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HANOPOIIEeHHA Pi3SHOPITHUX APOTiB
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IIpoBemeno mociim:keHHA mporecy (popMyBaHHS IICEBIOCTOIIHUX IIOKPUTTIB
CHUCTEMU Migb—aJIIOMiHilI B yMOBax eJIeKTPOAYTOBOTO HAIOPOIIIEHHA. 3a MOII0-
MOT'OI0 MaTeMaTUYHOI'O IJIAHYBAHHS €KCIEePUMEHTY OJeP:KaHO PiBHAHHSA pe-
rpecii, 110 BigoOpakamTh 3aJIe:KHICTh CepeJHBOT0 PO3Mipy YaCTUHOK IIPOAYK-
TiB POSIIOPOIIEHHS APOTiB, BMiCTY OKCH/IIB i TOPUCTOCTI MOKPUTTIB BiJ IIBU/I-
KOCTi mojadvi IpoTiB, HAIPYTru Ha eJIEKTPOIaX, BUTPATH CTUCHEHOTO IOBiTpA Ta
JIVCTaHIil HAIIOPOIIIeHHA. BcTaHOBIEHO, 110 TOJIOBHUMH ILJIAXaMU YIPaBJIiH-
HS PO3MipOM YaCTHMHOK, AKi HAIOPOIIYIOTh, ¥ Pa3i CyMiCHOT'O pO3MOpOIITyBaH-
HS IPOTiB Mifi Ta aloMiHil0 € 3MiHA BUTPATU CTUCHEHOT'O MOBITPSA Ta TEIJIOB-
KJaJeHHSA B MaTepiaju, 1110 HAallOPOUIYIOTh, i ra30BUM CTPYMiHb. ¥ pesyJbTaTi
IOCJIIMMKeHHS CTPYKTYPH i (ha30BOr0 CKJIALY IPOAYKTIB PO3TIOPOIIEHHSI BUAB-
JIEHO, IIT0 Y IPOIeCci CyMiCHOTO PO3HOPOIIIEeHHI MiJHOTO i aJIIOMiHi€BOTO IPOTY
B pe3yJsbTaTi Misk(dasHoi B3aemMoil iIXHiX PO3TONIB YTBOPIOIOTHCA IICEBAOCTOI-
Hi YyaCTHMHKU, AKi € KOHIJI0MepaToM Migi—aJjoMiniio. AHaJia pesyabTaTiB mocC-
JigsKeHb (QOPMYyBaHHS HOKPUTTIB y pasi pOSIOPOINTyBaHHS APOTIB Mimi Ta
aJIIOMiHiIO ITOKAas3aB, II0 Ha BChOMY OOpaHOMY JialasoHi mapaMeTpiB eJIeKTpo-
JIYTOBOTO HATIOPOIIEHHS (POPMYIOTHCA T'eTepPOTeHHi MCeBAOCTONHI ITOKPUTTSI,
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110 CKJIAJAIOThCS 3 JIaMeJiell BUXiTHNX KOMIIOHEHTiB Migi Ta ajioMiHiio 3 Hasd-
BHICTIO OKCHUIHUX HPOMIAPKIiB Mifi. ¥ MOKPUTTAX BUABJIEHO TAKOMK MOMIIIKN
inTepmeranizaux das CuyAl, i CuAl,, aki yrBopoooThCca mix uac GOpMyBaHHS
Iapy HOKPUTTA Ha OCHOBi. BMicT OKCHIiB y TOKPUTTAX JIEKUTH B MexKax 10—
17% 06., mopucTicTh MOKPUTTIB cKJIagae 4—8% 06. Y pe3yabTaTi IpoBeAeHuX
JIOCJIiI3KeHb BCTAHOBJIEHO IIJISAXY YIPABIiHHA CTPYKTYPOIO i, OT?Ke, BJIaCTUBO-
CTAMHM IICEBJOCTONHUX MOKPUTTIB Mib—aJIIOMiHi#l IIIJIAXOM 3MiHU ITapaMeTpiB
€JIEKTPOIYTOBOTO HATIOPOIITeHHA.

KaiouoBi cmoBa: esleKTpOAyroBe HATIOPOIIIEHH S, IOKPUTTSA, ICEBIOCTOIHA CTPY-
KTypa MiIb—aJIOMiHill, IPOIYKTH PO3IMOPOIITYBaHHSA, iHTepMeTaJigHAa (Dasa.

The investigation of the formation process of pseudoalloy coatings of the
copper—aluminium system under the conditions of electric arc spraying is
performed. Regression equations reflecting the dependence of the average
particle size of the products of wire spraying, the content of oxides and po-
rosity of the coatings on the wire feed rate, voltage at the electrodes, com-
pressed air consumption and spraying distance are obtained using mathemat-
ical planning of the experiment. As determined, the main ways to control the
size of the sprayed particles during the simultaneous spraying of copper and
aluminium wires is to change the compressed air consumption and heat input
into the sprayed materials and gas jet. As a result of studying the structure
and phase composition of the spraying products, it is found that in the pro-
cess of simultaneous spraying of copper and aluminium wires as a result of
the interphase interaction of their melts pseudoalloy particles are formed,
which are a conglomerate of copper—aluminium. Analysis of the study’s re-
sults of coatings formation during the spraying of copper and aluminium
wires show that heterogeneous pseudoalloy coatings are formed for the entire
selected range of electric arc spraying parameters. The coatings consist of
lamellas of the initial components of copper and aluminium with the presence
of oxide layers of copper. The coatings also contain admixtures of the inter-
metallic phases CugAl, and CuAl,, which are formed during the formation of
the coating layer on the substrate. The content of oxides in the coatings is in
the range of 10-17% vol., the porosity of the coatings is 4-8% vol. As a re-
sult of the performed investigation, the ways of controlling the structure and
consequently the properties of pseudoalloy copper—aluminium coatings by
changing the parameters of electric arc spraying are established.

Key words: electric arc spraying, coating, copper—aluminium pseudoalloy
structure, spraying products, intermetallic phase.

(Ompumano 22 xmoemus 2021 p.)

1. BCTYII

ITOKPUTTS 3 ICEBAOCTOMHOIO CTPYKTYPOIO BiTHOCATE A0 TUIY KOMIIO3H-
MiMHUX TOKPUTTIB, II0 CKJIANAIOTHCSA 3 YACTUHOK PidHOPiZHMX MeTaJIiB,
SAKi He YTBOPIOIOTH CTOIIiB ab00 XeMiUHUX CIHOJYK i 30epiraroTh cBOi iHIM-
BimyanbHi BiractTuBocTi. Taki MOKPUTTS MOMKJIMBO OJIEP:KYBATU METOA-
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mu razorepmiunoro Hamopornenua (I'TH) [1]. Ak marepianu nas Hamo-
poIITyBaHHA BUKOPHCTOBYIOTH IIOPOMIKY, AKi OeP:KYIOTh METOIOM ILjIa-
KyBaHHs abo MeXaHiuHOro JieT'yBaHHA, MeXaHiuHi cyMiIi KOMIOHEHTiB
(LmasmMoBe Ta ra3omoJiyMeHeBe HATIOPOIIeHHA), IPOTH CYIiJILHOTO Imepe-
TUHY [BOX PiBHOPIAHMX MaTepiayiB i ITOPOIIKOBI APOTHU 3 MeTaJIeBOIO
000JIOHKOIO Ta PiBHMMM HAIIOBHIOBaUaMH (€JIEKTPOIYTroBe HAIOPOIIIEeH-
Ha)[2].

HafinmommupeHinmumuMu 1ceBAOCTONHUMY HOKPUTTAMMY HUHI € TIOKPUTTA
Ha ocHOBI mizi, taki ax Cu—Fe, Cu—Al, Cu—Pb ra iu. [2, 3]. Ak ocHOB-
HUH KOMIIOHEHT IIC€BIOCTONHNX MOKPHUTTIB BUKOPHCTOBYIOTH MiIb 3
OIJIAAy Ha Te, IO ii MIMPOKO 3aCTOCOBYIOTH Y IIPOMUCJIOBOCTi, IOPAL 3
UM Ma€ HeJOCTATHIO CTiMKiCTh AJA poOOTH B yMOBaX MiABUINEHUX Te-
MIepaTyp i 3HOIITyBaHHS.

3acTocyBaHHSA AK 3MIiITHIOBAJIbHUX KOMIOHEHTIB TAKUX TICEBIOCTOII-
HUX IOKPUTTIB 3aJIida, aJoMiHiio abo iHIIIMX MaTepialiB O3BOJSAE Iif-
BUIIIATH BMCOKOTEMIIEPATYPHI BJAaCTHUBOCTI MiITHOCTi, TBEPAICTh i 3HO-
COCTiHiKicTh 3i 30epesKeHHAM OCHOBHHUX BJIacTHBOcTed Mimi. Taxi mok-
PUTTA IepeBaskHO 3aCTOCOBYIOTh Y MIPOMUCJIOBOCTI AK (PPUKILIHHI Ta aH-
TUPPUKIiITHI MaTepiany Ha poOOUMX ITOBEPXHAX JeTasell i KOHCTPYK-
I[ifA, IITO IPAIIOIOTH B YMOBaX 3HOIIIEHHS Ta KOpoaii [4—6].

HaiimomupeHinmumM crmoco6oM ofepKaHHs ICEBIOCTOITHUX ITOKPUTTIB
cepel METOiB Ira30TEPMIUYHOIO HATIOPOIIIEHHS € TeXHOJIOTiA eJIeKTPOLY-
roBoro HamopoiteraHsa (EIIH) 3 ornaay Ha GiabIT HU3LKY BapTiCTh IIPO-
mecy HaHEeCeHHS, BICOKY IIPOAYKTUBHICTh, IIOPTATUBHICTL YCTATKYBaH-
HS Ta MOMKJMUBICTH HaHeCceHHSA MOKPUTTIB Ha BUPOOM cKJIaAHOI (hopmMu
[7]. EnekTpomyroBe HaIOPOIIIEHHA HA€ MOYKJINUBICTHL CTBOPEHHS IICEBIO-
CTONHUX IMMOKPHUTTIB 3 IIMPOKUM /ialla30HOM II0OETHAHHA KOMIIOHEHTIB.

¥ pasi cymicHOro posnopoiiienHsa 3a ymoBu EJIH meTasriB, AKi He BU-
PiBHAIOTHCSA IIOMiTHOIO B3A€EMHOIO PO3UYMHHICTIO, ¥ CTPYKTYPIi IICeBIOC-
TOITHUX ITOKPUTTIB CIOCTEepiraloThCcsA JUIIIE JJaMeJi BUXiTHUX MeTaliB i
ixHi oKmcHeHi vacTuHKY [8]. ¥V BUIIaIKy CyMiCHOT'O PO3IIOPOIIIEHHS eJie-
KTPOAYTOBHUM METOAOM METAaJIiB, III0 BipPi3HAIOTHCSA AeAKOI0 B3aEMHOIO
po3UYMHHICTIO a00 3TaTHNX BCTYIIaTH B XeMiUHY B3a€MOiI0 B CTPYKTYPi
MICeBAOCTOMHNX IIOKPUTTIB, KPiM BUXiTHMX KOMIOHEHTIB Ta IXHIX OK-
CUIiB, MOXKYTh YTBOPIOBATHCA TBEP/i PO3UMHU Pi3HOI KOHIleHTpAIlii Ta
inTepmeraninui gasu. IlpuKaagoM TaKOro TUMNY IICEBAOCTONHMX IOK-
PHUTTIiB € cucTeMu 3ayido—amiominin [9, 10]i migp—amromimiit [11].

IIpoBeneni gocaimxenHs ealeKTponyroux TokputTis Cu—Al [12—-14]
MOoKasaJju, 10 HOKPUTTH, OJlep:KaHi eJJeKTPOAYTOBUM DPO3IIOPOIIEHHAM
OPOTiB MiAi Ta aJIOMiHiIO, MAIOTh JIAMEJIIPHY CTPYKTYPY, IO CKJIaja-
I0ThCA 3 Jamenaeil mini, amomimio ta intepmeranimaumx ¢as CuAl,,
CuyAl,, CuzAl,, CugAl;. ¥V HOKPUTTAX IPUCYTHI TAKOMK OKCHUIH Ta IIOPH,
IpoTe iXHI0 KiJbKicTh y mJaHMX poboTax He HaBeaeHo. JlociaimsKeHHS
OPOBOAWJIN AJIA IMOKPUTTIB, Ofep:KaHUX €JeKTPOAYyTOBUM HAIIOPOIIIEH-
HAM 3 BUKOPHUCTAHHAM OJHOTO pe:Xumy: cTpym ayru — 205—210 A, Ha-
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mpyra Ha ejJeKTpojgax ayru — 26—28 B, THCK CTHCHEHOTO IOBiTpA —
4 at™, gucrauiig Hamopolrnenasa — 120-150 mMm. ¥V poboTax BigsHaua-
€ThCs, IO AJIS IMiABUIEHHA AKOCTi IOKPUTTIB HE0OXiTHO IIPOBECTH OII-
TUMi3aIlito mapaMeTpPiB HATTOPOIIIeHH .

Ha crorogni nuranHa BmiuBy ymoB nporiecy EIIH nHa dopmyBanHHA
IOTOKY YaCTHHOK, IO PO3MOPOIIYIOThCS, Ta MIiKPOCTPYKTYPY OAEPKY-
BaHuX moKkpuTTiB Cu—Al € HeBuBUennmMu. Tomy MeTo!0 11iel poboTH € m0-
CIigyKeHHA IIporecy (DOPMYBAHHSA IICEBIOCTOIHUX IIOKPUTTIB CHUCTEMU
Cu—Al B ymMoBax ejIeKTPOLYTIOBOI'O HAIIOPOIIIEHHS.

2. MATEPIAJIA TA METOJHU JOCJIIAKEHHSA

g pociigsxkeHHA mporiecy (POPMYyBaHHSA TCEBIOCTOITHUX HOKPUTTIB
Migb—aJIIOMiHil, AKi OJEePIKYIOTh CIIIJIBHUM PO3IIOPOIIEHHAM Pi3HOPiLI-
HUX [JPOTiB, AK MaTepiaam BUKOPUCTOBYBaJsu ApiT mimi mapxkm M1
2 mm i amominieBuii apiT mapxu A99. HaneceHHs MOKPUTTIB IIPOBO-
IUJIN eJeKTpoayroBuM Mmetasizaropom EM-14M. [Ins BcTaHOBJIEHHS
CTYIeHs BILIMBY YMOB PO3IOPOINEHHS APOTiB HA AUCIEPCHICTH YaCTH-
HOK, IO PO3IIOPOIIYIOTHCSA, Ta CTPYKTYPY HCEBAOCTOIIHUX ITOKPUTTIB
Cu—Al BUKOPHCTOBYBAJIM METOJ MATEMATHUUYHOIO ILJIAHYBAHHSA €KCIIe-
PUMeHTY 3 HamiBpeILtikoio 2%,

3a daxTopu mpoIlecy HAIIOPOIIEeHHA o0paii TaKi mapaMeTpu: IIBUJ-
KicTb mogaui apotis W, m/rox; Hanpyra Ha exeKkTponax ayru U, B; Bu-
TpaTa CTHCHeHOTro noBitpa V,, M®/rox; aucranmis samopomernasa H, M.
I'pannuni sHaueHHA (PaKTOpPiB, 3a AKUX CIOCTEPIraeThcsa CTabOiJIbHUMI
IPoIleC PO3IIOPOINEHHA APOTIB i (popMyBaHHSA IIOKPUTTIB, BH3HAUAJIU
eKCIIePUMEHTAJbLHUM IILJIIXOM. ¥ BCiX BUIaAKaX MigHWI APIT CayryBaB
aHOIOM, aJIOMiHi€BUH — KaTOAOM. ¥ MOBU IIPOBEIEHHS €KCIIEPUMEHTY
3BeIeHO B MATPHUI0 ITaHyBaHHa (Tabs. 1). [aa akicHol ominkm yMoB
IIPOIecy eJeKTPOAYTOBOTO HAIIOPOIIIEHHSA BBEJeHi MOKa3HUKHU Yacy Ie-
pebyBaHHS PO3IIOPOIIEHNX YaCTUHOK B CTpyMeHi (¢), BiIHOCHOTO TeIJIo-
BKJageHHA B apotu (IU/G,,) irasosuii crpymins ([U/V)).

OCKiTbKM OCHOBHUM IPAKTUYHUM IIPU3HAUEHHAM IICEBIOCTOIIHUX
TOKPHUTTIB € 00JIaCTh TPMOOTEXHIUHIX MaTepiaJaiB, TO OCHOBHUMH Xapa-
KTEepUCTUKAMU IIMX IMOKPUTTIB € OAHOPiAHICTH CTPYKTYpPHU, CTYIIiHB
OKHCHEHHS Ta IIOPUCTICTh, AKi 3aJie’KaTh BiJl AUCIEPCHOCTI MaTepiais,
III0 PO3MOPOIITYIOThECA. ToMy 3a (pyHKIIiI BiAryKy B MaATPHUILL TaHOTO eKC-
IepuMeHTy 0OpaHO cepeHiili po3Mip YaCTHHOK, IO PO3IOPOIIYIOTHCH,
CTYIIiHb OKMCHEHHSA Ta IIOPUCTiCTh MOKPUTTIiB.

3a pe3yIbTaTaMU eKCIepuMeHTY BU3HauaJau KoedilieHTHn perpecii ta
OyayBaJu PiBHAHHA perpecii, 1o onmucyoOTh CTYIiHb BILIMBY HapaMeT-
PiB HAIIOPOIIIEHHA HA PO3Mip YaCTUHOK, IIT0 PO3HOPONIIYIOTLCA, Ta CTPY-
KTypy IMIOKPHUTTIiB.

[ OIiHKM MOJKJIMBOCTI B3a€MO/il YaCTUHOK B 06’€Mi CTpyMeHs po-
3IIOPOIIIEHHS IIPOBEJEHO PO3PAXYHOK YMOBHOI 00’€MHOI KOHIIeHTpaIii
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TABJINIIA 1. MatemaTuyHe MJaHYBaHHSA €KCIEPUMEHTY 3 AOCIiAKeHHS IIPO-
mecy EITH mceBIoCTONMHNX HOKPUTTIB 3 BUKopucTanuaam apotis Cu i Al.

TABLE 1. Matrix of mathematical planning of experiment on research of elec-
tric arc spraying process of pseudoalloy coatings by using of Cu and Al wires.

No IlapaMeTpy HAIOPOIIEHHSA ¢ /G, | UV,
Jocuiny| W o M/ro,11| U,B |VF, m3/roxn| H,m c-10™ | MIx/kr | MIIx /M
1 260 48 126 0,2 1,6 2,7 0,21
2 260 48 108 0,06 0,6 2,7 0,24
3 260 22 126 0,06 0,5 1,3 0,09
4 260 22 108 0,2 1,9 1,3 0,11
5 180 48 126 0,06 0,5 2,1 0,11
6 180 48 108 0,2 1,9 2,1 0,13
7 180 22 126 0,2 1,6 1,0 0,05
8 180 22 108 0,06 0,6 1,0 0,06

YaCTUHOK PO3TOIY MaTepiajy B CTPyMeHi HAIopoIlleHHs 3’ Ta OIliHeHO
MMOBipHIiCTh 38iTKHEHHA YACTUHOK Y CTPYMEHi 3a METOIMKOI0, OIICAHOIO
B[15].

3 MeToI0 JOoCIIiIKeHHA XapaKTepy B3aeMojii, po3sMipiB i cTpyKTypu
YaCTUHOK, III0 YTBOPIOIOTHCS Y Pasi po3IOPOITYBAHHA PO3TOIIiB Pi3HOPI-
OTHUX OPOTiB MiAi Ta ajdoMiHiio, mpobu Bigbupayu ILIAXOM 300py uac-
TUHOK Y BOASHY BAHHY PO3MipoOM, II10 BCTAHOBJIIOBAJIM IIiJl CTPYMiHb Ma-
Tepiajay, 110 HAIlOPOUIYEThCA. B ofep:KaHOMY ITPOAYKTI PO3IOPOIIEeHHSA
IOCJIiIXKyBaIU CTPYKTYPY, (ha30BUil CKJIa i posMip uacTuHOK. g Bu-
3HAYEHHS PO3Mipy YACTHMHOK IPOAYKTiB PO3IOPOIIEHHS BUKOPUCTOBY-
BaJIM JIa3ePHUI aHaJi3aTOp IPaHyJIOMETPUYHOTO CKJIAAY CYXHUX ITOPOIII-
ki ACO/-300.

dopmMyBaHHA APy MOKPUTTA AOCJiIKYBaIU ILISIXOM aHAJIiIZy Omu-
HUYHUX Je(popMOBAaHUX HA OCHOBI yacTMHOK (cmieTiB). Hamopoienusa
CILJIETiB ITPOBOANJIN Ha IIACTUHMU 3 IIOJipOBaHOI Heip:KaBKoOI cTaJi.

BusHaueHHA €JIeMEHTHOTO CKJAAy PO3MOPOIIEeHNX YaCTUHOK i cILIe-
TiB TPOBOAMUJIM METOAOM CKAHYBaJbHOI eJIeKTPOHHOI MiKpocKoIii
(CEM); mocimim:KeHHS CTPYKTYPH POSIIOPOIIEHWX YACTHUHOK i HAIOpo-
IIIeHNX IMOKPUTTIB IIPOBOAUJIN Ha OINITHYHOMY Mikpockomni Neophot-32.
Peurrenocrpykrypuuii ¢asosuit aHairiz (PCPA) BukonyBaiu 3 BUKO-
pucranuaam nudpaxtomerpa [JPOH-3 y sunpominenni CukK, 3 rpadirto-
BUM MOHOXPOMAaTOpPOM y pasi Kpokosoro mepemitnenus 0,1 rpagyca Ta
YacoM eKCcHo3uIii y Ko:kHill Touri 4°C 3 mOZaJbIIIOn KOMII IOTEPHOIO
00poOKOI0 ofep:;KaHUX HMU(PPOBUX MaHUX. BU3HAUEHHS BMICTY B IIOK-
PUTTAX OKCHUAIB i IIOP IIPOBOAUJIN METOAOM aHAJi3y 300pasKeHb, IKUI
MoJIsiTa€ y BU3HAUYEHHI IIJIOIIi, 110 MPUNALA€c Ha BUABJIEHI IIOPU Ta OKCH-
I1, BiZHOCHO Bciel muomri miaidpa MOKPUTTS 3a AOMOMOTOIO IIPOTpaMu
00po0Ku 300pakens «Image-Pro Plus».
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TABJIAIIA 2. PesynbraTy BUSHAUEHHS CEPEIHBOT0 PO3MipPy PO3IOPOIIIEHNX Yac-
THHOK d,, BMicTy oKkcugiB MeO i mopuctocri (IT) nceBgocTomanx nokpurris Cu—Al.

TABLE 2. The results of determining the average size of the sprayed particles d.,,
the content of oxides MeO and the porosity (II) of pseudoalloy coatings Cu—Al.

Ne mocaimy d,, MKM ‘ MeO, % II, %
1 44+ 3 17+1,9 4+1,3
2 49+ 2 12+0,9 7T+1,7
3 47+ 3 10+1,0 4+0,9
4 59+5 16+ 2,6 8+1,0
5 52+4 14+ 2,1 5+1,3
6 56 +4 12+1,8 6+1,4
7 52+4 17+1,8 6+1,5
8 55+4 10+1,6 5+0,9

3. PESYJIBTATH TA IX OBTOBOPEHHSA

PesynbTaTy BU3HaAUEHHSA CePeTHLOTO PO3MIiPY PO3IOPOIIEHNX YACTUHOK
d,, Bmicty oxcuziB MeO Ta mopuctocTi (II) mceBOOCTOTHMX IMOKPUTTIB
HaBeJeHo B Ta0JI. 2.

VY pesyabraTi MmaTemMaTuuHOI OOpOOKY Pe3yJIbTaTiB BUMipIOBaHHS ce-
PeAHbOTO PO3Mipy YaCTHMHOK OAeP:KaHO HACTyIlHe PiBHAHHA perpecii,
110 BUpasKae 3aJIesKHICTh PO3Mipy YaCTUHOK BiJi yMOB PO3TIOPOIIIEHH:

d,=103,9-0,06W-0,12U -0,33V+0,014H.
3a JaHuM piBHAHHAM perpecii mobymgosasu rpadik TpeHAiB, 110 Bimo-

Opaskae iHTEHCUBHICTH BILJIMBY OKPEeMHUX IIapaMeTpiB IIpoIlecy pPO3IIo-
POIIleHHS Ha cepemHill fiaMeTp ofep:KaHUX YaCTUHOK (puc. 1).

H\

U
w

— v

Puc. 1. Broius mapamMeTpiB mpoiiecy eJIeKTPOAYTIOBOrO HAIOPOIIIEHHA Ha cepe-
Hill JiaMeTp YaCTUHOK MPOAYKTiB po3moporrenHsa apoTis Cu—Al.

Fig. 1. Influence of parameters of electric arc spraying process on the average
particle diameter of Cu—Al wire spraying products.
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3icTaBJaeHHA XapaKTepy Ta iHTEeHCHMBHOCTI BILIMBY IIapaMeTpiB Ipo-
Ilecy HaIIOPOINIeHHs Ha cepeqHill AiamMeTp YacTHHOK (B o0paHiii obJacTi
eKCIIEPUMEHTY) MO3BOJISIE 3POOUTH BUCHOBOK, IO HA PO3Mip PO3IOPO-
IIeHNX YaCTUHOK HauOiJbIlle BIJIMBAE€ BUTpaTAa CTHUCHEHOTO IIOBiTpH,
301JIBITIeHHA AKOI Belie 10 3HUKEHHS iIXHBOT'O CEPeqHbOT0 PO3Mipy. 3Ti-
IHO MeXaHi3My yTBOpeHHs Kpanenab y pasi EIH 3i 36iabIIIeHHAM TUCKY
PO3IOPOIITYBAHOTO MOBITPA CTA0iIBHICTE PO3TOIJIEHOTO METAJNy Ha KiH-
YUKaX JPOTiB 3MEHIIIYETHCA Yepes 3POCTAHHA PYHHYBAJbLHUX CUJI OMO-
PV, AKi 00yMoBJeHi 6iIbIIT BUCOKOIO IIBUAKiCTIO ra3dy. OT:ke, yac HaKo-
MUYEeHHA KPUTUYHOTO 00’€MYy PO3TOILIEHOTO MeTaJy 3MEeHIITYEThCH.
Binpmnr Bucoka IMBUAKICTE rady TaKoK e(eKTHUBHIIIe BUIAJISIE POITOII-
JeHu MeTal.

OcCKilIbKM uac yTBOPEHHs HeCcTalOlJIbHMX KpAalleJb i uac BUAAJICHHS
Kpamejb 3MEHITYIOThCA 3i 30i/ILIIIEHHAM BUTPATU T'ady, CIOCTEPiraeThb-
cs 3MEHIITeHHA fiaMeTpa YaCTUHOK.

30iIbIlIeHHA IPUKJIALEHOI HAIPYTH Ta IMIBUIKOCTI IOAAYi IPOTiB, 1110
MIPU3BOAUTE A0 IIiABUINEHHS CHUJIU CTPYMY, 30LIBLINTye eHepriio Ta TeM-
nmeparypy Ayru, i, SK HacJiJZOK, TEIJIOBKJIAJEHHS B MaTepiaau Ta raso-
Buil cTpyMiHb. BiJIbIII BUCOKI TemMIlepaTypu Ta HMIBUIAKOCTI HarpiBy Jo0-
3BOJISIOTH PO3TOILIEHOMY MeTajJy HaOyBaTu OijbIlle IeperpiBy mepen
BUAAJIEHHAM KpaIllji po3ToIly 3 KiHIiB IPOTiB, BHACIIIOK YOTO 3MEHIITY-
€ThCs MIOBEPXHEBUH HATAT i B’A3KiCTL pigKOro Meramny, 110 Beae IO IIij-
BUINIEHHSA iHTEHCHUBHOCTI AUCIEpPryBaHHS Kpameilb posTony. Kopeis-
mifiHa 3aJIeKHIiCTh PO3MIPY YaCTHMHOK BiJl TEIJIOBKJIALEHHS B APOTU Ta
rasoBU CTPYMiHb OpUBeHeHa Ha PUC. 2.

MimiManbHUi po3Mip YacTUHOK 44 MKM ofep:KaHO y pasi posmopo-
mryBauasa a1potis Cu—Al y BUIIagKy MOeJHAHHS MAaKCUMAJIbHUX 3HAUEHD
TeILJIOBKJIAAeHHA y MaTepiaau, 110 HAIOPOIITYIOTLCS, Ta BUTPATU CTHC-
HeHOro moBiTpa (mociwim Ne 1). Ile moB’sA3aHO 3i 3SHMIKEHHAM BeJIUUYNHUI
IIOBEPXHEBOT'O HATATY PO3TOITy METaJIiB y BUIIAIKY IeperpiBaHHsa dac-
TUHOK i HiBUITEHHAM AWHAMIUYHOTO HAIIOPY CTPYMEHsA. 3a 3BOPOTHUX
NPUYMH CYKYITHICTh MiHiMaJbHUX 3HAUEHb TEIJIOBKJAJeHHA y MaTepi-
aju, 10 HAIIOPOIIMYIOThCSA, i BUTPATHU CTUCHEHOTO MOBiTpA Beme no ¢op-
MYBaHHSI YaCTHHOK MaKCHUMAaJbHOTO po3Mipy 55—59 MKM (mociimm
NeNe 4, 6, 8).

3 orJIALy Ha 3alIOPOIIEeHICTh CTPYMEHS Y pasi eJIeKTPOayTroBOro HAIIO-
POIIIeHH A, KPaIlJli pO3TOMiB, 1[0 YTBOPUJINCA Y IIPOIECi pyXY B CTPYMEHi
MOXKYTBb CTUKATHUCHA, 1110 BUBHAYAE MOKJIMBICTH PO3BUTKY IIPOIECIB Mi-
sKdasHOI BlaeMoil 3 ABUINIAMU B3aEMHOT'O 3MIiIlTyBaHHA Ta YTBOPEHHA
TBePANX PO3UMHIB i iHTEpMeTAigiB B CHCTEMI Migb—aJIIOMiHil.

3rizHo 3 po3paXxyHKOM YMOBHOI 00’€MHOI KOHIIeHTpAaIlii YacTUHOK
posTomy MaTepiasy B CTPYMEHi HAIIOPOINIEHHS MaKCHMaJbHAa YMOBHA
KOHIIeHTpalliA ! YacTMHOK PO3TOIly MaTepialy B CTPyMeHi y pasi Ha-
nopomenuda mokpurtis Cu—Al, 1o coocrepiraerbesa B IpuBicesiil 30Hi,
Moske gocaratu 0,34-107%.
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PospaxyHOK BigHOIIEHHS cepeqHBbOI BiicTaHi MijK YacTHHKaAMM B ra-
30BOMY CTPYMEHi 10 iXHBOr0 po3Mipy (3a MaKCUMAaJILHOTO PO3Mipy dac-
THUHOK, IKUH 3yCTPivaeThCcsa y pasi cymicHOro posmopoiiesnua aporis Cu
i Al — 140 MKM) 103BOJIsS€ 3POOUTH BUCHOBOK, ITI0 38 KOHIIEHTPAIliil ya-
CTHHOK po3Tomny Marepiany menmux 0,34-10™* mpomecu 3iTKHeHHA Ta
KoaryJIdilii YaCTMHOK IIiJ uac pyxy B 00’eMi cTpyMeHsa MaJIOMMOBipHi.

XeMiuHMY CKJIaAg OPOAYKTiB posmoporrenHs (puc. 3, Taba. 3) cBia-
YUTHh PO 3MIIlTyBaHHA ITOTOKY UAaCTUHOK MAaTepiaJjiB, IO PO3MOPOIIY-
IOThCSH, 3 Mi’KUYaCTMHKOBOIO B3BAEMO/IIEI0 ¥ TPOIleCi pO3IOPOINIEeHHA, TOMY
III0 B YaCTMHKAX MiJli Bij3HAUAETHCA HASIBHICTD aJIIOMiHiO i HaBIIAKM.

Amnaiiz MiKpOCTPYKTYpPHU YaCTUHOK, OJeP:KAaHUX CYMiCHUM PO3MIOPO-
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Puc. 2. 3anexkHicTh po3Mipy YaCTHUHOK BiJ TeNJIOBKJIAIEeHHA ¥ APOTHU (@) Ta ras
(6) y pasi posmopoirysauus gporis Cu—Al.

Fig. 2. Dependence of particle size on heat input into wires (a) and gas (6) at
spraying of Cu—Al wires.
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Puc. 3. 30BHIiIIHI I BUNIAL IPOAYKTiB cymMicHOTO posmoporinenHsa gporis Cu i Al.

Fig. 3. SEM photograph of products of simultaneous spraying of Cu and Al wires.

mrenHAM apoTtiB Cu i Al, TakoK moOKasas, 1[0 ¥ IIPOIeCci PO3IOPOIIeHHS
3a BCiX TEXHOJOTIUHUX PEXKUMIB BiIOyBaeThCA B3a€MOIisd YUACTUHOK PO-
3TOIIiB Mifi Ta adoMiHiio Mixk coboro. Ha pucyHky 4 BUAHO, IO Y IPO-
IYKTaX PO3IIOPOIIEeHHS MiJHOrO ¥ aJlOMiHi€BOTO APOTY 3yCTPidaioThCS
OKpeMi YaCTMHKHU aJIOMiHifo, Mifi Ta crmosmyKku Migb—asmoMiniin. YacTu-
HKU IIepeBaskHO MaloTh chepUUHY Ta KpaljaeBUIHY GhopMy.

PenTrenogasoBuii aHajis moKasaB, IO HPOAYKTHU PO3IOPOIIEHHS
apotiB Cu i Al ckaagaoThCS 3 YaCTUHOK Mili, alioMiHil0 Ta OKcuay Mimi
Cu,0 (puc. 5).

TaxuMm 4yMHOM, BUSBJIEHO, IO V IpoIieci posmoporieHHsa apoTiB Cu i
Al BimOyBaeTbCcs MiKUYaCTHHKOBA B3AEMOJisl PO3TOIIB 3 YTBOPEHHAM
TICEBIOCTOITHUX YACTUHOK Mimb—asioMiHiii. PO3BUTOK mpoliecy B3aEMoO-
il YyacTHHOK PO3TOIiB Y pasi po3mopoIlTyBaHHSI MOXKe IPOTiKaTu Ha I10-

TABJINIA 3. Xemiunuit cKJiaZ, YaCTUHOK IPOAYKTIiB POS3MOPOIIEHHSA APOTiB
CuiAl

TABLE 3. The chemical composition of the particles of spraying products of
Cu and Al wires.

Xemiunnii criaazn, % mac.

Touka Ha Al Cu (0] Bceroro
IIOBEpPXHi
Spectrum 1 20,39 60,82 18,79 100
Spectrum 2 52,85 2,27 44,88 100
Spectrum 3 6,41 87,24 6,35 100
Spectrum 4 14,29 76,89 8,82 100
Spectrum 5 48,06 2,55 49,40 100

Spectrum 6 37.37 12,68 49,94 100
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Puc. 4. MikpocTpyKTypa IpoAyKTiB posmoporienHs aporie Cu i Al.

Fig. 4. Microstructure of Cu and Al wires spraying products.

o

YaTKOBIi# cTamili CTOMJIEHHSA Ta BiApWBY Kpamesjb 3 TOPIIiB MigHOTO ¥
aJIIOMiHi€BOTO IPOTY Ta Y pasi 3iTKHEHHSA YACTUHOK IIiJl Yac pyxy MO oc-
HOBH 34 PaxyHOK pisHUIi (~ 2,5 pasu) MIBUAKOCTEHN IOJBOTY YACTUHOK
Mizi Ta amoMiHiI0, 3yMOBJIEHOI PiSHUIEIO I'YCTUHY IIUX MaTepiaiB.

Amnanis cmeris, ogep:xaHNX y pasi posmoporlnenua agporiB Cu i Al, mmo-
Kasas (puc. 6), 1110 3a BCiX pe;KMMiB HAIIOPOIIIEHHS YaCTUHKY MAaloThL (hop-
My AUCKAa, II[0 TOBOPUTH IIPO Te, 10 B MOMEHT 3iTKHEeHHS 3 OCHOBOIO BOHU
nepe0yBaJii B IIOBHICTIO PO3TOILJIEHOMY CTaHi, TOOTO, 1110 BOHU He TBep[-
HYTb i yac MoJbOTY Ha aucTaHIlii Hamopoienusa (60—200 Mmm) 3 oryiagy
Ha KOPOTKOTpuBaJIicTs moasoty (0,05—0,19 mc). Crtetu micid siTKHeHHS
3 OCHOBOIO CKJIAAIOThCA 3 TiJIAHOK Mifi Ta ayromiiro (Ta6i. 4).

Ogep:kaHi B JaHOMY [dialas3oHi PeKUMiB eJeKTPOAYyTrOBOrO HAIIOPO-

3000

1-Cu
25001 2 _ Al
3 - Cu,0

2000

IHTEHCHBHIiCTE, aT.om.

30 40 50 60 70 80 90 100
20

Puc. 5. PenTrenorpama npogyKTiB posnopoiiesnsas gpotis Cu i Al.

Fig. 5. X-ray diffraction of Cu and Al wires spraying products.
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Puc. 6. 300pakeHHA CILIETiB, OfepPKaHUX Yy pasi posmoporienusa aporis Cui Al.

Fig. 6. SEM photographs of splats obtained by spraying of Cu and Al wires.

IITeHHA ICEeBIOCTOIIHI TOKPUTTSI XapaKTePU3yIOThCA TeTEPOTEeHHICTIO Ta
BUPAaKeHOI0 JaMeJIPHICTIO CTPYKTYpH (puc. 7).

3a manumu PC®A (puc. 8) moxkpurrs Cu—Al ckiamaoTbcsa 3 BUXiA-
HUX KOMIIOHEHTiB Mizi Ta amominiro Ta okcuay migi Cu,0. ¥V mokpuTTax
mpuUCyTHI Tako:x imTepmeranigui gasu CuyAl, i CuAl,, axux me 0yJo
BUSBJIEHO B IPOAYKTi poamopomiernusd. [1le roBopuTh Ipo Te, I110 B3aEMO-
Iisg KOMIIOHEHTIiB MiZi Ta a/JoMiHiI0o 3 yTBOpeHHAM HOBUX (pas3 BimOyBa-
€ThCsA y Iporeci (hopMyBaHHSA APy IOKPUTTS HA OCHOBi. Buxomsaum 3
oIep:;KaHMX HAHUX, MOKHA 3POOUTH BUCHOBOK, IO IIPOIIECOM YTBOPEH-
HA iHTepMeTaNiAHUX (a3 y MOKPUTTAX Mifb—aJIOMiHIN MOKHA yIIpaB-
JATH 3a AOMOMOTOI0 3MiHM IIBUAKOCTI OXOJIOAMKEHHA YaCTUHOK Ha OC-
HOBi, HAIPUKJIAJ, HarpiBaHHA a00 0XOJIOJKEHHS OCHOBH a00 IIIBUIKOC-
Ti mepeMillleHHA MeTaJi3aTopa BiITHOCHO OCHOBH.

BwmicT okcuIiB y MOKPUTTAX, Ofep:KaHNX Ha O0OpAaHUX PeKMMaxX Ha-
mopomienusa, craHoBuTb 10—-17% 06., mopucricts mokpurrtie — 4—8%
00. (Tabu. 2).

PiBHaHHSA per'pecii, 1110 BUPaKalTh 3aJ€KHICTb CTYIIeHS OKUCHEHHA
Ta IIOPMCTOCTI MMOKPUTTIB BiJi pesKUMY HAIIOPOIIIeHHA MaloTh HACTYITHUHN
BUTJISAM:

TABJINIA 4. Xemiunuii CKJaj CIJIETiB, OZEP:KAHUX y Pasi POSIOPOIIEHHS
apotiB Cui Al.

TABLE 4. The chemical composition of splats obtained by spraying of Cu and
Al wires.

Xemiunnii craag, % mac. | Cu/Al, % 06.

Touka Ha moBepxHui Al Cu 0] Bcerworo
Spectrum 1 4,5 93,2 2,3 100

86,14
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i
200 Srem

Puc. 7. MikpocTpyKTypa IIceBLOCTOIHOTO MoK puTTsa Cu—Al.

Fig. 7. Microstructure of Cu-Al pseudoalloy coating.

MeO (%)=5,3+0,006W +0,019U + 0,111V +0,029H,
I1(%)=15,95+0,003W - 0,01U — 0,097V +0,005H.

Ha pucynky 9 moxasamo CTyIiHb BILTUBY (DaKTOPiB HATIOPOIITEHHA HA

BMICT OKCHuAiB i mopucTicThb ncespocTonanx noKkpuTtis Cu—Al.

Sk BunuBae 3 piBHAHHSA perpecii Ha BMiCT OKCHiB B IIOKPUTTAX TI'O-

IuTencuBHICTH, aT.0].
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Puc. 8. Pearrenorpama mncesgoctonroro moxkpurts Cu—Al.

Fig. 8. X-ray diffraction of Cu—Al pseudoalloy coating.
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Puc. 9. Boius napaMeTpiB IpoIlecy eJeKTPOAYyTroBOr0 HAIIOPOIIEHHA Ha BMiCT
okcunmiB (a) i mopucricts (6) mokpurris Cu—Al.

Fig. 9. Influence of parameters of electric arc spraying process on the content
of oxides (a) and porosity (6) of Cu—Al coatings.

JIOBHUM YMHOM BILJIMBaIOTh TaKi ITapamMeTpu IPoIllecy HaIlOPOIIIeHH A, AK
BUTpAaTa CTUCHEHOTO ITOBITPA Ta AUCTAHITiA HATIOPOIIIeHHA.

Tak, MaKcUMaJbHUUA BMiCT OKCHUJiB BUSBJIEHO B IIOKPUTTAX, HAIO-
POIIIeHUX 3a PEKUMIB 3 MAaKCUMAaJbHOIO BUTPATOI0 CTUCHEHOT'O OBiTpA
Ta MaKCUMAJBLHOIO AUCTaHITielo HamopolneHHsa (mocaigu NeNe 1, 7). Ile
IIOB’ A3aHO0 3 TUM, IO IMiABUIIIeHHA BUTPATU CTUCHEHOTO IIOBiTPA Beme 0
3MEHITIeHHA JliaMeTpa YacTUHOK, IO PO3MOPOINYIOThCA y pasi aucmep-
r'yBaHHSA APOTiB, IO IPU3BOAUTH A0 IXHBOT'O iIHTEHCMBHOTO OKMCHEHHSA
3a PaxXyHOK 301JILITIeHHA ILJIOIi MUTOMOI IIOBEPXHI MeTaly.
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Puc. 10. 3amexHICTh CTyIeHA OKUCJIEHHA MMOKPUTTIB BiJ MOKa3HUKA Yacy Ie-
pebyBaHHA YaCTUHOK B CTPYMEHI.

Fig. 10. Dependence of oxidation degree of coatings on the time of particles
existence in the jet.
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30iIbIlIeHHA AUCTAHITII HATIOPOIIIEHHS BeJle CBOEI0 UeProio A0 30iJb-
IIIeHHs Yacy mepeOyBaHHSA YaCTHHOK Y CTPYMEHIi II PO3BUTKY IPOIleCy
B3a€MO/il yacTUHOK 3 KucHeM (puc. 10).

Ha BeanumHy HOPHCTOCTi TOJIOBHMM UHMHOM BILJIMBA€E€ BUTPATA CTUC-
HEHOTO IIOBiTpsA, 30iJbINIeHHA AKOI Bele OO IMiABUINEHHSA IIBUIKOCTI
MOJIbOTY YaCTUHOK, 3HMUIKEHHA PO3Mipy Kpallesib, 10 PO3IOPOIIYIOTh-
cd, i, oTiKe, 1o GOPMYBAHHS OLJIBII IiTLHOTO HOKPUTTA.

30iIbIlIeHHA JUCTAHIII] HAIIOPOIIIeHH Bee OO IMiABUIeHHA IIOPUCTO-
cti mokpuTTiB Cu—Al, 1110 0B’ A3aH0 3i 301JILINIEHHAM Yyacy nHepeoyBaHHs
YaCTUHOK y CTPYMEHI Ta SHUKEHHAM iXHbOI TeMIlepaTypu. Yum HuKYe
TeMIlepaTypa YacTUHOK Yy MOMEHT 3iTKHEHHS 3 OCHOBOIO, TUM BUIIE
B’ABKiCTHL PO3TOIY TAa MOBEPXHEBUI HATAT MaTepiaJis i, oTike, CTyIiHb
medopmarrii (po3TikamHA) YaCTUHOK y pasi opMyBaHHS IIapy 3MEHIITy-
€ThCS, IIT0 1 TPU3BOAUTD A0 IIiABUIIEHHS IIOPUCTOCTI IIOKPUTTIB.

4. BUCHOBKH

1. Ha mizcrasi mpoBemeHNX MOCIiMKEeHb BIJIMBY HapaMeTPiB eJIeKTpo-
IyTOBOT'O HAIIOPOIIIEHHSA Ha PO3Mip YaCTUHOK, IO PO3IIOPOIIYIOThCH,
BCTAHOBJIEHO, ITIO0 TOJIOBHUMMU ILJIAXaM! YIPAaBIIHHA PO3MipoOM YacTH-
HOK, III0 HAIIOPOIIYIOThCS, Y Pa3i CyMiCHOT'O PO3IIOPOIINEHHA APOTiB Mifi
Ta aJIOMIiHIiIO € 3MiHA BUTPATU CTUCHEHOTO MOBIiTPA Ta TEHJIOBKJIALEHHS
y IPOTH i radoBUH CTPYMiHb, IKi BU3HAYAIOTh JUHAMIUHINHA HAIIIP CTPY-
MeHd Ta CTYIIiHb HarpiBaHHA YaCTUHOK po3aTolriB. Ilig uac posmopoIieH-
HS Yy BUIAAKY TeIJIOBKJAAEHHS Y HAIoOpoIlyBaHi Martepiamu 2,7
M]I:% /KT i BUTpaTH CTHCHEHOTo moBiTpa 126 M?/Tos yTBOPIOIOTHCA Yac-
TUHKY MiHiMaJbHOT0 po3Mipy (44 MKM), CYKYIHICTE TEIJIOBKJIANEHHSA B
HanopomryBaHi marepianau (1-2,1 Mk /Kr) i BUTpaT! CTUCHEHOTO IIO-
BiTpa 108 mM?/rox Beme m0 (OpMYBaHHA YACTHHOK MAaKCHMAJIbLHOTO i
0JIM3BKOTO 0 MaKCUMAaJBHOTO POo3MipiB (55—59 MKM).

2. Buasieno, 1110 y Ipolieci eJIeKTPOAYTrOBOT'0 HATIOPOIIIEHHS IIOKPUTTIB
3 IPOTiB MiAi Ta aJIOMiHiI0 MiKYaCTHHKOBA B3a€EMOLisd YaCTUHOK IXHiX
po3TomiB BimOyBaeThCs i Uac iX pyXy B PO3IOPOIIYBAJIbHOMY CTPYMe-
Hi, y pesyJbTaTi AKoi BifOyBaeThCA iX KOaryJsdllisg 3 YTBOPEHHAM Uac-
TUHOK TICEB/IOCTOITHOI CTPYKTYPHU, BOJHOUYAC YTBOPEHHS TBEPAUX PO3-
YWHIB # iHTepMeTaJIiAiB He BinOyBaeTbCs.

3. IlceBmocTomHI MOKPUTTA, OAepP:KaHi y pasi HAIOPOIIeHHS CHUCTEeMU
Cu—Al,mig yac xapakTepusyoOTbCSI BUPAYKEHOI0 IeTEPOreHHICTIO CTPYK-
TYpH, IO CKJIAJAAETHCA 3 BUXITHUX MaTepiaiB i IXHIX oKCUIiB. ¥ NOK-
PUTTAX NPUCYTHI Tako:k momimiKkm imTepmerarnigaux ¢as CugAl, i
CuAl,, 1110 yTBOPIOIOTHCA IIig uac (POPMYyBaHHSA IIapPy IMOKPUTTSA Ha II0-
BepPXHi OCHOB.

4. BmicT OKCHIIB Y MOKPUTTAX 1 MOPUCTICTE IMIapy 3ajieKaTh IOJOBHUM
YMHOM BiJl BUTPATH CTHMCHEHOIO IOBIiTpPA Ta AUCTAHIII HAIIOPOIIEHHS.
Maxkcumanapuauit BMicT okcuaiB (17% 006.) BUSIBJIEHO ¥ MOKPUTTAX y pasi
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HAIIOPOIIIeHHA 3 BUTPATOIO CTHCHEeHOro moBiTpa 126 m®/rox i aumcranii-
eto HamoporteHHsa 0,2 M. 3a TOro K MOeTHAHHA IMUX IIapaMeTpiB ¢op-
MYIOTBHCSA HOKPUTTS 3 MiHiManbHOIO mopucTicTio (4% 06.). Ile mos’s13amo0
3 MiABUINEHHAM CTYIIeHA AUCIIEPCHOCTI MaTepiany, IO PO3IOPONIIYETh-
cs, Ta TPUBAJIOCTI ITepebyBaHHA YaCTUHOK Y CTPYMEHi.
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