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AnHoTanus. I[ens. B HacTosIEee BpeMs IPH N3TOTOBIEHUN OTBETCTBEHHBIX CBAPHBIX KOHCTPYKIHUIT N3 BBICOKONPOYHBIX CTanei
Bce Oonblllee IPUMEHEHHE HAXOAAT HOBBIE TEXHOJIOTMH THOPUIHON J1a3epHO-AYroBOM CBapKW, KOTOpBIC ITOBBHIINIAIOT
MIPOU3BOJUTENBHOCTD IIpOIlecca M 00ECIeUunBaOT NMPOYHOCTh U IIACTHYHOCTh CBApHBIX coequHeHuil. Llenpio HacTosmeil paGoTs
ObLIO HMCCiIelOBaHUE 0COOCHHOCTEH (ha30BBIX U CTPYKTYPHBIX H3MEHEHHUH B METalIe CBAPHBIX COCAMHEHUI BHICOKOIIPOYHON CTalIH,
MOTYyYEHHBIX THOPUAHOHN J1a3epHO-AYroBOH CBapKOH M OLEHKA BIUSHHUS OJHOTO M3 OCHOBHBIX TEXHOJOTMYECKHX MapaMeTpoB —
ckopocti cBapku (Ves) Ha QopmupyOIIyIoCsS CTPYKTYpPY M MEXaHHYECKHE CBOWCTBA CBAapHBIX coeluHeHHH. Memoouka.
HccnenoBanust BBIIOIHSINCH HA CBAPHBIX COCAUHEHUAX BbICOKONpo4yHOH cTamu 14XTH2MJIA®DE. CBapHble coelMHEHUS IOIydalu
B YCJIOBHSIX Pa3nuuHbIX cKopocTed (Ves ~ 72...110 M/49) rubpuaHoit 1a3epHO-1yroBoit cBapku. CTpyKTypHbIe H3MEHEHHS N3yJaln C
MIOMOIIBI0 KOMIUIEKCHOTO METO/Ia NCCIEAO0BAHMS, KOTOPHIH BKIIOYAET ONTHYECKYI0 MeTaJuIorpaduio, aHATUTHIECKYIO PAaCTPOBYIO H
[IPOCBCUMBAIONIYIO JJIEKTPOHHYI0 MHKpOCcKomnuio. Pe3ynsmamei. Ha ocHoBe wuH(opManmu, IIOMydeHHOH Ha Ppa3lIMIHBIX
CTPYKTYPHBIX YPOBHSAX (OT 3€pEHHOTO JO JHCIOKAI[MOHHOTO), BBINOJIHEHbl AHATMTHYECKUE OIIEHKH BIMSHHS CTPYKTYPHBIX
1apaMeTpoB Ha MEXaHHWYECKHE CBOMCTBA M TPEIUMHOCTOMKOCTb CBapHbIX coenuHeHui. Hayunas Hoeéu3zna. Y CTaHOBIEHbBI
ONTUMAJIbHBIE TEXHOJOTMYECKHUE PEXHMbl THOPUIHOHM Ja3epHO-AYyroBoil cBapku BeICOKompouyHoil cramu 14XI'H2MJIADE,
obecrieynBaronye, € TOYKM 3peHHs (Qopmupylomeicss CTPYKTYphl, BBICOKHME IOKA3aTeld MEXaHHYECKUX CBOWCTB H
TPEIMMHOCTONKOCTE MeTajlla CBapHBIX coenuHeHnil. IIpakmuueckas 3nauumocms. IIpencTaBICHHBIE pE3YNBTATH IOKAa3aIx
MePCIICKTUBHOCTh Pa3pabOTKH TEXHOJIOTHYECKHX PEKHUMOB THOPHIHOM JIa3epHO-IYroBOM M pemieHHst 3anad  (HOpPMHUPOBAHUS
Hanbosnee OJArONPHATHOM CTPYKTYpHl CBapHBIX COCIMHEHUH BBICOKOIPOYHOM CTalmM ¢ IEeNbI0 OOecIedeHHs: HeoOXOIMMOTro
KOMIUIEKCAa MEXaHHIECKHUX CBOICTB M TPEIINHOCTONKOCTH CBApHBIX COEANHEHHI.
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AHoTtaniss. Mema. B TenepiuiHiii yac npu BUTOTOBICHHI BiJIOBiJaJbHUX 3BAPHUX KOHCTPYKLIH 3 BHCOKOMILHHX CTajed Bce
Oisblile BUKOPUCTAHHS 3HAXOISITh HOBI TEXHOJIOTIT TIOPHAHOTO JIa3epHO-AYrOBOrO 3BApIOBAHHS, SIKi IMiJABUILYIOTH NPOAYKTHBHICTH
mporecy Ta 3a0e3nedyroTh MILHICTh i INIACTHYHICTh 3BapHUX 3’€aHaHb. MerToro 1iel pobotu Oyjo AOCTiKEeHHST ocoOnuBocTeit
(ha30BHUX Ta CTPYKTYPHHUX 3MiH B METaJi 3BapHUX 3’€IHAHb BUCOKOMIIHHUX CTaje, 110 Oy OTpUMaHi ribpuaHUM JIa3epHO-AyrOBHM
3BapIOBaHHIM, a TAaKOX OIIHKA BIUIMBY OJHOTO 3 OCHOBHHX TEXHOJIOTIYHMX IapaMeTpiB — IIBHAKOCTI 3BaproBaHHs(Vis) Ha
CTPYKTYpY, 10 (OPMY€EThCS, Ta MEXaHIUHI BIACTHBOCTI 3BapHHX 3’€iHaHb. Memooduka. JIOCIiDKEHHST BUKOHYBAIUCH HA 3BapHUX
3’eqHaHHAX BUcOKoMinHOI cranm 14XTH2MJIA®B. 3BapHi 3’eaHaHHS OTPHMAIH B yMOBax pi3HUX mBHAKOCTEH (Vis ~ 72...110 M/T)
riOpHUIHUM JIa3epHO-IYTrOBUM 3BaproBaHHsIM. CTPYKTYpHI 3MiHH BHBYAIIH 32 JIOIIOMOTOK0 KOMIUIEKCHOI'O METOJa OCIiPKEeHb, KU
BKJIIOYA€E ONTHYHY MeTajorpadiro, aHaJITHYHY PacTpOBY Ta IPOCBiUyIOUy €JEKTPOHY MiKpockomitoo. Pesyrsmamu. Ha ocHOBi
JIAaHUX, OTPUMAHHUX Ha PI3HUX CTPYKTYPHHUX DIBHSX (BiZ 3€IEHHOrO IO JHUCIOKALIHOr0), BUKOHAHI AHAJIITHYHI OLIHKH BIUIUBY
CTPYKTYPHHX HapaMeTpiB Ha MEXaHiuHi BJIaCTUBOCTI Ta TPILMHOCTIHKICTH 3BapHUX 3’€nHaHb. Haykoea noeusna. BcraHoBieHO
ONTHMaJIbHI TEXHOJOTIYHI PEXHUMH TiOPUAHOTO JA3epHO-AYrOBOro 3BapioBaHHs BucokoMinuol crami [4XTH2MIA®B, 1o
3a0e3MeuyI0Th, 3 TOYKY 30pYy CTPYKTYpH, IO (HOPMYETHCS, BHCOKI MMOKA3HUKM MEXaHIYHHMX BJIACTMBOCTEH Ta TPILIMHOCTIHKICTBH
MeTaily 3BapHUX 3’€aHaHb. IIpakmuune 3nauenns. IIpecTapieHi pe3ylibTaTH MOKa3allk IEPCICKTUBHICTh PO3POOKH TEXHOIOTTYHHUX
PEXUMIB TiGPHIHOTO Ja3epHO-IYrOBOrO 3BapIOBaHHI Ta BUPILICHHS 3a/1a4 (HOPMYBaHHS HAWOIIbII CIPUATINBOI CTPYKTYPHU 3BapHHX
3’€IHAHb BHCOKOMIITHOT CTalli 3 METOI 3a0e3MeueHHsT HEOOXITHOTO KOMIUICKCY MEXaHIYHHMX BIACTUBOCTEH Ta TPIIUHOCTIMKOCTI
3BAPHUX 3’ €IHAHb.

Kniouosi cnosa: BUCOKOMIIHA CTab, TiOpHUIHE JIa3epHO-AYrOBEe 3BapIOBAHHSI, 3BapHi 3’€IHAHHS], CTPYKTypa MeTally, MeXaHidHi
BJIACTUBOCTI, B SI3KICTh PYITHyBaHHS, TPIIIUHOCTIHKICTD
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Annotation. Purpose.Nowadays the production of critical welded structures of high-strength steels more and more new
technologies are used hybrid laser-arc welding, which increase the productivity of the process and provide the strength and plasticity
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of welded joints. The aim of this study was to investigate the features of phase and structural changes in the metal of welded joints of
high-strength steel obtained by hybrid laser-arc welding and evaluate the effect of one of the main technological parameters -
welding speed on a formed structure and mechanical properties of welded joints. Methodology.Studies were carried out on welded
joints of high-strength steel 14HGN2MDAFB. Welds were obtained in conditions of diverse speeds (72-110 m / h) of the hybrid
laser arc welding. The structural changes were studied using a complex technique of research, which includes optical metallography,
analytical scanning and transmission electron microscopy. Findings. On the basis of information obtained at different structural
levels (from grain to dislocation) the analytical assessment of the impact of the structural parameters on the mechanical properties
and fracture toughness of welds are made. Originality. Optimal technological modes of the hybrid laser-arc welding of high strength
steel 14HGN2MDAFB providing, in terms of formed structure, high mechanical properties and fracture toughness of metal welded
connections have been established. Practical value. The presented results showed the prospect of the development of technological
modes of the hybrid laser-arc and solutions of objectives of formation of the most favourable structure of welded joints of high-
strength steel to provide the necessary complex mechanical properties and fracture toughness of welds.

Keywords: high-strength steel, the hybrid laser-arc welding, welded joints, metal structure, mechanical properties, fracture

toughness, crack resistance

BBenenue

B HacTosmee Bpems IS OTBETCTBEHHBIX CBapHBIX
KOHCTPYKLUH, paboraroimux B CJIOMKHBIX
SKCIITYaTallHOHHBIX YCIIOBUSIX, UCTIOJIb3YIOTCS
BBICOKOIIPOYHBIE CTaJM C MPEACIOM TEKy4decTH Ooiee
700 MIla [1-3]. Ilpm KIaCCHYECKHUX TEXHOJOTHIX
MEXaHU3UPOBAaHHOHN (AyroBoil) CBapku TakKuX CTael
Jara3oH ckopocTel cBapku (Vez) COCTaBISIET MOPS/IKA
ot 18 M/4 10 50 M/4 Ipu ckopocTIX oxJAKIACHUS Weis =
10...38°C/c [4-6]. OmnHako B HacTOsIIee BpeMs BCe
Oouplee TPUMEHEHNE HAXOAST TEXHOJIOTHH JIA3EPHOH 1
THOPUIHON J1a3epHO-IYTOBOM CBapKH, ITO3BOJISIONINE
MONy4aTh KAueCTBEHHBIE CBapHBIC COCIWHEHHA C
HCTIONB30BaHNEM OoJiee BBICOKHX CKOPOCTEH CBapKH H
ckopocreit oxnaxaeHus (Wes ~ 30...100°C/c), uto B
3HAYUTEIBHON CTETICHH MOBBIACT IPOU3BOJUTEIHHOCTD
mnpouecca (10 CpaBHEHHIO C JAYrOBOM CBapkoil) u
obecrieunBaeT MOBBIIIEHHE MTOKa3aTeJIed MPOYHOCTH (Ha
8...15%) u mmactuunoctn (B 1,5...2 pasa) cBapHBIX
coenuHenuit. Ilpm sToM 3ameTHO wu3MeHsOTCS (IO
CpPaBHEHHIO C JYroBOl CBapkoil) TeoMeTpHyYecKue
napaMeTpsl 30HBI CBapku: B 3...5 pa3 yMeHbIIAeTcCs
IIMpUHA TIBOB W 30HBI TepMmHuueckoro BiusHus (3TB)

CBapHBIX  COCJIMHEHUM. YUUTHIBasg CYIIECTBEHHbIE
W3MEHEHHS  TEXHOJOTWYECKHX  PEKHUMOB,  CIEAyeT
OXMAATh 3aMETHBIX W3MEHEHHWH MW B CTPYKTypax,

GOopMHpPYIOIIMXCS B CBapHBIX COCIWHEHUSX, KOTODEIE,
KaK M3BECTHO, BO MHOTOM OIIPEJENSIOT UX CBOicTBa [5-
8]. U3yuenue ocobeHHOCTEH Ja3epHOrO0 W T'MOPUIHOTO
IPOLIECCOB, WX BJIMAHUSA Ha (OPMHPOBAHHE CBAPHBIX
IIBOB B HACTOSIIEE BPeMs SBISIETCA 3aadeli TEXHOJIOTOB
1 uccienosareneit [9].

Hean

Lenplo HacTosmed pPaOOTHI SBIAIOTCS JIETAbHBIC
HCCIIeNOBAaHUS Ha BCEX CTPYKTYPHBIX YpOBHSIX (OT
3epEHHOT0  JI0  JWCIOKAIIMOHHOTO)  OCOOCHHOCTEH
($a30oBBIX W CTPYKTYpHBIX WM3MEHEHHH B MeTauie
CBAapHBIX  COCIMHCHUW,  TONYYCHHBIX  THOPUIHOMN
JIa3epHO-AYrOBOM  CBapKoW, B  3aBUCUMOCTH  OT
HCIIONIb3YEMBIX TEXHOJOTHYECKHX IapaMeTpOB CBapKH.
Kpome Toro akrtyanmpHOW 3amadeil mpencTaBisieTCs
OIICHKA  pOJM  KOHKPETHBIX  CTPYKTYpPHO-(a30BBIX

COCTaBIIIONINX, (DOPMHUPYIOIIUXCA TPH  Pa3IHIHBIX
peXUMax CBapKH B ONTHMH3AIMK Hamboliee 3HAYMMBIX
UL OKCIUTYaTaIlMOHHBIX ~ YCIOBHHA  MEXaHHMYECKUX
XapaKTepUCTHK CBapHBIX COCIWHEHWH, a WMMEHHO —
MOKa3aTeed TMPOYHOCTH (Or), BA3KOCTH Pa3pyIICHHS
(Ki¢) ¥ TpemuHOCTOMKOCTH.

Marepuan

PabGoty BBIMONHSIM Ha 00pa3max BHICOKOMPOYHOU
cram 14XTH2MJJA®B (0,183% C; 1,19% Cr; 0,98%
Mn; 2,07% Ni; 0,22% Mo 0,08% V; 0,33% Si; e Gomee
0,018% P u 0,005% S) rtommmHoW mo 10 MM c
HCIIOJIB30BAHUEM CBapOYHOM ITPOBOJIOKH Cs-
10XH2I'CM®TIO (£0,1% C; 0,7% Cr; 0,4% Mn; 0,22%
Mo; 0,15% V; 0,24% Si; ue 6omee 0,007% S).

Metoanka 1 pe3yJbTaThl

T'ubpHIHYIO JIa3epHO-IYTOBYIO CBApKY MTPOBOAMIN CO
ckopoctsimu (V) 72, 90, 110 m/a. B kagectBe
WMCTOYHUKA JIa3epHOTO HM3JIy4eHUs ucrmoib3oBan CO;-
Jla3ep MOIMHOCTBIO M3MydeHus 10 4,4 kBT u 3anurHeIHA
raz (cmecb Ar+CO, c¢ pacxogom 15...20 n/muH).

PexxuMmbl npoBeleHUS 3KCHEPUMEHTOB IPUBEACHBI B
Tabmn.1.
Tabnuya 1
Pe:xxumbl J1a3epHO-IyTroBOi CBAPKH CTAJIM
14XTH2MJA®B / Modes of laser-arc welding of
14HGN2MDAFB steel
CBapouHblii Hanpsxenue Ha Cropocts, Cropocts,
ToK L A Ayre Uu, B CBapKu VCB, OXJ'Ia)KO,I[CHI/Iﬂ
M/a Wes,°Cle.
125 23 72 58
150 25 90 61
200 26 110 63
YKkazaHHBIE  PEXKUMBI  [O3BOJSIIOT  00ECIIEUHTH

oxnaxnaenne Merawia 3TB B wmHTEepBane Temmeparyp
600-500°C co ckopoctbhio Weis =~ 58...62°C/c.
CrpykrypHo-(pa3oBble  HW3MEHEHHS pasMepsl
3epEeHHOM, CyO3epeHHOW CTPYKTYphI, pachpeselieHne
(ha30BBIX BBIICTICHHUA, OCOOCHHOCTH 30H XPYIKOTO H
BS3KOTO  paspylICHHUs, XapakTep  pachpelcicHHs
IUIOTHOCTH JTUCJIOKAIIMA B METAJUIC IIBAa W Pa3IMYHBIX
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yuactkax 3TB cBapHbIx coeanHenuii (puc. 1 0) usyvanu
Ha BCEX CTPYKTYPHBIX YpPOBHSIX C HCIOJNb30BaHUEM

KOMIIEKca 9KCIIEPUMEHTAIBHBIX METOZIOB
COBPEMEHHOTO (PM3MYECKOTO METAIIIOBEICHHUS, BKIIFOYAS:
OIITHYECKYIO MeTasuorpaduro, AHAITUTHYECKYIO

pactpoByio Mukpockonuio (COM-515, pupmer PHILIPS)

M T[POCBEYHBAIOUIYI0 OJIEKTPOHHYI0 MHKPOCKOIHIO
(JEM-200CX, bupmbI JEOL). KomruiekcHble
HCCIIeIOBAHUS Jaiu BO3MOKHOCTb OLICHUTh

muddepeHIMPOBaHHBIN BKIAA OTIEIBHBIX CTPYKTYPHO-
($a30BBIX COCTaBISIIOIIMX W JPYIHX CTPYKTYPHBIX
rapaMeTpoB B HW3MEHEHHME MHTETPAIbHBIX 3HAuCHHH
CBOHCTB MPOYHOCTH (O;) U BsiskocTH pazpymenus (Kic), a
TaK)Ke€ YpPOBEHb JIOKAJIbHBIX BHYTPEHHHUX HANpsOKEHHN
(Tu/en — 30H 3apOXKICHUS M PACIIPOCTPAHEHUS TPEIINH) B
pasNMUYHBIX ydYacTKaX CBapHBIX COCIUHEHHH IpH
UCTIONb3YEMBIX PEXKUMAaX THOPUAHON CBapKH.

Ilo pesymbraTaM MeXaHHMYECKHX HCIBITAHUHA OBLIO
YCTAaHOBJIEHO, 4YTO HamOolee BBICOKHE MOKa3aTelIH
mpezena TeKy4ecTH (Go2) U BPEMEHHOTO COMPOTHBIICHHS
(Os) UIMEIOT LIBBI, BEITOJTHEHHBIE IPU Vs = 90 M/4 (0o =
1138,1...1156,3 MIla; o, 1319,7...1326,6 MIla).
OpHako, B 3TOM ciydae 3ameTHO (B 1,6 pasza) cHmkaercs
nokasaTesb riactuaHocTH (y = 35,6...40,8 %) meramia
wBOB U yjaapHas Bszkocth (KCV* = 504...657
Ilx/cm?) B Metamte 3TB 1o cpaBHenmIo ¢ Vo = 72 M/4
(KCV*'=1799...93,5 Jli/cM?) 1 Vs = 110 m/u (KCV 40
=66,5...96,7 Jlx/cm?).

bonee nerampHBIE HcclemoBaHMS B Hambosee
3HAYMMBIX 30HAaX CBAPHBIX COCIUHEHHH — METaJUIC IIBOB
n 3TB moxka3zanm W3MeHEHHS CTPYKTYPHBIX HapaMeTpoB
(BeMM4MHBI 3epeHOH, cyO3epeHHoil cpykTypsl - D, dc)
Ppa3MuHbBIX (ha30BBIX COCTABISIOIMX (OCHHITA BEPXHETO
u HWkHero - bp, bu, Maprencura - M), ux o0BEeMHOM
momn  (Vgz, %) wmukporBepmoct (HV), xapaxrepa
pacrpeaeneHus U IUIOTHOCTH JMCIIoKanuit (p), a Takxke
0COOCHHOCTEW 30HBI pa3pyLICHUS] CBAPHBIX COCIMHEHHUN

(BsI3kO€, XpymKoe W T.I.) B 3aBHCHMOCTH OT
HCIIOJIb3YEMBIX CKOPOCTEM J1a3€pHO-AYTOBOM CBapKH.
CTpyKTypa OCHOBHOIO CBapHMBaeMOro MeTauia

oeitanTo-pepputHas (b-P) ¢ pasmepom 3eper D,
15...25 wmxm wu wmumkporBeprocteio  HV(B-O)
2700...2850 MIla. B ciyuae MCHONB30BaHUS CKOPOCTH
cBapku Vg = 72 M/u cTpykTypa Meravia mBa u 3TB
OeiiHuTHO - MapTeHcuTHas (b-M) ¢ npenMyiecTBeHHBIM
(Vi ~ 60...80%) dopmupoBanueM CTpyKTyp OeiHHTa
axHeTo (By) ¢ D; = 30...120x170...350MkM (B MeTaie
mBa) npu HV 3660...4010MIla (puc.la). Ilpu
nepexozae k 3TB B yuacTke meperpeBa MUKPOTBEPAOCTD
(HV) cocrasiser ~ 3830...3900 MIla, a D, mis stou
30HBI CBapKH yMEHbBIIAETCA A0 3HadeHuH ~ 30...60 MkM
(puc. 1b). B ywacTke mepeKpUCTAIUIM3ALUN U
pexpucramumsanuu 3TB cTpykTypa n3Menpyaercs eime B
Oonpmiet cremenu (B 2...4 pa3a) TpH  CHIDKCHHH
MukpoTBeproctT 1m0 HV =3510...3660 MIla. Ilpu
nepexoie K OCHOBHOMY METaJUly B Y4acTKE HETOJIHOH
MepeKPUCTAIIIU3AINN (dopmupyercst ¢eppuro-
OcitHuTHas cTpykrypa ¢ HV = 3360...3510 MIla u D, =
5...15MmKM.

Puc. 1. Cmpyxmypa memanna weos (a, c, e) u yiacmka
nepezpesa 3TB (b, d, f) npu pasnuunvix ckopocmsax
2UbpUOHOU 1a3epHO-0y2080U c8apku: a, b - Ve = 72 m/u;
¢, d-Ve=90ml; e, f-Veg =110 m/u (x500) / Structure
of the weld metal (a, ¢, d) and area of overheating HAZ
(b, d, f) at different speeds hybrid laser arc welding: a, b
-Vw=72m/h;c,d-Vw=90mh;d, e-Vy=110m/h
(*500).

B ycnoBusxX yBenMUYEHUs CKOPOCTH CBAapKU IO Ve =
90 ™M/94 ngns MeTalia IIBOB CBAapHBIX COEIWHEHHHA
XapakTepHO (OPMHPOBAaHHE MpeUMymiecTBeHHO (V, ~
50...70%) MapTEHCHUTHOH CTPYKTYpBl (MapTEHCUT
ormycka, Mom), ¢ pasmMepoMm 3epHa D3
30...80x150...300 mxm mpu HV = 4050...4420 MIla
(puc. 1c). Ipu mepexone k ydacTky meperpesa B 3TB
BEIMYMHA 3€pHAa HECKOJIBKO yMeHblmaercsi (no Ds ~
25...50 MKM) C HE3HAUUTCIBHBEIM  CHIDKCHHEM
mukpotBepaoctu (mo HV = 3830...4050 MIla), puc. 1d.
ITo mepe mepexona K OCHOBHOMY METally - B y4acTKe
nepekpucTaum3auu 1 pekpuctaumzauun  3TB
CTpYyKTypa eme Oonee m3menpyaercs (B 2 pasa no D; =
10...20mMxM) nipu cHIDKeHUN MuKpoTBepaocta (HV mo ~
3660...3830 MIla). [Ins mocnemyromero mertamta 3TB
(yqacTka HETIONHOW TEepPEeKPHUCTAILIM3ANNN) XapaKTepHO
¢dopmupoBanue ¢pepputo-6eiinuTHON (D-B) CTpyKTYpBI
(D5 =10...20mxm) npu HV = 3220...3700 MPa.

Takum 00pa3oM, IpH YBEIUUEHHN CKOPOCTH CBapKH
(Ves) ot 72 M/a no 90 m/4 u3mensetcs $a3oBbId cocTaB
metaia mBoB u 3TB cBapHBIX CcOeAMHEHHUH OT
OeifinutHO - MapreHcutHoro (b-M) no maprteHcuTHOTO
(M) Tuma, a TaKKe HU3MEHSETCS COOTHOIICHHE
CTPYKTYPHBIX cocTaBisromnx B Metamie 3TB cBapHBIX
COeqMHEHHUI: yMmeHpmaerca (B 2...3 pasza) oObemHas
nmonst b, mpu moBeimenun (B 3 pasa) gomd Mom, 9TO B
nTOre  O0ECIeYMBacT MAaKCHMAalbHBIE  ITOKAa3aTeNn
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NPOYHOCTH, OIHAKO IPHBOAUT K CYIIECTBEHHOMY
cHxenuto (B 1,6 pasa) mimactuyHocTy () B IIBE.

[Ipn MakcUMalbHON CKOPOCTH THOPHIHOHN Jla3epHO-
yroBoit  cBapku (Vs 110 m/9) ¢a3oBbIii cocTaB
Mertaimia mBa u 3TB mpeacraBmeH OeHHUTHO
MapTEeHCUTHOMN (b-M) CTPYKTYpOH c
npenmymiecTBeHHBIM (V, ~ 60...70%) dopmupoBanuem
cTpykTyp OeitHnTa BepxHero (by;) ¢ BemmumHOW 3epHa
D;=20...80x150...250 mxm 1 MukpoTBepaocteio (HV)
~ 3360...4010MIla (puc.le). Ilpu nepexone xk 3TB B
ydacTKe IIeperpeBa COCIMHEHHH BEIMYMHA 3epHa
ymensbmaercs (puc. 1f) B 2 pasza (no D; = 20...40 Mkm).
A Ui MeTaJlIa y4acTKa HEIOJHOW MePeKPUCTATITU3AIIH
XapaKTepHO (dhopmupoBanue o-b CTPYKTYPHI,
HV =3360...3510 MPa (D; = 5...20MkMm).

Takum o0pa3zoM, B ciydae YBEIHYCHHS CKOPOCTH
cBapk 10 Ve = 110 M/ 3ameTHO yMeHBIIAeTCA
oowvemuas mons by (mo 10...20%) m mpenmymiecTBEeHHO
¢dopmupyrorcs  ctpyktypsl by (60...70%). Taxue
CTPYKTYpPHBIE  W3MEHEHHS  MOTYT  TPUBOIUTH K
HEPaBHOMEPHOMY YPOBHIO MEXaHHYECKHX CBOWCTB IIO
30HE CBAPKH W CHIDKCHUIO TPEIIMHOCTOHKOCTH CBApPHBIX
COEUHEHUH.

Pesynbratel  hpakTOrpauuecKux — HCCIEIOBAHUI

N3JIOMOB ~ METOJOM  CKaHUPYIOUIEH  AJIEKTPOHHOMH
MHUKPOCKOIIMM TIO3BOJIMJIIM TIPOBECTH COIIOCTaBIICHHE
XapakTepa paspylIcHHs MeTalla IIBOB  CBapHBIX
COCOIMHEHWH B  3aBHCHMOCTH  OT  TEMIIEPaTypHI
uctbITaHAN (Tyen =+20°C # Tyen = -40°C) B pasnuyHBIX
30Hax paspymeHus (I — B 30HaX o4aroB paspymieHUs y
Hajpesa; Il — B 30Hax pacrpocTpaHeHHs] MarucTpaibHON
TPEIIUHEI). Jnst BCEX CKopocCTel CBapKH
(V=72...110m/1) npu Ty =1+20°C xapakrepeH
MIPEUMYIECTBEHHO BA3KUH THI paspymeHus. OHaKo 1o
Mepe HOBBIIEHHs cKopocTH cBapku (V=90M/4) B 30He
I Heckombko Bo3pactraeT KomuuecTtBO (~ g0 2%)
Y4YacTKOB XPYIKOTO BHYTPH3EpEHHOTO cKoja. B cimyuae
Oosree BBICOKHX ckopoctell cBapku (Ve=110M/4) moist
XPYTKOTO pa3pymIeHus Bo3pactaet 10 ~ 20 %.
B cnygae cuHmwkenus temmepaTypsl UCHBITAHUH (Tucn
- 40°C) anms cBapHBIX COEAWHEHWH TPU CBapKe CO
CKOpOCTBIO V=72 1 90M/4 XapaKTepeH CMEaHHbIA THIT
paspymeHus XpYNKHA B COYCTAaHHH C BSI3KHM
SIMOYHBIM pa3pymerueM (B 30ue I 1o ~ 40...55%; B 30HE
II mo ~70...80% xpymkoro ckona), puc. 2a, c. B
ycnoBusix ckopoctu cBapku Ve=110M/4 (Tyen = - 40°C)
HaOmonaercs yBenuuenue (B 1,3 paza) oObeMHOU m0iu
XpynKoro paspymenus (mo ~ 75...95%, puc. 2e),
YKpyITHEHHEe  (aceToK  CKojda M YBEIHUYCHHE
NpOTsHKEHHOCTH (popMupyIOImuMXCsl TpemuH. B merame
3TB cBapHBIX COeANHEHHH IPX TEMIIEPATypPe UCTIBITAHHUS
Tucn=-40°C ans Bcex CKOpOCTEH cBapku B 30HE ouara
paspymenuss  (I) Habmromaercss BS3KHMI — XapakTep
paspymenus, ¢ pazmMepoM sMok d,=1...10MKM.

B 30He mMaructpansHOTO pa3ButTus TpemuHbl (I1) ams
CKOPOCTH CBapKH V=72M/4 XapakTep pa3pymeHHs
MPEUMYIIECTBEHHO B3KUil (puc. 2b) ¢ emuHWIHBIMH
yaactkamu (V; ~ 5%) KBa3uxXpymkoil COCTaBISIOIIEH.
IMpu cxopoctu cBapku V= 90M/4  yBennumBaercs
o0beMHasl J0JIs KBa3HXPYHKOro ckoia 1m0 V, ~ 20%

(puc. 2d), a npu V= 110M/9 coctaBmsier V, ~ 35% (puc.
2f). Ilpu »toM pasmep (QaceTok CcKOlIa TakKe

ykpynasiercs (B 1,3 paza).

Puc. 2. Muxpocmpyxmypa nogepxnocmu paspyuietus
memanna weos (a, ¢, d) u 3TB (b, d, f) ceapruvix
coeounenuti cmanu 14XITH2MIA®DF 6 30ne
Mmazucmpanvrou mpewunvl npu Tyen = - 40°C 0ns
PA3IUUHBIX cKopocmetl ceapru. a, b - Vee=72 m/u; ¢, d -
Vee=90 m/u; e, f- Vee=110 m/u (%2020) / The
microstructure of weld metal fracture surface (a, c, e)
and HAZ (b, d, e) of I4HGN2MDAFB steel welded joints
in main crack zone at Ty ey = - 40 ° C for different
welding speeds: a, b-Vw=72m/h; c,d-Vw=90m/
hyd e-Vw=110m/h (x 2020).

Taxum 00pazom, YYUTHIBAS JTAaHHEIC
(bpakTorpaguuecKux HCCICIOBAHUN, NPU Pa3IHMIHBIX
TEeMIepaTypax WCIBITAHUA HauboJee ONTUMAIBHOM
CTpyKTypoil Metaina mBoB U 3TB cBapHBIX coequHeHMIT
MPH HWCOBITAHUAX Ha JWHAMHYECKYIO IIPOYHOCTD
ABIISICTCA CTPYKTypa, (POPMHUPYIOMIASACSI MPHU CKOPOCTH
cBapku V=72 mM/d.

BrmonHeHBI  Tak)Ke ~ AETanbHBIE  3JIEKTPOHHO-
MHUKPOCKOITMYECKHE MCCIEIOBAHUS Ha TPOCBET, KOTOPEIC
JIAI0OT BO3MOJXKHOCTh HM3YYUTh OCOOCHHOCTH TOHKOH
CTPYKTYpbl MeTallla 30HBI CBapKA U €€ TapaMeTphl:
HW3MEHEHHE IUIOTHOCTH M XapakTepa paclpeleseHus
mucimokanmuié  (p) B pasNMYHBIX  CTPYKTYPHBIX
COCTaBJIAIOMIMX (BO BHYTPEHHMX 00BEMax M BHIOJb
CTPYKTYPHBIX TpaHHI), Xapakrtep GopMHpYomeics
CyOCTpYKTYpBl, 5((QEKTHBHBIE PACCTOSHHUA  MEXIY
KapOumHBIMH (a3aMH, uX padmep u 1.1 (puc.3). B atom
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IUIaHE JUISi CBAPHBIX COCOMHEHHH, IMONYYCHHBIX MPU Vg
= 72 m/u (onTUMaybHAs CTPYKTYpa) U Ve = 110 m/4
(TpammeHTHAs CTPYKTYpa) YCTAaHOBJICHO CIEIYIOIIEe.

Puc. 3. Toukaa cmpykmypa memania ui8os (a, c) u
3TB(b, d): a, b - 6etinuma nHudicrnezo npu Vee=72 m/y (a -
x30000; 6 - x20000); ¢, d- 6eiinuma eepxneeo npu
Vee=110 m/u (x30000) / A thin weld metal structure (a,
¢) and HAZ (b, d): a, b - at the lower bainite Vi = 72
m/h (a - % 30000 b - x 20000); c, d - at the upper bainite
Vw =110 m/h (x 30000).

B meramre mBa mpu Ve = 72 M/ B pelikax by
HaO0JIro1aeTCs (dhopmupoBaHme BHYTPECHHEH
CyOCTPYKTYpbI C  PaBHOMEpPHBIM  paclpeleleHUueM
00BEMHOI IIOTHOCTH AucIoKamuii (p) 1o ~ (4...6)x10'°
cm? (puc. 3 a), a B CTPYKTypax Mom AUCIOKAIIMOHHAS
IJIOTHOCTL cocTaBiser p ~ 8x10'0 .. .x10'"" cm?. Jlna
metaimia 3TB coemuHenmii xapakTepHa (GparMeHTaIHs
By, T.c. HaOmomaercs wm3menpucHue (Ha ~ 10...20%)
peeuHol CcTpYKTYphl By, U Mo, U4TO COImpoOBOXAaETCA
HEKOTOPHIM TOBBINICHHEM JUCIOKIIHOHHOW ILIOTHOCTH,
puc.3 b. JInst TOHKOM CTPYKTYpPBI METaJlIa 30HBI CBAPKH B
ciaydae Ve 110 M/u  xapakTepHO CIEAYIOIICE:
YBEIIUYHUBACTCS HWHTETpaJibHOE 3HAYCHHE
MCIIOKAIMOHHON IIOTHOCTH B MeTayutle mBa W 3TB,
(dopMHupyeTcss MPEUMYIIECTBEHHO CTPYKTypa OeHHHTa

BepxHero (bs) TpW MaKCHMalbHOM  ITOBBIIICHUU
IJIOTHOCTH  Juciokamuii p g0  ~  1,5x10'cem?
(puc. 3 ¢, d).

OKCTiepUMEHTAIbHAs ~ WHQOpMAIUsS  TMO3BOJIHIIA
BBITIOJIHUTD AHAJIMTUYECKYIO OLICHKY

I GepeHIIMPOBAHHOTO BKIIaZa BCEX CTPYKTYp WU UX
mapaMeTpoB, a UIMEHHO: pa3mepoB 3epeH (Ds), cyO3epen
(dc), mmotHOCTM guMcnOKanui (p), MeEKKapOWIHBIX
paccTosIHUH, a Takke 00BEMHOU J0U (POPMUPYIOIIHXCS
CTPYKTYP IO 30HE CBapKH (B METAJUIC IIIBOB M B YU4ACTKaX
meperpeBa) B W3MCHCHHEC HMHTETPAIbHOTO 3HAYCHHUS
mpenena Tekydectn (D.Gr, [5-6, 10]) cBapHBIX
COCITUHCHUH,  BBIMOJHEHHBIX  TPU  HCCIEAYCMBIX
pexxumax. [Ipu 3TOM WHTErpaibHbIC 3HAYCHUS ITIpejaesa
TekyuecTn (Y.Or) SBISAIOTCS (COMJIACHO YPaBHEHHUIO,
BKJIIOYAIOLEMY M3BECTHBIE 3aBHUCHUMOCTH Xojuia-lIleTtya,
OpoBana " Ip.) CyMMapHOit BEITUNIHHOM:
26r = AGotAGp+AG+AGAAC+HAG,y, TAE Aoy

COIPOTHUBIICHHUE peueTku MeTaia JIBIDKECHUIO
CBOOOJTHBIX JTUCIIOKAIMY (HANPSDKEHUE TPEHUS PEIICTKH
win  Hanpspkenne  [laiiepnca-Habappo);  Acr, -
VOPOYHCHHE  TBEPJOIO  PacTBOpa  JICTHPYIOUINMH
3JIEMEHTaMHt, COOTBETCTBEHHO Teopun Motra-Habappo;
AG; u AG. — ynpouHeHHE 32 CUST U3MCHCHHS BEIUYHHEI
3epHa W CyO3epHa B COOTBETCTBHHM C 3aBUCHMOCTHIO
Xonna-Iletya; Ac,; - AMCIOKAIMOHHOE YIPOYHEHUE,
00ycII0BICHHOE MEXKIMCIOKAIMOHHBIM
B3aUMOJICHCTBUEM, COOTBETCTBEHHO  Teopuu  JIx.
Tetinopa, A. 3erepa, H. Motra u I'. Xupma, a Takke
AG,y. MUCIIEPCHOHHOE ~ VIIPOYHECHUS 32  CYUET
JuctiepcHBIX (a3 mo OpoBany.

B pe3ynbpTaTe BBINOJIHEHHBIX OLIEHOK MU3MEHEHMH IO
30HE CBApKU TaKOW MPOYHOCTHON XapaKTEPUCTUKU Kak
O+ YCTaHOBJIEHO creaytomee. B ycnosusax Ve, = 72 M/4 B
metaie mBa u 3TB pacueTHoe 3HaueHHe mpezaena
TEKy4ecTH » Or cocraBmsieT ~ 917Mlla n 1077Mlla

COOTBETCTBEHHO, a MAaKCHUMaJbHBIH BKIaJX B 3Ty
BeIMYMHY  BHOCAT:  cyOcTpykrypHoe  (Ac.  ~
318...356MIla), JIUCTICPCUOHHOE (ACyy. ~
253...295MIla) w  nmucnokanmuoHHoe (Ao,  ~

157...180MIla) ynpounenwms, puc.4. [lpu 3TOM BKIaq
TaKOro THIIA CTPYKTYPHOH COCTaBJIAIOLIEH Kak OeHHHT
HwkHUH (By) ABiIsI€TCS MaKCHMalbHBIM, pUC. 4 C.

B ciyuae pexxuMoB cBapku pu Ve = 110 M/9 oOmee
3HaUYeHHe TIpejeNa TEeKyd4ecTH moBblmaercs (1o
CPaBHEHHUIO C PeKUMOM V¢ = 72 M/4) Ha 10...15% (puc.
5), dYro OOYCIIOBIIEHO HEKOTOPHIM H3MEIbUeHUEM
3epeHHO CTpyKTypHl (puc.3 B) m yBemmueHueMm (B 1,3
pa3a) MHTETpaNbHON BETUYUHBI ITIOTHOCTH TUCIOKAIMN

(p)-

Ac, MIIa 26y, Mlla Ac, MIIa 2o, MIIa

600 1200 600 — 00
|

500 I 1000 500 I% ' L 1000
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400 1 F 800 400 + - 800

300 1 F 600 300 F 600

200 200 - 400

100 100 1 - 200

04 F 0

3TB
b
19%b; 69%Bb;
o on (] -Acy [0 -Acyy. W -Aote.
-Aoy BB -Acy = -of™

9%M

Puc. 4. Bknao pasiuyHvix cmpyKmypHuiX cOCMAagasiouux
(40) 6 pacuemnyto 8enUUUHY YNPOYHEHUA Y Om MEMATIA
weos u 3TB ceapnvix coedunenuii: a — Vep = 72 m/u; 6 —
Vep = 110m/4; 6 — cybcmpykmypHoe ynpounerue (Adoc) 6
Memaliie weo8 ceaphvlx coedunerul npu Ve = 72 m/u
(b, Bu, Morn, @) / The contribution of the various
structural components (4o) in the estimated value of the
hardening Xor metal welds and HAZ of welded joints: a -
Vw=72m/h; b -Vy=110m/h; in - substructure
hardening (dos) in metal welds with Vi = 72 m/h (Bu B,
Morr, F).
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PacuerHple  3HAa4YeHWs ~ IOKa3areneid  BA3KOCTH
paspymenus K., onmeHuBaemble MO 3aBUCHMOCTH [5-0,
10]: Kic=(2E-6:-8¢)'%, rne E — moayms IOura; o, —
pacyeTHas BeNMYMHA YIPOYHEHHs; Ok 3HAYCHHS
KPUTHUYECKOTO PACKPBITHS TPEIIMHBI (COTJIACHO JTaHHBIM
rapaMeTpoB CYOCTPYKTYpBI), a TaKXe COIOCTaBIICHHE
Kic n or mokazanu cienyromiee, puc. 5. I[lpu V=72 M/a
mokasaTrenb BSI3KOCTH paspymeHus Kic 14...37
MIlaxm™? (puc. 5 a). Ilpu 3TOM HawGoONbIIMI BKIAA B
YIPOYHEHHE MeTajula W  TIOBBILICHHE  BS3KOCTH
paspymenus (puc.5 b) BHOCHT cyOCTpyKTypa, a 3TO B
OCHOBHOM CyOcTpykTypa Oeiinuta HmxHero (by). B
CiTydae YBEIHMUYCHHs CKOPOCTH CBApKH H0 Ve = 110 M/
3HaynTenbHO (Ha 30%) ymeHpmmaeTcst mokasaTtens Kic ,

YTO TPUBOOUT K  XPYINKOMY  BHYTPH3CPECHHOMY
paspymenuto, puc. 5 c. Ilocmennee o00yciIoBIEHO
MPEUMYIICCTBEHHBIM  (DOPMUPOBAaHHEM  CTPYKTYPBI

JIpyroro Tuma, a MMeHHO - BepxHero Oeitnuta (B;) c
COOTBETCTBYIOIIMM  MOCJIEAHEMY  HEpaBHOMEPHBIM
pacnpeneneHueM II0THOCTH JUCTIOKAIHii ().

BrinonHeHHbIE HCCIIEIOBAHUSI TOHKOH CTPYKTYpPBI
MO3BOJIMJIM TAKXKE€ CJ/IeNaTh OLIEHKH M3MEHEHWH ypOBHS
JOKAIBHBIX BHYTPEHHHX HANPSDKCHUH  (Twen 30H
3apOXKIECHUsT W pacHpocTpaHeHus TpemuH). OleHKH
MIPOBOMIIA TI0 3aBUCUMOCTH Twen =G-b-h-p/[m (1 — V)];
rne G — monyne casura; b — Bekrop broprepca; h —
tonmuHa ¢oaeru; v — koaddunuent Ilyaccona; p —
IJIOTHOCTH auciokanui [10].

Ky, MMa m /2
40

30

/

20
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i
ML

600 800 1000 1200 1400

2o, MMa

Puc. 5. U3menenue pacuemnuix 3nayerutl ynpouHeHus
(>.om) u eazkocmu paspywenus (Kic) memanna ceapruvix
coedunenuti (a) u ppaxmoepammoi: b - 6533x020
paspyuterust npu Ve = 72 M/u; ¢ — yHacmKro8 Xpynkozo
8HYmMpuUsepenno2o cxoaa npu Ve =110 m/u (x2020) /
Changing of the values calculated hardening (Y .0m) and
fracture toughness (K;c) of weld metal (a) and
fraktogrammy: b - ductile fracture at Vi = 72 m/h; in -

areas with fragile intragranular cleavage Vi = 110 m/h
(2020).

B pesynbraTe YCTaHOBICHO, YTO MaKCHMaJbHbIE
3HAYCHHS Tysn ~ 1900...2800 MIla = (0,2...0,35)Treop (OT
TEOPETHUYECKON MPOYHOCTH) (HOPMHUPYIOTCA TPH Vs =
110 mM/9 B MecTaX TPOTDKEHHBIX JUCIOKAIIMOHHBIX
ckomennit (p = 1,5%10!" ¢m?) - Baons rpanun by, uTo
MPUBOMT K 3aPOXKICHUI0 MUKPOTPEIIUH B ITUX 30HAX U

CHIDKEHUIO TPELIMHOCTOMKOCTH CBapHBIX COEIUHEHH,
puc.6 b, c. A Hanbosiee HU3KUE 3HAUYCHUS Typy (TIOPSAIKA
1500...1800 MPa) xapakTepHbl JUIi  CBapHBIX
COEIMHEHUH, MONyYeHHBIX Ha peXuMax npu Ve = 72
M/4, 9eMy CHOCOOCTBYeT (OpPMHPOBAaHHE B 30HE CBApPKH
MEJIKO3EPHHUCTHIX U (PparMEeHTHPOBAHHBIX CTPYKTYpP by B
COYETaHUH c PaBHOMEPHBIM pacrpeneneHeM
JIMCIIOKAIni, puc. 6 b, c.

Ta/su,y M
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Puc. 6. Pacnpedenenue 10KAIbHbIX 6HYMPEHHUX
Hanpsdcerull (Ty,) 6 Memaie capHvlx coeOuHeHull (c) 6
CMPYKMYPHBIX 30HAX OeliHUma HudxcHe2o npu Ve, = 72
M/ (a, *30000) u 6eiinuma eepxnezo npu Ve = 110 m/u
(b, x20000) / The distribution of local internal stresses
(Ten) in the metal of welded joints (a) in the structural
regions at lower bainite Viw = 72 m / h (a, * 30,000) and
upper bainite at Vg = 110 m / h (b, x 20000 ).

PesynbTatsl

Ha ocHoBe nH(poOpManuy, MOITy4eHHON Ha Pa3InIHbIX
CTPYKTYPHBIX YPOBHSIX (ot 3€pEHHOT0 1o
JIMCIIOKAIIMOHHOT0), BEITIOTHEHB! aHAJTMTHYECKUE OTICHKH
BIMSHUS CTPYKTYPHBIX IMapaMeTpOB HAa MEXaHWIECKHE
CBOMCTBA M TPEUIMHOCTOMKOCTh CBAapHBIX coeAuHeHU B

WTOTe YCTAaHOBJICHO, YTO ONTHUMAaJbHBIE CBOMCTBA
MPOYHOCTH, IUTACTHYHOCTH W TPEMIUHOCTOWKOCTH
CBApHBIX  COCAMHEHWUW  BBICOKONPOYHBIX  CTayei

00ecreunBalOTCsl B YCIOBUSX CKOPOCTEH CBapku Vez =
72 mM/4, uro oOyciioBieHO (opMHupoBaHHEM Haunbosee
JHCIEPCHBIX  CTPYKTYP OeliHMTa  HIDKHETO,
MEJIKO3EpPHUCTOTO ~ MAapTEHCHTa  OTIIYIIEHHOTO  IpHU
OTCYTCTBUH ITPOTSHKEHHBIX AUCIOKAMOHHBIX CKOIUICHUI
- KOHIIGHTPAaTOPOB JIOKAJIBHBIX BHYTPEHHUX HaNpsDKEHUIH

(TH/BH)-

Haytmaﬂ HOBHM3HA U MPAKTHYECKasA HEHHOCTD

YCTaHOBIEHB ~ ONTHMAIbHBIE  TEXHOJIOTHUECKHE
pSXUMBI  THOPMIAHOW  Ja3epHO-AYrOBOM  CBapKH
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BBICOKOIIPOYHOI cranu 14XTH2MIA®B,
oOecrieunBaroniye, ¢ TOYKUA 3peHHs (OpMHUpPYIOLIEHCs
CTPYKTYPBI, BBICOKHE IIOKa3aTelH  MEXaHHYECKUX
CBOWCTB W TPEUIMHOCTOMKOCTh METAJlJla CBApHBIX
coequHeHui. IlpencTaBineHHbIe pe3yNbTaThl IMOKa3aId
MIEPCIEKTHBHOCTD pa3paboTku TEXHOJIOTUIECKUX
PESKUMOB THUOPHUIHOW Ja3e€pHO-IYTOBOM W pEHICHHS
3amad  QopmupoBaHus ~ Hamboiee  OIArONpPHATHOMN
CTPYKTYPBI CBAPHBIX COCIMHEHUI BBICOKOIPOYHOM CTaIN
c 1menblo obecriedyeHHss HEOOXOIUMOTO KOMILIEKca
MEXaHUYECKUX CBOWCTB M TPEIIMHOCTOMKOCTH CBAapHBIX
CcOoeIMHEHUH.

BrIBOABI
1. KoMIUIEKCHBIMH  HCCIIENOBAaHMAMH Ha  BCEX
CTPYKTYPHBIX YPOBHSX (ot 3epEHHOTO 1o

JIUCIIOKAIIMOHHOT0) OCHOBHBIX 30H CBAPHBIX COCIUHEHHUN
BeIcokonpouHoil ctanu 14XTH2MJIADbB noka3aHo, uTo
C YBEIMYECHHEM CKOPOCTH CBapku (0T Ve = 72 M/4 1o
110 m/4) m3MeHseTCS COOTHOIIEHHE (HOPMHUPYIOIIUXCS
(ha30BBIX COCTaBIAIONIMX YMEHBIIAETCs 0OBbEMHast OIS
HIDKHEro OelHWTa, NpPU NPEBATMPOBAHHU CTPYKTYPHI
BepxHero Oeiinnta W MapteHcuta. st Ve = 110 M/g
XapakTepHO HaJIW4Me TPAJUCHTOB: 10 pa3Mepam
CTPYKTYPHBIX COCTABJISIOIIMX, MHUKPOTBEPIOCTH, a
TaK)Ke 110 IVIOTHOCTH AUCIIOKALIUH.

2. CoueTaHue OIKCICPUMCHTAIBHBIX JaHHBIX C
AHATUTHYCCKUMH OILICHKAMH MEXaHUYECKHUX CBOWCTB
CBapHBIX COCIMHCHWH TO3BOJIMJIO TIOKa3aTh, dYTO
HauOoNBIINI BKJIa] B yHpouHeHHe Mmerauia ().Cr) U
MOBBIIIICHUE  BsiskocTH  paspymenus (Ki.) BHocCAT:
CTPYKTypa HWXHero OeliHWTa TIpu Ve = 72 M/4. B
ClIydae YBEJIMYEHHUsS CKOPOCTH CBApKH 10 Ve = 110 mM/9
3HaunTeNnbHOe cHIkeHne (Ha 30%) mokasarens K. mpu
HekoTopoMm yBenmdernnn (Ha 10...15%) ynpounenus
MeTajuia 00ycIoBICHO MIPENMYIIECTBEHHBIM
(hopMupoBaHHEM CTPYKTYyp OcHHHUTA BEPXHETO.

3. OueHKamM#M YpOBHS JIOKAaJbHBIX BHYTPCHHHX
HaNPSOKEHUHN (Typn) C YIETOM pACTIPEIEIICHUS TUNIOTHOCTH
JICIIOKANUi (p) B IPOTSHKECHHBIX CTPYKTYPHBIX 30HAX UX
KOHIICHTPAIIUH MOKA3aHO: MAaKCUMAJIbHBIE 3HAYCHUS Ty/py
~ (0,2...0,35)Treop POpMEpPYIOTCS B yCHOBUAX Vs = 110
M/4 BIONb TpPaHUI[ peeK OCHHUTA BEPXHETO, YTO
NPUBOIUT K XPYIKOMY pa3pyLICHUIO U CHIKCHHUIO
TPEUIMHOCTOHKOCTH CBAPHBIX COCIHMHCHUIA.

4. MaxkcuManbHble CBOIiCcTBa MIPOYHOCTH,
TUTACTHYHOCTH W TPEIIMHOCTOHKOCTH OO0ECTIEUHBAIOTCS
dbopmupoBaHMeM  CTPYKTyp  OelHWUTa  HIDKHETO,
MapTEHCHTa OTHYIIEHHOTO  (MENKO3EepPHHUCTOTO) W
PaBHOMEpPHBIM  pacHpeieleHueM  IOUCIOKAIWuH  IpH
OTCYTCTBUH TPOTSKEHHBIX JCITOKAIIMOHHBIX
CKOIUICHHH.
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