPHUATHN MO MPOCKTUPOBAHUIO U U3-
TOTOBJICHHIO BBICOKOKAYECTBEHHOW TEXHOJIOTHYE-
CKOM OCHACTKM M WHCTpyMeHTa. Kak mokaspIiBaeT
MHUPOBOW MPOMBIIUIEHHBIM OIBIT, MallIMHOCTPOU-
TEIBHBIM MPEIPUATHIM HEOOXOAUMO MPUMEHSTh
WHCTPYMEHT, IITaMIIbl B Tpecc-pOopMBI Ka4eCTBOM
HA TOPSJIOK BBIIIE, YeM BBITycKaeMasl MPOIAYKIIHS.
OTO CBA3aHO C YCIOXHEHHEM BBITyCKaeMOH Ipo-
IYKIIMA W COKPAICHUEM €€ JKM3HCHHOTO IIMKIIa
B COOTBETCTBHH C TPEOOBAHUSMH PHIHKA.

brnaromapss psmy TpeuMyIIecTB IPOIECCHI
CKOPOCTHOTO (hOPMOM3MEHEHHUS, OCOOCHHO CKO-
poctHOro Topsiuero BeimaBnuBanms (CI'B), co-
3mar0T A (PEeKTUBHBIC YCIOBHS ISl 00pabOTKH
MaJIOTUTACTUYHBIX B TPYAHOJAE(OPMUPYEMBIX Ma-
TEPHUAJIOB, IIMPOKO HCTIOIB3YEMBIX B HHCTPYMEH-
TalbHOM Tpon3BojacTBe [1-5]. AHanu3 TexHOINO-
THYCCKUX TIPOIECCOB H3TOTOBJIEHUS (HOpMOOO-
pa3yroluX AETalei ITaMIOBOM OCHACTKHU IOKa-
3b1BaeT, 4to 40-75 % oT 00mIero BpeMeHH H3ro-
TOBIIEHHMS HAET Ha oOpa3oBaHue TmojocTH [6].
B cBsi3u ¢ TeM, 9TO BEICOKOCKOPOCTHAS IITaMIIOB-
Ka oOecrednBaeT MOJyYeHHE TOYHBIX 3arOTOBOK
C TIOBBIIIIEHHBIMH MEXaHWYECKIMH CBOWCTBaMH,
OHAa MOXeT OBITh HCIOJh30BaHA KaK TEXHOJOTHU-
YECKHUH MPOIEeCC H3rOTOBJIeHHS (opMOoOpasyro-
IIMX JeTajael mraMmoBoii ocHacTky [1-5].

Lenp HacTosiel paboTHl — McCIeJ0BaHUE BO3-
MOJKHOCTH TIONYYE€HHS OWMETaJUTMYECKOTO0 HWHCT-
PYMEHTa, OCHOBOH KOTOPOTO CITy»aT KOHCTPYKIIU-
OHHBIE CTaJH, a pabOUyI0 TIOJOCTH BBHIMOIHSIOT U3
BBICOKOJICTUPOBAHHBIX MHCTPYMEHTAJILHBIX CTaJICH
¢ 3koHOMHUeH rocneaaux 10 90 %.

TexHoJiorus moay4eHus aeranei. s mpo-
BEJICHUs] HCCIIEOBAaHUI OBUTM BBIOpAaHBI TIpEA-
CTaBUTEJNM LITAMIOBBIX CTajie, HCIHONb3yeMble
B XOJIOJTHOBBICAIOUHBIX Iexax X12M® u P6MS.
B kavecTBe Marepuana OCHOBBI Opaiiil JeTHpOBaH-
HYI0 KOHCTPYKIMOHHYIO cTaib 40X.

1 9KCTIEpUMEHTANIbHOTO MCCIIEAOBAaHHS MPO-
necca W OTPaOOTKH TEXHOJIOTHH HCIIOIb30BaJH
BBICOKOCKOPOCTHYIO YCTaHOBKY BEPTHUKaJbHOTO
TUNA, KOHCTPYKTHUBHAsi cXema KOTOpPOW MOKa3aHa
Ha puc. 1 [1-3]. YcranoBka cocTosia u3 omopsr 1,
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Ha KOTOpOH MOHTHpoOBanmu Kopmyc 2. s peru-
CTpallMd KHHEMAaTH4YECKUX I1apaMeTpoOB IIyaHCO-
Ha 3 B KOpITyCe BBITIOJITHEHBI CKBO3HBIE OKHA A 1 b.

DOHeproysen yCTaHOBKH COCTOSUI M3 CTBoia 4,
Kopmyca 5 M KaMepbl cropanus 6. DHEproHoCH-
TeNb 7 MoJaBajii B KaMepy CrOpaHusi B CTPOro J0-
3UPOBAaHHOM OOBEME W YIUIOTHSAIM C TOMOUIBIO
mepKa 8. [ momura SHEProHOCHUTENsT TPUMEHS-
M UIEMEHTHl 9, WHUIMUPOBAHHE KOTOPBIX OCY-
LIECTBIIUIM C IOMOIIBIO YAAPHO-CIIyCKOBOI'O Me-
XaHW3Ma, cocTosBIIero u3 kopmyca 10, urmer 11,
pyxuHbI 12, 6oiika 13 u yekn 14.
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Puc. 1. KoHCTpyKTHBHAs cXeMa BEpTHKAJIbHON yCTAHOBKH

B ucxonHoM BepxHEM IIOJOKEHUM ITyaHCOH
yIAep)KUBAJICS MEAHBIM KOJbLIOM 15, KoTOpoe mo-
CakeHO Ha OypT B €ro XBOCTOBOH 4acTu M 3a(UK-
CHpPOBaHO B ATOM IIOJIO)KEHUHU MpPOKIaAKoH 16 u
BUHTOM 17. HapykHBI AMaMeTp METHOTrO KOJbLA
BeimoniHsu Ha 0,1-0,2 MM Oostbliie, yeM BHYTpEH-
HUM quameTp cTBosia. Takoil mepemnaj JuaMeTpoB
KOJIbLIa M CTBOJIa oOecreuuBall (UKCAIMIO ITyaH-
COHa TIOCNIE cpadaThIBaHUS YIapHO-CITyCKOBOTO
MEeXaHM3Ma JI0 TOTO MOMEHTa, MOKa JaBJIeHUE Ta-
30B B KaM€pe CrOpaHus HE JOCTUTalo MaKCHMalb-
HOM BenmnuuHbl. [Ipyn nocTnkeHnn MakcMMaabHOTO
JABIEHUS MEJHOE KOJIBLIO CPEe3aJioch O BHYTPEH-
HIOIO KPOMKY CTBOJIA, YTO MPHUBOJAMIO K Pa30IoKu-
POBKE IMyaHCOHA, KOTOPBIM MOJ AEHCTBUEM JIaBie-
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HUSl Ta30B Pa3TOHSUICA B CTBOJE A0 TpeOyemoi
CKOPOCTH.

B kadecTBe OCHACTKM IUTsl HCCIICIOBAHMUSI TIPO-
1ecca UCIOJIb30BAIN IKCIEPUMEHTAIILHBIN IITAMII,
COCTOSIBIIMHA M3 CMEHHOM MaTpuubl 18 u mMarpuy-
HOM BcTaBkH 19, momenieHHbIX B Oammax 20, Ko-
TOPBIN yCTaHOBJIEH B 00oiime 21.

Jns noxydenns OMMETAIIMYECKOTO COETUHe-
HUS ¥ MOJIOCTH (POPMOOOPA3YIOLIETO IITaMIIOBOIO
WHCTPYMEHTa HEOOXOIMMO UCIOJIh30BATH CXEMY
C KOMOWHUPOBAaHHBIM BBIJIaBIMBaHUEM (0OpaTHOE
u OokoBoe). By pazbeMHOI MaTpHIIBI IS peau-
3aUd KOMOWHUPOBAHHOTO BBIAABIMBaHUS IMPUBE-
JIeH Ha pHc. 2.

Puc. 2. lllTamnoBast OCHacTKa M COCTaBHas 3arOTOBKA
IUTsi KOMOMHUPOBAHHOTO BBIIABIMBAHUSA: | — cOCTaBHAsS
3aroTOBKa; 2 — MacTep-IyaHCOH; 3 — NOJyMaTpuULa;

4 — KonplieBast MPOTOYKA; 5 — KaHaJ JJIsl OTBOJA Ta3a
M CMa3Kd; 6 — Habop MPOKITAOK JIISl PETYIIUPOBKH
JIMHUM pa3JieNia COCTaBHON 3arOTOBKH OTHOCHUTEIBHO
KOJIbIIEBOM MPOTOYKHU

3aroToBKy JAeNald COCTAaBHOM U3 JABYX YacCTEH.
HwxHIo0 4acTh U3roTaBIUBAIM U3 JETUPOBAHHOMN
KOHCTPYKLIMOHHON CTaJli C BBIIOJHEHUEM Ha HEM
KOHyCa C yIJIoM Ipu BepuminHe 120°, BEpXHIOHO —
M3 BBICOKOJICTUPOBAHHOW INITAMIIOBOM CTalld, a B
€€ HIDKHEW TOpLEeBOM 4YacTH BBIMOJHSIA KOHUYE-
CKYIO TIOJIOCTh C YIJIOM Ipu BepimHe 120° u co-
eIVHSITN TI0 TIepeXOAHOH mocajake (puc. 3).

OO0pasubl W3roTaBIMBAIIA PE3aHHEM Ha TOKap-
HOM CTaHKE U3 MPYTKOB OAHOU mocTaBku. KoH-
TaKTHbIE TIOBEPXHOCTH TIOABEPTalid TPAaBJICHUIO
2%-M CIAPTOBBIM PAcTBOPOM a30THOW KHCIIOTEHI,
HpOTI/IpKC 3TUJIOBBIM CHI/IpTOM N 3a4YUCTKEC MCTaAJI-
mudeckuMu  metkamu. llocme dero  oOpasisl
HarpeBaIH.
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HarpeB ocyuiecTBisiii B KaMeEpPHOU Tmeuu
CHOJI-2YM. [lns mpenoTBpaieHus] OKaJIMHOO00-
pa3oBaHus 00pa3ibl 3aCHINTATH TOPOIIKOOOPA3HBIM
JPeBECHBIM yTJIeM. B mporiecce HarpeBa temiepa-
Typy B pabodeM MPOCTPAHCTBE MEUYH KOHTPOIUPO-
BaJiil C MOMOIIBIO TIATHHO-POUEBON TEPMOIIAPhI
TIIPT 01.01-000-B3-H-K799-4-320, coeqauHEeHHOM
C MHKPOIIPOIIECCOPHBIM H3MEPUTEIEM-PETYJIISTO-
pom TPM-101. Temnepatypa cocTaBisiia B OCHOB-
HOM T, = 1200 °C. Bpems BbIOepKKH 00pa3LoB
B II€YM BRIOMpANIM W3 pacdeTa IOJIHOTO IIPOorpeBa
10 CEYEHHIO; OHO cOCTaBysuIo 1 MuH Ha 1 MM Jaua-
MeTpa 3aroTOBKH [7].
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Puc. 3. YepTex cocTaBHOM 3arOTOBKH:
1 — gacTh 3arOTOBKU M3 KOHCTPYKIIMOHHON CTaJIM;
2 — 4acTh 3arOTOBKM M3 IITAMIIOBOMH cTann

3HauynTeNbHAs TepPMHUUYECKas aKTUBAIMS Y CTa-
Jiel TPOWCXOAWT B TEMIIEPATYPHOM HHTEpBale
ropsiuei MITAMIIOBKH M C TOBBIIICHHEM TeMITEpa-
TypBl BO3pACTaeT, OJHAKO IMEPErpeB BeJeT K BO3-
HUKHOBEHHIO BHYTPCHHUX HANpPSDKEHUH W, Kak
CIIC/ICTBHE, K OOpa30BaHWIO TPEUIMH B IPOLECCEe
ObICTpOl TeruooTAauYM (OXJKACHUS) MPHU B3au-
MOJEHCTBUM C HHCTPYMEHTOM. TemmepaTypHble
WHTEPBAJIBl TOPSYEH IITAMITOBKHU JIJIsi BEIOPAHHBIX
craneii cocraBistior: 40X — 800-1250 °C; X12M® —
850-1170 °C; P6M5 — 850-1160 °C. YyursiBas
9TO, NeopMalrio COCTABHOM 3arOTOBKH OCYIIE-
ctesud npu Temmneparype To = 1150-1160 °C,
MpU KOTOPOH oOecreunBacTCs 3HAYUTENbHAS Tep-
MHUYECKash aKTHUBAIMs, CTOCOOCTBYIOIIAs B COYETa-
HUM C JBWKYIIUMHCS JTUCIOKAIUSIMH 00pa3oBa-
HUIO IPOYHOTO coeauuenws [7-9].

CKOpoCTh BBLIABJIMBAHUS TAKXKE OKa3bIBaeT
3HAYHTENILHOE BIMSHUE Ha (POpPMUpOBaHUE COENU-
HeHus. [Ipu Masiol CKOpOCTH HATrpyKEHHUS YBEJIH-
YMBAETCSI BPEMsI 3aKPBITHS 3a30pa MEXTy HWKHEH
M BepXHE 4acTAMH 3aTOTOBKH, B TCUCHHE KOTOPOT'O
METaJIT OXJIAXKIACTCS U YIAICHUE OKCH/IHBIX TICHOK
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3atpynssercs.. [Ipy ckopoCTHOM HarpyX€HUH Ipo-
LIECC MOXKHO CUMTATh aainadaTHYecKuM, T. €. TeIUIo-
00MEH MEX1y MHCTPYMEHTOM M 3arOTOBKOW ITpak-
THUYECKU OTCYTCTIBYET, a 3a cdeT Jedopmarmu
MIPOMCXOANUT TpHUpAILEHUE TEMIIEPATYphl, YTO CIIO-
COOCTBYeT yIaJICHHIO OKCUITHBIX TWICHOK [3]. Taroke
C YBEJIMUYCHUEM CKOPOCTH BBIIABIUBAHHS IOBBIIIA-
eTcsi W CKOpOCTh IUIacTHYecKod aedopmanuu Ha
KOHTAKTHBIX MOBEPXHOCTSX, YTO TPHUBOJIHUT K POCTY
TUTIOTHOCTH M YaCTOTHI BHIXOZA TUCIOKAIMH B 30HY
KOHTaKTa COEIMHSIEMBIX METAJUVIOB M YBEJIHMYECHHUIO
KOHIIEHTPAlIMd aKTHBHBIX IIEHTPOB B3aMMOJIEH-
ctBus. Ilpu 3TOM yBenmMUMBaeTCs BKIJIAJ MEXaHHYe-
CKOHM aKTHMBAlMH B MPOIIECC 00pPa30BaHKs MPOYHOTO
CBapHOTO COCJUHEHMs. YCWIME BbIJaBIUBaHUA
OIIpE/eNISACTCSl BEJIMYMHOM U CKOPOCThIO aedopma-
1y [8, 9]. BelnaBnuBaHue Ha BEPTUKANBHOW ycTa-
HOBKE OCYIIECTBILUIM B JMama3oHEe CKOpPOCTeH
40-50 m/c ¢ sHeprueii yaapa 3,5-4,0 kJIx.

Cxema HarpyxeHus ais KOMOWHHPOBaHHOTO
BBbIIaBITUBaHUs NpuBeJeHa Ha puc. 4. PazpemHyI0
KOHMYECKYI0 mMarpully | momemanu B oboiimy 2,
KOTOpasi Kpenuiach Ha HIDKHEH IUINTE BEPTHUKAIIb-
Ho# yctaHoBKH (puc. 1) [10, 11].

[Ipu 5TOM 3aroToBKa coCTOsIa U3 IBYX YacTEH:
BepxHeit 6 (ctans X12M® unu POMS) u HiokuHelt 7
(ctamp 40X) (puc. 4). 3arotoBKy NOMEIIAIA B
Pa3beMHYI0 MaTpHIly LITamIa JUIsl 3aKPBITOTO BbI-
JaBiuBaHusA. Paboyas MOBEPXHOCTh 3 MaTpHIIBI
uMmena mepoxoBatocth Ra = 0,63-0,32 u Obuia
BBINIOJIHEHA B BHUJIE LMIMHAPA U KOJBLEBOH IpO-
TOYKH 4, pacroJIOKEHHOM Ha BBICOTE pa3zesa ABYyX
yacTel 3aroToBOK 6 u 7.

NN

Hns nedbopmanyu 3aroToBKM MacTep-TyaH-
COH 5 pasroHsUTM yIapHBIM OOMKOM JI0 CKOPOCTH
40-50 m/c. B pe3ynbraTe OH MoJydal 3amac dHep-
ruH, 00eCcIIeYNBaONINN CKOPOCTHYIO e OpPMAIUIO
3arOTOBKH, KOTOpas COMPOBOXK/ANIaCh BbIIABIIHBA-
HUeM (GopMOOOpasyIoleld TMOJIOCTH 3arOTOBKU
U COBMECTHBIM IIACTUYECKUM TE€UEHHEM O00HEMOB
MeTajula Ha MOBEPXHOCTSX KOHTAKTa JABYX YacTeH
3aroTOBOK 6 M 7 B KOJBLEBYIO MPOTOUKY, IPUYEM
1ocje YAapHOTO Harpy>KeHHs IJIOLIa b HOBEPXHO-
CTH KOHTaKTa JBYX COBMECTHO MpOJie)OpPMHPO-
BaHHBIX YacTell KaKk MHHUMYM B JIBa pa3a MpeBbI-
ajna MCXOIHYIO IJIONIalb MOMEPEYHOr0 CEYeHUs
3arotoBku [10, 11].

Bun OuMerammuyeckux oOpasIoB, IOIYYCH-
HBIX CKOPOCTHBIM TOPSYMM BBIIaBIMBAHHEM IO
JAaHHOU cxeme, MmokasaH Ha puc. 5. [Ipencrasnen-
HblE Ha HEM Mpoae(OpMUPOBAHHBIE COCTABHEIC
3aroTOBKHM MMENIM YETKYIO JIMHHIO pas3felia ABYX
METaJIJIOB, TOJIYYCHHYIO 32 CYET COBMECTHOTO
3aTeKaHWs B KOIBIEBYIO MPOTOUYKy. B obmactu
COEIMHEHHS IBYX METAJUIOB OT IEHTpa K Tepu-
(epun HaOIIODAICS PAaBHOMEPHEIN OB 10 00Ma-
cred, 0003HAUYEHHBIX OYyKBO#l A, Tae 0Opa3oBHI-
BaJIOCh CKOILIEHUE BBITECHEHHBIX OKHCIIOB C KOH-
TAKTHOM IIOBEPXHOCTH 4YACTEH COCTAaBHOM 3aro-
TOBKH.

doTorpaguu MUKPOCTPYKTYPHI OHMMeTasinye-
CKHX 00pa3lioB B 30HE IIBa MPHUBEJCHBI Ha pHC. 6.
Kak BunHO u3 ¢pororpadwuii, kauecTBO MOTYIEHHO-
ro IIBa B IEHTPE M Ha Kparo 00pa3loB MpaKTHIe-
CKM HEW3MEHHO, YTO SBIAETCS J0Ka3aTeIhCTBOM
Mpou3oIIeIIero GU3NIecKoro KOHTaKTa Mo Bcei
COEIMHSAEMOM TUTOIIIA]TH.
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Puc. 4. Cxema Harpy>xeHus i KOM6I/IHI/IpoBaHHOFO BbIJaBJIMBAHUA: @ — 10 HArpy>KCHUA; 0 — moce HarpyeHust
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Puc. 5. Bun dumeramndeckux o0pasioB, MOITy4eHHBIX
CKOPOCTHBIM I'OPSIYMM BbIIABIHBAHHEM:
a— cranb 40X + X12M® npu T, = 1150 °C;
1 — pabouas gacTs obpa3ua (ctans X12MD);

2 — ocHoBa obpasna (cranb 40X); 6 — cranp 40X + P6MS5S
npu To = 1150 °C; 3 — pabouas gyacts obpasua (crais POMS);
4 — ocHoBa o6pasia (cranp 40X);

A — obracTy CKOTMJIEHHs BHITECHEHHBIX OKUCIIOB

Pe3ynpTaThl U3MepeHUs MUKPOTBEPIOCTH ABYX
00pa3ioB npuBecHbl Ha puc. 7. 3MepeHus: MUK-
POTBEPIOCTH MOKA3aJld €€ yMEHBIIEHUE IIPU IIPU-
OMMDKEHNH K TPaHUIE KOHTAKTA KaK CO CTOPOHBI
craneit X12M® u P6MS5, tak u cranm 40X. Hanu-
qpe Oonee «MATKOW», YeM CBapHBacMble MaTepua-
JIbl, 30HbI B OKPECTHOCTH KOHTaKTa CIIOCOOCTBYET
CHIDKEHHMIO OCTaTOYHBIX HANpPsDKEHUH BCIIEACTBHE
UX PeJaKcaluy B 3TOH 30HE M MOBBIILICHUIO POY-
HOCTH COECIUHEHHUS.

Puc. 6. MUKpPOCTPYKTYpa 11Ba GuMeTanueckux oopasios (x1000):
a, 6 — crais 40X + X12M®; B, T — ctane 40X + P6MS5; a, B — nieHTp 1mBa; 0, T — Kpaif mBa
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Puc. 7. Pacnpenenenne MUKpOTBEPOCTH B 30HE KOHTAaKTa 00pasiia C KOMIIO3ULIKEH cTasei:
a—40X + X12M®; 6 — 40X + P6MS5
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Mawiunocmpoenue

BBIB O bl

1. Pa3paboTaHbl cxeMa Harpy»XeHUs U FeOMET-
pHs COMpsIraeMbIX TTOBEPXHOCTEH COCTABHOM 3aro-
TOBKH, OTpabOTaHa dKCTIIEPUMEHTATbHAS TEXHOJO-
THsl TIOJYYeHUsS] OMMeTamndeckux (hopmoodpasy-
FOLMX JIeTajel ITaMIIOBOM OCHACTKH.

2. VcraHOBIEHA BO3MOXHOCTh MOJYYCHUS Ka-
YECTBEHHOTO OMMETAITMYECKOTO COSMHCHUS TPH
nehOpMUPOBAHUM CO CKOPOCThIO V, = 40-50 m/c
U TeMIIepaType cocTaBHOU 3aroToBku 1'= 1150 °C,
KoTOpoe (hOpPMHUPYETCS MPU COBMECTHOM ILIACTH-
YECKOM TCUYCHHH Ha MOBEPXHOCTH KOHTAKTa JIBYX
YyacTe 3aroTOBKU C yIaJCHHEM IOBEPXHOCTHBIX
OKCHIHBIX IIJICHOK.

3. HccnenoBaHbl MHKPOCTPYKTYPHI ITOTYUEH-
HBIX COEIMHEHHH METOOM CKOPOCTHOTO TOPSIYETO
BBIJABIMBAHUA [UIS Kommo3umui craimern 40X +
+ X12M® u 40X + P6MS5.

4. YCTaHOBJIEHBI 3aBHCUMOCTH PacpeieeHus
MUKPOTBEPAOCTH B HAIIPABICHUHU OT IIOCKOCTH
KOHTAaKTa ABYX CTaﬂeﬁ B 30HC COCIMHCHUS, XapaK-
TepI/ISyeMBIe MHUHHUMAJIbBHBIM 3HAUYCHUCM MI/IKpO-
TBEPIOCTH Ha CTHIKE TOJIYUYEHHOTO COCIUHCHHMS.
Hanwuwne 6osee mIacTHYHOM 001aCTH B INIOCKOCTH
KOHTaKTa CIOCOOCTBYET CHIKEHHIO OCTATOYHBIX
HalpsOKeHUH BCJIEACTBUE MX pellakcalldd B 3TOU
00JTaCTH Y TIOBBIIICHUIO MPOYHOCTH COCTUHECHUSI.
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