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Abstract

:

Welding is a widely used process that requires continuous developments to meet new application demands of mechanical projects under severe conditions. The homogeneity of metallurgical and mechanical properties in welded joints is the key factor for any welding process. The applications of external magnetic fields, mechanical vibration, and ultrasound are the fundamental steps to achieve success in improving these properties. The present work aimed at determining suitable processing conditions to achieve the desired balance between metallurgical and mechanical properties of 304L steel in TIG (Tungsten Inert Gas) welding under the application of an external magnetic field. The microstructural characteristics of the weld bead were analyzed by optical microscopy (OM) and scanning electron microscopy (SEM). In order to evaluate the mechanical properties of the welded specimen, its Vickers microhardness map and Charpy impact energy at −20 °C were obtained. In addition, corrosion tests were carried out in the saline medium to compare the corrosion resistance of the joint with that of the base metal and that without the magnetic field. It was found that the external magnetic field decreased the percentage of delta ferrite, improved the filling of the weld pool with the weld metal, and decreased the primary and secondary dendritic spacings. The Vickers microhardness value under the magnetic field was found to be lower than that without the magnetic field, and the Charpy test showed no significant variation in energy absorption. Moreover, the welded joint produced under the external magnetic field manifested less resistance to corrosion.
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1. Introduction


In recent years, welding has attracted widespread attention in mechanical and construction projects owing to its several advantages, including high energy density, good geometry, and high efficiency [1,2,3,4,5]. However, the formation of spatters, pores, and bulging and other defects during welding degrade the quality of weld beads [3]. According to Baldan et al. [5], the main problems during welding are root dropout, overlap, lack of penetration, undercut, lack of fusion, and cracks. Different approaches, such as welding with mechanical agitation, ultrasound, and an external magnetic field, have been employed to minimize or avoid these problems.



Ultrasonic welding requires a high power to fill the fusion zone (FZ) and causes an increase in the vibration intensity on the base metal surface. To achieve a low weld bead dimension, it is necessary to accelerate the filling process of the fusion zone by increasing the ultrasonic power inside the weld [6]. Cunha et al. [7] found that ultrasonic welding presented a serious difficulty of the relatively low maximum resonator operating temperature; thus, it was very difficult to use the resonator next to the welding torch owing to the high temperature of the weld arc. Therefore, it is important to use a high-power resonator to excite a material of high mass. However, for an application in which the resonator must be moved together with the welding torch, several limitations regarding the mass and dimension of the resonator are often noticed. In addition, the cost of an ultrasound generation system is relatively high in comparison with those of other welding equipment.



Almeida [6] obtained the energy absorption profile of a weld bead during welding with a parallel vibration process called vibratory stress relief (VSR). The energy obtained under the application of mechanical vibration was responsible for producing a load that overlapped the existing stress pattern, thus inducing a movement within the weld pool. However, this welding process is not always recommended because mechanical vibration can cause harmful effects on surrounding operations. In addition, this process is quite expensive.



Welding under an external magnetic field can reduce the number of defects, refine the crystallinity of welded structures, and improve the mechanical properties of welded joints [3,5]. Cao et al. [3] found that, under an external magnetic field, the amount of commonly found defects, such as spatters, pores, and depressions, in the weld bead was significantly reduced.



Yao et al. [2] and Avilov et al. [8] investigated the effects of the electromagnetic force in arc welding and laser welding to improve weld quality.



An external magnetic field is responsible for magnetic agitation inside FZ. Magnetic agitation causes a liquid to flow in FZ and decreases the ferrite content between grains during primary crystallization. Moreover, it increases the Ni content, decreases the liquid speed, and lowers the temperature gradient in FZ [6,7].



Cao et al. [3] found that the application of a static external magnetic field during laser welding on 316L stainless steel manifested significant influences on the microstructural and mechanical properties of the weld bead. Li et al. [9] observed that magnetic agitation inside the weld pool was responsible for breaking the as-formed dendrite tips. It was noticed that the reduction of the ferrite content caused a decrease of Cr and an increase of Ni, resulting in a refined microstructure. Therefore, magnetic agitation decreased the liquid speed and lowered the thermal gradient in the weld pool, thus causing a uniformity of the microstructure.



According to Cao et al. [3], the uniformity of the microstructure with fine grains can be attributed to the greater Vickers microhardness and energy absorption. Moreover, welding under an external magnetic field generates fewer micro-voids, voids, and flat surfaces, leading to better plasticity and higher energy absorption capacity [9]. The application of an external magnetic field ensures high material toughness, enhanced grain refinement, and reduced porosity [9].



In the present work, an external magnetic field was applied during autogenous TIG welding through the addition of two pairs of parallel external magnetic fields (repulsion) with a plasma arc between them. The proposed process allowed the evaluation of the geometry of FZ [10,11,12], the fraction of delta ferrite, the dendritic spacing, the Vickers microhardness, the Charpy impact energy, and the corrosion in FZ.



Among the different approaches to reduce welding defects, investigations of welding with an external magnetic field were performed owing to its practicality, low financial cost, and improvements in the metallurgical and mechanical properties of the weld. Thus, the innovation is related to the variation of the intensity of the external magnetic field that allowed to evaluate and compare the behavior of the properties of the weld according to the different intensities of the magnet and the absence of the field.




2. Materials and Methods


AISI 304L stainless steel plates were used as the sample in the current work, and their chemical compositions are presented in Table 1.



The autogenous TIG welding process was carried out using the following parameters: current = 239 A, voltage = 15.2–16 V, welding speed = 1.82 mm/s, and thermal input = 1.08 kJ/mm. Four AISI 304L austenitic stainless steel plates of 175 mm × 50 mm × 9 mm were used, and four welds were prepared under different external magnetic field intensities B1 = 0 T, B2 = 2.5 T, B3 = 5.0 T, and B4 = 8.0 T. Equation (1) was used to determine the magnetic force of the plasma arc under different magnetic fields.


  F =    B   2   (   A  2  μ o     )  ,  



(1)




where F is the Lorentz force, A is the area, and    μ o    is the viscosity of the material.



Figure 1 presents the external magnetic field, the steel plate, the electrode, and the welding support.



To perform the microstructural characterization of the welded joint, it was polished by silicon carbide papers and diamond suspensions. The obtained micrographs from an optical micrograph (OM) and scanning electron microscope (SEM) were analyzed by Image-Pro Plus software in version 4.0 and manufacturer Media Cybernetics, Inc., Rockville, MD, USA. The scanning electron microscopy (SEM) of the cross-section of the welded joint was captured to assess the weld bead geometry. Forty OM images were taken, and with the help of mathematical software (Geogebra software, manufacturer University Salzburg and currently in Florida Atlantic University, Boca Raton, FL, USA), the fusion zone and the heat-affected zone (HAZ) were dimensioned.



To quantify the percentage of ferrite, the magnetic ferritoscope method of measurements were carried out. The Ferritoscope Fisher equipment (manufacturer Fisher do Brazil Measurement Technology, São Paulo, Brazil) de was used. A significant number of measurements on the region were obtained and the averaged values plotted to correlate the volumetric fraction with the applied magnetic external fields.



The mechanical properties of the welded joint were analyzed by the microhardness test, the dendritic structure characterization test, the Charpy impact test, and the corrosion test. The spacing between dendritic grains was measured from the obtained dendritic morphology. The Vickers microhardness test was carried out on each specimen along FZ (fusion zone), HAZ (heat-affected zone), and BM (base metal) at the distances of 0.20 mm and 0.35 mm from the sample surface. Two hardness tests were performed for each specimen, with eight indentations for each test. The distance between two Vickers microhardness points was 0.05 mm. For each sample, a 200 gf load was applied for 20 s.



The Charpy V-notch (CVN) test was carried out on the samples of 10 mm × 10 mm × 55 mm dimension at −20 °C according to the ASTM E2334 standard. Cracks generated in the samples were observed by SEM. The behara etchant was used to obtain the micrographs of the fusion zone. The images were obtained with magnification of 50× in the NIKON LV150 microscope (The equipment is of the Nikon brand, distributed in Brazil by the company BioLab Brazil in São Paulo, Brazil). The calculation of the pore area was performed by demarcating the pore areas of the micrograph with the threshold pixels in image J software (A computer program developed in National Institutes of Health, Bethesda, MD, USA) selected to post processing the image analysis. The evaluation of the average grain size (TG), was carried out using the Heyn intercept method or linear method (ASTM 2013). The samples were photographed with a 50-fold magnification in the NIKON LV150 microscope. According to the ASTM G5-94 standard, a total of twelve electrochemical measurements (polarization and impedance) were performed to assess the corrosion resistance of the samples. In these tests, the base metal and the welded region metal with a geometric area of 1 cm2 (longitudinal) were used as working electrodes along with a platinum counter electrode and a silver/silver chloride reference electrode. Before each test, the working electrodes were immersed in 3.5% NaCl solution. For each steel sample, the scan was executed from its corrosion potential to the pitting potential (Epite) at a rate of 0.333 mV·s−1 (1.2 V·h−1).




3. Results


3.1. Microstructure


With the plastic deformation, these steels exhibit an accelerated hardening, favoring a substantial increase in the strength as well as in the resistance in the extension until starting to narrow during the tensile test [12]. An analysis with SEM of the cross section of the welded joint allowed to evaluate the microstructure in the different zones. It was found that FZ and HAZ were composed of austenite grains (light regions) and delta ferrite (dark spots) [13]. Figure 2a displays the cross-sectional view of the weld, and Figure 2b reveals the surface morphologies of FZ, HAZ, and BM after chemical etching. It is observable that grains in BM were stretched to HAZ. In turn, HAZ was composed of coarse grains and grains stretched to FZ. Further, FZ consisted of columnar grains [14,15] and grains that grew in the same orientation of HAZ.



Figure 3 expresses that the solidification of AISI 304L steel occurred according to the following liquid reaction: Liq → Liq + δ → δ + γ. Hence, the microstructure of the investigated steel at room temperature consisted of an austenitic matrix and delta ferrite dendrites. Considering that the steel remained in the single-phase field of delta ferrite for a certain time, the slower the cooling rate, the longer the steel remained in this field and, consequently, the higher the delta ferrite fraction in the austenitic matrix.



With macroscopic images obtained with optical microscopy and the software Image-Pro Plus 4.0, it was allowed to measure the dimensions and capture the geometry of the weld pool. According to Li et al. [11], an increase in the weld area results in a greater filling in the welded region. Moreover, a decrease of the weld width and an increase of the weld depth allow the reach of deep welds [11,13,16]. A good filling of FZ occurred by the weld metal. The increase in the weld area under the external magnetic field was 100% greater than that without the magnetic field. On the contrary, the width of FZ under the external magnetic field became 25% narrower than that without the magnetic field. Moreover, the geometry of the welded FZ under the external magnetic field was 3.0 mm deeper than that without the magnetic field. These results (show in Figure 4) were obtained by applying an external magnetic field of varying intensities during the welding process. The welding parameters were kept fixed to achieve the desired welding geometry before the welding process. Therefore, welding with an external magnetic field showed significant changes in the weld pool, that is, narrow and deep.



According to Li et al. [11] and Jeng et al. [17], it was observed that the fraction of delta ferrite decreased with the variation of the external magnetic field. Through the program called Image J, Figure 5, five regions were registered for each sample and the volumetric fractions of the ferrite were calculated; along with the results were calculated the means, standard deviation, and standard error for each process [18]. In Figure 5, therefore, a negative difference in the delta ferrite content of the welds was detected and the delta ferrite content differences between B1 and B2, B2 and B3, and B3 and B4 welds were 35.4%, 23.8%, and 28.12%, respectively. The external magnetic field slowed down the cooling rate and changed the microstructure of FZ. Figure 6 reveals that the dendritic spacing decreased with the increase of the external magnetic field. The primary dendritic spacings for B2, B3, and B4 welds were 12.13 µm, 11.44 µm, and 9.90 µm, respectively, and the corresponding secondary dendritic spacings were 8.00 µm, 5.61 µm, and 3.81 µm, respectively. This effect influenced the mechanical properties of the welded FZ with greater crack resistance and ductility. The dendritic spacing λ2 manifested a greater tendency to refinement as compared with the dendritic spacing λ1. Hence, the external magnetic field allowed control of the dendritic spacing in the welding process [3].




3.2. Mechanical


The Vickers microhardness in FZ under the external magnetic field was relatively higher than that without the magnetic field owing to the refinement and uniformity of the microstructure [19,20,21,22].



For the Vickers microhardness test, the distance between two Vickers microhardness points was 0.05 mm. For each sample, a load of 200 gf was applied for 20 s. In Figure 7, the welding without magnetic field has a Vickers microhardness with no value (on average) B1 = 330 HV (depth 0.20 mm) and B1 = 284 HV 0.35 mm (depth 0.35 mm) and welding with external magnetic field value (on average) (at depth 0.20 mm) B2 = 223 HV, B3 = 314 HV, and B5 = 185 HV (at depth 0.35) and B2 = 206 HV, B3 = 201 HV, and B4 = 164 HV, which allows verify that the weld, without an external magnetic field, presents the highest values of Vickers microhardness at different depths. Welding without a magnetic field promotes more solid state and, therefore, there is more ferrite within the FZ. Li et al. [10] states that a ferrite acts as a second strengthening agent, and thus increases the duration within the melt pool.



It is evident from Figure 7a that, at a depth of 0.20 mm, FZ presented a higher Vickers microhardness value for both B1 and B3 welds. In Figure 7b, a similar trend is observed for the B1 weld. Hence, under the external magnetic field, at a depth of 0.35 mm, the FZ had a lower Vickers microhardness value than BM.



In the B2 weld, the Vickers microhardness values of BM and FZ at a depth of 0.35 mm were 246 HV and 213 HV, respectively. In the B3 weld, the values were 246 HV and 210 HV, respectively, and in the B4 weld, the values were 246 HV and 176 HV, respectively. However, in the B4 weld, the Vickers microhardness value of FZ at a depth of 0.35 mm was higher than that at a depth of 0.20 mm.



In the B4 weld, the Vickers microhardness values of FZ at the depths of 0.35 mm and 0.20 mm were 176 HV and 120 HV, respectively. According to Chen et al. [23], the values of Vickers microhardness are the same that occur owing to the uniformity of grains caused by the magnetic effect on FZ. Magnetic agitation inside the FZ is responsible for the formation of smaller dendritic grains, favoring the appearance of lower values of Vickers microhardness. The Vickers microhardness tests in FZ, HAZ, and BM were carried out according to the procedure described by Demarque et al. [24].



The material in the fusion zone melted, consequently eliminating the cold work-hardening effect. Besides, the formation of a softer structure composed of austenite and ferrite also leads to a decrease in microhardness [10]. Figure 8 presents the Vickers microhardness values of FZ under each magnetic field at the depths of 0.20 mm and 0.30 mm from the weld bead surface. Under B1 = 0.0 T, the Vickers microhardness values of FZ at the depths of 0.20 mm and 0.30 mm were 328 HV and 332 HV, respectively (Figure 8a). Under B2 = 2.5 T, the values were 220 HV and 213 HV, respectively (Figure 8c). Under B3 = 5.0 T, the values were 315 HV and 210 HV, respectively (Figure 8b). Under B5 = 7.5 T, the values were 120 HV and 172 HV, respectively (Figure 8d). Hence, it can be inferred that, under the external magnetic field, FZ had lower microhardness values [24,25].



Bachmann et al. [8] states that, in the interior of the weld pool, below the surface of the welded part in the weld pool, there is a variation in the speed of the liquid with a magnetic field. In Figure 7a and Figure 8b, it is possible to observe that the depth of 0.20 mm (surface) has an exception, that is, the Vickers microhardness has the highest value in comparison with the BM values. The increase in the microhardness value can be justified by the possible reduction in speed below the weld surface.



In addition to the downward trend in Vickers microhardness values, with the external magnetic field applied, the fluctuation in hardness across the fusion zone was smaller, which might indicate a more uniform microstructure and finer grains [10].



Charpy’s tests were performed at a temperature of −20 °C for welding without a magnetic field and another with a magnetic field. These tests allowed the following results. Figure 9a,b show the effect of applied magnetic field on the fractures during the Charpy test, respectively. The effects on the microstructures of the fractured surface of the welded specimen are evident (micro-voids, voids, and flat surfaces are marked by blue circles, yellow circles, and red rectangles, respectively). This aspect of the fracture is typical of ductile materials.



After the Charpy test, it is expected that the microstructure in the fracture region presents a similar aspect to the FZ microstructure and the ferrite is responsible for the toughness of the material [26,27,28]. As previously stated, welding without a magnetic field has a higher percentage of ferrite compared with welding with a magnetic field. In addition, the volume of pores is another element that attests to the occurrence of ductility of the material.



Through the program called Image J, Figure 10, five regions were registered for each sample and the volumetric fractions and diameter of the pores were calculated; along with the results were calculated the means, standard deviation, and standard error for each process [18]. Figure 10 shows that the weld without an external magnetic field B1 = 0 T has 28.50 µm and 69.21 µm of the pore diameter and the fracture pore volume fraction in the FZ, respectively. The weld with a magnetic field B4 = 7.5 T has 6.68 µm and 4.02 µm of the pore diameter and the fracture pore volume fraction in the FZ, respectively. These values reveal a reduction of 76.63% and 94.2% in the diameter and the volume fraction of the fracture pore in the FZ of the weld with an external magnetic field, respectively.



It is also evident in Figure 10 that, with the increase of the intensity of the external magnetic field, the size and the volumetric fraction of the diminished pores can influence the FZ toughness.



Figure 11 expresses that, although the percentage of density diameter decreases with the increase of the magnetic field, this behavior does not cause a significant difference in the absorbed energy or better, as the changes in density occurring with a variation of the magnetic field do not affect the energy absorption during the Charpy energy test performed at the FZ. Therefore, welding with an external magnetic field maintained the weld ductility, when the intensity of the external magnetic field increased [29,30].



In this same sense, one can observe a small energy difference in the welds   B 1 − B 2 = 2    J  ,    B  2 − B 3 = 6    J   and   B  3 − B 4 = 9    J   . The difference of the samples   B 1 − B 4 = 17    J    is negligible for this material. This small difference for such high ductility austenitic stainless steel could not be attributed to the variation of the magnetic field. Therefore, we attributed these differences in the measurements to the uncertainty of the measurement method. In addition to this difference, when looking at Figure 11, error causes one point to overlap the other. This behavior allows to observe that the welding with an external magnetic field does not alter the ductility of the FZ.



Pitting potential (Ep) can be defined as the potential at which a passive film is destroyed, and an intense localized attack occurs. The resistance to pitting corrosion increases with the increasing Ep value, thus maintaining a passive condition of the surface through a potential from corrosion (Ecorr) [11]. Figure 12 presents the corrosion potentials (Ecorr) and corrosion currents (Icorr) for welding under 0.0 T (−0.04 V and 7.2 × 10−5 log A/cm2, respectively), 2.5 T (−0.05 V and 7.8 × 10−5 log A/cm2, respectively), 5.0 T (−0.12 V and 6.2 × 10−5 log A/cm2, respectively), and 7.5 T (−0.22 V and 6.8 × 10−5 log A/cm2, respectively), thus it is clear that, with the increase of the external magnetic field intensity, the Ecorr value decreased gradually [28,31,32].



The Icorr value under B2 = 2.5 T was higher than that under B1 = 0.0 T. According to Curiel et al. [33], welding is not so significant for corrosion. Curiel et al. and Pedrini et al. [33,34] found that the axial magnetic field applied during welding changed the electrochemical behavior of the samples taken from FZ. The corrosion potentials of the samples welded under the magnetic field moved to more negative values than that of the sample welded without a magnetic field. Curiel et al. [33] reported a depolarized cathodic reaction and passive behavior of welded AISI 304 in a 3.5% NaCl solution and associated that behavior to the presence of delta ferrite. The fact that ferrite is magnetic and a greater or lesser fraction of it will influence the potential. Riuper et al. [28] observed that the decrease in Ecorr occurred as a result of the decrease in dendritic spacing, indicating that a more refined dendritic spacing contributed to the reduction of the corrosion potential.





4. Conclusions


To evaluate the influences of an external magnetic field on TIG welding, the dendritic structure characterization test, the Vickers microhardness test, the Charpy impact test, and the corrosion test were performed, and the main observations are presented below.



With the values obtained from the variation of the magnetic field against the geometry of the fusion zone, it can be expressed that the addition of the external magnetic field contributed to the formation of the largest fusion zone, which became more elongated and narrower with the variation of the magnetic field. Welding with an external magnetic field, B4 = 7.5 T increased the depth of the weld pool by about 280% and decreased the width by about 80%. Therefore, the magnetic field is a major advance in obtaining deep welds.



With the values obtained from the variation of the magnetic flux density against the percentage of delta ferrite, it can be posited that a decrease in the ferrite percentage occurred in the fusion zone under the magnetic field, thus causing grain refinement and a decrease in the dendritic spacing in the weld bead.



The fusion zone shows lower Vickers microhardness under the external magnetic field at a depth of 0.35 mm. In addition, a weld depth of 0.35 mm features Vickers microhardness less than a depth of 0.20 mm. In this sense, the addition of the external magnetic field, in the welding process, tends to decrease the value of the Vickers microhardness in the weld pool and in the deep regions of the surface. It was possible to observe that the Vickers microhardness point values do not fluctuate, that is, a given Vickers microhardness point does not present a disparity between the predecessor and successor points.



The FZ, at the depths of 0.35 mm and 0.20 mm, of the B2 = 2.5 T weld, exhibit similar values of Vickers microhardness. Thus, with respect to the value of Vickers microhardness, B2 welding does not show marked variation in these depths.



A microstructural evaluation revealed that the fusion zone has high toughness. With a variation of the external magnetic field, resistance of the melting zone was constant. Therefore, welding with a magnetic field did not show significant variation in the toughness value of the fusion zone, showing voids, micro voids, and flat regions in the microstructure.



The pore volume fraction and the pore diameter manifested a decreasing trend with the variation of the external magnetic field. When the pore diameter was large, the pore volume fraction was high, and vice-versa.The welding with external magnetic field (B4 = 7.5 T) presented 5% of the pore volumetric fraction of the welding without magnetic field (B1 = 0 T). Regarding the pore diameter, the B4 welding showed a 73% reduction in welding without adding the magnetic field. In this sense, the variation of the external magnetic field tends to decrease the pore diameter and the volume of the pore volume fraction.



With the values obtained from the variation of the current density against the applied potential, it can be propounded that the presence of the external magnetic field caused a decrease in the corrosion potential (owing to the lower ferrite content in the fusion zone).



Welding B3 = 5.0 T shows the FZ with the best filling, the same absorption B2 = B3 = B4, while at depth 0.35 mm it presented the same value as the Vickers microhardness of weld B2. Therefore, B3 welding presented the ideal characteristics for welding with a magnetic field.
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Figure 1. Schematic illustration of the welding process with the addition of the external magnetic field. 
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Figure 2. Microstructure of the different zones of the samples. (a) B4 = 7.5 T, (b) B3 = 5.0 T, (c) B1 = 0 T, and (d) B2 = 2.5 T. 
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Figure 3. Identification of the expected solidification path in the fusion zone of the material used in this study. 
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Figure 4. Variations in the magnetic field versus fusion zone (FZ) geometry. 
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Figure 5. Variations of the external magnetic field versus the measured ferrite fraction volumes. 
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Figure 6. Variations in the external magnetic field versus the primary and secondary dendritic spacing. 
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Figure 7. Evolution of Vickers microhardness at different depths in the weld bead and external magnetic field. (a) At a depth of 0.20 mm and (b) at a depth of 0.35 mm. HAZ, heat-affected zone; BM, metal base; FZ, fusion zone. 
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Figure 8. (a) Vickers microhardness for B = 0.0 T, (c) Vickers microhardness for B = 2.5 T, (b) Vickers microhardness for B = 5.0 T, and (d) Vickers microhardness for B = 7.5 T. 
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Figure 9. Evaluation of the microstructure via scanning electron microscopy (SEM) after the Charpy test. (a) Without the addition of the magnetic field and (b) with the addition of the external magnetic field. 
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Figure 10. Study of the pore diameter and volumetric fraction of the microstructure after the Charpy test. 
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Figure 11. Energy absorbed with the variation of the external magnetic field obtained by the Charpy test. 
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Figure 12. Current density versus the applied potential to the addition of the external magnetic field. 
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Table 1. Chemical composition (% by weight and % by mol) of AISI 304L stainless steel.
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	AISI 304L
	C
	Mn
	Si
	P
	S
	Cr
	Ni
	Mo
	Cu
	N





	% weight
	0.0166
	1.17
	0.486
	0.0431
	0.0029
	18.42
	8.08
	0.0031
	0.0312
	0.0623



	% mol
	0.0013
	0.021
	0.017
	0.0014
	0.00009
	0.036
	0.139
	0.00003
	0.031
	0.004











© 2020 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access article distributed under the terms and conditions of the Creative Commons Attribution (CC BY) license (http://creativecommons.org/licenses/by/4.0/).
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