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Electrolyte-Plasma Treatment On The Structural-Phase State
and Tribocorrosion Properties of 12Kh1MF Steel

This paper presents the results of a detailed study on the influence of thermocyclic electrolyte-plasma treat-
ment on the structural-phase state, microhardness, and tribocorrosion properties of heat-resistant steel
12Kh1MF. The treatment was carried out using a 10 % Na2CO3 aqueous solution and a voltage of 300/150 V.
It resulted in the formation of a zonal microstructure with a martensitic surface layer up to 600 pum thick. The
structure was divided into zones: hardened, thermal influence, and base material. Microhardness increased by
1.5 times due to martensitic transformation. X-ray analysis confirmed the formation of o'Fe and Fe;C phases.
Tribological tests showed a 10 % reduction in the friction coefficient and a 1.5-2-fold increase in wear re-
sistance. Corrosion tests in a salt fog chamber revealed enhanced protective properties, with mass loss re-
duced and corrosion resistance improved by 10-30 %, depending on the treatment mode. Based on a compre-
hensive analysis, the most effective thermocyclic treatment mode was identified, ensuring an optimal balance
of mechanical strength and corrosion resistance. The findings highlight the high potential of thermocyclic
electrolyte-plasma treatment as a promising method for enhancing the surface properties of steel components
operating in aggressive environments.
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Introduction

Structural steels are materials widely used in power engineering and other industries. They have a num-
ber of characteristics that make them suitable for use in high temperature and pressure environments. In
thermal power plants, they are used to manufacture steam pipes, turbines and other types of parts. However,
with prolonged service life, degradation of the structure occurs, which leads to unstrengthening of the
steel [1]. In such cases for steel hardening the traditional heat treatment is carried out, which is carried out
with volumetric treatment of the entire working surface of the part, but as it is known in working mecha-
nisms the core of the part must remain plastic for proper operation of the entire unit [2]. Therefore, scientists
and engineers develop various methods of hardening, including not only classical heat treatment, but also
additional methods that can modify only the near-surface area of parts without changing its plastic character-
istics. Technologies based on electro-discharge machining processes, such as electrolyte-plasma technologies
for material modification, can be considered as an example of such machining methods [3]. Combining these
methods can increase the strength, wear resistance and heat resistance of structural steels, providing longer
service life in extreme conditions.

Modern research in the field of electrolyte-plasma processing is actively developing, covering both the-
oretical and practical aspects of electrodischarge phenomena, contributing to the creation of highly efficient
and cost-effective methods of materials processing such as electrical discharge machining (EDM) [4, 5],
electrospark machining (ESM) [6], electrolyte-plasma hardening (EPH) [7], and electrolyte-plasma anodic
treatment (EPAT) [7, 5], electrospark machining (ESM) [6], electrolyte-plasma hardening (EPH) [7], electro-
lyte-plasma anodic treatment (EPAO) [8], electrolyte-plasma chemical heat treatment (EPChT) [9] expand-
ing their application in various industrial sectors, including power and mining engineering.

84 BecTHuk KaparaHguHckoro yHuBepcuTeTa



Investigation of the Influence of Technological Regimes ...

The study by Garba E., Abdul-Rani A.M., Yunus N.A. [10] and co-authors demonstrates the wide pos-
sibilities of electrical discharge machining (EDM), which is used in such industries as mold and die manu-
facturing, as well as in mechanical engineering, nuclear, aerospace and biomedical industries. According to
the authors’ conclusions, the main advantage of this technology is the high accuracy of manufacturing com-
plex parts. However, EDM has a number of significant disadvantages, including low material removal rate,
poor surface quality, long processing time, high cost, as well as being limited to processing only electrically
conductive materials. These factors limit its application in production.

In the monograph by Korzhyk V., Tyurin Yu. and Kolisnichenko O. [11] the results of theoretical and
experimental studies of dynamic processes of modification of metal surfaces by means of electric current
regulated by means of an electrode with liquid electrolyte were presented. Based on the conducted studies,
integrated hardening technologies were developed and specialized equipment was created, allowing for oxi-
dation, alloying and structural transformation of the surface without affecting the entire volume of the prod-
uct. The use of these technologies significantly improves the physical and mechanical characteristics of ma-
terials, increasing their strength, wear resistance and resistance to fatigue loads under friction and wear con-
ditions.

The studies by Berladir K. and her co-authors consider the process of nitrocarburizing with cyclic heat-
ing in comparison with isothermal nitrocarburizing [12]. The authors found that the use of thermocyclic ni-
trocarburizing in comparison with isothermal nitrocarburizing allows for an increase in resistance to cavita-
tion destruction by 0.6—1.5 times. In addition, the use of chemical-thermocyclic treatment helps to reduce
processing time, reveal the grain structure and improve the mechanical properties of structural steel.

One of the promising technologies in this area is thermocycling electrolytic-plasma treatment (TEPT).
This method combines thermal, electrical and plasma effects on the material in an electrolytic environment,
where active elements contribute to its modification due to the flow of electric current through the environ-
ment to the surface of the material. This approach allows to significantly increase the hardness of the surface
layers. The TEPT process includes cyclic alternation of heating and cooling, which causes significant struc-
tural changes in the material and improves its mechanical properties, facilitating wide application in produc-
tion. Thus, according to the analysis, it was established that technologies based on the processes of electric
discharge phenomena are applicable as an alternative to traditional heat treatment in order to improve the
performance characteristics of a wide class of steels, however, the definition of technological regimes of ca-
thodic electrolytic-plasma treatment with thermocycling has not been studied in detail. Therefore, the aim of
this work is to study the influence of technological regimes of thermocyclic electrolytic-plasma treatment on
the structural-phase state and tribocorrosion properties of 12Kh1MF structural steel.

Materials and methods of research

In this work, 12Kh1MF steel was used as the material for TEPT. This steel is widely used in the power
industry, in particular, it is used to manufacture pipelines, boilers and other elements operating in aggressive
environments. The chemical composition of 12Kh1MF steel according to GOST 20072-74 is given in Table.

Table
Chemical composition of steel grade 12Kh1MF, %
C Si Mn Cr Mo v P S
0.1-0.15 0.17-0.37 0.4-0.7 0.9-1.2 0.25-0.35 0.15-0.03 >0.035 >0.03

Thermocyclic hardening of 12Kh1MF steel samples was performed using an electrolytic plasma treat-
ment unit at the Surface Engineering and Tribology Research Center of the Sarsen Amanzholov East Ka-
zakhstan University. The EPO unit schematically consists of an electrolytic cell and a power source (Figure 1
a, b).
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Figure 1. Schematic representation of the unit for thermocycling electrolytic-plasma treatment

The essence of the process of thermocycling hardening by the method of electrolytic-plasma treatment
is as follows. At low voltage (about 150 V) in the electrolytic cell with an aqueous solution of electrolyte, a
standard electrochemical process occurs. With an increase in voltage to 300 V, intensive gas evolution be-
gins on the electrodes, which leads to the formation of a vapor-gas shell (VGS) near the electrode surface.

The electric field strength in the VGS reaches 10*-10° V/cm. At a temperature of about 100 °C, such a
field initiates the ionization of vapors, as well as the emission of ions and electrons necessary to maintain a
stable electric discharge. As a result, electrolyte plasma is formed. In this process, an aqueous solution of
sodium carbonate (Na,COs3) acts as a medium for heating and cooling.

For thermocyclic electrolytic-plasma heating of 12Kh1MF steel, an aqueous solution of sodium car-
bonate (Na>CO3) with a concentration of 10 % and 15 % (wt. %) was used. Our previous studies have estab-
lished [13, 14] that at higher concentrations of Na,COs, the electrical conductivity of the electrolyte increas-
es, which leads to intense heating and high current density. A 10 % aqueous solution of Na;COj3 has a low
current density compared to 15 % Na,COs, which ensures smoother heating without the risk of melting the
steel surface, and also ensures effective control of the heating process for various technological tasks. There-
fore, in further experiments, we will use an electrolyte composition with 10 % sodium carbonate and 90 %
distilled water.

During thermocycling (Table 2), when an electric potential of 300 V is applied, the sample surface rap-
idly heats up. When periodically switching between high electric potential (300 V) and low (150 V), a cyclic
change in the heating rate is observed. This regime allows controlling the intensity of the thermal effect,
which helps to increase the duration of heating and form a thick heated layer on the surface of the material.
By alternating supply at a voltage of 300 V and a current of 30 A for 5 seconds, with a decrease to 150 V and
a current of 8 A for 5 seconds, the electrolyte temperature increases to 37 °C. This allows controlling the
heating process, providing different temperature profiles and intensity of thermal effect on the samples.

Table 2
Results of corrosion tests of samples before and after TEPT
Sample Mass beforetesting, g | Mass aftertesting, g | Loss of mass, g | Loss of mass per unit area Am, kg/m?
Initial 9.5391 9.5299 0.0092 0.0191
Cycle No.1 11.2293 11.2198 0.0095 0.0129
Cycle No.2 8.4946 8.4883 0.0063 0.0109
Cycle No.3 7.0022 6.9941 0.0081 0.0152
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Figure 2. Parameters of the thermocycling electrolytic plasma treatment regime

The maximum steel surface temperature reaches 900 °C in the third cycle, with an increase in the elec-
trolyte temperature to 39 °C. In cycles Ne 1 and Ne 3, the steel surface temperature reaches 800 °C and
850 °C, respectively, with the electrolyte temperature increasing to 36 °C and 37 °C, respectively.

The samples for processing were ground and polished on the Metapol-2000P unit. The microstructure
of the samples was revealed by chemical etching using a 4 % solution of nitric acid (HNO3) in ethyl alcohol.
The microstructure of the original and processed steels was studied on a TESCAN MIRA scanning electron
microscope with a magnification of x60 and %1000.

X-ray phase analysis of the samples to determine the phase composition before and after TEPT was car-
ried out on an Expert Pro unit. Surface analysis was carried out from 10° to 90° with a delay of 0.02 s, in 20
mode.

To determine the hardness of the cross-section of the samples, a METOLAB 502 microhardness tester
was used, equipped with a tetrahedral Vickers diamond pyramid with a square base and an angle of o = 136°
between the opposite faces at the apex in strict compliance with the requirements of GOST 9450-76, im-
posed on the Vickers method. The diamond indenter under a load of /=1 N was pressed perpendicularly
and maintained under load for 10 s.

Tribological tests were carried out on a TRB3 tribometer. At a load of 6 N over a distance of 60 m us-
ing the ball-on-disk method and a speed of 2 cm/s. The radius of the trace was 3 mm (D = 6 mm). A ball
with a diameter of 6 mm made of 100Cr6 (analogous to ShKh15) was used as a counterbody.

Corrosion resistance tests were carried out in a HUD-E808 salt fog chamber according to GOST 34388-
2023. The neutral salt medium was 5 % sodium chloride (NaCl). The study was conducted at a temperature
of 35 °C for 8 hours. Although the actual working conditions of 12Kh1MEF steel in steam pipelines typically
involve temperatures of 400-550 °C in a water vapor medium, such laboratory conditions are commonly
used for accelerated corrosion testing. These parameters allow the simulation of long-term surface degrada-
tion processes under controlled and reproducible conditions, providing a comparative evaluation of corrosion
resistance before and after surface treatment.

Quantitative assessment of corrosion was carried out according to GOST 9.908-85. The mass loss per
unit surface area Am, g/m? was calculated using formula (1):

my —m,
Am 5 (1)
where my is the mass of the sample before testing, g; m; is the mass of the sample after testing and removal
of corrosion products, g; S is the surface area of the sample, m?.
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Results and discussion

Figure 3 shows the SEM results of the microstructure of the cross section of 12Kh1MF steel after
treatment in an electrolyte containing an aqueous solution of 10 % Na,COs in three different cycles (No. 1,
No. 2, No. 3), which allows us to draw conclusions about the influence of thermal conditions on the for-
mation of the structure and tribomechanical properties of materials. In the initial state, 12Kh1MF steel has a
ferrite-pearlite structure. After TEPT in different cycles, the structure of 12Kh1MF steel mainly consists of
the martensite phase, which is associated with rapid cooling, which leads to an increase in microhardness and
an improvement in tribocorrosion properties (Table 2, 3).

After TEPT under different conditions, zonal structures are formed in 12Kh1MF steel, which differ in
microstructure and hardness, and are distinguished as the zone of thermocycling quenching, the heat-affected

zone and the original material (Fig. 3).
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Figure 3. SEM image of the cross-section of 12Kh1MF steel after TEPT in cycles No. 1 (a), No. 2 (b) and No. 3 (¢):
1) thermocyclic hardening zone; 2) heat-affected zone; 3) original material

As shown in Figure 3a, the microstructure of 12Kh1MF steel obtained after TEPT in cycle No. 1 is ob-
vious that the zone of thermocycling quenching is characterized by the presence of a martensite microstruc-
ture with a thickness of ~400 um (Fig. 3, a, 1), while the heat-affected zone demonstrates the transition from
martensite to the original state (ferrite-pearlite) (Fig. 3, a, 2, 3). In cycle No. 2, a zone with a thickness of
~500 pm is also visible (Fig. 3, b, 1). The formation of martensite is a consequence of rapid cooling. In the
zone of thermocycling quenching, the martensite structure predominates, and in the heat-affected zone, bain-
ite and ferrite (Fig. 3, b, 2, 3). In cycle No. 3, the martensite microstructure with a thickness of ~600 um in
the zone of thermocycling quenching transforms into bainite, thereby entering the heat-affected zone with a
thickness of ~600 um (Fig. 3, ¢, 1, 2, 3). Thus, the zone of thermocycling quenching under different cyclic
conditions has a thickness of up to 600 um with a martensitic structure that contributes to the improvement
of the surface microhardness of the material.

Table 3 shows the results of measuring the surface microhardness of steel samples before and after
TEPT. According to the results, it was found that after TEPT, the microhardness increased by ~1.5 times,
which is associated with the formation of a martensitic structure.

Table 3
Results of corrosion tests of samples before and after TEPT
TRB? .
Sample Phasecomposition | Microhardness, HVo.1 Wear intensity, Corrosionrate,
U 5 mm/year
mm?*N X m

Initial aFe 205430 0.627 0.0004706 0.0024
Cycle No.1 o 'Fe, FesC 345+30 0.617 0.0004391 0.0016
Cycle No.2 o 'Fe, FesC 365+34 0.596 0.0003047 0.0013
Cycle No.3 o 'Fe, FesC 373431 0.613 0.0002672 0.0019

In order to identify changes in the structural and phase state, X-ray phase analysis of the surface of
12Kh1MF steel samples was carried out before and after TEPT under different conditions (Fig. 4). Accord-
ing to the presented results of X-ray phase analysis, it was found that in the initial state, the steel has a fer-
rite-pearlite structure (aFe phase) (Fig. 4), and after TEPT, the formation of a martensite phase (o Fe) with a
strengthening cementite phase (Fes;C) is observed in all samples, which is consistent with the results of SEM
analysis.
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Figure 4. Results of X-ray phase analysis of steel before and after TEPT in different cycles

Figure 5 shows the results of tribological tests of steel samples before and after TEPT, according to
which it was revealed that, compared to the initial state with a value of 0.627, the friction coefficient de-
creased by an average of 10 %, and the wear resistance of 12Kh1MF steels increased by ~1.5-2 times (Ta-
ble 3).
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Figure 5. Tribology results before and after TEPT

The results of corrosion tests of steel before and after treatment are presented in Table 2. According to
the analysis of the mass loss of samples using formula (1), it was found that after testing, the corrosion re-
sistance improved by 10-30 % compared to the original sample. A reduction in mass loss is observed in cy-
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cle Ne 2 when compared to cycles Ne 1 and Ne 3. It is evident that the more moderate regime of cycle Ne 2, in
comparison to cycle Ne 3, serves to reduce the likelihood of residual stresses that have the potential to accel-
erate localised corrosion.

Thus, the results of the studies show that the concentration of the electrolyte and the selected heating
cycles have a significant effect on the properties and structure of steels. The results of the studies and their
analysis are correlated in Table 3.

It has been established that the electrolyte concentration (10 % Na>CO3) in combination with optimal
heating cycles (e.g. No. 2 and No. 3) contributes to an increase in microhardness and improvement of tri-
bocorrosion properties due to stable energy density and controlled heating during TEPT.

Conclusion

On the basis of the obtained results the following deductions and conclusions were made:

— the microstructure of the cross section of steel 12Kh1MF after TEPT has a zonal structure, it was
found that in the electrolyte containing 10 % Na,CO; + 90 % distilled water, is formed thermocyclic hard-
ened layer with a thickness of up to 600 microns, which varies depending on the cycle, structurally consist-
ing of the main phases of martensite (a'Fe) and cementite (FesC), the formation of which contributes to an
increase in microhardness in ~1.5 times.

— According to the results of tribo-corrosion tests of samples before and after TEPT it was revealed that
wear resistance of the samples was increased by ~10 % on average, and corrosion resistance improved by
10— 30 % compared to the original sample.

On the basis of the obtained results the optimal technological regime of thermocyclic electrolyte-plasma
treatment of steel 12Kh1MF was established: electrolyte composition aqueous solution of 10 % sodium car-
bonate at a temperature of 900 °C, 2-3 cycles of treatment at a voltage of 300 V — 150 V and a current of 30
A — 8 A for 5-60 seconds.
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TepMOIUKJAIK 3J1eKTPOJUTTI-IIA3MAJIBIK OHAEY TeXHOJIOTHSJIBIK Pe:KUM/IePiHiH
12X1M®@ 6o0Js1aTBIHBIH KYPBLIBIMIABIK-(a3aJibIK KYiiHe kdHe TPHOOKOPPO3HSJIBIK

KacHeTTepiHe dCepiH 3epTTey

XKymsbicra 12X1IM® mapkaibl BICTBIKKA TO3IMIi OONATTBIH KYPbUIBIMIBIK-(a3aibIK KyHiHe, MHKPOKATTHI-
JIBIFBIHA XKOHE TPUOOKOPPO3HSIBIK KACHETTEpiHEe TEPMOLUKIIIK IEKTPOIUTTIK-IUIa3MaJIbIK OHICY IiH ocepi
KaH-KakTbl 3eprrenui. OHuney 300/150 B kepueyne Harpuii kapOoHatbiHbIH (NapCOsz) 10 % cyusl
epitiagicinne xyprisinmi. Hotmkecinne KamsHIBIFE 600 MKM-Te AeifiH XKeTeTIH MapTeHCUTTIK KYPBUIBIMIBI
30HAJIBIK MHUKPOKYPBUIBIM KaJIBINTACTEI. MHKPOKYPBUIBIM YIIBI MbIHaail aliMakTapra GeNiHIi: TEPMHUSIBIK
LUK KaTalWTy, KbULy ocCep CTeTiH aiMak jkoHe Oacramkpl MarepHal. MapTEeHCHTTIK KYpPBUIBIMHBIH
TYy3UIyiHe OaiaHbICTB! 00TAaTTHIH MUKPOKATTHIIBIK KabineTi 6acTanKel MaTepHaIMeH calbIcThIprana 1,5 ece
octi. Pentrennik ¢asanpik tangay o'Fe jxone FesC ¢aszanapblHblH Ty3ilyiH aHBIKTa[bl. TpHUOOIOTHSIIBIK
cbIHaKTap Yiikenic koaddunuentiniy 10% TeMeHIereHiH jxKoHe To3yFa Te3iMAuIriHig 1,5-2 ece apTKaHbIH
kepceTTi. Ty3/bl TYMaH KaMepachbIHAaFbl KOPPO3HSUIBIK CHIHAKTAP MaTepPHAJIbIH KOPFaHBIC KACHETTEPiHIH
JKaKCapFraHBIH KOPCETTi: Macca KOFaNTy a3aiiibl XOHe OHJey PeXKUMIiHE OalIaHbICThl KOPPO3UAFa TO3IMIUTIK
10-30 %-ra aprrel. XKyprizinreH Tammay HoTibkeciHae omicTiH 12X1M® KOHCTPYKIMSIIBIK OOTATHIHBIH
OCpIKTIK TIEH KOPPO3WsiFa TO3IMALTIKTIH OHTAMIBI TEHI€PiMiH KaMTaMachl3 €TETIH €H THIMII TePMOLUKIIIK
OHJIEY PEXKUMI aHBIKTAIB. AJBIHFAH HOTIKENIED TEPMOLMKIAIK 3JIEKTPOJIMTTIK-IUIA3MANbIK OHACYAIH
arpeccuBTi OpPTa/ia XKYMBIC icTeHTiH Goat GemrexTepiHiy OeTKi KacHeTTepiH XKaKcapTy1a THIMAI oJIiC eKeHIH
JonenieH .

Kinm co30ep: SMEKTPOJUTTI-INIA3MANbIK OHACY, BICTHIKKA TO3IMIi KYPBUIBIMABIK GOJIAT, TEPMOLMKIIIK
9JIEKTPOJUTTI-IUIa3MalIbIK  OHACY, MHUKPOKATTBUIBIK, TOMEH KOCHAlaHFaH 6oyaT, MHKPOKYPBUIbIM, GeTTi
OepiKTeHIipY, KOPPO3UsFa CBIHAY

JLT. Cymobaesa, J.P. baiixan, C./l. bonatos, H.E. Bepaimypatos, H.E. ba3apos

HccnenoBanue BIANSIHUSI TEXHOJOTHYECKHX PeKMMOB TEPMOLIMKJINYECKOM
3JIEKTPOJIMTHO-IVIa3MEeHHOH 00padOoTKHM HA CTPYKTYPHO-(a30Boe COCTOSIHNE

U TPUOOKOPPO3UOHHBIE cBOMcTBa cTaan 12X1M®D

B nanHo# paboTe BCECTOPOHHE MCCIIEIOBAHO BIHMSIHUE TEPMOLMKIMYECKOH 3IEKTPOJUTHO-TIIIA3MEHHOM 00-
pabOTKH Ha CTPYKTYPHO-(a30BOE COCTOSIHUE, MHKPOTBEPJOCTh U TPHOOKOPPO3HOHHBIE CBOMCTBA JKapOMPOU-
Ho# cranu Mapku 12X1M®. O6paboTky npoBoaumu B 10 % BogHOM pacTBope kapOonara Hatpus (Na,COs)
npu Hanpsbkeruu 300/150 B. B pesynbrate 0OpasoBayiach 30HaNbHAS MapTEHCUTHAsE MUKPOCTPYKTYpa TOJ-
muHOH 1o 600 MKkM. MUKpOCTpyKTypa Oblla pa3ieieHa Ha 30HbI HAKOHEUHHKA: pa3jelieHa Ha 30HYy TepMo-
[UKJIMYECKOTO YIPOYHEHNs, 30Hy TEPMHIECKOTO BO3ACHCTBHS U HCXOJHBIN MaTepHall. 3a c4eT 00pa3oBaHHs
MapTEHCUTHOU CTPYKTYpBHl MHUKPOTBEPJOCTh CTaNM YBEIUUYIIACh B 1,5 pas3a 1o cpaBHEHHIO C UCXOAHBIM Ma-
TepuaioM. PeHtrenogasnelii ananm3 BeusiBI oOpa3oBanue gaz o'Fe n FesC. Tpubonorundyeckue uCHbITaHUS
MOKa3aay CHWkeHne koddduimenta Tpenus Ha 10 % u yBenuueHne usHococToiikoctr B 1,5-2 pasa. Koppo-
3MOHHBIE HCIIBITAHHSA B KaMepe COJEBOr0 TyMaHa IOKa3allk YJydIIeHHe 3allUTHBIX CBOICTB MaTepuana:
yYMEHBIIIEHHEe TOTEPH MacChl M MOBBIIIEHNE KOPPO3UOHHOHN cToiKocTH Ha 10-30 % B 3aBUCHMOCTH OT PEXH-
Ma 00paboTku. B pesynprare mpoBeeHHOTO aHaimM3a ObUT ompenesieH Hanbonee 3G GEKTUBHBINA PEKUM Tep-
MOIMKINYECKOH 00paboTKH KOHCTPYKIMOHHOHN ctam 12X1M®, obecrieunBaromyii onTHMaIbHEIA OanaHc
MPOYHOCTH U KOPPO3MOHHOI cTolKocTH. IloiydeHHBIE pe3ysbTaThl JOKa3bIBAIOT, YTO TEPMOIMKIMYECKas
JJIEKTPOJIUTHO-TUIA3MEHHasi 00paboTka sBiseTcss 3(P(EeKTHBHBIM METOIOM YIIyYIICHUs ITOBEPXHOCTHBIX
CBOMCTB CTJBHBIX JIeTaJIeH, pabOTAIOMNX B arPECCUBHBIX CpeJiax.

BecTHuk KaparaHguHckoro yHuBepcuteTa



Investigation of the Influence of Technological Regimes ...

Kniouesvie cnoga: >MeKTpONUTHO-IIIa3MEHHas 00pabOTKa, KapompodHas KOHCTPYKIHOHHAS CTalb, TEPMO-
IUKIAYIECKas 3JIEKTPOIUTHO-IIa3MeHHas 00paboTKa, MUKPOTBEPAOCTD, HU3KOJIETHPOBAHHASL CTAllb, MHKPO-
CTPYKTYpa, yIPOYHEHNE TOBEPXHOCTH, KOPPO3UOHHBIE HCTIBITAHUS
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