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T'0 CTaHy MeTaJly CTUKOBUX 3’€JHAHb 3aBTOBIIKK y 6 MM, BUKOHAHUX 3a JOIIO-
MOTOIO JYTOBOTO 3BapIOBAHHA TOIIKOIO €JIeKTPOmoio y 3axmcHoMy rasi (MAG)
Ta 1miaasmMoBoro 3BapioBaHHA (PAW). MeromamMu eneKTPOHHOI MiKpockomii,
CHEeKTPaJIbHOI aHANIi3M, PEHTIeHiBChKOI mudparTomerpii, MiKpomopomerpii
BU3HauUeHO (haKTWUHi (asoBuil i xeMmiuHmMi CKJIagM MeTajJy 3BapHUX IIBiB;
BCTAHOBJIEHO, 1110 mix yac MAG-3BapioBauua kpuiii MARS 600 B merasi miBa
GopMy€eETHCSA ayCTeHITHO-MAaPTEHCUTHA CTPYKTYypa 3 TBEPAICTIO, IITOHANMEHIIIe
B 1,7 pasiB HMIKYOIO 3aJ TBEPIiCTb OCHOBHOTO MeTany, a mig uac PAW-
3BapIOBAaHHA — CTPYKTypa PeHKOBOTO MapTEHCUTY 3 TBepAicTio 10 = 1,1 pasy
0i7IBIIIOI0 32 TBEPICTH OCHOBHOI'O MeTaNly. 3 ypaxyBaHHAM (ha30BUX IE€PETBO-
PeHb mif yac HATPiBaHHSA U OXOJOMKEHHSA ITPOBEIeHO TOPiBHANBHY CKiHUEHHO-
€JIeMEHTHY AaHaJIi3y PiBHSA KOMIIOHEHT B3aJIUIIKOBOTO HANPYKEHOT'O0 CTaHY
3’eIHAHD 3 BUKOHAHHAM 3BapHUX IIBiB Ha npoxing (MAG i PAW1) i gBoma gi-
JASHKaMU Bif cepeauuu 0 TopiiiB (PAW2). BeraHoBieHO, M0 IJIsT TEXHOJIOT-
yHOol cxemm 3BapooBaHHI PAWI1 zaBaaxku epeKTy HUBBKOTEMIEPATYPHOTO
TIePETBOPEHHS ayCTEeHITY MeTaJI I11Ba Ta He0e3IMeUYHUX MiJIAHOK 30HY TePMiuHO-
I'0 BIJIUBY 3a3HA€E [il HAIPYKeHb CTUCKY y IO3JOBKHBOMY Ta HE3HAYHUX 34
BEJIMUMHOIO HAIIPY)KEHDb PO3TATY B IOIEPEUYHOMY HanpaMKax. IlokasaHo, 1110
3BapIOBAHHA 32 TEXHOJIOTiUuHOI0 cxeMoi0o PAW2 e HeOe3meuHUM 3 TOUKU 30Dy
TPillIUHOYTBOPEHHA BHACTITOK (POpMYyBaHHA KOHIIEHTPATOpa HANPY:KeHb B
00J1aCTi CTUKY ABOX HiJISAHOK ITIBA.

KarouoBi ciioBa: 3ajuINTKOBI HaNpy:KeHHsA, IePEeTBOPEHHS ayCTeHITy, MiKpo-
CTPYKTYypa, MiKPOTBEPIiCTh, AyrOBe 3BAPIOBAHHS B 3aXMCHOMY rasi, ImrasmMmoBe
3BapIOBaHHSA, OPOHHOBA KPUIIA.

The results of a comprehensive study of the influence of structural and phase
transformations in the metal of welds of MARS 600 ultra-high-hardness ar-
mour steel on the formation of components of the residual-stress state of the
metal of6 mm-thick butt joints, performed using arc welding with a consum-
able electrode in a protective gas (MAG) and plasma welding (PAW), are pre-
sented. The actual phase and chemical compositions of the weld metal is de-
termined by electron microscopy, spectral analysis, x-ray diffractometry,
and microdurometry; it is established that, during MAG welding of MARS
600 steel, an austenitic-martensitic structure with a hardness at least 1.7
times lower than the hardness of the base metal is formed in the weld metal,
and during PAW welding, a rack martensite structure with a hardness up to
~1.1 times greater than the hardness of the base metal is formed. Taking into
account phase transformations during heating and cooling, a comparative
finite-element analysis of the component level of the residual-stress state of
the joints is carried out, with the execution of welds in the penetration (MAG
and PAW1) and in two sections from the middle to the ends (PAW2). As es-
tablished for the PAW1 welding scheme, due to the effect of low-temperature
austenite transformation, the weld metal and dangerous sections of the HAZ
are subjected to compressive stresses in the longitudinal and insignificant
tensile stresses in the transverse directions. As shown, welding according to
the PAW2 technological scheme is dangerous from the point of view of crack
formation due to the formation of a stress concentrator in the area of the
junction of two sections of the weld.

Key words: residual stresses, austenite transformation, microstructure, mi-
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crohardness, arc welding in a protective gas, plasma welding, armour steel.

(Ompumano 12 rucmonada 2025 p.; ocmamoun. 6apisnm — 12 aucmonada 2025p.)

1. BCTY1II

Karaui 6poHBOBi KPHUIli HAJBUCOKOI TBEPAOCTH, IO 3aJ0BOJLHAIOTEL BU-
moram MIL-DTL-32332 [1] 3a0e3neuytoTh 6iJIbIIT BUCOKUI PiBeHB HaJric-
TUYHOT'O 3aXMUCTy Y MOPiBHAHHI 3 OPOHLOBUMU KPUIIAMU BHUCOKOI TBEP-
noctu 3a MIL-DTL-46100 [2] Ta € mepclIeKTUBHUMU MaTepiamamMu Is
3aCTOCYBAHHS y 3BapOBAJILHOMY BUPOOHUIITBI BificbKOBOI JIerkobOpo-
HbOoBaHOI TexHiKu. {1 omep:kaHHA HEOOXimHUX Cay:KO0BUX XapaKTe-
PUCTUK JUCTOBUH IIPOKAT 3 OPOHBLOBUX KPUIh HAIBUCOKOI TBEPAOCTHU
migasarae rapTyBaHHIO 3 HU3bKOTEMIIEPATYPHUM BimmyckoM i HaOyBae
tBeppoctu HBW 5,7-6,5 I'lla. IlixBumenuit Bmict Kap6ony (y cepen-
upomy 0,40-0,44 Bar.%) icToTHO 00MeEKY€E TEXHOJIOTIUHY 3IaTHICTDL IO
3BapOBaHHA I[UX MaTepPidAjiB uepe3 3arpody KPUXKUX PYHHYBaHb Mif
BILIMBOM BaJIUIITKOBUX 3BAPIOBAJLHUX HAIPYKEHb — XOJIOOZHUX TPi-
muH. OCHOBHOIO IIPUYMHOIO YTBOPEHHS OCTaHHIX € (hopMyBaHHS MaJio-
MJIACTUYHOI CTPYKTYPU HEBiAMYIIEHOT0O MAPTEHCUTY B MeTaJIi 3BapioBa-
JbHOI 30HM TepMmiuHoro BBy (3TB) i BUCOKMI piBeHB 3aJIMIITKOBUX
HaIpy:KeHb po3TaAry [3]. BpaxoByooun BHCOKY UYTJIUBIiCTL OPOHBOBUX
KPHIIL IO IepPerpiBy, 3yMOBJIEHY 3HEMiITHEHHAM TepPMOOOPOOJIEeHOT0 Ha
MaKCHUMAaJIbHY TBePAiCTh OCHOBHOTO MeTaJy [4], IIT0 B CBOIO Uepry yVHe-
MOKJIMBJIIOE IIOIIePeqHE MifirpiBaHHsa 3BapIOBAaHUX JETaJIiB, €ITMHUM Ha
CHOTOIHIITHIN TeHb METOAOM IIONEePEeIKeHHI X0JMOJHIX TPIIUH ITi g Yac
3BapIOBaHHA OPOHLOBUX KPHUILh € 3aCTOCYBAHHS BHCOKOJIETOBAaHUX 3Ba-
PIOBaAIbHUX MaTepiAliB aycTeHiTHOTO KJjaacy [5]. ¥V pasi ¢hopmyBanua y
MeTaJli 3BapHOro IITBa ayCTeHITHOI CTPYKTYPH, IO He 3a3Hae moJiMopd-
HUX IIePeTBOPEHbD IIiJl Yac MOoro OXOJIOAKEeHHA, XapakTep HaIpyKeHoro
CTaHy B HaBKOJIOIIIOBHIi¥M 30HI CIpHsAE 3CYBY IIOYAaTKy MapTEHCHUTHOTO
IIePEeTBOPEHHA B 00JIaCTDh OiJIBLIIT BUCOKUX TEMIIEPATypP, BHACIIZOK YOTO
BOHO BimOyBaeThCcA 3 caMOBifImycKoMm. B cBoio uepry, CTPyKTYpPHI Ha-
MIPY:KeHHA, CIPUUYNHEHI MapTeHCUTHUM IIePEeTBOPEHHAM MeTaJy Ha-
BKOJIOIIIOBHOI 30HM, MOKYTh OyTH peJIakCOBAaHI IIJIacTUUYHOIO JedopmMa-
IIi€I0 ayCTEeHiTHOIO MeTaJly 3BapHOI'O IIIBA.

Henonikom s3acTocyBaHHA ayCTEHITHMX 3BapIOBAJbHUX MAaTEPiAIiB
IJis 3’€THAHHS BHUCOKOMIITHIX TapTiBHUX KPUIh € HEMOKJIUBICTEL Ofe-
PKaHHS B 3BapHOMY IIIBi €eKBiBaJIEHTHOT'O 3 OCHOBHMM METAJIOM PiBHS
TBEPIOCTH Ta MIITHOCTU. 30KpeMa, y BUIIQIKy 3BaplOBaHHA OPOHBOBUX
KPUIb Ile BUMAarae CIelnidJbHOT0 KOHCTPYKTUBHOIO BUKOHAHHA 3Bap-
HUX BY3JiB a00 HATOILJIEHHS Ha IIOBEPXHIO 3BAPHOIO IIIBa KYJECTiHAKOro
apy BUCOKOI TBepHocTu [6].

IlepcneKTUBHUM HaAOpPAMOM PO3BUTKY TEXHOJIOTiHM 3BaplOBaHHA BU-
COKOMIITHMX TapTiBHUX KPHUIIb € PO3PO0JEHHSA 3BapIOBAJILHUX MaTepi-
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AJIiB, IO peajliBoByBaTUMYTh e(peKT HU3BbKOTEMIIEPATYPHOT'O IIEPETBO-
peuusa aycrexity (low-temperature transformation—LTT) B meraui
mBa [7—11]. Ile — HU3LKOBYTJIEIIEBi BUCOKOJIEI'OBAaHiI 3BapiOBaJIbHI Ma-
repigau cucremu Cr—Ni ta Cr—Ni—Mn, 1o 3a6e3neuyioTh 3aTPUMKY
posmany aycrenity mo remmepatrypu y 200°C i Humxkde. Y [bOMY BUIIAIKY
MapTeHcuTHe nmepeTBopeHHA B 3TB 3BaproBanoi kpuili Big0yBaTuMeThCS
3a TAKUX caMUX TepmoaedopMaIliiHNX YMOB, IIT0 i IIiJ yac 3BapiOBaHHSA
ayCTEHITHNMHN MaTepisjiaMM, i TOMy 3BapiOBaHHS JOIYCKAEThCS 3iliC-
HIoBaTu 0e3 mimirpiBamusa. B cBoio uepry, moBHe ab0 YaCTKOBE MapTeH-
CUTHE IIePEeTBOPEHHA B METAJIi IIIBa JAa€ 3MOT'Yy iCTOTHO IIiABUIIUTU OO
MiITHICTB i TBEPAICTE I MOAEKY AU OAEePKYyBaTH MOT0 MeXaHiUHi BJaCTH-
BocTi Ha piBHi ocHoBHOrO Metany [10]. IIpore, ocHOBHUI OUiKyBaHUI
BiJ 3acTOoCcyBaHHSA 3BapoBaJbHUX MaTepisaiaiB 3 LTT-epexTom pesyabrar
ImoJiArae B MiHiMisalii 3aIuIIKOBUX HAIIPYKEHb PO3TATY a00 CTBOPEHHI
BUCOKMX HaNpyKeHb CTHUCKY uUepe3d MOAaBaHHA 0 3BapiOBaJbHUX Ha-
MIPY:KeHb CTPYKTYPHUX HANPYKEHb CTUCKY IIiJl Yac HU3bKOTEMIIEPATY-
PHOTO MapTEeHCUTHOTO IIEPETBOPEHHHA, AKe BigOyBAa€ThbCA 3 JIOKAJIBHUM
36imbieHHAM 06’emy [8]. BHaAcaiZoOK IIBOT0 BAAETHCA HiBEJIIOBATU I'OJIO-
BHUU YMHHUK YTBOPEHHA XOJOJHUX TPIIIMH — BUCOKI 3aJIMNIIKOBI Ha-
MIPY:KEeHHA PO3TATY 3 OJHOYACHUM ITiABUINEHHAM MIiITHOCTH METaJy
IIIBA.

Cainx sasmaunTH, 10 Hapasi BigcyTHi omy0O ikoBaHi JaHi 111040 BUKO-
pucramua OJas 3’€IHAHHS OPOHBLOBUX KPUIh BHCOKOI Ta HAJIBMUCOKOIL
TBeproctu Mmarepianis 3 LTT-edpexToM, a HaBefeHi B HAIBHUX ITyOJIiKa-
MiAgX pesyJabTaTH IepPeBa’KHO CTOCYIOTHCA JYrOBOT'O 3BapIOBAHHA Y 3a-
XMCHOMY rasi KpuIilb 3 rpanurnero minaaoctu y 690-960 MIla mocurin-
HUMHU 3pasKaMu 3BaplOBaJbHUX APOTiB [9—11]. ¥V 3B’A3KYy 3 1M IOIIi-
JBHO AOCTIINTU MOMKJIUBICTD Oflep:KaHHA HU3bKOTEMIIepaTyPHOr'O Map-
TEHCUTHOT'O IIEPETBOPEHHSA B MeTaJji 3BapHOTO IIBa IJIAXOM PEryJiro-
BaHHA YaCTKU HATOIIJIEHOTO MeTaJly I OCHOBHOTO MeTajJy B HbOMY, BU-
KOPUCTOBYIOUM INITATHUI, PEKOMEHIOBAHUU IJIs 3BapIOBAHHA OPOHBLO-
BUX KPHUIb APIiT aycTeHiTHOrO KJjacy. [lJd nJyroBoro spapioBaHHA y 3a-
XMCHOMY r'asi TOIIKOIO0 eJeKTPO0I0 Ile He IIPeACTaBIAAETHCA MOMKINBUM,
OCKIJIbBKM IIBUAKICTH IOAABaHHA €JIEKTPOAHOTO JIPOTY KOPCTKO
IPUB’SI3aHO IO BEJIUUYNHU 3BAPIOBAJILHOTO CTPYMY, HEOOXIMHOI A HO-
CATHEHHSA MEeBHOT'O MPOTOILJIEHHA. ¥ IIbOMY BUNAAKY HOCATTU 3MEHIIIEH-
HA KOHIIeHTpAaIlil eJleMeHTiB-ayCcTeHiTU3aTOPiB B 3BapHOMY IIIBi MOYKHA,
JuIe 30iJbITYI0UN iX BUTOPAHHS Uepes3 3POCTAHHSA KOHIIeHTPAaIlil akTH-
BHOTO rasdy B CKJajmi 3axucHoOI cywmitri. Cmocobu 3BapioBaHHSA 3 Hesae-
’KHOIO BiJTHOCHO €HEPreTUYHMNX MapaMeTpiB Ji;Kepejia HarpiBaHHA IITBU-
JIKicTIO moJlaBaHHA NPUCATHOTO MaTepidANy, HaIpUKJIaj] IIJa3MOBe 3Ba-
PIOBaHHA, YMOKJIUBIIOIOTE OiJBIITOI0 Mipoi0 BIIMHYTH HA CTPYKTYPHO-
(a3oBUil CKJIAL METAJy IIIBA.

3araJabHOBiTOMOIO 0COOJIMBiCTIO BCiX cIOCcOOiB 3BapiOBaHHA KOHIIEHT-
POBaHUMM [KepesiaMU TeIJIOBOI eHeprii, B TOMY YHCJi ¥ I1J1Ta3MOBOIO
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IpPoIlecy, € IIiABUIITEeHI BUMOTH A0 CKJaJaHHA JeTaJIiB IIiJ 3BapIOBaHHS,
30KpeMa 3abe3meueHHs IIOCTINHOTO 3a30Py MiK 3’ € qHYBAHUMU KpariKa-
MU YIIPOJIOBIK YCHhOT'O Yacy BUKOHAHHS 3BapHOTO IITBa. ¥ I[bOMY BUIIAAKY
MiHiMiBallig mepeMillieHb 3 IIJOIIMHU Ta IOIEPEeYHMX II0 BiAHOIIIEHHIO
IO OCi IIIBa IepeMiIleHb JOCATAETLCA JKOPCTKNM 3aKPillJIeHHSIM 3BapIo-
BaHUX JeTatiB y QpiKcyBambHOMY ocHaleHHi [12], 3acTocyBanHAM Bin-
HOBiJHUX TEXHOJIOTIYHMX CXeM BUKOHAHHSA 3BapHMX IIBiB, 30KpeMa
KOPOTKUMM JiJIAHKAMM BiJl cepeIuHN OO0 KPaiB CKJIaJaJIbHOI OSUHUII,
obepHeHO-cTyIIiHYacTM cirocobom Torro [13].

TaxuM YMHOM, 3aBIAHHAM JaHOI poboTH € MiHiMisamia piBHS 3aJu-
IITKOBUX HANPYKEHb PO3TATY 3BapHUX 3’€THaHb OPOHLOBOI KPUILi HAJI-
BUCOKOI TBepJIOCTH, NLIAXOM PeryJioBaHHA ()a30BOT0 CKJAAY MeTaJy
3BapHUX INBiB i BuOOPY palioHAIBLHOI TEeXHOJIOTIUHOI IIOCJiJTOBHOCTU
3BapPIOBaHHS HOPSM 3 IIIABUIITEHHAM PiBHA TBEPAOCTH Ta MiI[HOCTHU 3Ba-
PHUX IIIBiB.

2. METOOUKA TA MATEPIAJIN JOCJIIIJKEHD

Hocmim:xeno cTukoBi 3BapHi 3’emHamua maacTu i3 Kpuii MARS 600
poamipamu 300x250x6 MM AyroBHUM 3BapIOBAHHAM TOIIKOIO €JIeKTPOI0I0
y daxucHomy rasi (MAG) ra mirasmoBuM 3BapioBaHHaM (PAW) 3 mpuca-
IHUM apoToM. B 060X BuUIagKax 3aCTOCOBYBABCS 3BapPIOBAJBHUM APIT
aycrernitHoro kJjgacy ESABOK Autrod 16.95 (188 Mn 3a EN ISO
14343) mgismerpom y 1,2 mMm. XeMiuHUII CKJIaJ OCHOBHOTO MeETaJy Ta
3BapOBaJBLHOTO APOTY HaBegeHo y Tabi. 1. Ilapamerpu pexXuUMiB 3Ba-
pOBaHHA oOMpaJHnCcsa 3 METO 3a0e3IleUeHHS IIOBHOTO IITPOTOILJICHHS
3’eIHAHDL 3a OAUWH MPOXiJ 3 OHOUYACHOIO MiHiMizaIlieio TeIIoBKJIaAeHH
B OCHOBHUU MeTaJ (TabJ. 2).

Y sunagxy MAG-3BaproBaHHA uepes3 Temaodi3uuHi 0co0IMBOCTI ee-
KTPUYHOI IYyTM TONKOI eJIEKTPOAU AKicHe (hopMyBaHHA MeTaJay OIHOI-
POXigHOrO 3BapPHOTO IIIBA OYJI0 OJeP:KaHo TiJIbKM 3a YMOBHU CKOCY Kpaii-
Ku oxmiel 3i 3’emmyBaHux miaacTuH. PAW-3BapioBaHHA OJd 0oO0paHoi
TOBIIUHY OCHOBHOTO METAaJIy 3aBOAKMN OiJBIII BMCOKill KOHIIEHTpAaIrii
TEIJIOBOI MOTYKHOCTH 3a0e3IeuyBaJjo (GopMyBaHHS IIIBA 3 HACKPiZHUM
IIPOTOILICHHAM 6€3 POBKPUTTSA KPANOK.

IIim yac 3BaproBaHHA I OXOJIOAKEHHSA 3’€IHYBaHi ILTacTMHUN OyJu
JKOPCTKO 3adiKcoBaHi B3OBMK HAIPIMKY 3BapIOBAHHS 3a JOIIOMOTOIO
KPUIEBUX OOMiJHEHMX IPUTHUCKHUX IIJIACTHUH, BiAgaJb MiK SKUMU
ckaagasa 60 MmM. 3BapOBaHHSA BUKOHYBAJOCA HA MigHi# migkmagmHIli
poamipamu 600x380x40 MM 3 (dpes3epoBaHOI0 KAHABKOIO PamilOCOM y
3 MM 111 POpMYBaHHA 00epPHEHOT0 O0OKY 3BapHOTO IIIBa 3a TPhOMAa TeX-
HoJIoTiuHMMU cxeMaMu: cxema PAW1-3BaproBaHHsS CTUKOBOTO IIIBA Ha-
npoxin; cxema PAW2-3BapoBaHHA CTHKOBOIO IIIBAa ABOMA AiIAHKAMU
Big cepenuHu 3’€THaHHS M0 TOPIiB (mapamerpu pesxkumiB aiada PAWL i
PAW2 — igentuumni); cxema MAG-3BapioBaHHS CTUKOBOTO IITBa HAIIPO-
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TABJINIIA 1. Xemiunuii cKaaJ OCHOBHOTO METANy, 3BapPIOBAJIBLHOTO IPOTY Ta
MeTaJly 3BapHUX IIBiB [Bar.%)].

TABLE 1. Chemical composition of base metal, welding wire, and weld metal

[wt.%].
Enement| OcHOBHUI MeTas | 3BaprOBaJIbHUH APIT Meran msa, | Merax msa,
MAG PAW
C 0,43 0,06 0,262 0,419
Si 0,82 0,8 0,72 0,66
Mn 0,499 6,7 3,23 1,58
P 0,0054 0,02 0,02 0,02
S 0,0006 0,01 0,0067 0,02
Cr 0,15 18,2 10,13 3,85
Ni 1,881 8,1 5,47 3,09
Mo 0,33 0,1 0,29 0,26
Cu 0,03 0,2 — —
Al 0,035 — — —
B 0,0028 — — —
Fe OcHoBa

TABJINIA 2. TTlapameTpu pe:XuMiB 3BapIOBaHHS.
TABLE 2. Welding mode parameters.

~
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= = o ) E g U;E
= < | o < A ) = s
5 5|E«|E%] 52T 5 252 | BN
SlE 8= B s S g S 8 = o
2 23| B 4 ED 1.9 s g S 3 2 -
& |8E|83| 8= ES 58 & B SEE| ¢
28 E Bl 32 |=s 22 553 i
0 QD > > us] M K = /M us]
e |PEEE SE AR = X iS22 | &8
3 = g ol A g S a Q o3 S [
o Hlm M o = 8, SENG = cms S o
= % E = 9 5 E A
&} R 2 s _‘éﬂ <
= = & 5
MAG 2,0 235 27,4 7,2 5,25 —/Ar+20%CO:; 0,8 0,98
PAW 0,8 201 27,0 1,2 3,3 Ar/Ar+18%CO: 0,5 0,82

Xigm.

Ilig yac 3BaproOBaHHSA 3MiACHIOBAJINCSA BUMiPIOBAHHA TEPMIUYHUX ITUK-
JIiB 3a IOIIOMOTI'0I0 X POMeJIb-aJIIOMeJIeBIX TEPMOIIap B TOUKAaX Ha BigmaJri
y 75 MM BiJ TOYATKY KOHTPOJbHUX 3BAPHUX IIBiB Y MO3A0BKHBOMY Ha-
OPAMKY i v 25 MM y IIOIepeuHOMY HAIPAMKY IO OCi 3BapHUX CTHUKIB
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Puc. 1. Cxema mIpoBeiecHHST €KCIIEPUMEHTAIbHUX OOCIiTKeHb TePMiYHUX ITUK-
JIiB 3BapIOBaHHA (a), JIOPOMETPUYHOI, PEHTI'€HOCTPYKTYPHOI Ta XeMiuHOoil aHa-
ais (6): 1 — npurtuckHi nuacturamn, 2 — 3’€qHYyBaHi geTani, 3 — HAIPAMOK BU-
MiproBaHHA MiKpOTBEpPAOCTH, 4 — 00JIACTH PEHTTEHIBCHKOTO AU(MPAKTOMETPHU-
YHOT'O OIIPOMiHIOBaHHSA, 5 —— 00JIaCTh MiKPOCTPYKTYPHUX IOCHiMKEeHD i xemiy-
HoOI aHasiswy.

Fig. 1. Scheme of experimental studies of thermal cycles of welding (a), du-
rometric, x-ray structural and chemical analyses (6): I—pressure plates, 2—
connected parts, 3—direction of microhardness measurement, 4—area of x-
ray diffractometric irradiation, 5—area of microstructural studies and chem-
ical analysis.

(puc. 1, a). 3atoTu TepMoIap po3MilTyBauCh i3 3araubaeHHam 6iaa 0,5
MM BiJ IMITbOBOI TOBEPXHi 3BapHUX 3pa3KiB.

3i 3BapHUX 3’€¢IHAHDL €JIEKTPOEPO3iNHOI0 METONO00 V IePIeHINKY Id-
PHOMY IO OCi 3BapHOTO IIIBa HANPAMKY BHpPi3ajucs 3pas3Ku IJsa TIOPO-
METPUUYHUX i CTPYKTYPHO-(PA30BUX AOCTiIKEHb.

JopomeTpuuHa aHajliza mpoBoAmJacda MeTOonol0 3a Bikkepcom Ha
mikporBepaomipi «LHVS-1000Z» 3 maBanTakeuaam y 2,94 H (300r) 3
MEeTOIO IIOPiBHAHHSA PO3IOLiIY MiKpPOTBEPAOCTH Ha Biggaaiy 1,5 MM Bif
JUIILOBOI CTOPOHM 3BapHUX 3pasKiB, BuKoHaHux MAG- i PAW-
cmocobamu (puc. 1, 6).

PenrrenonnppakToMeTPUYHOIO aHAJIIB0I0 3a MOIOMOT0I0 AU(MPAKTO-
metpa ‘Rigaku Ultima IV’ BuszHauaBca pazoBuii cKaa ] METANy 3BaPHUX
IIBiB, a TAKOYK 3aJUINTKOBI HANIPYKeHH 1-r0 PoAy 3a METOAMKOIO sin?y
[15].

DaKTUUYHUN BMiCT JieT'yBaJIbHUX €JIEMEHTiB 1 JOMIIITOK B MeTaJIi 3Ba-
puux mBiB (Tada. 1) BUBHAUEHO METOAOI0 eHeprogucIiepciiinoi peHTre-
HiBCBKOI cmeKTpocKoIii Ha erekTponHoMy Mikpockomi «TESCAN VE-
GA 3» Ta MeTOAOM CHaJIIOBAaHHS y IIOTOIII KMCHIO 3a JOIIOMOT'OI0 ra3oa-
HajmizaTopa «EMIA PRO».
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Tepmogedopmaliiiiini mpolecu i yac 3BaploBaHHA MOJEJIIOBAJIA Me-
TOAOI0 CKiHUEHHUMX eJIEMEHTIiB 3 BUKOPUCTAHHAM IIPOrPaMHOIO KOM-
mirekcy «Simufact Welding».

3. POSPAXYHKOBA CXEMA I BTACTUBOCTI MATEPIAJIIB

CrinueHHO-eJIeMEHTHUU MOJenb (puc. 2, a) 3BapHOTO 3’e¢qHaHHS (3Ba-
proBani miaactuuu «Platel» i «Plate2» Ta moB « Weld») 3 ocuartenasam
(migxnaguuka «Back-plate-mm» i mpuruckHi maactuam «Clampl-mm»
i «Clamp2-mm») cTBOPEHO 3a SOIIOMOI'0I0 TBEPAOTIIHLHOI'O MOAEIIOBaH-
HA i cKaagaeTbed 3 29328 mpusmatuunux eiaeMeHTiB. CiTKa cKinueH-
HUX eJIEeMEHTiB 3BaPHOTO 3 €JHAHHA — HeperyJsdpHa, 3i 30iIbIIeHHAM
Po3MipiB CKiHUEHHUX eJIeMEeHTiB 3a MeXaM1 BUCOKOHArpiToi 30HM, AJIA
OnTHMi3aIlii BUTpaT yacy Ha pO3paxXyHKH.

Kpaiiosi ymoBH, 1110 BU3HAUAIOTEL TEILJIOOOMiH MiK IIOBEpXHEIO TiJja Ta
HaABKOJIUIIHIM CcepemoBUINEeM, 3agaHo 2D-ejleMeHTaM1 Y BUTJIAIL ITOBe-
PXHi TemjoBigmadi, AKa MOAEJII0O€ KOHBEKI[iI0 Ta IPOMEHUCTUN TEIlJI00-
OMiH mim uac 3BapioBamHsa. TpaeKTopilo 3BapHOTO IIBa 3amaHo 1D-
ereMeHTaMi. TexHoJOriuHe 3aKpillJIeHHsS 3BAPHOTO 3’€THAHHA y IIPO-
meci 3BapOBaHHS I OXOJIOMKEHHS MOIEJIOBAaJIM, IIPU3HAYUBIINU IIPO-
T'PAMHO JKOPCTKE IPUTUCHEHH MJIACTUH OCHACTKHU.

ITouaToK mpaBoi IPAMOKYTHLOI crucTeMu KoopauHaT X YZ CKiHUYeHHO-
€JIEMEHTHOTO MOJIEJII0 3BaPHOTO CTUKOBOTO 3’€IHAHHS PO3MIiIlleHO Ha
HUKHIN IUIOMIMHI INIACTUH Y IIeHTPaJbHOMY BY3JIi; Bich Z CIPAMOBAHO

a 6 B

Puc. 2. TBepaoTinpHUN CKiHUEHHO-€JIEMEHTUH MOJeJbh CTUKOBOTO 3BApPHOTO
3’eIHAHHA B OCHAINEHHI (@), MOAeb 3BAPIOBAJILHOTO JXKepesa Temuaa (0) Ta ii
reoMeTpUYHi mapameTpu (6): ar, @t — SOBXKWHU XBOCTOBOI Ta (hpoHTATHHOI Yac-
TWH BaHHU, b, d — ii mupuHa Ta rmuduHa BiIIoOBigHO.

Fig. 2. Solid-state finite-element model of a butt weld joint in the fixture (a),
model of the welding heat source (6), and its geometric parameters (8): a., a:—
lengths of the tail and frontal parts of the bath, b, d—its width and depth,
respectively.
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B3/IOBYK 3BapHOTO IBa, Bicb X — yIIOIlepeK 3BapHOTO IIBa, Bich Y —
Bropy OO0 JHUIIbOBOI IIOBEPXHi ILTacTUHU. llJacTMHU TPOTOILIIOBAIUN
B3/IOBJK OCi Z Ha BCIO TOBIIUHY 3a OJAUH IIPOXis.

MogenaoBaHHA TepMoae(pOPMAliiHNX HPOIECiB IIil Yac 3BapPIOBaHHS
1 OXOJIOMKEeHHA BUKOHYBAJIM 3 YPaXyBaHHAM XE€MiUHOTO CKJIay OCHOB-
HOTO MeTajJy ¥ eKCIlepUMeHTaJbHO BHU3HAUEHOTO BMIiCTYy €JIEMEHTIB y
3Bapuux mBax a1asa MAG- i PAW-3BaproBauus (Tabi. 1), a Takox 3 ypa-
XYBaHHAM 3aJiedKHOCTeM Temao(hi3MUHUX 1 MexaHiYHMX BJIaCTUBOCTEMN
MaTepisiB Big Temieparypu. BpaxoByiouu Toi (paKT, IO 3aCTOCOBaHI
marepianu Oyyau BifgcyTHi B 6as3i qarux Simufact Welding, ixHi 3amexHi
Bil TeMIlepaTypu 3HAUYEHHS TENJIONPOBiTHOCTM, MOAYJIS IIPYsKHOCTH,
ouToMOi TerioMicTkocTtu, IlyaccoHoBa KoedilieHnTa, rycTuHI Ta Koe-
dimieHTa TEIJIOBOr0 PO3MINPEHHA OYJI0 PO3PaXOBAHO Yy IIPOTPAMHOMY
sabesmneuenHi JMatPro[16, 17] Ta iMmImopToBaHO AK MOZEJIL MaTEPiAIy B
Simufact Welding. B npormeci mogentoBaunusa ¢hasoBUil CKJIaL MaTePiaIy
BU3HAUYaBCA OMOCEPENIKOBAHO IMJIAXOM PO3PaxyHKY (as3oBUX CHiBBif-
HOINIeHb, BUSHAUYEHHS BJIACTUBOCTEH IJISI TEOPETHUUHO UuucTuX a3 i Bu-
KOPHCTaHHSA JiHIAHOro IrpasmJja sMmintamHasa. BogHouac (pasoBi coiBBizg-
HOINIEHHS I Yac OXOJIOAKEHHS PO3PaxoBYBaJUCA IJSI TeMIIepaTypu
aycrenizarii y 1300°C 3a gomoMoromo 4mceabHO MOOYAOBAHUX AiArpam
i30TepMiUHOIrO mMEePEeTBOPEHHS ayCTEeHITY, BUKOPUCTAHHA IKUX OJIA Hei-
30TEPMiYHOT'0 IEePETBOPEHHS 34iMCHIOBAJIOCA MIJIAXOM AeKOMIIO3UIIil Ha
MOCJiTOBHI i30TepMiUuHi IepeTBOpPeHHA.

Po3B’a30K 3amaui TepMONPYKHBOIMJIACTUYHOCTH BUKOHAHO IILJIIXOM
OIHOYACHOTO PO3B’A3yBaHHA PiBHAHDL TEIJIOBOTO GaJlaHCy Ta MeXaHiKU
TBepAoro nedopMiBHOIO Tija 3 ypaxyBaHHAM KpalioOBUX YMOB IPYT'Oro
(ryCTHUHY TEIJIOBOTO MOTOKY TEIJIOIIPOBIAHOCTH 3a/JaBaJIi 3a JOIIOMOTOIO
MO/IeJTt0 00’ eMHOTO MeKepesia Tema 3a J. Goldak [18]), TpeTrhoro (ymMoBH
KOHBEKTHBHOT'O TEILJIOOOMiHY MiK IOBEePXHEIO 3’¢ THAHHA TAa HABKOJIU-
IIHIM cepeloBUINEM 3aaHO BiAIoBigHO m0 3akoHy HbnioToHa—Pixmana
[19]) i ueTBepTOTO pOoAy (KOHTAKTHHI TEMJIOOOMiH MiK 3’€THaHHAM,
MiIKJIaTUHKOIO Ta IPUTHUCKAYaAMU PeaIidoBaHO uepes 3aBIaHHSA Koedi-
IieHTa TemJjonepeaaui Ta TeMIlepaTypy KOHTAKTy MilK NHOBEPXHAMU
kouTaxkty [19]). Momenp 06’emHOro msxepena temia 3a J. Goldak mae
MaKCHUMAaJbHO HAOJIMIKEHY MO 3BapIOBAJIbHOI BaHHU (DOPMY IIOABIHTHOTO
emxincoiga (puc. 2, 6), 3 BiIMOBIiZHMMM TeOMETPUUYHUMU HapaMeTpaMu
(puc. 2, 8, Taba. 3), AKi IpuU3HAUAINCS HA IIiICTaBl aHAJi3M MAaKPOIILITi-
¢iB 3BapHUX IIBiB 3’€¢qHAHb, BUKOHAHUX 3a PEKMMaMU, BKa3aHUMU Yy
Tabia. 2.

XapaKTepHOIO 0COOJMBICTIO MOJIEJIIO € T€, II0 PO3IMOAiJa 00’ €MHOI T'yc-
TUHYU IIOTYKHOCTHU JsKepeiia 3a8aeThCA He3aJ eKHO I GPOHTAIBLHOL Ta
XBOCTOBOI YaCTHH eJrircoimza. BifgmoBigHO BCTAaHOBJIIOBAJIMCSA HACTYIIHI
KoeditienTu f: i f;, 1110 BU3HAYAIOTH CHiBBiJHOIIIEHHS AJId TEILIa, BHece-
HOT0 Y (DpOHTATLHY Ta XBOCTOBY YaCTUHY.

Baxgimamiio ckiHUeHHO-eJIEeMEHTHUX MOJEJIiB BUKOHAHO Uepe3 IIOPiB-
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HAHHA eKCIIePUMEHTAJbHUX 1 PO3PaXyHKOBUX IapaMeTpPiB, oJep:KaHuX
B Pe3yJIbTaTi YMCJIOBOTO PO3B’ A3aHHS 3aIadi TeIJIOIIPOBiJHOCTH : TeoMe-
TPUYHUX IIapaMeTPiB 3BapIOBaJILHOI BAHHM Ta TEPMIUHMX IUKJIIB Mif
yac 3BapOBaHHA CTHUKOBOro ImBa HzHampoxim MAG- ta PAW-

3BapioBaHHAM (puc. 3, TabJ. 4).
Ax BugHO 3 puc. 3 i Tabi. 4, reoOMeTPUUHI MapaMeTPH MOJAEJIIB 3 J0C-

TABJINIIA 3. Ilapamerpu wmogmeniB mxepen Temsna miad PAW- i MAG-
3BAPIOBAHHSA.

TABLE 3. Parameters of heat source models for PAW and MAG welding.

Cmoci0 3BapOBaHHSA | af, MM | Qr, MM | b, MM | d, MM | fe | fr
PAW 8 15 5 7 0,69 1,31
MAG 9 16 5,5 6,5 0,72 1,28

Temmnepartypa, °C

Temueparypa, °C

1452.30 1471.03
1309,07 1325,93
1165,81 1180,82
1022,61 1035,72

890,62
743,51
600,41
455,31
310,21
165,10
20,00

max: 1471.03

879,38
736,15
392,92
449,69
306,16
163.23
20,00

max: 1452,30
min: 20,00

mins: 20,00 6

Puc. 3. 3icraBnenus mapamMeTpiB 3BapioBaJIbHOI BAHHU [JI MOJEJIBLHOTO i eKC-
IepUMEHTAJIBHOTO 3pas3KiB: y momepeunomy mnepepisi gima MAG- (a) i PAW- (6)
3’enHanb; BUrIAL 3Bepxy mist MAG- (8) i PAW- (2) 3’enuaHb.

Fig. 3. Comparison of weld pool parameters for model and experimental sam-
ples: in cross-section for MAG (a) and PAW (6) joints; in top view for MAG (8)

and PAW (2) joints.
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TATHLOIO AJIS IPAKTUUHNX I[iJel TOUHICTIO 30irafoThCsA 3 aHAJOTiYHNMU
mapaMeTpaMHu eKCIepUMEHTAJbHIUX 3BapHUX 3pasKiB; moxubOka He Ie-
peBuiye 10%.

IlopiBHAHHA pPO3PaXyHKOBUX Ta EKCIEPUMMEHTAJbHUX TEPMidYHUX
muKJIiB B Toukax MAG- i PAW-3Bapuux 3’enHanb (IuB. puc. 1, a) moka-
3aHO Ha puc. 4. Bunmo, 1110 3HaUeHHSI MaKCUMAaJbLHUX TeMIIEpaTyp Tep-
MIiUYHHX ITUKJIiB 3MOAEJIbOBAHUX ITPOIlECiB 3BapIOBAHHSA TPAaKTUUHO 30i-
raioThCA 3i 3HAUYEHHAMU, OJEPKaHUMHU IIiJl Yac eKcIepuMeHTy (BigMiH-
HicTb He mepeBuinye 6,4% naa MAG i 2,6% naa PAW). B o6ox Buman-
KaxX MAaeMO BHMCOKHM 30ir pe3yJabTaTiB MOAeJTIOBAHHA I eKCIepPUMEHTY
IJISI BUCXiTHMX T'iJIOK TePMiUYHUX ITUKJIiB.

JJ1sa Hu3XiJHUX TiJIOK CIOCcTepiraeThcd MeBHA BiAMiHHICTD y BeJIUYU-
Hi PO3PaXyYHKOBUX i eKCIIepIMeHTAIbLHIX 3HAUeHb TeMIIepaTyp. VIMOBi-
PHO, Iie OB’ A3aHe 3 BiJICYTHICTIO JAHUX CTOCOBHO TeIJI0(hisMUHMIX BJacC-
TUBOCTEH KPUIEBUX OOMiZHEHMX MPUTUCKHUX ILJIACTHH i 3aMiHOIO ix-
HBOT'O MAaTEPiAJYy B PO3PaXyHKOBUX MOJAeJAX HA YMCTY Miab. B cBoro
yepry, pos30isKHIiCTb TiJoK oxojsomskenusa aad MAG-cmocoOy mero 0i-

TABJINIA 4. 'eomeTpuuHi mapamMeTpu MOAEJIBHOI i eKCIIEPMEHTAJIBLHOI 3Ba-
proBanbHUX BaHH yia PAW- ra MAG-3BapHuUX 3pasKis.

TABLE 4. Geometric parameters of model and experimental weld pools for
PAW and MAG welded specimens.

JoB:xmHA BAaHHN, MM X IIMuprra BanEM, MM X
] ]
Cmoci6 G 3
3BaprOBaHHA | Mozmens Excnepument Mogens [ExcrnepumenT =
) )
= =
MAG 27,6 25,2 9,52 9,5 10,2 6,8
PAW 26,0 23,8 9,24 9,23 9,1 1,43
300, &) 300,——

. ‘e
5 - .. ¥ !
50 '-....".

Temneparypa, °C
—
ot
o

0010 80 120 160 200 210 00 40 80 120 160 200 210
Yac, ¢ Tace, ¢
a 6

Puc. 4. Tepmiuni nmurau B Toukax MAG (a) i PAW (6) 3BapHuUX 3’e¢mHanb: 1 —
PO3paxyHKOBI faHi, 2 — eKCIIepuMeHTaJIbHI JaHi.

Fig. 4. Thermal cycles at the MAG (a) and PAW (6) points of welded joints: 1—
calculated data, 2—experimental data.
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Jblra, HixK 13 PAW-cnoco0y uepes MeHIIle 3HAUEHHS ITOTOHHOI eHeprii
(muB. Tabs. 2) i 6iIBIIT BUCOKY CKOHIIEHTPOBAHICTDH TEILJIOBOI IIOTYKHOC-
TH B ILISIMi HarpiBaHHSA AJIA IIJIa3MOBOI'O IPOIlECYy V IIOPiBHSIHHI 3 AyTO-
BUM.

4. PE3YJBTATH JOCJJIIKEHD TA IX OBTOBOPEHHS

PesynbTatu MikpommopomeTpuuHoi amaswisu (puc.5) B Mme:xkax 3TB
3’eIHAHL JOCTiM)KeHUX 3BapHUX 3PasKiB MOKAa3yIOTh THUIIOBY MIJIA 3Ba-
PIOBaHHSA 3arapTOBAHO-BiAIIYIIIeHNX KPUIlb, 30KpeMa i OpOHbOBUX, Kap-
TUHY 3MiHU TBEPIOCTH II0 Mipi BigmaseHnHsa Bix 3Bapuoro mBa [20, 21].
Hinaaku 3TB, m1o mig yac HarpiBaHHS 3a3HaBaJIU IOBHOI aycTeHisalrii,
IicJIsI OXOJIOAKEHHS BiJ MaKCHMAaJbHOI TeMIlepaTypyu HarpiBaHHA Ma-
IOTh TapTiBHY CTPYKTYPY 3 TBEPAICTIO, AKA Imepebiibllrye TBepAiCTh OC-
HOBHOTO MeTany (MiHiMaJbHY TBEpPZiCTh OCHOBHOT'O METAJIy AJIA KPHUIL
MARS 600 y TepmM0o0o6po0IeHOMY CTAHI ITO3HAUEHO HA PHC. D TYHKTUP-
HoIO JiHiero). [liMaHKYM HelloOBHOI mepeKpucTaiisalii Ta BizmycKy xapa-
KTepU3YIOTHCSA MOHMMKEHHAM TBEPIOCTH HMKUYe BiJ PiBHA OCHOBHOTO
MeTaJly BHACJITOK 3HEeMiITHeHHA, 3yMOBJIEHOTO BIJIMBOM 3BapIOBAJIbLHO-
T'O TerLia.

OuikyBamo, B3acTOCYBaHHS BHCOKOKOHIIEHTPOBAHOTO IIJIa3MOBOT'O
IsKepeJsa TeIlJa 3yMOBJIOE 3BY:KeHHs AK yciei 3TB, Tak i ii okpemux
ninaHok y nmopiBuanHi 3 MAG-3BapioBanaaM. [IpuHnunoBa BimMinHiCcTh

HV

222 e *‘ .............. ,;J '-7.//—-
i

500 \
!
\

/ / MiH. TBepZicTs oM}
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400 w/

1 _]
350 4 par B
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Biacrase Bijg ngimii cmmasimenns, MM

Puc. 5. Posnofis MiKpoTBEpOCTH B MOTIEPEUYHOMY Tepepidi 3BapHUX 3’€THAHD
kpuni MARS 600, sukonanux MAG- (1) i PAW- (2) cnocobamu.

Fig. 5. Microhardness distribution in the cross-section of welded joints of
MARS 600 steel made by MAG (1) and PAW (2) methods.
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Puc. 6. CxanyBasibHa eJIeKTPOHHA MiKPOCKOIIiA 3BapHUX IIIBiB, OJep:KaHUX
PAW- (a) i MAG- (6) 3BaproBauaam: M — mapreHcur, A — ayCcTeHiT.

Fig. 6. Scanning electron microscopy of welds obtained by PAW (a) and MAG
(0) welding: M—martensite, A—austenite.

nokasHUKiB TBepgocTu MAG- i PAW-3paskiB crocTepiraerbes AJsd Me-
TaJgy 3BapHUX MIBiB (Bix’eMui Bigmami Bim simii cromimenmsa Ha puc. 5).
3Bapuuii moB PAW-3’eqHaHHa Mae BUITY TBEPAiCTDb Bil OCHOBHOT'O Me-
TaJay Ha MPOTUBATY icTOTHO MeHIIi# TBepaocTu MAG-1m1Ba.

3a pesyabTaTaMM MiKPOCTPYKTYPHUX TOCJiI:KeHb MOKHA OauunTH,
110 MeTaJ 3BapHoro 1mBa PAW-3’engHanusa Mae Ipi6HOroI4acTy MapTeH-
CUTHY CTPYKTYpPy (puc.6,a), B Toil uac Ak y cTpyKTypi mBa MAG-
3’eIHAHHS CIOCTEPiraroThCA JIUIE ITIOOAMHOKI BKpAILJIEeHHA MAPTEHCUTY
(puc. 6, 0).

PesyabTaTu pos3B’sA3Ky METOJ0I0 CKiHUEHHMX eJEeMEHTIB 3B’ a3aHOi
3a7avi TepMOIPYKHBOIIJIACTUYHOCTHA OJIA TPHOX TEXHOJOTIUHUX CXeM
sBapioBanasa PAW1, PAW2 i MAG npexncraBieHno Ha puc. 7—11.

Amnajiza moJiB MO3MOBKHIX HAIPy:KeHb MOKasaJja, IIo IIiJ Jac 3Ba-
proBanHsa 3a cxemoio PAW1 (puc. 7, a) y npumoBepxHeBiii o06JiacTi Ha oci
3BapHOTO IIIBAa YTBOPIOIOTHCA HANpy:KeHHA cTUCKY mo —890 MIla, axi
IepexonaTh Y HAIIPYKEeHHA PO3TATY 3 MiKOBUMU 3HadeHHaMHU m0 1075
MIIa B mesxax 3TB, 3 moganabimM 3sMeHIIIeHHAM g0 = —15 MIIa Ha Kpasax
3’eqHaHHsa. PopMyBaHHS HANPYyKEeHb CTHUCKY Ha OCi 3BapHOTO IIBa IIO-
SACHIOETHCA HASBHICTIO MapPTEHCUTHOI CTPYKTYPH B METaJi 3BapHOTO
IIIBa, YTBOPEHHS SKOI CYIIPOBOMKYETHCS 301IBIIIEHHAM 00’eMy MeTaJIy
[8], 110 i cupuuYMHSIE CTUCK BHACIITOK HEMOMKJINBOCTHU BiJIbHOTO PO3IIIH-
PeHHs MeTaJy IrBa. ¥ NPUKiHIIeBUX 006JIaCTIX 3BAPHOTO IIIBA ITO3I0BIK-
Hi HaIpy:KeHHA cTuCKY cKJanu — (28 MIlai —528 MIla BigmosigHo.

I BapiAgHTY 3BapioBaHHsA 3a cxeMoio PAW?2 (puc. 7, 6) B 3aJIUIITKO-
BOMY CTaHi Ha AinaHKax 1 i 2 y mpumoBepxHeBiil 00JaCTi YyTBOPIOIOTHCS
TMO3MOBKHI HAIIPYKeHHA cTucKy Ao —838 MIla i —756 MIla. ¥V npukin-
IeBUX 00JIaCTAX 3BApHOTO 3’€THAHHSA HAIPY/KEHHSA JOCATIN BEeJIUUYNH
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Puc. 7. Ilons 3aJMIIKOBMX TO3MOBYKHIX HANPY/KEeHb Oz [JIA TEXHOJIOTIUHUX
cxem 3BapoBauaa PAW1 (a), PAW2 (6) i MAG (8) Ta posmomina ixX y cepeaHbo-
MY IIOIIepeuHoOMY IIepepisi (2).

Fig. 7. Fields of residual longitudinal stresses oz for technological welding
schemes PAW1 (a), PAW2 (6) and MAG (8), and their distribution in the av-
erage cross-section (2).

—198 MIla i —215 MIIa gaa 1-i i 2-i ginanox Bigmosimuo. Kpim Toro,
ImicJis 3BapioBaHHA 2-1 JiASHKYN HA MOYATKY HOBKUHMN 1-1 ginmaukwu (3a-
BOOBKKM Yy =50 MM Bim Micisa cTUKY miIAHOK) (GopMyeThcsa 00JIacThb
3HAUHUX HAMpPY:KeHb cTucKky y = —2100 MIla, 1o csarawoTs pospaxoBa-
HOTO B JMatPro 3a xemiuHMM cKJIaZOM MeTaJy IIIBa 3HAUEHHS HOro rpa-
HUI[I MiITHOCTH ¥ € KPUTUYHUM IIOKA3HUKOM JIJIS MOYKJHNBOI'O PO3BUTKY
TPillIUH y I1iii o6JacTi 3’ eTHaHHS.

Hna MAG-3BapioBaHHsa (puc. 7, 8) y IpUIOBEepXHeBiil obaacTi 1rBa
YTBOPIOIOTHCA HAMPY:KEHHSA po3Tary BeamuwmHoio mo 160 MIla. Kpim
TOTO, Ha BigmaJi Bifg oci mBa y =11 MM BelnumnHA IO3LOBXKHIX HaIpPy-
JKeHb po3Tary carae sHaueHnb y 1082 MIla. 3a merxaMu IJIaCTUYHOI 30-
HU Yy CepeIHbOMY IIOIIEPEeYHOMY IIEPEPisi Aif0Th MO3M0BKHI HATIPYKEeHHA
CTHUCKY Beanmunuoio go —25 MIla, a y npukiHiieBux o0JacTsax Ha moUaT-
Ky i B KiHIII 3BapHOro IIIBa HAIIPY:KEHHA CTUCKY 3MiHIOIOThCA Ha Ha-
IPYKeHHA PO3TATY; iXHsa BeauunHa gopisuioe 225 MIla i 180 MIla Bif-
HOBigHO.

JJisa meTasbHOI OIiHKY KOMIIOHEHT 3aJIMIITKOBOTO HAIIPYsKEHOT'O CTa-
HY IOJZATKOBO POBTJISHYTO PO3MOAiJI IIO3AOBXKHIX HANpY:KeHb B cepel-
HBOMY IIOTIEpeYHOMY Iepepisi (puc. 7, 2). I'padiku mobymoBamo Ha OCHO-
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Puc. 8. Ilona 3ajnImKOBUX IOIEPEUHUX HANPYKEHb Ox [JIA TEXHOJOTIUYHUX
cxem 3BaproBanHsa PAW1 (a), PAW2 (6) i MAG (8) Ta ix po3nozis B3JOBXK oceit
3BapHUX MIBIB (2).

Fig. 8. Fields of residual transverse stresses ox for technological welding
schemes PAW1 (a), PAW2 (6) and MAG (8) and their distribution along the
axes of the welds (2).

Bi ycepemHeHHsa 3HaUeHb HAIPY:KeHb, BU3HAUEHUX OJSI JUIILOBOI Ta
00epHEeHOI MOBEePXOHb 3BaPHUX 3’ €IHAHD.

g cxemu PAW1 B Mesxkax 3BapHOTO IIIBa, MIMPUHA AKOTO CKJIaIajaa
=~ 9 mm (Taba. 4), giroThL HANPY:KeHHA cTUCKY Big —860 mo —1000 MIla.
Ha minasIii cTomieHHsa 3HAUYEHHS HANPYKEHb CTUCKY 3MEHIIYIOThCS 0
~—-450 MIla. «Po3BaHTa:KeHHs» MeTaJy 3BapHOTO 3 €JHAHHA 31 3HA-
YeHHSAM PO3PAXyYHKOBUX MO3MOBKHIX B3alHINKOBUX HAOPY:KeHb
~(0 MIlIa cmocTepiraeThcsa Ha Bigmami y = 7,5 MM Bixg oci 1miBa, 1110 BifgIio-
Bimae minaHIi MakcuMaJdbHOrO 3HeMinmHeHHsa B Me:xkax 3TB (puc. b).
MakcuManabHI HanpyKeHHa po3Tary mo 826 MIla yTBopoooThCSa Ha Bif-
mami y =11,5 MM Bif oci 1m1Ba B MeTaJIi JiJIAHKY HU3LKOTEMIIEPATYPHOTO
Bizmycry 3TB, MexaHiuHi BJIaCTHBOCTI AKOr0 MaJIO Bipi3HAIOTHCA Bif
BJIACTHUBOCTEII OCHOBHOI'O METAJIY.

s cxemu PAW2 B Merkax 30HU ILJIACTUYHUX TedopMalliil BeauumrHa
HaIpy:KeHb poa3rary He mnepeBulrye 50 MIla, ommak Ha oci 3BapHOTrO
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Puc. 9. Ilona 3anumkoBuX eKBiBaJIeHTHUX HANIPYKEHb Gexs AJIA TEXHOJIOTIUHUX
cxem 3BapoBauaa PAW1 (a), PAW2 (6) i MAG (8) Ta posmomina ixX y cepeaHbo-
MYy IIOIIepeuYHOMY ITepepisi (2).

Fig. 9. Fields of residual equivalent stresses cex: for technological welding
schemes PAW1 (a), PAW2 (6) and MAG (8), and their distribution in the av-
erage cross-section (2).

miBa, AK i gaa cxemu PAW1, yTBOpIOIOThCA 3HAUHI ITO30BKHI HAIPY-
sKeHHda cTucky g0 —890 MIla.

ITiciga MAG-3BaproBaHHS Ha OCi 3BapHOTO IIBa, MINPUHA AKOTO CKJIA-
mana =10 mMm (Taba. 4) popmyioThea HesHauHi 1o 81 MIla Hampy:KeHHA
po3TATY 3 mepexoaoM YV HAIPYsKeHHs CTHUCKY g0 —454 MIla ma mimxswii
cTOIJIEeHHA (= 5 MM Bif oci mBa). Bernunaa MakcUMaJIbHUX HAIIPYKEHb
poarary carae 486 MIIa B ocuoBHOMY MeTaJti 3a Mmexxamu 3TB.

XapakTepHi BiIMiHHOCTi y PO3IOAiji MO3A0BXKHIX HAIIPYKEHb B Me-
JKaxX MJIACTUYHOI 30HU IJIS DOCIiIMKyBaHUX cxeM (puc. 7, 2) 3yMOBJIEHO
ocobuBOCTAMEU Hepebiry (asoBUX HepeTBOPeHDb y IIBax i meperpitTux
minauxkax 3TB, a TakoK TeXHIK0I0 BUKOHAHHSA 3BapHOTO ITBa (HAITPOXis
abo mBOMAa IiISHKAMM Bif IIEHTPY MO TOPIiB). 30KpeMa, BU3HAUEHU
I TexHoJoriunoi cxemu PAW1 posmofis mo3goB:KHIX 3aIUITKOBUX
HaAIIpy:KeHb B Iepepisi 3BapHOro 3’¢IHAHHA 3a CBOIMU XapaKTEpPUCTH-
KaM¥ € aHaJIOTiYHUM A0 HaBeleHUX y [8] pe3yabTaTiB mocaim:KeHb Ha-
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Puc. 10. Posnozin 3anuirkoBuX MepeMiIlieHs 3 MJIOMIVHY Y CEPeJHbOMY IIOIe-
pevHOMY Iepepisi CTUKOBOTO 3’€THAHHA JJISI PiBHUX TeXHOJOTIUHUX CXeM 3Ba-
pIOBaHHA.

Fig. 10. Distribution of residual displacements from the plane in the average
cross-section of the butt joint for different welding technological schemes.
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Puc. 11. Posnogin 3a1uImkoBUX IIepeMiIieHsb 3 IJIOMIMHY B3IOBXK OCi 3BAPHOTO
IITBa CTUKOBOTO 3’ €THAHHS IJIA PiBHUX TEXHOJIOTIUYHUX CXeM 3BapIOBAHHA.

Fig. 11. Distribution of residual displacements from the plane along the axis
of the weld of the butt joint for different welding technological schemes.

MIPY:KEHOT0 CTaHy 3BapHUX 3 €JHAHL TapTiBHUX KPUIb, BUKOHAHUX
3BapOBaJbHUMI MaTepiamaMu, 1o 3abe3neuyoTs LTT-edexT.

BusnaueHo, 1110 114 BCiX TPhOX TEXHOJIOTIUHUX CXeM B MerKax ILjac-
TUYHOI 30HU Yy IPUIIOBEPXHEBiH 001acTi (hOopMYIOTECA 3aJIUIMKOBI ITOIIE-
peuHi Hampy:KeHHSa po3TAry (puc. 8) HesHauHOl BesmuuHU (MeHITe 300
MIlIa). ¥V npukiHIeBuX 006JIaCTAX Ha IIOYATKY Ta B KiHITi 3BAPHOTO IIIBA
YTBOPIOIOTHCA IIOIEPEeUHi HANPY:KeHHSA cTucky (momexyam mo = —400
MIIa).
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Kpim Toro, gyisa 3BaproBamusa 3a cxemoio PAW?2 (puc. 8, 6) Ha TOBXKU-
Hi y 228 MM Big mouaTky 3aBapeHOl HiJIaHKYN 1 micsasa 3aBeplleHHA 3Ba-
proBaHHA TiAdHKH 2 QPOPMYETHCA 00JIACTD IONEPEUHNX HANPYKEHb IO
—-1060 MIla, symoBiIeHa HEMOKJIMBICTIO PO3IIHUPEHHS MeTaJly y IIoIe-
pevYHOMY HaOpPAMKY BiKe OXOJIOAKEHOI HiaauKy 1 i yTBOpeHHAM KOHIIe-
HTpaTopa HAIIPY:KeHb — CTUKY IBOX IiJAHOK.

3 HaBemeHOTO Ha puc.8,z pO3MOIiJy IOHEePEeUYHUX HaANPYyKeHb
B3JOBJK OCell 3BaApHUX IIIBiB BUAHO, IO Ajda cxemu PAW1 ta MAG Binm
Mae piBHOMipHUIT xapaKTep 0e3 IOKAJIbHUX eKCTPEMYMiB. 3a BUHATKOM
IIPUTOPIIEBUX 0bJIacTel, B3HoB:K oci 1mrBa PAW1 dopMyoThCca HesHAUHI
Hampy:KeHHA cTUCKY 10 —88 MIla, B3goB:x oci MAG-11Ba — HaIpyKeH-
Ha posTary He Buirie 130 MIla. ¥V npuTopiieBux 06JacTsaX IIBiB HAIIPY-
JKeHHs 3MiHIOIOTL 3HaK; BogHOUac, aJd cxeMu PAW1 dopmyroTsesa 1mi-
KOBi 3HaueHHs MONEePeUHMX HAMOPYy:KeHb poatary go 600 MIla, maa
MAG-3’emHaHHS HATIPYKEHHA CTUCKY He mepebinabmryoTs —87 MIla.

Hina cxemu PAW2 BenuumnHa HaAIpy:KeHb y CepemHiii yacTuHi 060X
IinaHoK 1Ba € meHIoo 3a 60 MIla; mpuTopiiesi o6JiacTi miBa, aHaJIOri-
yHO A0 cxemu PAW1, 3a3Ha0TL BIJIMBY HAOPY:KeHBb Po3Tary y =550
MIIa. Boguouac, Ha JOBXKUHI Yy = 28 MM BiJ mouaTKy 3aBapeHoi JiIAHKHT
1 micas 3aBepIlleHHsA 3BAPIOBAHHS JiIAHKY 2 (GOPMYETHCA 00JIACTh CTH-
CKAJLHUX MOMNEePeUHMX HAIpPYKeHb cTucKy mo —1063 MIla, maaBHicTE
AKOI 3yMOBJIEHO HEMOMKJIMBICTIO PO3IIMPEHHA MeTaJy Yy IOIepeuyHOMY
HAIPAMKY BiKe OXOJIOM:KeHol Tiagauku 1 i popMyBaHHAM KOHIIEHTPATO-
pa HATIpPyKeHb — CTUKY IBOX IiJITHOK.

3 oryIAAy Ha Te, II0 B POOOTi JOCTiAKyeThCA (POPMYBAHHSI KOMIIOHEHT
HaIpyKeHo-I1e()OPMOBAHOTO CTAHY JIMCTOBOI KOHCTPYKIIil, — CUMeTpPHu-
YHOTO CTUKOBOT'O 3BapHOTO 3’€IHAHHS HeBeJUKOoi ToBmuHT (710 10 MM),
— BU3HAYEHHSIM PO3MOAiNy HAIPYKEHb II0 TOBIINHI Gy MOKHA HEXTY-
BaTH uepe3 IXHIO HE3HAUHY POJIb Y MOMKJIMBOMY TPIiIIMHOYTBOPEHHI.
Opmak, 3BasKamOuM Ha Te, ITT0 HeOe3MeUHUIl CTaH MaTepifaay 3aIeKUTh
He BiJl BeIMYNHYU OKPEMUX KOMIIOHEHT TEH30pa HAIIPY KEHbB, a BiJl iIXHBOI
KomOimaIii, AJIs OIiHKY HACTAHHSA 'PAHUYHOIO CTAHY HEeOOXiJHO BUKO-
PUCTOBYBaTHU eKBiBaJIeHTHI Hanpy:KeHHs 3a MisecoM, po3paxyHOK AKUX
I'PYHTYEThCA Ha OIIHII KiJBKOCTM NUTOMOI MHOTEHIiAJIBHOI eHepril
dopmosMinu, HakommueHoi 3medopmoBaHuM 00’ekToM [22]. Amasiza
POBIOAiNy IOJIiB eKBiBaJIeHTHUX HAIPYKeHb Y IPUIIOBEPXHEBiH obJac-
Ti 3’eIHAHD IMOKAa3aJja, Io MicJIg 3BapioBaHH 3a cxemoo PAW1 (puc. 9,
a) MaKCUMaJIbHI HaIpyKeHHs YTBOPIOIOTHCA Ha oci mBa go =915 MlIla,
1o ckJaagae =0,43 Bif po3paxyHKOBOI I'PaHUII MiITHOCTH MeETAJy IIIBa
nporo 3’emmanaa (2108 MIla). B mexax miIacTUUHOI 30HM BeJIHUYMHA
HAIIPY KeHb MIBUIKO 3MEHIITYETHCA 1 Ha MeKaX ILJIACTUYHOI 30HU CTaHO-
BuTh =180 MIla; y BsakpimieHux I uYac 3BapOBaHHA 00JaCTAX
3’eIHAHHS €KBiBaJIeHTHI 3aJIMIITKOBI HaOpyKeHHA MiHiMaJdbHI i He mme-
peBuiyioth 30 MIIa. ¥V obaacTax Ha IOYATKY Ta B KiHI[i 3BapHOTrO IIIBa
BeJINUNHA 3aJUINTKOBUX €KBiBaJeHTHUX HAIPY:KeHb ckjaajaa 450 MIla i
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427 MIlIa BinmmoBinHo.

s BapiauTy 3BapoBaHHA 3a cxemoio PAW2 (puc. 9, 6) BeauumHa
eKBiBaJIEHTHUX HAIPY:KeHb Y IPUIIOBepPXHEBi#l ob6jacTi Ha oci miBa cs-
rae 2890 MIla. Ha me:xax miaacTUYHOI 30HU MiIOTH HANIPY KEHHA Ha PiB-
Hi 2560 MIIa. Kpim Toro, Ha mouaTKy 1-i 3aBapeHoi HiaIAHKY Ha Biggaii
y 212 MM Bixg cturkyBamuda 1-1 i 2-1 ginaHoK opmyeTbea o0sacTh mif-
BUIMeHUX Hanpy:keHb 10 1480 MIla 3 mikoBumMu 3HaveHHaAMHu m1o0 1894
MIIa, aki cranoBaaTrsk =0,90 Bixg po3spaxyHKOBOI rpaHUITL MIiITHOCTH Me-
raay 3BapHoro mBa (2108 MIla). ¥V npukinmeBux obgacTax JijdaHOK 1 i
2 Hampy:KeHHd cTaHOBIATEh 240 MIla i 293 MIla BigmosigHo.

CrukoBe 3’emHamHA Hanpoxif 3a gzomomoroo MAG-3BapoBaHHs (puc.
9, 8) mpuBOAUTE N0 GOPMYBaHHS y IPUIIOBEPXHEBiH 00J1aCTi eKBiBaIeH-
THUX 3aJUNTIKOBUX HAIPYKeHb Beanunuoo y 123 MIla. Ha mouaTtky i B
KiHIIi 3BapHOTO IIIBa BeJMUYMHA €KBiBaJIEHTHUX HAIPY:KeHb cArae 237
MIIa i 336 MIla Bigmosiguo. Kpim Toro, ajs miei Texuogoriunoi cxemu
cIocTepiraeTbca piske 30iabmieHHa o 1098 MIla exBiBaJleHTHUX Ha-
Ipy:KeHb Ha Bigmanaax y = 7,8 MM JiBopyY i mpaBopy4 Bifg oci 3BapHOTO
IIIBAa.

3 Po3moAiNy 3aJUINTKOBUX €KBiBaJeHTHUX HAMPY:KeHb II0 MINPUHI
3TB B cepenunHil ginAHII 3BapHUX 3’€THaHb (puc. 9, 2) MoKHa 6aunTH,
IIT0 3BapIOBAHHSA 3a TEXHOJOTiuHOI0 cxeMol0 PAW?2 cynmpoBomKyeThCs
HAHWBUINOIO KOHIIEHTPAIIi€l0 HAIPY:KeHb, AKa 00MeKyeThCA BUKJIIOUHO
MeTaJIOM 3BapHOTrO IIBa. BelnumHa 3aJUITKOBUX €KBiBaJIeHTHUX Ha-
IpYysKeHb B3OBK oci mBa ckJana 1126 MIla uu to 0,53 Big pospaxyH-
KOBOI I'paHMUIIi MiITHOCTHY MeTaJy miel ginauku 3’exuanna (2108 MIla), 3
IBOMA JIOKAJIbHUMK Maxcumymammu go 1227 MIla ma Bigmami y =3 Mm
BifZ oci mIBa j1iBopyd i mpaBopyu, 1o cArae 0,58 po3paxyHKOBOI IrpaHUIli
MiITHOCTU MeTaJIy IIIBa.

s Trexmomoriunoi cxemu PAW1 B Meskax 3BapHOTO IITBa PiBeHb 3a-
JUIMTKOBUX eKBiBaJIeHTHUX HaOpy:KeHb 3MiHweTbea Big 975 MIla
B3MIOB:K Iioro oci 10 1141 MIla B mepudepiiinux giJdHKAaX ImBa abo Bix
0,46 mo 0,54 fioro po3paxyHKOBOI rpaumuili MimHocTu. TaKoX MaioTh
Miciie 2 JIOKAJIbHIX MiHIMYyMHM 3aJIHUINKOBUX eKBiBaJIeHTHUX HAIIPYKeHb
y 852 MIla ma Biggaaax y 4,5 MM 1mo oouaBa 60KU Bif oci mrBa. Bigmo-
BiHO IO pes3yJbTaTiB MiKpomiopoMeTpii (puc. 5) 3a3HaueHUM BigmaasaMm
Bizmosimae mginguka cromienua 3TB. IloBTopHe 30iMbIIeHHS 3aIUIIKO-
BUX HAIIPYKEHb YTBOPIOE IIe IBa JOKaJbHUX Makcumymu (1057 MIla)
Ha Bigmanax y=11,5 MM Bix oci 111Ba B MeTaJi JiIAHKY HU3LKOTEMIIEpa-
TypHoro Bigmycky 3TB (puc. 5), MmexaHiuHi BJIaCTUBOCTi AKOTO He3HAU-
HO BiIPi3HSAIOTHCS BiJl BJJaCTHUBOCTE OCHOBHOT'O METAJIY.

Y ctukoBomy 3’emHaHHi, BukoHaHoMy MAG-3BapioBaHHAM, PiBeHb
3aJIUIITKOBUX €KBiBaJIEHTHUX HAIPYsKeHb B MeKaX 3BapHOTO IIBA € Mi-
HiMmansrHUM i He tepeBuIntye 200 MIla a6o 0,18 Bix MmakcuMaabHOI PO3-
PaxXyHKOBOI T'pPaHHIII MIITHOCTH MeTaJly IIBa AJISA I[i€l TeXHOJIOTiuHOI
cxemu (1090 MIIa). IIpote, B mexxkax 3TB Ha Bigmanax =8 MM Bim oci
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IIIBa YTBOPIOIOTHCA JIOKAJLHI MaKCcUMyMu HampysKeHb y 1099 MIla.
BigmoBigHO 10 po3momisiy MiKpOTBEPAOCTH, Ie — OiIAHKA MaKCHUMaJlb-
HOTO 3HEMiITHeHHS, 3YMOBJIEHOTO BHCOKOTEMIIEPDATYPHUM BiIIoycKOM
BUXIiTHOI CTPYKTYypU 3’€IHYBAaHOTO MeTasy. Po3paxyHKOBe 3HaUEHHS
rpaHUIll MimHOCTH MeTanxy Iiel mimamkm ckiaamae 1275 MIla; Taxum
YUHOM, KOHIIEHTPAIlisd eKBiBaJeHTHUX 3aJUINKOBUX HAIPY:KeHb B Me-
rTaJi miei obaacTu 3BapHOro 3’e¢qHAaHHA MoXKe caratu g0 0,86 iioro pos-
PaxyHKOBOI rpanulli MminmHocTu. IIpoTe B KpUIAX 3 HE3HAUHOIO KiJbKic-
TIO eJIeMeHTiB-KapOimoyTBoprooBauiB, Takux ax MARS 600, miaacTudy-
HiCTh MeTaJly 3a3HaYeHOI JiJIAHKY JOCTaTHLO BICOKA.

BpaxoByoouu BCTaHOBJIEHY AJs 3’€THaHHA 3a cxeMoio PAW2 mebes-
HeYHy KOHIEHTPAIlil0 3aJNINKOBUX HAIIPYsKEeHb B METAaJIi IIepIIol mJiis-
HKU mBa (puc. 7,0, 8,0, 2, 9, 0) DOIiTLHO TAKOK TOPiBHATH PO3MOIiJ
3aJUINTKOBUX TMepeMillleHb y IO30BXKHIiX 1 IOIepeyHUX Mepepisax B
MerKaX IJIaCTUYHOI 30HU 3BapHUX 3’ €THAHD.

XapakTep PO3IOAiIy mepeMilleHsb 3 IJIOIINHY II0 IMUPHUHI 3’ ¢ THAHHS
(puc. 10) cBiguuTs, 10 g yac 3BaprOBAaHHA 3a JOCIiIKYyBAaHUMU CXe-
MaM¥ YTBOPIOIOTHLCS HYJIbOBI IIepeMillieHHs 3 ILIOIWHY AJiA obJacTeit,
e MisJIo OCHAINEeHH:, a HAauOiabImi mepeMinmenasa GopMyIOThLCSI Ha OCi
s3BapHoro 1mBa: 10 0,4 MM — aia cxemu PAW2, 10 0,16 MM — a7 cxe-
mu PAW1inmo 0,06 Mmm — gaa MAG-3BapioBaHHs.

Hatowmicth, 3 puc. 11 BugHO, II[0 MaKCHMAJbHUN BUTHUH 3BAPHOTO
mBa (20,6 MM) YTBOPIOETLCS IIifT yac 3BapioBaHHS 3a cxemoio PAW?2
mo0JM3y CTOILJIEHHS 3BapIOBAHUX MiJIgHOK 1Ba. 3a MAG-3BapioBaHHS
BUTHWH 3 IJIOIMUHYU 3’¢THAHHA € MiHimaabHuUM (20,06 MM) i He 3MiHIO-
€ThCA Ha BCill moB:KUMHI 11Ba. 3BapoBaHHA 3a cxeMmoio PAW1, xou i mpu-
BOAUTH 10 QOPMYBaHHS HEPiBHOMipPHOTO BUTHHY 3 ILJIOIITNHU O JOBXKI-
Hi 11IBa, IpoTe Horo MakcuMaJbHe 3HAUeHHS He nepebiabirnye 0,23 M.

IlopiBHAHHA PO3PaXyYHKOBUX Pe3yJbTaTiB CKiHUeHHO-eJIeMEeHTHOI'O
MOJEJIIOBAHHS Ta PeHTI'eHOAM(PpPaKTOMETPUYHOI aHaxism (as3oBOTro
CKJAJy Ta HaAIPYKEeHOTo CTaHy 3BapHUX IIBiB, yTBopeHumx PAW- i
MAG-3BapioBauHaM, HaBeJeHO y TabJ. 5.

3a momoMoroo peHTTreHo(ha30BOi aHaizu BCTAaHOBJIEHO, ITIO Y 3Bap-
HUX IIIBaX YTBOPIOIOTHCS OAHOPiMHI TBepAi PO3UMHU 3 IPaHEIeHTPOBa-
HOIO0 KybGiuHoio r'paTHUIIEIo (aycTeHiT) y Bunaaky MAG-3BapioBaHHS Ta
00’eMHOIIEHTPOBaHOI0 Ky0OiuHOI0 r'paTHHIeio 3a PAW-3BapioBaunusa. B
OCTAaHHLOMY BUIIaJKYy, BPaxOBYIOUM pe3yJbTaTHd AaHAJI3WM XEeMiuHOTO
cKJamy meraiy mrBa (tabi. 1), mikporBepmocTu (puc. 5) i MiKpPOCTPYK-
Typu (puc. 6, @), MOKHA OCTATOYHO CTBEPAKYBATU IIPO CTPYKTYPY peii-
KOBOT0, 3a KJacudikarieio [23], maprercury. HagBuicTs gpyroi dpasu B
CTPYKTYPi 000X HIBiB AUPPAaKTOMETPUUYHUMU JOCTiIKeHHAMN He MiaT-
BepKeHo. VIMOBipHO, Ile TOB’ A3aHe 3 HEOJHAKOBOIO IIOBHOTOO (Pa30BUX
IIepeTBOPEeHb Y PisHUX 00JaCTAX 3BAPHUX IBiB, afisKe IIig yac audpax-
TOMETPUUYHUX [TOCTiIKeHb PEHTIeHiBCLKOMY OIIPOMIiHIOBAHHIO ITiIJIs-
raJiu JIMIe TOBePXHeBi IMapu ix 3 IuIboBOro 60Ky 3’eqHaHb (puc. 1, 6).
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TABJINIIA 5. ITapamerpu $asoBOro CKJALy Ta 3aJIUIIKOBOTO HAIIPYKEHOI'O
CTaHy 3pas3KiB 3BapHUX MIBiB, ofgep:kaHux PAW-t1a MAG-3BapioBaHHAM.

TABLE 5. Parameters of phase composition and residual-stress state of weld
samples obtained by PAW and MAG welding.
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) Q Z 8o g Z |
S = = 9 o
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= ] H Qi M ==
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E& M o)
PAW kyGiuma  2,8756 83 MapTeHcuT: 93, 93
aycreHit: 7
MAG xyGiuma  3,5926 147 maprencur: 21, 132

aycreHiT: 79

B cBo10 uepry, 1e gajo 3MOr'y VHUKHYTHU JOJYUYEHHS A0 CKaHOBAHOI IIO-
BepxHi 3paskiB vactTunu 3TB (1110 6yJs10 6 HEMOKINBUM y pasi audpax-
TOMETPii momepevHoro nmepepisy 3’eTHAHD).

Pazowm i3 mum, BusHaUYeHi 3a MeTOL00 sin?y 3aIuNIKOBI (B HAIPAMKY
OITPOMiHIOBAHHSA) HANIPY:KEHHSA B 3BapPHUX IIIBaX M00pe Y3TOMKYIOTHCS
3a MIOPiBHAHHS iX 3 PO3PAXyYHKOBUMU 3HAUCHHAMU HANPYKEHb IO TOB-
IIMHI Gy Y TOYKaX CKiHUYeHHO-eJIEMEHTHUX MOJEJiB, KOOPANHATU IKNX
BiAMIOBiZaOTh PO3TAITyBaHHIO 3Pas3KiB, BUPi3aHUX OJA CTPYKTYPHO-
dasoBux mocJimxeHs (TabJ. 5).

3a manumu [7, 9] HaAHIOiABINM TO3UTUBHII BILJIMB Ha 3aJIMITKOBUI Ha-
NpysKeHUM cTaH Ta eKCIIyaTallifiHi BJacTUBOCTi, 30KpeMa BTOMHY Mill-
HiCTh, CTUKOBUX 3’€IHAHL BHCOKOMIITHMX KPHIb MAIOTh 3BApIOBAJIbLHI
marepianu 3 LTT-eperTom, 1110 3a6e3MeUYIOTL TEeMIIEPATYPY IOYATKY
MapTeHCUTHOTO IIePEeTBOPEHHS B MeTaJi 3BapHoro 1rBa 6ima 190—200°C.
3acTocyBaHHS IapaMeTPUYHOrO PiBHAHHA [24] 11 po3paxXyHKY TeMIIe-
paTypu IOYaTKy MAapTEHCUTHOTO IepeTBopeHHA Msg, °C: Mg=561 —
474C - 33Mn — 21Mo — 17Ni - 17Cr, ge C, Mn, Mo, Ni, Cr — BMmicT Bif-
MOBiTHUX eJeMeHTiB [Bar.%], nJd xeMiuHOTO CKJIaAy MeTajly IIIBa 3a
PAW-3BapioBaHHS I oCHOBHOrO Merany (Tabis. 1) mae HacTymHuUii pe-
syabTaT: Mg (1mmBa) = 187°C; Ms (ocHOBHOTO MeTaiy) = 299°C.

IToxasaHo, 1110 BUCOKi 3aJMIIIKOBI HANIPYsKEeHHA CTUCKY Y 3BapHOMY
mBi Ta mpuaeraux giaaHkax 3TB 3’egmann, omep:KaHUX ILJIa3MOBUM
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3BapPIOBAaHHAM, B3YMOBJEHO HHIBKOTEMIIEPATYPHUM II€PETBOPEHHAM
ayCTEeHITy B MeTaJIi 3BAPHOIO IIIBA, CIPUUYMHEHUM BHCOKOIO YaCTKOIO
OCHOBHOT'O METAJIy B HHOMY .

5. BUCHOBRH

1. Busunaueno, 1o sacrocyBanusa cymimii Ar + 20% CO: maa MAG-
3BapoBaHHA 0poHBOBOI Kpuri MARS 600 3BapoBaJIbHUM APOTOM THUITY
G 18 8 Mn Mo:Ke CIPUYMHATHA YaCTKOBE IIEPETBOPEHHSA ayCTEeHITy B Me-
TaJi ITBa 3 BUHUKHEHHAM ITOOIMHOKHNX BKpAILJIeHb MapTeHCUTHOI hasu.
TeBepaicTh MeTasy IIBa BOAHOUYAC IOHAKMeHIe B 1,7 pa3iB MeHIIA Bif
TBEPIOCTH OCHOBHOT'O MeTaJy.

2. Beranosieno, 1o 3a PAW-3BapoBanada kpuni MARS 600 araJoriu-
HOI TOBIIMHU 3aBAAKU 3MEHIIIEHHIO BUTPAT 3BaPIOBAJIILHOTO APOTY B =4
pasu YacTKa OCHOBHOT'O MeTaJIy ¥ MeTaJIi IIIBa 3pOCTa€, BHACIILOK YOT'O
IITOB HAOyBAa€ CTPYKTYPU APiOHOr0JIacTOr0 PEMKOBOTO MApPTEHCUTY 3
TBepAicTIO, 10 = 1,1 pasu 6iJIBIIIOIO Bil TBEPAOCTH OCHOBHOT'O METAaJy.

3. IlokasaHo, IT1T0, HE3BasKAOUM Ha MAPTEHCUTHY CTPYKTYPY METaJy
mBa, PAW-3BapoBaHHA Ha BU3HAUEHMX PAI[IOHAJILHUX IapaMeTpax
pe:xxumy B3abesmeuye sAKicHe (GOPMYBaHHA CTHUKOBOTO 3BapHOTO
3’eqHaHHs 0e3 YTBOPEHHSA XOJOTHUX TPIiIINH 3aBAAKU OCOOJIMBOMY Xa-
paxTepy HOT0 3aJIMIITKOBOTO HAIPYsKEHOTO CTaHy, 3yMOBJIEHOMY HU3b-
KOTeMIIEPATYPHIM II€PEeTBOPEHHIM ayCTeHiTy. 30KpeMa, 3a TeXHOJIOTi-
yHOI0 cxemMoio PAW1 B Mexax 3BApHOIO IIIBA, a TAKOK MiJSHOK CTOII-
Jeuusa ta neperpisy 3TB, aAKi B 3BapHUX 3’¢JHAHHAX IapTiBHUX KPUIH
3a3BUYAl BUCTYIIAIOThL OCepPeIKaMM XOJOTHUX TPIIUH, CTBOPIOIOTHCS
MO30BKHI HAIIPYKEeHHS CTHUCKY. B CBOIO uepry, mo3a0B:KHI HAIIPYKEeH-
HA PO3TATY HiIOTh y BigmameHux Big mBa minguxkax 3TB, merana akmx
BHACJIIIOK BiIyCKY BBA’KA€ThCS CTINKUM [0 YIIOBiILHEHOTO KPUXKOTO
pyliHYBaHHA.

4. TlopiBHAHHA POSMOAIJIY €KBiBAJEHTHUX HAIPYKEHb Y CEPEeIHBOMY
IIOIIEPeYHOMY IIepepisi 3BapHUX 3’€¢THAHD IIOKAa3ye, IO MJIA TeXHOJIOT-
yaux cxeM PAW1 i PAW2 maiiBuini Hanpy:xeHHsS (POPMYIOThCA Y 3Bap-
HUX IIBax 3 JOKAJIbHUMHI MaKkcuMymamu He O0iabire 0,53 i 0,58 Big pos-
paxyHKOBOI rpaHuIli MilTHOCTM MeTaJy ImmiBa Bigmosimmo. laga MAG-
3’e¢IHAHHS PiBeHb BAJMINTKOBUX €KBiBaJIEHTHUX HANPY:KEHb y MeKax
3BapHOTrO IIIBAa HE3HAUHN M, IPOTE B 00JIACTi IJISHKY BICOKOTO BiIIyCKY
3TB ixwuiii piBers Moske caratu o 0,86 po3paxyHKOBOI I'PaHUIIL MiI[HO-
CTU MeTaJy Iiei JiIaHKY, 3alac IJIACTUYHOCTH SKOT'0 BOTJHOUAC BBasKa-
€ThCA TOCTATHBO BUCOKMM.

5. 3BapioBaHHS 3a TeXHOJOTiuHOIO cxemMo0o PAW?2 (mBoma mingaHKaMu
Big cepenmuu 3’eIHAHHSA OO TOPIIiB) MPUBOAUTL 10 (GOPMYBAHHAM KOH-
IeHTpaTopa HAIpPy:KeHb — CTUKY ABOX IIJISHOK i, AK HACJIiZOK, IO
YTBOPEHHS B OChOBill UYaCTHHI 3BapPHOTO IIIBA 00JaCTH BEJIUKUNX 3aJIMIII-
KOBUX HAIIPY/KEHb CTUCKY K y IIO3TOBKHLOMY, TaK i B OIIEPEYHOMY
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HAIIPSAMKY, BeJINUYMHA AKWX MOKEe CATaTH T'PAHUIII MiITHOCTH METaay
miBa. K HacJIigOK, BUTHH 3 IJIOIIMHU MeTaJay Iiei objacTu 1msa B 4 pa-
3u GiBINIMIH y TOPiBHAHHI 3i 3BAPIOBAHHAM 3 iIeHTUUYHUMHU IIapaMeTpa-
MU PeKUMY 3a TeXHoJIoTiuHOoI0 cxeMoo PAW1. Takum unHOM, 3aCTOCY-
BaHHA cxeMu PAW?2 3 meroro minimisarmii popmosminm 3BapHUX KOHC-
TPYKIIiNl y BUPOOHUYNX YMOBaX € HEOE3IEeUHUM 3 TOUKHU 30Py TPilllMHO-
YTBOpPEHH.

6. YaockoHasena texHoJsoria PAW-3BaproBanua kpuni MARS 600, y
nopiBuaAHHI 3 MAG-cmmocoboM, Mae ImepeBaru o0 OAeP:KaHHA CTUKO-
BUX 3’€IHAHDb 3 BY3bKUM 3a30POM: 3MEHIIIEHHA MeTaJIOMiCTKOCTH CKJIa-
JaJIbHUX POOIT, MOHMKEHHS TEIIOBKJIANEHHS Y 3BapIOBaHN MaTepis,
3201 KeHHs 3BaplOBaJbHOTO JIPOTY, 3aBAAKU e(peKTy HUIbKOTEeMIIe-
pPaTypHOTO IIePeTBOPEHHA ayCTeHITY 3yMOBIIIOE Oe3edeKTHe YTBOPEHHS
MapTEeHCUTHOI CTPYKTYPU B MeTaJIi IIBa 3 BUCOKUM PiBHEM TBePJOCTHU Ta
MinmzocTH. B cBOIO Uepry, BUTPUBAJIICTh IOAIOHOI CTPYKTYPHU IIiJ BILIM-
BOM BHICOKOIIIBUAKICHUX yIapHMUX HaBaHTAKEeHb, 3 IMOTJIAAY Ha JOCTAaT-
HbO BucOKUii BMicT KapOoHy B MeTaJIi 1mBa, moTpedye JOZATKOBUX IOC-
JigiKeHb.
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