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AnHotauus. Ifens. B Hacrosimee BpeMs IpH H3TOTOBJICHUH CBAapHBIX KOHCTPYKIMI OTBETCTBEHHOIO HA3HAYEHHS ITOIYIMIN
MIPOTPECCHBHBIE TEXHOIOTMU JIA3€PHOM CBAapKM, KOTOpBIE TIIO3BOJSIOT MONy4YaTh KaueCTBEHHBIE CBapHBIE COCIUHEHHS C
HCIIOJIb30BaHMEM BBICOKHX CKOPOCTEW CBapku B amama3zone ckopocreit oxnaxaenus 30...100°C/c, uro 3HauntenbHo (Oosee yeM B
JIBa pa3a [0 CPaBHEHHIO C AYTOBOH CBApKOIf) MOBBIMIAET MPOU3BOAUTEIBHOCTD MPOLIECCA U 0OECIIEUNBAET MOBBIIICHNE TTOKa3aTene
MEXaHMYECKUX CBOWCTB CBapHBIX coequHeHHH. llenpio Hacrosmeld paboThl OBLIO HCCleOBaHHE OCOOEHHOCTEH (a3oBBIX U
CTPYKTYPHBIX M3MEHEHHH B MeTajule CBapHBIX COCJUHCHUH BBICOKOIPOYHOI CTaiM, IOMYYEHHBIX Ja3epPHOH CBAapKOW M OIEHKE
BJIMSIHASL TEXHOJOTUYECKUX IAapaMeTPOB Ja3epHOI CBapKHM Ha (OPMHUPYIONIYIOCS CTPYKTYpY M MEXaHHIECKHe CBOWCTBA CBApPHBIX
coequHeHuil. Memoouka. ViccnenoBaHus BBIIOJNHSIMCH HAa CBApPHBIX COCOUHEHMAX BblcokonpouHod cramu 14XTH2MJIA®DB.
CBapHble COEOMHEHHS IIONy4ald B YCIOBHSAX pa3NH4YHBIX ckopocred (18...50 wm/4) masepHOil cBapkn ¢ HpUMEHEHHEM
texHosnorundeckoro COz-nazepa ¢ nHOM BoiHb! 10,6 MKkM (auametp doxanpHoro natHa 0,4 MM) €3 UCIOIb30BaHUS IPUCAJOYHBIX
MaTepuanoB. Bo Bcex cilydasx MOIIHOCTH JIa3epHOTO U3IydeHHs cocTaBisuia 4,4 kBT B cmecu 3ammTtHBIX Ta30B (18% CO2 + 82%
Ar). CrpykTypHO-()a30Bble M3MEHEHHMS B METaJUle IIBOB M 30HAX TEPMHUYECKOrO BIMAHMSA H3Y4ald METOJAAaMU ONTHYECKON
Mmetayutorpaduu (Mukpockons! Versamet-2, Neophot-32) u aHaTUTHYECKOW PACTPOBOM DJIEKTPOHHOH MUKPOCKONHHU (CKAaHUPYIOIIHNT
mukpockon SEM-515 ¢upmer PHILIPS, Hunepnannsr). Pesynsmamer. Ha ocHOBE SKCIIEpIMEHTAIBHBIX AAHHBIX, IOJyIEHHBIX Ha
Pa3IMYHBIX CTPYKTYPHBIX YPOBHSX, BBIOJHEHB aHAJIUTHIECKHE OICHKH BIMSHMS KOHKPETHBIX CTPYKTYPHBIX IapaMeTpoB
(dazoBoro cocraBa, 3epeHHOI U Cy03epeHHOH CTPYKTYp) Ha MEXAaHHYECKHE CBOWCTBA CBAapHBIX COCJUHEHUH B 3aBHCHMOCTH OT
PEeKXUMOB Ja3epHOH cBapku. Hayunas noeusna. OnpeneneHbl TEXHOIOTHYECKUE PEKIMBI JTa3epHOH CBapKU BHICOKOIPOYHON CTalH
14XTH2MJA®B, koTopsie 00ECHEUMBAIOT ONTHMAIBHYIO CTPYKTYpY M (a30Bblii COCTAB M TEM CaMbIM BBICOKHE MOKAa3aTesId
MEXAHUYECKUX CBOWCTB CBAapHBIX coeauHeHuil. IIpakmuueckas 3nauumocms. IlonyueHHble pe3ynbTaThl — IOKa3ajd
MEPCIIEKTUBHOCTh MPHUMEHEHHSI TEXHOJNOTMYECKHX PEXHMOB JIa3€pHOH CBapKu, MPH KOTOPBIX OOECIeuMBaETCs HEOOXOTUMBII
KOMIIIEKC MEXaHHYECKUX CBOMCTB CBApHBIX COCAMHEHUH myTeM (popMUpOBaHHs Hanboiee OJIaronpusaTHOW CTPYKTYphl METallIa 11Ba
1 30HBI TEPMUYECKOTO BIIUSTHUSL.

Kniouesvie cnosa: BBICOKONPOYHAs CTajb, JIa3epHas CBapKa, CBapHbIE COEAMHEHMS, MEXaHHYECKHE CBOMCTBA, CTPYKTypa
MeTaa, (ha3oBbli COCTaB, CTPYKTypHBIE TapaMeTPhl, yIPOYHEHHUE.
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AHotanis. Mema. B TenepiuHiii 4ac npy BHTOTOBJICHHI 3BapHUX KOHCTPYKIIH BiIIOBiZaJbHOTO MPU3HAYCHHS OTPUMAIIH
HPOTrPECHUBHI TEXHOJIOTIT JIa3epHOr0 3BapIOBAHHS, AKi JO3BOJIAIOTH OTPUMYBATH SKICHI 3BapHi 3’€JHAHHS 3 BUKOPUCTAHHSAM BUCOKHX
[IBHIKOCTEH 3BapIOBaHHS B Jiana3oHi mBuakocteil oxonomkernHs 30...100°C/c, mo 3HayHO (OLTBNI HIXK y JIBa Pa3H B MOPiBHSIHHI 3
JyrOBHM 3BapIOBAaHHSIM) ITJBHINY€E MPOJYKTHBHICTH IPOIECY Ta 3a0e3ledye MiABUINECHHS MOKa3HUKIB MEXaHIYHHX BIACTHBOCTEH
3BapHUX 3’€JHaHb. MeToro Ii€i poboTH OyI0 IOCHiKeHHsT 0coOIMBOCTEH (Pa30BHUX Ta CTPYKTYpHUX 3MiH B MeTalli BHCOKOMIITHOT
cTayi, mo Oynu OTPUMaHi JIa3epHUM 3BapIOBAHHSAM Ta OIiHKA BIUIMBY TEXHOJIOTIYHMX IapaMeTpiB JIa3epHOTrO 3BApIOBAHHS Ha
CTPYKTYPY, 110 (OPMYETBCS, Ta MEXaHIuHI BJIaCTHBOCTI 3BapHHX 3’€nHaHb. Memoouka. JIOCTi/UKEHHsI BUKOHYBAINCh Ha 3BapHHUX
3’eqHaHHAX BucokoMinHoi cram 14XTH2MJIA®B. 3BapHi 3’eqHaHHs OTpHMaid B yMoBax pisHux mBuakocreit (18...50 m/r)
JIa3epHUM 3BapIOBAHHAM 31 3aCTOCYBaHHAM TexHosoriynoro COz-nasepa 3 noBxuHo0 xBuwii 10,6 MkM (Iiamerp GokanbHOT IIIsIMU
0,4 MM) Ge3 BUKOPHCTAaHHS MPUCAJHUX MarepiaiB. Y BCixX BHIAJKaX HOTYKHICTh JIa3epHOTO BUIPOMiHIOBaHHS ckianana 4,4 kBt y
cymimi 3axucHux rasis (18% CO:2 + 82% Ar). CtpykTypHO-(ha30Bi 3MiHM y MeTalli IIBiB Ta 30HAX TEPMIYHOTO BIUIMBY BHBYAIIN
MeToJaMH ontudHoi Metanorpadii (Mikpockomu Versamet-2, Neophot-32) Ta aHamiTHYHOI pacTpoBOi €IEKTPOHHOI MIiKpOCKOIIT
(ckanyrounii Mikpockon SEM-515 ¢ipmu PHILIPS, Hinepmanngu). Pesynsmamu. Ha 0OCHOBI eKclepHMEHTAaJIbHUX [aHUX,
OTPHMMAaHHX Ha PI3HUX CTPYKTYPHUX PIBHSX, BUKOHAHI aHAIITHYHI OI[IHKU BIUIMBY KOHKPETHHX CTPYKTYPHHX napaMmeTpis ((ha3oBoro
CKJIaJly, 3€JICHHOI Ta Cy03epeHHOI CTPYKTYp) Ha MEXaHIiuHi BIACTHBOCTI 3BapHUX 3’€[HAHb B 3QJISKHOCTI BiJl PEXKUMIB Ja3epPHOTO
3BaproBanHs. Haykoea noeusna. Bu3HaueHO TEXHOJIOTIUHI PEKHMH JIa3epHOTO 3BaproBaHHs BrcokoMinuoi cran 14XT'H2MJADB,
1110 3a0e3MeUyI0Th ONTUMANIBHY CTPYKTYpPY Ta (a30BHii CKJIaJ| Ta THM CaMUM BHCOKI IIOKa3HUKH MEXaHIYHHUX BJIACTHBOCTEH 3BapHUX
3’eqnanb. Ilpakmuune 3nauwenns. OTpUMaHi pe3yidbTaTH IOKa3ajdd MEPCICKTUBHICTh 3aCTOCYBAHHS TEXHOJIOTTYHUX PEKUMIB
JIa3epPHOT0 3BapIOBAHH, IPH KOTPHX 3a0€3M1eTyeTHCSl HEOOXITHUI KOMIUIEKC MEXaHIYHHUX BJIACTHBOCTEH 3BapHHX 3’€IHAHB IUIIXOM
(opMyBaHHS HaWOIIBII CIPUATINBOI CTPYKTYPH METally IIBIiB Ta 30HaX TEPMIYHOTO BIUIUBY.

Kniouosi cnosa: BUCOKOMIIHA CTajlb, JIa3epHE 3BAPIOBAHHS, 3BapHi 3’€JIHAHHs, MEXaHIYHi BIACTHUBOCTI, CTPYKTypa MeTaiy,
(ba3oBHil CKJIa, CTPYKTYPHI MapaMeTpH, 3MIiLHEHHS.
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Annotation. Purpose.

Nowadays, in the manufacture of welded structures of a responsible design, progressive laser welding technologies, which allow
obtaining high-quality welded joints by using high welding speeds in the cooling speed range of 30...100°C/s, have been obtained.
This significantly increases (more than doubled compared with arc welding) the productivity of the welding process and provides an
improvement in the mechanical properties of welded joints. The purpose of this work was to study the features of phase and
structural changes in the metal of welded joints of high-strength steel obtained by laser welding and to estimate the effect of laser
welding technological parameters on the formed structure and mechanical properties of welded joints. Techniques. The
investigations were carried out on welded joints of high-strength 14KhGN2MDAFB steel. Welded joints were obtained at different
speeds (18...50 m/h) of laser welding using a technological COz-laser with a wavelength of 10.6 um (focal spot diameter 0.4 mm)
without the use of filler materials. Structural-phase and concentration changes in chemical elements in the weld metal and in the heat-
affected zone were studied by methods of optical metallography (microscopes Versamet-2, Neophot-32) and analytical scanning
electron microscopy (scanning electron microscope SEM-515 from PHILIPS, The Netherlands). Results. Based on obtained
experimental data on different structural levels, analytical estimates were made that show the influence of specific structural
parameters (phase composition, grain and subgrain structures) on the mechanical properties of welded joints depending on the laser
welding regimes. Scientific novelty. Technological regimes of laser welding of high-strength 14KhGN2MDAFB steel have been
determined, which provide the optimal structure and phase composition and thus high indicators of mechanical properties of welded
joints. Practical significance. The obtained results showed the prospects of using technological modes of laser welding, which
provide the necessary complex of mechanical properties of welded joints by forming the most favorable structure of the weld metal
and the heat affected zone.

Keywords: high-strength steel, the laser-welding, welded joints, mechanical properties, metal structure, phase composition,
structural parameters, hardening.

BBenenne ean

I[Ipy  W3roTOBIECHUU  OTBETCTBEHHBIX  CBApPHBIX Lenbto HacTosimmeidl pa®OTBI OBLIO HCCICIOBAHUE
KOHCTPYKIIMHA  JUTUTENIBHOM  JKCIUTyaTaniud  0coboe ocoOeHHOCTEH (Pa30BBIX M CTPYKTYPHBIX WU3MEHEHUH B
3HaYeHWE  TNPHOOPETAal0T  BBICOKONIPOYHBIC  CTAJH, MeTaJule CBapHBIX COEJAWHEHHH BBHICOKOIPOYHON CTAaJH,
obecrieymBarOmie B  CIIOKHBIX  AKCIUTyaTaI[IOHHBIX TOJyYCHHBIX JIa3epHOI CBApKOM W OIICHKE BIMSHHA
YCIIOBHSIX TpeOyeMBI YpPOBEHb MEXaHWYECKHX CBOWCTB. TEXHOJIOTHYECKUX MapaMeTpoB Ja3epHOH CBapKH Ha
B mHacrosmee BpeMss TpH  M3TOTOBJICHHH  TaKUX (hopMupyrOUTyIOCS CTPYKTYPY U MEXaHHYECKHE CBOMCTBA
KOHCTPYKIMH TONXYYHIH IIPOTPECCHBHBIE TEXHOJOTHH CBapHBIX COCTMHCHUH.
JIa3epHOW CBapKH, KOTOpbIE TMO3BOJIAIOT MOJydYaTh
KaueCTBEHHbIE CBapHbIE COEIMHEHUS C UCIOIb30BAaHUEM Marepuan

BBICOKHMX CKOpPOCTEH CBapKH B JHama3oHe CKOpPOCTel
oxiaxaenus 30...100°C/c, aro 3HauuTeIBHO (OONEE YeM
B JBA pa3a [0 CPABHEHWIO C JIyrOBOW CBapKoOii)

Pabory BEIMONHIM Ha 00pa3lax BBEICOKOMPOYHOMH
cram 14XTH2MJJA®B (0,183% C; 1,19% Cr; 0,98%
Mn; 2,07% Ni; 0,22% Mo 0,08% V; 0,33% Si; He Gomee

MOBBIIIAET IIPOU3BOAUTEIBHOCTD npoiecca u o o %
o0ecreunBaeT MOBBIIICHHUE ITOKA3aTelell MEXaHHYECKUX 0,018% P u 0,005% S) TomumHol o 10 MM Ge3
CBOHCTB cBapHbIX coemuHeHuid [1 - 4]. Tlpm sToM HMCTOME3OBAHI MPUCAI0UHBIX MATCPHAIIOB.

mapaMeTpbl IMBOB MW 30HBI TEPMHUYCCKOI'O BIIMAHUA

CBapHBIX COEIMHEHHH TIpH JIa3epHOW CBapkKe IO MeTonnka H pesyabTaThi

CPaBHEHUIO C JyTOBOW yYMEHBIIAIOTCS B HECKOJBKO pPa3. Hccnenosanus BBITOJTHSITHCE Ha CBApHBIX
OnHako B IIPOIECCE U3TOTORIECHHUS CBAPHBIX COCAUHEHHH coeMHeHUsX BbIcOKompoyHoi cranu 14XTH2MJIADB.
U3 CTajell TaKoro THIA B PE3y/ibTaTe BO3ACHCTBHS CBapHbIe COeTMHEHUS TOIYJaId B YCIOBUSAX Pa3IHIHBIX
TEPMUYCCKOrO LMKIA CBAaPKH CIPYKTypa M (hasoBbIid ckopocteit (Ve = 18; 30; 50 m/9) nasepHO#t cBapku u
COCTaB METaJUla IIBOB U 30HBI TCPMHUYCCKOTO BITUSHHUS COOTBETCTBEHHO cKOpocTeil oxaaxaeHus (Wes = 28; 50;
(3TB) MOTYT CYWECTBEHHO MEHATBCA u, 103 °C/c). Tlpumensmu Texunonorundeckuii COz-mazep c
COOTBETCTBCHHO, BIMATh HAa YPOBEHb MEXAaHHYCCKUX JuHOM BonHbl 10,6 MKM (auamerp (OKAIBHOTO ISTHA
CBOWCTB M TPELMHOCTOMKOCTb CBAPHBIX COCANHEHMIH [S]. 0,4 MM) Ge3 HCTIONB30BAHNS MPUCATOUHBIX MATEPHAJIOB.

Bo Bcex ciydasx MOLIHOCTh JIA3€pHOTO W3IyUYEHUS
cocrasisiia 4,4 kBt B cmecu 3anmtHbIX razoB (18% CO,
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+ 82% Ar). CtpykrypHO-(ha30BbIc U3MCHECHUS B METAILIC
IIBOB M 30HaX TEPMHUYECKOTO BIMSHHUS H3ydald
METOJaMH ONTHYECKOH MeTayuiorpaduu (MHKPOCKOIIBI
Versamet-2, Neophot-32) u aHanuTH9ecKkod pacTpoBOH
ANEKTPOHHONH MHUKPOCKOIHUH (CKAaHUPYIOUTHI MHUKPOCKOII
SEM-515 ¢upmer PHILIPS, Hunepmanasr).

Ilo pesymbraTaM MeXaHHMYECKUX HCIBITAHUH OBLIO
YCTaHOBJIEHO, YTO BPEMEHHOE CONPOTHUBIICHHE W TPEJel
TEKY4YECTH JJISl HCCIIElyeMbIX PEXKUMOB JIa3epHON CBAapKH
NPUMEPHO Ha OJHOM YypoBHe, Tabi.l. PesynbraTh
UCTIBITAHUH CBapHBIX COCOMHEHHWH Ha yIapHBI W3THO,
MoKasanu, 4to 1npu Ve = 50 M/4 cBapHBIE COEAMHEHUS
oTan4aroTcs moBbleHneM (B 1,4...1,6 pasa) ynapHo#
BSI3KOCTH M XJIaJJOCTOMKOCTH.

Tabauya 1
MexaHnyecKue CBOHCTBA CBAPHBIX cOeIUHeHMIt /
Mechanical properties of welded joints

KCV.
VCB) 00,2 Os 65 \ ,H)K/CMZ
M/4 mpu T, °C
MITa % 120 | -40
8434 | 9294 | 153 | 59.9
830.9 | 928.6 | 16,7 | 553
18 8323 | 9225 | 140 | 599 |34 |13
8355 | 9268 | 153 | 58.4
860.1 | 922.5 | 123 | 64.0
855.6 | 924.1 | 10.1 | 64.6
30 860,1 | 929.4 | 112 | 64,0 |3 | 103
8586 | 9253 | 112 | 642
862.5 | 924.1 | 140 | 60.4
862.5 | 924.1 | 140 | 60.4
50 862.5 | 924.1 | 147 | 604 | 450 | 241
8625 | 924.1 | 142 | 604
Tabauya 2

Pe3ysibTaThl HCCeI0BAHUSA CTPYKTYPBI MeTaJLIa
BOB U yyacTka neperpesa 3TB / Results of
investigations of structure of the metal of welds and
the overheating area of HAZ

Vuact D3, Mmxm hp,MKM A, MKM
0K
Ve ~ 18 M/u
Ilos 50/90x150/410 0,5...0,8 0,3...0,7
3TB 50/90 0,25...0,6 | 0,13...04
Ve ~30 m/a
OloB | 30/100x120/400 | 0,3...0,5 0,1...0,3
3TB 30/80 0,2...04 0,08...0,2
Ve ~ 50 Mm/u
Ilos 40/20x100/400 0,2...0,4 0,08...0,3
3TB 30/60 0,2...0,3 0,07...0,2

B pesynbrate uccienoBaHUs CTPYKTYpPHO-(a30BBIX
cocTaBisIonMX:  OeifHWMTa; MapTeHcuTa, (eppura;
pa3mepoB 3epeH (D3, Tabu. 2); koadduimenra ux Gopmsl
(= I/h), dopMupyromuxcs B MeTalle IIBOB H
pa3muuHbIX ydacTkax 3TB, a Takke COOTBETCTBYIOIINX

n3MeneHnid  mukportBeppoctd  (HV)  ycraHoBieHO
cieyrouiee.

Crpykrypa OCHOBHOTO MeTana cTanmu
14XTH2MJIA®b OGeitHuTo-bepputHas C pa3MepoM

3epeH D3 = 5...24 MM m MuHKpoTBepmocteio HV =
2740...2850MI]a.

[Ipu MuHUMaNBEHON cKOpoCTH Vs = 18 M/4 ma3epHOI
CBapKH CTPYKTypa MeTajula mBa OeiHuTHas ¢ D3 ~
40...80x150...400 mxm 1 & ~ 3...7 (HV = 2850...3510
MIla), puc 1 a. Ilpu mepexome ot mBa k 3TB
n3MeHsieTcs (a3oBBIli cocTaB MeTajla OT OEHHHUTHOrO 10
OEHHUTHO- MapTEHCHTHOTO NPH yMEHBIICHWH pa3Mepa
3epeH B 3...4 pasa u noseiienun HV wa 17%, puc 1 b.

Puc. 1. Muxpocmpyxmypa memanna (x500) weos (a, c,
e) u yuacmra nepeepesa 31B (b, d, f) npu raseprou
ceapre: Vee ~ 18 m/u (a, b); 30 m/u (¢, d) u 50 m/u (e, f);
/ The microstructure of the metal (x500) of welds (a, c, e)
and the overheating area of HAZ (b, d, f) laser welding:
Vee~18m/h(a, b); 30m/h(c,d)and 72m/h (e, f

B cayqae Ve 30 mM/4 MeTaul IIBOB CBapHBIX
COoeqMHEeHUH wmMeeT OeHHHUTHYIO CTpykTypy (HV
3450...4010 MIla) c & ~ 3...5, puc 1 c. Meramry mBoB
CBapHBIX COCTWHECHHWH XapaKTepHBI TpaaueHTHl (B 1,2
pasa) MO  MHKPOTBEPAOCTH, UYTO  OOYCIOBJIEHO
topmupoBarreM cTpykTyp Oeitaura Bepxuero. Ilpm
nepexone ot mBa k 3TB ¢a3oBeiii cocraB Mmertana
U3MeHseTcss  OT  OeifHWTHOro g0  OeHHUTHO-
MapTEeHCUTHOTO, MHUKpPOTBEPJOCTD B cpeiHeM
yBenuuuBaeTcss Ha 12% mnpu M3MenbueHHM 3€pEeHHOU
CTPYKTYpHI B 3...4 paza. , puc 1 d.

B ciydae ncnosb30BaHUsI MaKCHUMAalIbHBIX CKOPOCTEH
cBapku V = 50 m/94 (a3oBBIii cOCTaB IIBOB OEHHUTO —
mapreHcutHeiii  (HV 3870...4250 MIla) mpu
koadpdunrente GopMer 3epeH & ~ 2...3 U OTCYTCTBHH
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IPaJueHTOB MO MUKpOTBepaoctH, puc 1 e. da3oBbliit
COCTaB MeTaJlla IIBAa M y4acTKa MeperpeBa OAMHAKOBBINA
(OeftHUTHO — MapTEHCUTHBIM) INpu (OPMHPOBAHUH B
OCHOBHOM CTPYKTYp OCHHHTa HIDKHETO W HW3MEIbUCHHUH
3epHa B ~ 3 pasa, puc 1 f.

Anamms HCCIIeTOBaHUH KOHLIEHTPALIMOHHBIX
W3MEHEHHH, TpeXJe BCETO, OCHOBHBIX XHMHUYECKUX
JJMIEMEHTOB (XpoMa, HHUKeNsd, Maprafia), BO BcCeX

UCCIIEYyeMbIX CBapHBIX COCIMHEHMAX IIOKa3aj, YTO
TPaJMeHTHl 110 COAEP)KaHWIO OTHX OJJIEMEHTOB He
npesbimatoT 0,4 mace. %.

Pe3ynbraThl JeTaNbHBIX UCCIEOBAaHUN HA paCTPOBOM
9JIEKTPOHHOM MHKpPOCKOIE Xapakrepa (GopMUpYIOLIeHcs
CyOCTpYKTYpsl BO BHYTPEHHHX O0OBEMax 3epeH B
Pa3IHYHBIX CTPYKTYPHBIX COCTABIIAIONINX TIOKA3aJIH
cienyroree.

Tak, B MeTaJuIE 1IBa U Yy4YacTKe Meperpena npu Ve =
18m/a  mmpuHa peex (hp) OEWHUTHBIX CTPYKTYp
coctasisier 0,5...0,8mMkm (B mmBe) u 0,25...0,6MxM (B
3TB) cootBerctBeHHo, puc.2 a, b. C yBenmudeHHEM
CKOpOCTU CBapkd A0 50M/4 B MeTaJic IIBa U B y4acTKe
neperpeBa Metamia 3TB  crpykrypa wumeer 0Oosee
JIICIIEPCHOE CTPOEHHWE, yMeHblIaeTcs h, OeHHHTHBIX
ctpyktyp mo 0,3...0,5mrm (B mBe) u 0,13...0,4MkM (B
3TB), puc2 ¢ d. Kpome Toro, dQopmupyercs

OTITYIIEHHBIH MAPTEHCHT.

Puc.2. Pacmpossie uzobpasicenus 6einumHot
cmpykmypul (X8050) memanna weos (a, c) u yuacmka
nepezpeea 3TB (b, d) npu nazepnoii ceapre: Vee ~ 18 m/u
(a, b) u 50 m/u (c, d); / Raster images of a bainite
structure (x8050) of the metal of welds (a, c) and the
overheating area of HAZ (b, d, f) laser welding: Vce ~ 18
m/h(a, b)and 50m/h (c, d)

TakuM o00pa3oM, CONOCTaBIEHHE CTPYKTYPHI U
($a3oBoro cocraBa MeTalla IIBOB B HCCIELOBAHHBIX
CBApHBIX COCAMHEHMAX I[TOKA3aJI0, YTO IPH YBEIHYCHHU
CKOpPOCTH CBapku OT Ve =- 18 M/u 10 Ve = 50 m/u
n3MeHsieTcss  (asoBBI  cocTaB  MeTauia  ImBa  OT
OefHUTHOTO J0 OCHHHUTHO-MapTeHCHUTHOTO, Ha 25%
YBEIMYHMBACTCSI MUKPOTBEPIOCTh, (opMHUpyeTcss Ooiee
paBHOOCHAsI 3€peHHas CTPYKTypa IIpH H3MeENIbUYeHHUN
3epHa Ha 15% wn ymenpmenun koddduiuenta (Gopmsl

3epHa ® OT ~ 3...7 mo ~ 2...3, yMeHbIIaeTcs LMIUpUHA
peek OCHHUTHBIX CTPYKTYp B 2 pasa, puc.5a. B yuactke
meperpeBa 3TB mms Bcex ckopocteil cBapku (ha3oBBIiA
COCTaB MeTana OCHHUTHO-MapPTEHCUTHBIH,
MHKPOTBEPJOCTb MPUOIM3UTENFHO OJUHAKOBAs IIpU
YMEHBIICHHH pa3Mepa 3epHa W cybsepHa B 1,5 pa3sa,
puc.5 6.

B wntore ycraHoBneHo, 4TO Hamboiee ONTUMATIbHAS
CTPYKTYpa UCCIIEIyEMbIX CBAPHBIX COCIUHEHHUH (C TOUKH
3pEHHs] PABHOMEPHOIO M3MEJIBYEHUS] CTPYKTYPHBIX
rapamMeTpoB, OTCYTCTBHMS TPaJUEHTOB II0 3CpEHHOU
CTPYKTYpe M MHUKPOTBEpHOCTH) (OopMUpYETCS TpHU
YBEIIMYEHUH OT V,=18M/4 CKOpOCTH CBapku [0
V=50M/4, 4TO0 MOKHO oOecrednBaTh pPaBHOMEPHBIN
YPOBEHb MEXaHUYECKUX CBONCTB U TPEIIMHOCTOMKOCTh
CBapHBIX COEAMHEHUMN.

OKcrepruMeHTaIbHAS 6aza JTAaHHBIX c
HCIIOJIB30BaHUEM Pa3pabOTaHHOIO AKCIEPHMEHTAIBHO -
AQHATUTUYECKOTO noaxona o OLICHKE

I epeHIIPOBaHHOTO BKIaAa MapaMeTPOB CTPYKTYPHI

Ha MCXaHHUYCCKUC XapaKTCPUCTUKHU CBAapHbIX
COGZ[I/IHCHI/Iﬁ BbICOKOIIPOYHbIX CTaﬂeﬁ, II03BOJIMJIa
OPpOBECTU OPOrHO3MpPpOBaHUC CBOICTB MMPOYHOCTHU

CBApHBIX COCIVUHEHHH MO0 W3BECTHBIM 3aBHCHUMOCTSIM
Xomnna - Ilerua, OpoBana u ap. [5 - 7]. Ha nanHOoM sTane
WUCXOJHBIC JaHHbIE U1 KOJIMYECTBEHHOH  OIICHKH
MIPOYHOCTH METaIa — 3TO 3KCIICPUMEHTAIbHBIC JaHHbIC,
MOTyYEHHbIE TOJBKO MpPU IIOMOIIM ONTHYECKOH u
pPacTpoBOil 3JEKTPOHHOW MuKpockomuu: D3 - pasmep
3epeH; h, — mmprHa peek OEHHUTHON CTPYKTYpPBI; Ay —
3¢ (exTUBHBIE PACCTOSHUSA MEXAY KapOUAHBIMHA (hazamu,

T.e. 0€3 yuera mapaMeTpoOB TOHKOW CTPYKTYpbI
(TUTOTHOCTH AMCTIOKAIHi), Tabm. 1.

CormocraBieHneM YHPOYHSIOIIETO BITUSTHHS
dbopMupyrOmUXcs CTPYKTYp B METalle  CBapHBIX

coenuHenuil cranun 14XTH2MJA®B npu mnepexone
Ve=18M/1 — 30M/u — 50M/4, a UMEHHO BEIUYHHBI
3epHa, IMUPUHBI pPeeK OCHHHUTHBIX CTPYKTYpP, YACTHII
(ha30BBIX BBIICTICHNH YCTAHOBIIEHO, YTO MIPH YBEITHMYCHHH
CKOPOCTH JIa3epHOM CBapKH BO3PACTACT YIIPOUHSIOIICE
BIUSIHAE CTPYKTYpPHL, YTO CBS3aHO B C yBEIHUYCHUEM

BKIaaa cyoctpykrypuoro (Acc ~ B 1,8 paza),
JUCIIEPCUOHHOTO (AGyy. ~ B 2 pa3a) U 36€pHOrPAHUYHOTO
(Ac; ~ B 1,2 pasa) ympouHeHHWH 3a  cyer

JUCTIEPTUPOBAHUSA CTPYKTYPHBIX COCTABIISIOMINX, TaOII.
3.

Takum 00pa3om, METOAWKHA KOJTMYECTBEHHONW OICHKH
CBOWCTB  MPOYHOCTH MeTalyla 1O  KOHKPETHBIM
CTPYKTYPHBIM TIapaMeTpaM II03BOJIIOT MPOTHO3HPOBATH
Ka4ecTBO CBApHBIX COCIMHEHUH Tpu (HOPMUPOBAHHU B
30HE CBAapKU CTPYKTYP Pa3IMYHOTO THUIA U BBHISBIATH
CTPYKTYpHBIE  (DAaKTOpPBI, OKAa3bIBAIOIIHUEC OCHOBHOE
BJIMSHUE HAa U3MEHEHHE MEXaHUYECKNX CBOMCTB.

Pe3yabTarthl

Ha ocHoBe nH(pOpManny, MorydeHHON Ha Pa3IHIHBIX
CTPYKTYPHBIX YPOBHSIX (ot 3epEHHOTO 10
JUCIIOKALIMOHHOT0), BBITOIHEHB! aHATUTUYECKHUE OLIEHKU
BIIMSIHUSI CTPYKTYPHBIX ITapameTpoB ((ha3oBoro cocraea,
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3€pEeHHO, Cy03epeHHON CTPYKTYp) Ha MEXaHH4YEeCKHe
CBOHCTBa B 3aBUCHMOCTH OT PEXHUMOB JIa3epHOH CBapKu/

MPpUMCHCHUA TCEXHOJOTMYCCKUX PECIKUMOB na3epH0171
CBapKH, HpU KOTOPLIX obecreuynBaeTcs HeO6XOHHMLII7[
KOMIIJIEKC MEXaHUYECKUX CBOUCTB CBApPHBIX COQ,I[I/IHGHI/Iﬁ

> Tabuya 3 nmyTeM (OPMHpOBAHHS  Hambonee  OIATONPHATHOM
acueTHbIe 3HAYEHHs] OCHOBHBIX COCTABJISIIONIMX CTPYKTYpB METAITA MBA W 30HBI TEPMHUYECKOTO
CTPYKTYPHOIO (3€PEHHOT0, CyOCTPYKTYpHOTO, BIIMSHUA

aucnepcuoHHoro) ynpounenus / The calculated
values of the main components of the structural
(grain, sub-structural, dispersion) hardening

Hayqﬂaﬂ HOBHU3HA U MPAKTUYECKaA HEHHOCTDH

OrnpereneHbl TEXHOJIOTHYECKHE PEXHMBI JIa3ePHOMN
cBapku  BbIcOKomnpouHoi  cramu  14XTH2MJIADB,
KOTOpbIE OOECIEeYMBAIOT ONTHMAIBHYIO CTPYKTYpy |

BoiBoabI

1. VYcraHoBiIEHEI 3aKOHOMEPHOCTHU BJIMAHHUA CKOPOCTU

P —— Ja3epHON CBApKU HA CTPYKTYPY METalIa INBOB U 30HBI
HACTOK os I soma 3TB tepmuyeckoro BiusiHus (3TB) cBapHBIX coequHeHHH
ViipouneHn BbIcOKOTIpouHOi ctaym 14XTH2MIA®B. Iloka3aHno,
4TO C YBEIMUEHHUEM CKOPOCTH CBapKH OT Vs ~ 18 M/4 10
Ves ~ 18 m/y Vs ~ 50 M/a u3mensiercst pa3oBbIif COCTAB MeTalIa IIIBOB
Aoy, MIla 33 75 oT  OeliHUTHOrO 10  OEHHHTHO-MApTEHCHUTHOTO,
Ac., MIla 187...300 214...600 YBEJIMYEBACTCSI MUKPOTBEPIOCTh Ha 25%, yMeHbIIaeTcs
AGyy., MIla 37...75 60...152 pasMep GEHHHTHEIX MaKeTOB B ydacTke meperpesa 3TB B
>S'AGG, ¢, 1y, MIa 376 588 1,5 pasa mpu n3MeNbUCHHWU IIUPUHBI peeK OCHHUTHBIX
Ve ~30 M/u cTpykTyp B 1,3...2 pasa.

Ac,, MITa 57 90 2. Ilpu muHUManbHBIX ckopocTaAX (Ve ~ 18 wm/u)
Ac., MIla 300...500 375...750 Ja3epHON CBapKW B METajule IIBA CBAPHBIX COCIMHEHHN
AGyy., MITa 76.. 188 106.. 225 cramu 14XTH2MJIA®B ¢opmupyrorcst rpaineHTHBIE 110
SAG = Mila 3390 820 pasmepaM 3€peHHBIE CTPYKTYpBI IPU HEPAaBHOMEPHOM
G. 0. 1y-)> W3MEHEHHH MHKPOTBEPIOCTH, YTO MOXKET MPUBOIMTEH K
Ve ~ 50 M/u CHIDKCHUI0O MEXaHMYECKHX CBOWCTB, a TaKkKe K

Acs, Mlla 60 100 CHIDKEHHUIO TPEUUHOCTOMKOCTH CBAPHBIX COCIUHEHUN.
Ac., MIla 375...750 500...750 3. Hambomee omTuManbHas CTPYKTypa HCCIEAYEMBIX
AG,y., MIla 76...225 106...250 COeNMHeHHiT (OpPMHpYeTCs TNpH CKOPOCTH CBApKH
Y AG(s, ¢, ny), MIa 774 903 Vee=50M/4, 9TO IOKHO O0O0ECICYMBATh PABHOMCPHBIH

YPOBEHb MEXaHWYECKHX CBOWCTB U TPEIIMHOCTOMKOCTb
CBapHBIX COEIUHEHUH.

4. Ha ocHOBaHMHU S3KCIEPUMEHTAIbHBIX HCCIEJOBAHUM,
ONTUYECKOH u pacTpoBoit MUKPOCKOIIHU
AQHAJUTHYECKUMH OICHKaMH HM3MEHEHUSI MEXaHUYECKHX
CBOMCTB IO 30HE CBapKW IIOKa3aHO, 4YTO HaWOOJIbIINE

nmokasarenw mnpenena Tekydectu (770...900 MIla)

(ha3oBBIil COCTaB M, TEM CaMbIM, BBICOKHE IOKAa3aTEIH
obecreunBaroTCs IUCIIEPTUPOBAHUEM CTPYKTYPHI.

MEXaHUYECKHX CBOMCTB CBapHBIX COCIUHCHHUM.
[ToydeHHble pe3yabTaThl TMOKAa3add TEPCIEKTHBHOCTH
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