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Pedepar. [Ipouecchr ckopocTHOrO (HOPMOM3MEHEHUs, 0OCOOCHHO CKOPOCTHOTO TOPSIYETO BBIAABIMBAHUS, CO3AIOT 3()(HEKTHB-
HBIE YCIOBHS A1 00pabOTKH MAaNOIUIACTHYHBIX U TPYXHOAS()OPMUPYEMBIX MaTEpHAIOB, IIHPOKO HCIOJIB3YEMBIX B HHCTPY-
MEHTaJIbHOM IIPOU3BOACTBE. B CBSA3M C TeM YTO BBICOKOCKOPOCTHAS IITAMIIOBKA 00ECTIEUNBAET MOTyIEHHE TOUHBIX 3aTOTOBOK
C TIOBBIIIEHHBIMU MEXaHUUECKUMH CBOMCTBaMM, OHA MOXKET OBITh HCIONIB30BaHA KaK TEXHOJIIOTHUECKUH MPOIIECC H3TOTOBIECHHS
CTEPKHEBBIX JeTalel IITaMIIOBOH OCHACTKH, pabOTAIOIIMX B YCIOBHSIX IMOBBIIEHHBIX HArpy30K M M3HOca. Llenmbio naHHOM
paboThI SIBIAINCH 3KCIEPUMEHTATbHBIE HCCIEIOBAHMS BO3MOXHOCTH TNOTYy4YEeHHs OMMETAJUNIMUECKOTO CTEP)KHEBOTO MHCTPY-
MEHTa, OCHOBOH KOTOPOTO CITy’KaT KOHCTPYKIIMOHHBIE CTANH, a pabodyI0 YacTh BHIOJHSAIOT U3 BHICOKOJIETHPOBAHHEIX HHCTPY-
MEHTAJBHBIX CTajlel ¢ skoHoMuel mociaenHux 10 90 %. Pa3spaboTaHbl cxeMa Harpy>KeHUs. X TEOMETPHS CONPATAeMBIX MOBEPX-
HocTell cocraBHOH 3arotoBkH. OTpadoTaHa KCIEPUMEHTAIbHAS TEXHOJIOTHS TOMYUeHUS] OMMETaNIMIECKUX CTEp)KHEBBIX Je-
Tajeld ITaMIIOBOH OCHACTKH INpU Je(opMUpOBaHUM CO CKOpocThio v; = 70-80 M/c M Temmeparype COCTaBHOH 3aroTOBKH
T= (1150 £ 20) °C, ¢ popmHupOBaHHEM COSTUHEHUS IPH COBMECTHOM IUIACTHYECKOM TEUCHHH Ha MOBEPXHOCTH KOHTAKTA JABYX
yacTell 3arOTOBKH C yJaJ€HHEM MOBEPXHOCTHBIX OKCHIHBIX IIIEHOK. MccienoBaHbl MHKPOCTPYKTYPHI TTOTyUEHHBIX CKOPOCT-
HBIM TOPSYMM BBIAABIHBAHNEM OMMETAIUIMUECKUX COEIMHEHUH Ul KOMIIO3ULUHA Ha OCHOBE KOHCTPYKI[HOHHOM M BBICOKOIIE-
THPOBaHHBIX CTallel, MOATBEPKAEHO MX BBICOKOE KAueCTBO. YCTAHOBJIEHBI 3aBUCHMOCTH PACTpPEIENeHUs] MUKPOTBEPAOCTH
B HAINPaBJICHUH OT IIOCKOCTH KOHTAKTa JBYX CTaJleH B 30HE COSIUHEHUS, XapaKTepH3yeMble MUHUMAIILHBIM 3HAYEHHEM MHK-
POTBEPAOCTH Ha CTHIKE MOyIeHHOTO coeanHeHns. Hanmane 6osee miacTHIHOM 001aCTH B IIIOCKOCTH KOHTAKTa CIOCOOCTBYET
CHIDKEHUIO OCTATOYHBIX HAaNPSDKEHUH BCIIEACTBUE MX PEJIAKCAIMK B 9TOH 00IACTH ¥ HOBBIIIEHHIO IPOYHOCTH COSANHEHHSI.

KioueBble cjioBa: OUMETaLIMYECKHE CTCPIKHEBBIC JI€TAIM, LHITaMIIOBasgs OCHACTKa, METOJ CKOPOCTHOI'O TOpAYEro BbIAaB-
JIMBAaHU
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Resource-Saving Technology for High-Speed Hot Extrusion
of Bimetallic Rod Parts

I. V. Kachanov", V. N. Shary”, V. V. Vlasov"
YBelarusian National Technical University (Minsk, Republic of Belarus)
Abstract. Processes of high-speed shaping changes and especially high-speed hot extrusion create efficient conditions for

treatment of weakly plastic and poorly deformable materials which are widely used in tool making facilities. Due to the fact
that high-speed stamping provides accurate billets with increased mechanical properties, it can be used as a technological
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process for manufacturing rod parts of die tooling operating under conditions of increased loads and wear. The purpose of the
given paper is to carry out experimental investigations on the possibility to obtain a bimetallic rod 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. Techno-
logy for obtaining bimetallic rod parts of die tooling with deformation at speed of v, = 70-80 m/s and composite billet tem-
perature of 7 = (1150+20) °C has been experimentally 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 rod parts, die tooling facilities, high-speed hot extrusion method

For citation: Kachanov 1. V., Shary V. N., Vlasov V. V. (2016) Resource-Saving Technology for High-Speed Hot Extrusion
of Bimetallic Rod Parts. Science & Technique. 15 (1), 3-8 (in Russian)

BBenenne

B mactosimee Bpems B PecnyOmmke bemapych
OCTPO CTOHUT BOINpPOC CO3/aHUSA COBPEMEHHBIX,
OCHAIIIEHHBIX TPOTPECCUBHBIMH TEXIPOIIECCaMU
u 000pyIOBaHUEM, CHEUUAIN3UPOBAHHBIX Ipel-
NPUATAN 10 MPOEKTUPOBAHUIO M HM3TOTOBICHHUIO
BBICOKOKAQYECTBEHHOM TEXHOJOTMYECKON OCHACTKU
U uHCTpyMeHTa. Kak Mokas3piBaeT MUPOBOU Mpo-
MBIIIIEHHBIN OIBIT, MAITMHOCTPOUTEIHHBIM TIPEI-
MPHUATUASAM HEOOXOJMMO TNPUMEHSTH WHCTPYMEHT,
IITaMITbl U Tpecc-(popMbl Ka4eCTBOM Ha TOPSIOK
BBIILIEC, YEM BBINTyCKacMas MpOAYyKLIHUA. DTO CBs3a-
HO C YCIO)XHEHHEM IMPOU3BOAMMOIN MPOAYKIIUU
U COKpAIllEHUEM €€ KU3HEHHOTO LIUKJIa B COOTBET-
CTBUM C TPeOOBAHUSIMU PHIHKA.

bnaronapst psny mnpeumymiectB (aauabaTHbIC
YCIIOBUSI TIPOTEKaHMs TpoIlecca, CHIKEHHE KOH-
TaKTHOTO TPEHHSA, ONAronmpusATHOE ACWCTBUE CHII
WHEPILIMH, CIOCOOCTBYIOIIUE JIyYIIEMY 3aIlOJIHe-
HUIO MaTPUYHOM IMOJIOCTH, | T. JI.) IPOIECCHI CKO-
pocTHOrO (POPMOU3MEHEHHS, OCOOEHHO CKOpPOCT-
Horo ropsiuero BeimaBnuBanus (CI'B), coszmaroT
3¢ (eKTUBHBIE yCIOBHS I 00pabOTKH Majoruia-
CTHUYHBIX M TPYIHOJEPOPMHUPYEMBIX MATEPUAIOB,
IIMPOKO HCIOJB3YEMBIX B HHCTPYMEHTAJIHHOM
npousBozacTBe [1-4]. B cBa3u ¢ TeM YTO BBICOKO-
CKOpPOCTHAsI IITaMIOBKAa OOECTeYMBAET MOIyYEHHE
TOYHBIX 3arOTOBOK C TTOBBIIIIEHHBIMA MEXaHUYECKH-
MU CBOHCTBAMH, OHa MOXET OBITH HCIOJIE30BaHA
KaKk TEXHOJOTWYECKHH TpOoIecC HM3TOTOBICHUS
CTEPKHEBBIX JeTael MTaMIOBOI ocHAacTKH [ 1-4].

Lens paboTel — HMccnemoBaHUE BO3MOXKHOCTH
nonyuenuss nyrem CI'B Oumeraminueckoro HH-
CTPYMEHTa, OCHOBOW KOTOPOTO CIyXaT KOHCTPYK-

[IMOHHBIE CTaIH, a pabovyl0 YacTh BBIMOIHSIOT U3
BBICOKOJIETHUPOBAHHBIX IITAMIIOBBIX CTajJeil C KO-
HoMuel nociieqaux 10 90 %.

TexHosorus nmoyrydeHus aeranei

Jnst mpoBelleHus HCCeA0BaHUN ObLIM BBIOpa-
Hbl TpeACTaBUTENW ITaMOoBbIx craied SXHM
u 45X3B3MOC (/IN23), mupoKo HCIOIB3yEeMBIX
JUISL U3TOTOBJIEHHUS CTEPXKHEBBIX JETallell Ky3HEd-
HBIX INTaMIIOB B HHCTPYMEHTAJIbHOM IIPOU3BOJ-
cTBe. B KauecTBe MaTepuasa OCHOBBI B3sTa JIETH-
pOBaHHAsA KOHCTPYKIIMOHHAs cTaib 40X.

JI11 BKCIIEpUMEHTAIBHOTO UCCIEOBaHUS MpPO-
mecca W OTPabOTKM TEXHOJOTHH HCIHOJIB30BAIN
BBICOKOCKOPOCTHYIO YCTaHOBKY T'OPW30HTAJIBHOTO
TUMA, KOHCTPYKTHBHAs CXeMa KOTOpOM IOKa3zaHa
Ha puc. 1 [1-3, 5]. YcranoBka cocTout u3 pamsl 1,
C ONHOM CTOPOHBI KOTOPOM MKECTKO 3aKperieH
CTBOJ 2 C BHEProysioMm 3, a ¢ Apyroil — cOOpHbIi
mradot 4. Ha maboTe B peryaupyeMbiX HalpaBIsio-
WX 5 ¥ yrnopax 6 CMOHTHUPOBaH BBIIBIKHOM Iepe-
XOJHUK 7 Juisl KperyieHus mrammna. V3MeHeHue mo-
JIOKEHHS TIEPEXOJHHUKA TI0 BBICOTE OCYILECTBIAETCS
BUHTOM 8. I/ CHI)KEHMS YPOBHA IIyMa YCTaHOBKA
OCHaIlleHa ChEMHBIM TIymuTesaeM 9, g obecrieye-
HUsST 0e30MacHBIX YCIOBHU Tpyda — JoBurenem 10.
[Iyancon 11 3a cuer cropaHusi 3HEPrOHOCUTENS
B DHEProy3jie HMEET BO3MOXHOCTb Pa30rHATHCS
B CTBOJIE JI0 cKopocTH vy = 150-200 m/c. Pasron
ITyaHCOHOB ¢ Maccoit M, = 8—12 Kr 10 yKa3aHHBIX
CKOpocTeil obecneunBa NPUIAHHUE MM SHEPIrUH
Ey = 100200 x/Ix, BIOJIHE AOCTATOYHON IS CKO-
POCTHOTO  BBIIABJIMBAHUS IPAKTUYECKH JHO00H
CTEpKHEBOM JIETANIN ITaMIIOBOI OCHACTKH.
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Puc. 1. KOHCTpYKTHBHAs cXeMa FOPU30HTAIBHON yCTaHOBKH

Fig. 1. Structural diagram of horizontal installation

Jns mpoBeneHuss MccleOOBaHUM W OTpabOT-
KA TEXHOJIOTUH BbIOpany [eTajb LITaMIa ITyaH-
cOH (puc. 2) U3 HOMEHKJIATypbl HHCTPYMEHTaJIBHO-
ro npousBojactBa OAO «MA3». [letanp myaHcOH
UCIIOJIB3YETCs B INTaMIle Ul BBICAOKU Ha IOpU-
30HTaNbHO-KOBOUHOM MamuHe [’ KM-100, mokoBok
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Puc. 2. Ueptex neranu myancos Ne 9783-433.09
13 HOMEHKJIATypbl HHCTPYMEHTAIbHOIO IIPOU3BOACTBA
OAO «MA3»

Fig. 2. Drawing of punch item No 9783-433.09
from range of tool-making facilities of JSC “MAZ”

Juis monmy4yeHus: JeTany MmyaHCOH U3 pa3HOPO-
HeIx MeTamuios (JH23 + 40X, SXHM + 40X) pas-
paboTalii SKCIIEPUMEHTAIBHYIO OCHACTKY (pHc. 3),
B COCTaB KOTOPOH BXOAMJIM: KOMIUIEKT U3 ABYX
MOJIyMaTpHI TUIOB 1 mMnM 2, OCHOBHOM yAapHUK
U IPOMEXYTOUHBIH OO€K, KOTOpbIE II03BOJISIIM
OCYIIIECTBIATh IIAaCTUYECKOoe (OpMOOOpa3zoBaHue
13 OMMETaJUIMYEeCKOW 3arOTOBKM JIETalM IyaHCOH
MOJHOCTBIO B MOJlyMaTpuiax 2 Ju00 4acTHYHO B
nojgymarpunax 1 ¢ JIOMONHUTENbHBIM HCIIOIbh30Ba-
HUEM HaKOBAJIbLHH.

3aroToBKy Ui MOJIy4eHHs OMMeETaTMuecKon
JIeTaly IyaHCOH JeJalld COCTaBHOM M3 JBYX da-
creit (puc. 4). OCHOBHYIO YacTh M3TOTaBINUBAIHN U3
JETUPOBAaHHOW KOHCTPYKLMOHHOM cTtamu 40X
C TJIYXUM IMJIMHIPUYECKAM OTBEPCTHEM, TOHHAS
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4acTh KOTOPOTO BHIMOJHAJIACH KOHMYECKOW € yT-
oM mipu BepmuHe 120°. Pabouyro 4acTh BHIMOI-
HSJIM M3 BBICOKOJIETHPOBAHHBIX IITAMIIOBBIX CTa-
neit (JAU23 u SXHM). Coenunenune gacreit 1, 2
3arO0TOBKH OCYILECTBIISUIN 110 MEPEXOAHOM mocaaKe
Ha TUpOTpecce.
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Puc. 3. BHemnuii Buj 9KcriepuMeHTaIbHOM OCHACTKU
JUTSL HI3TOTOBJICHUSI ONMETaNIMIECKON JIeTall ITyaHCOH:
1, 2 — popmoobpazyromast moyMaTpHIia ¢ YaCTHIHBIM
U MOJHBIM (hOpMOOOPa30BaHUEM ACTAIU B MATPHUILIC
COOTBETCTBEHHO; 3 — OCHOBHOH yJapHUK;
4 — mpoMeXyTOUHBIH 00eK; 5 — HakoBaJIbHS ¢ pabodeit
MTOJIOCTHIO; 6 — OMMeTaUTnYecKast 3ar0TOBKa

Fig. 3. External view of experimental tooling facilities
for manufacturing of bimetallic punch item:
1, 2 — shape-forming semi-matrix with partial
and complete item shape-formation in matrix; 3 — main striker;
4 — intermediate firing pin; 5 — anvil with working cavity;
6 — bimetallic billet
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Puc. 4. Ueptex OeccTyneH4aTol COCTaBHOM 3ar0TOBKH
st CI'B crepxueBbIx OuMeramindeckux aeraiei [O:
1, 2 — matepuan ocHoBHOM (cTans 40X) u paboueit
(cramm 123, SXHM) yacreii 3aroTOBKH;

D, ., d,.,— nuamMeTp OCHOBHOH M pabo4eii yacTel;
lo4> lpy— IUTMHA OCHOBHOM M paboueli 4acTell 3aroTOBKH

Fig. 4. Drawing of infinitely-variable composite billet
for high-speed hot extrusion of rod bimetallic items for die
tooling facilities: 1, 2 — material of main (Steel 40X) and
working (Steel JI123, SXHM) parts of billet;

D, ., d,., — diameter of main and working parts;
lou> Iyu— length of main and working parts of billet

CkopoctHoe nehOpPMHUPOBAHUE COCTABHBIX 3a-
TOTOBOK OCYILIECTBISUIA C HAIPEBOM B KaMEpHOM
rean CHOJI-2YM. [lns npenoTBpaIieHus: oKaiu-
HOOOpa3oBaHUsl 00Pa3Ilbl 3aChINAU TOPOIIKO00-

5
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pasHBIM JIpEBECHBIM yTiieM. B mporecce Harpepa
TEeMIIepaTypy B paboueM MpOCTPaHCTBE MEYH KOH-
TPOJIMPOBAIM C TOMOUIBIO TUIATUHO-POAUEBOMN
tepmonapel  TTIPT 01.01-000-B3-H-K799-4-320,
COEIMHEHHON C MHKPOIPOIIECCOPHBIM H3MEpHTe-
nem-perynsatopom TPM-101. Bpems BbIIEp:KKH
00pa3LoB B MeYH MIPUHUMAIIOCH U3 pacyueTa MOJIHO-
ro MporpeBa MO CEYCHUI0 W COCTaBIsUI0 1 MUH Ha
1 MM cedeHus 3aroTOBKH [6].

TemmneparypHble UHTEpBaIbl TOPAYEH IITAMIIOB-
KM U1 BBIOPaHHBIX cTayeil cocTaBisioT: 40X —
8001250 °C; 5SXHM — 750-1240 °C; 45X3B3MDC
(AN23) — 850-1160 °C. YunrsiBas Takoit pazdbpoc
TeMIeparyp HarpeBa, aedOpMAII0 COCTaBHOU
3arOTOBKH OCYIIECTBISUTU Mpu Temmepatype Ty =
= (1150 = 20) °C, mpu xoTopoi obecrieunBaeTcs
3HaYUTeNbHAs TEePMHUYECKas aKTHBAIHWsA, CIIOCOO-
CTBYIOIIAsi B COYETAaHWU C JBWKYIIMMHUCS JHUCIIO-
KalusiMA  0Opa30BaHHUIO TIPOYHOTO COEAMHEHUS
Pa3HOPOIHBIX MaTEpPHAIOB OCHOBHOW W pabodueit
yacTel 3aroToBkuU [6—8].

Cxema HarpyXeHHUs JUIsS BBIJABIMBaHUS OMMeE-
TAJTMYECKOT 0 MyaHCOHA TIPUBEJIeHa Ha pHC. 5.

a

Puc. 5. Cxema Harpy>KeHus A1 BbIIABIUBaHUA
OMMETAJUTNYECKON CTEPIKHEBOM JETANN: a — JI0 HATPYKCHUS,
b — mocrie HarpyXeHus

Fig. 5. Scheme of loading for extrusion
of bimetallic core item: a — before loading;
b — after loading

PazpemHyI0 KOHHMYECKYIO MaTpully | momenra-
i B 00oiMy 2, KOTopas Kpemwjiach Ha HIK-
Hell TumTe 7 TOpU3oHTaNbHOUM yctaHoBku [9, 10].
[Ipu 5TOM 3aroToBKa COCTOSIIA M3 JBYX 4YacTel: oc-
HOBHOU 5 (ctanp 40X) u paboueii 6 (cramp [[M123
um S5XHM). 3aroroBky nomMeriany B pa3beMHYIO
MaTpuly | mTaMmma Ui 3aKphITOTO BBIIABIHBA-
HUSI, pabovasi MOBEPXHOCTh 3 KOTOPOW MMena Iie-
poxoBarocth Ra = 0,63—0,32. IIpomecc ckopocT-
HOT'O BBIIaBIIMBAHISI OCYIIECTBIIICS ¢ K0d(duiu-

6

€HTaMH BBITSDKKH: A; = 2,06 — misd ydacTka A;
A = 3,2 — s ygacTka b mokoBkw.

s aedopMariii cOCTaBHOM 3arOTOBKH 3 Ma-
CTep-ITyaHCOH 4 pasTOHSIA OCHOBHBIM Oo¥KoM 8.
B pesynbrarte oH moiyvan 3amac SHEpruu, ooecre-
YHUBAIOLINH CKOPOCTHYIO AedOopMaluio 3aroTOBKH,
KOTOpasi COMPOBOXKAANACh COBMECTHBIM IIIaCTHYE-
CKMM TEYEHHEM JBYX HYacTeil 3aroToBOK 5 u 6 B
0CeBOM HampasjieHuH. [IpudeM mocie yaapHOTo
Harpy)KeHusl JJIMHA [TOBEPXHOCTH COMPSDKEHMS 3a-
TOTOBKH JBYX COBMECTHO Tpoae(opMHpOBaHHBIX
yacTeil B kak MUHUMYM B JIBa pa3a IpeBbILIaNa
UCXOIHYI0 O0KOBYIO AnuHY [” conmpshkeHns: OCHOB-
HOW u pabouell uacteil 3arotoBku (puc. Sa, b).
VYkazanHoe y/IHMHEHWE (BBITSHKKA) OOKOBBIX IIO-
BEPXHOCTEH JBYX COMPSTAEMBIX Pa3HOPOIHBIX
HarpeThlX METAJUIOB, NMPOTEKAIIIee B YCIOBHSX
BCECTOPOHHET0 HEPaBHOMEPHOTO C)KaTHsl M CO-
MPOBOXAaeMOE CHHXPOHHBIM  (PopMUpOBaHUEM
IOBEHHJIBHBIX CONPATAeMBIX ITOBEPXHOCTEH, Kak
pa3 U sABJIsETCS OCHOBHOM MpHYMHOW (popmupoBa-
HUA CBApHOTO COCAMHCHUA I3THUX MATCpHAJIOB B
oceBOoM Hampasnenuu [9, 10].

dororpadgun OGMMeETaATHIeCKUX 00pa3IoB, MO-
JyYEHHBIX CKOPOCTHBIM TOPSIYMM BBIIaBIMBAHHEM
M0 AaHHOW CXeMe Harpy>KeHUs, TIOKa3aHbl Ha puc. 0.
[lpu paccMOTpeHHMH TpENCTaBICHHBIX HUTU(OB,
BBITIOJTHEHHBIX B IPOJOJIBHON IJIOCKOCTH MPOe-
(hopMHpOBaHHBIX 00PA3IOB, XOPOIIO BUIHBI YET-
KHEC JIMHUH CBAPHOIr0 COCAMHCHUA JIBYX METAJIIOB,
JOCTUTHYTOTO 33 CYET COBMECTHOTO CKOPOCTHOTO
OCEBOTO TEYCHHUS ABYX METAJUIOB B IIPOIECCE WX
CKOPOCTHOTO BBIJJaBIIMBAHMSI.

a b

5XH

Puc. 6. DoTo MOKOBKH OMMETAIITMYECKOTO MyaHcoHa (a)

u npojonsHoro mmda (b): vy = 70-80 m/c; M, = 12,1 xr;

Ty = (1150 £ 20) °C; xomno3unus cranei 40X + SXHM,
40X + 123

Fig. 6. Photo of bimetallic punch forging (a) and longitudinal
section (b): v, = 70-80 m/s; M, = 12.1 kg;
To = (1150 £ 20) °C; composition of steels 40X + 5XHM,
40X + JTN23
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MHUKpOCTPYKTYpy B 30HE IIIBa HCCIICAOBATH HA
aTTECTOBAHHOM CKaHUPYIOILEM 3JIEKTPOHHOM MUK-
pockome BBICOKOTO paspemenus Mira (Tescan,
UYexns) ¢ MUKPOPEHTI€HOCTIEKTPAILHBIM aHAJIH3a-
topoMm INCA Energy 350 (Oxford Instruments
Analytical, BemukoOpuranus). IlorpemaocTs Me-
TOZAa B JAHHOM CJIydYae COCTaBisuia 3—5 OTHOCH-
TCJBbHBIX MMPOLCHTOB.

dortorpadgur MEUKpOCTPYKTYpPbl OMMeETaITHde-
CKHX O0paslloB B 30HE IBa 0€3 MHUKPOTPEIINH U
paccnoenus npuBefeHbl Ha puc. 7. Kak BugHO U3
(hoTorpacduii, KauecTBO MOIYIEHHOTO IIBa B IICH-
Tpe W Ha Kparo 00pa3IoB MPAaKTHYECKU HEM3MEHHO,
YTO SIBIISIETCS JOKA3aTeIBCTBOM C(OPMHUPOBAHHO-
ro XOpomero (U3NYecKoro KOHTAKTa Pa3sHOPOI-
HBIX METAJUIOB 0 BCEH COCAMHAEMON TIIOIIA/IN.

Puc. 7. MukpocTpyKTypa OGuMeTauInuyeckux 00pasios,
nmosiyuennsix CI'B, x500: T, = (1150 + 20) °C;
a— B 30He mBa 40X + SXHM);
b — 1o xe 40X + 1123

Fig. 7. Microstructure of bimetallic specimens obtained
by high-speed hot extrusion, x500: 7T, = (1150 + 20) °C;
a — in weld zone 40X + 5XHM,;

b — ditto 40X + JT123

MuxkpoTBepAoCTh m3MepsuT Ha npudope 1IMT3
C Harpy3koi Ha uHaeHTop, paBHoi 1 H. Pe3ynpTatsl
HU3MEPEHNST MUKPOTBEPIOCTH B 30HE COEOUHEHHUS
Pa3HOPOJHBIX METAJIOB [IPUBEAEHBI HA pHC. 8.
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Puc. 8. Pactipenienenue MUKpOTBEPIOCTH B 30HE COSAMHEHUS
xomnozunmii craneit 40X + /1123 u 40X + SXHM

Fig. 8. Distribution of microhardness in the bond
compositions of steels 40X + [I123 and 40X + 5XHM
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Wsmepennst MUKPOTBEpPHOCTH TIOKa3alld ee
YMEHBIIICHUE MPY MPHOIMKEHUU K TPaHUIIC KOH-
TakTa Kak co cTopoHsl ctaed SXHM u JIN23, Tak
u cranu 40X. Hanmnune Gojiee «MsITKoii», 4YeM CBa-
pUBacMbIe MaTepuaibl, 30Hbl B OKPECTHOCTH KOH-
TakTa CIIOCOOCTBYET CHMKEHHIO OCTaTOYHBIX
HampsDKeHU# (BCIIENCTBUE WX pellakCallié B ATON
SOHC) 1 MOBBIIICHUTIO TPOYHOCTHU COCIUHCHUS.

BBIBO/IbI

1. Pa3zpaboTaHbl SKCIIEpUMEHTANbHAS OCHACTKA
U TEOMETPHUs CONpPATaeMbIX HYacTed COCTaBHOU 3a-
roroBku. OTpaboTaHa SKCIEPUMEHTAIBHAS TEXHO-
JIOTHUS TIONYyYeHUsI OMMETAIITNYeCKON CTEepKHEBOU
JleTajy [WTaMIIOBOI ocHacTKU Tuma «IlyaHcon.

2. YCTaHOBJICHBI TapaMETPhI MOTyUYSHUS Kade-
CTBEHHOT'O CBAapHOTO OWMETAIIMYECKOr0 COCIH-
HEHUS TpH JePOPMHUPOBAHUH CO CKOPOCTBIO Vo =
= 70-80 M/c u TeMmepaType COCTaBHOM 3arOTOBKH
To = (1150+20) °C. CoenuiHEHHE CO3AETCS B OCE-
BOM HampaBJIeHUHU MPH CKOPOCTHOM TUIACTUIECKOM
TEUeHUH Pa3HOPOAHBIX MeTauioB (40X + JIMN23
n 40X + 5XHM) ¢ BeiTsKKO# A = 2,0-3,2, mpuBo-
TSI K COOTBETCTBYIONIEMY YJUHCHHUIO Hadailb-
HOW OOKOBOI MOBEPXHOCTH COTPSTAEMBIX MaTEPH-
anoB B 2-3,2 pasa. 3a cYeT TaKOro YIJIMHCHUS
(hOpMHPYIOTCST IOBEHIIIBHBIE OOKOBBIE TTOBEPXHO-
CTH, Ha KOTOPBIX MMPOUCXOJUT CXBaThIBaHHE (CBap-
Ka) COEIMHSAEMBIX Pa3HOPOIHBIX MaTepHajioB MpPH
WX IDIACTUYECKOM TEUEHUHM 4Yepe3 KOHHYECKYIO
4acTh MaTPHIIBI.

3. HccnemoBaHbl MHUKPOCTPYKTYPBI ITOJYYEH-
HBIX OMMETaUIMYECKUX O0pa3IoB I KOMIIO3H-
nuii craneit 40X + JIN23 u 40X + S5XHM. Kaue-
CTBO IOJIyYEHHOT'O IIIBa B IIEHTPE M Ha Kparo 00-
pastoB IMPAKTUYCCKHU HEU3MCHHO, OTCYTCTBYIOT
MHUKPOTPEIIMHBI U PACIOCHUE, YTO SBJISACTCS J0Ka-
3aTeIhCTBOM IMPOU3OIIEIIET0 (PU3UIECKOTO KOH-
TaKTa Mo BCEH COSAMHIEMOM IIOMIa/IH.

4. YcTaHOBIEHBI 3aBUCHMOCTH PaCIpeleIeHUs
MHKPOTBEPAOCTA B HAIPABIECHUH OT INIOCKOCTH
KOHTaKTa JBYX CTaJell B 30HE COCAMHEHUS, XapaK-
TEPU3YEMBIC MUHHUMAJIbHBIM 3HAYCHUCM MHKPO-
TBEPAOCTH Ha CTHIKE MOJYYCHHOTO COCIUHEHUS.
Hanuawe 6omee miacTHaHONM 00J1aCTH B TUNIOCKOCTH
KOHTaKTa CIOCOOCTBYET CHIDKEHHIO OCTaTOYHBIX
HanpspKEHUM BCJIEJACTBUE WX pellakcallid B 3TOU
06HaCTI/I 1 MOBBINICHUIO ITPOYHOCTU COCAUHCHUS.
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