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TexHooru4eckue 0COOEHHOCTH CBAPKH U TePMOOOPadOTKH
KOPIYCHBIX H3/1eJINH U3 TEPMOMEXaHN4YeCKH YIIPOYHEHHOH CTaJIu
B NPOM3BO/ICTBEHHBIX YCJIOBHUSAX
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«benmopyccko-Poccuiickuii yauepcurer» (Moruies, PeciyOnrka benapycs)

Pedepat. Bricokonpounsle cTany Bce Yalle UCIOIB3YIOTCS [UIS H3TOTOBJIICHHS CBAPHBIX KOHCTPYKIMI B PAa3IMYHBIX 00Ja-
CTSX MIPOMBIIIEHHOCTH U ITO3BOJISIIOT CYIIECTBEHHO ITOBBICUTD AKCILTyaTAI[OHHBIE XapaKTepUCTHKY n3aenuil. [IpounocTHbre
CBOICTBa MOTYT 00ECIIEUHBATHCS CIEIMAIBHON CHCTEMOM JITHPOBAHUS MaTepuaia, IIPUMEHEHUEM CIICIMAILHOW TepMoMe-
XaHH4YecKoH 00paboTKH 1 ip. YeM BBIlIE IPOYHOCTH U CIOXKHEE CUCTEMA YIPOYHEHHUS CTaIH, TEM XYXKE €€ TeXHOJIOrn4ecKas
CBapHBaeMOCTb. B HacToslIIiee BpeMs AJ1sl U3rOTOBJIEHHS CBAPHBIX KOHCTPYKIMH BCE Yallle UCIONb3yeTCs TEPMOMEXaHUUECKH
YIpOYHEHHAs CTallb, 00Jajaromas TpeOyeMbIMU XapaKTepUCTHKAaMU OPOHECTOMKOCTU MpPU OTHOCUTEIBHO HEOONBLION TOJI-
IIMHE JHUCTa, HO B TO K€ BPEMSI BBICOKOH CKIIOHHOCTBIO K 00pPa30BaHHIO TPEHINH B OKOJIONIOBHOHU 30HE. TpemuHsl 06pa3yioT-
Csl HEMOCPEACTBEHHO MOCIIC BBIIOIHEHHS CBapKH, a Takke B TEUEHHE HEKOTOPOTO BPEMEHH B IIPOLECCE AKCILTyaTaI[HH
W BHEIIHHMX HarpyxeHui. OCHOBHas IpPHYMHA UX OOPa30BAHMS: BBICOKHE YPOBHH BHYTPCHHHX HANpPSHKEHUH M 3HaYSHHUH
TBEPAOCTH BOJNM3HU JIMHHUH CIUIABJICHUS B OCHOBHOM MeTajule, 00yCIOBIICHHBIE BO3JEHCTBUEM TEPMHUUYECKOTO IIMKJIA CBAPKU.
B craThe Ha OCHOBAaHMH PE3yJILTATOB IKCIIEPHMEHTAIBHBIX HUCCIIEIOBAaHUI U MEXaHWYECKHX MCIIBITAHUH CBapHBIX COCIHMHE-
HHUH U3 BBICOKOIIPOYHOIT OpoHecTolKo# cTanu 37Y mnpejyiaraetcst BApUAaHT MPOBEACHHS TEPMOOOPAOOTKH C LENbI0 CHIKEHHS
TBEPAOCTH B OKOJIOIIOBHOM 30HE BOJIM3M JIMHUM CIUIABICHUS, YTO MO3BOJISET CYIIECTBEHHO CHU3UTh BEPOSITHOCTH 00pa3oBa-
HHA TpenyH. CyIHOCTh NMPEATaraeMoro peleHusl COCTOUT B HarpeBe OKOJIOIIOBHOI 30HBI CBApPHOTO COEAUHEHMS, BBINOI-
HEHHOTO TYrOBOH CBapKoil mmassimuMcst snexrponoM (MIG) B 3ammTHOM TazoBoit cpene 98 % Ar + 2 % O, aycTeHHTHOH
cBapouHoii mpoBonokoit Ce-08X20H10I'7T, uepe3 HamIaBICHHBI METAIJI CBAPHOTO LIBA ITyTEM HCIOIb30BAHHS TEXHOJIOTUH
CBapKH HemumaBsmumMcst Boiab(pamoBsM dekTponoM (TIG). JlokanbHbI HarpeB NOBEPXHOCTH BAJIMKOB CBapHBIX IIBOB IIPO-
H3BOJMTCS JI0 COCTOSIHHUS TTOSIBIICHHS 3€pKaJla JKUKOH BaHHEL, U ITyTeM IPSIMOJIMHEHHOTO NepeMEIeHNUsI BJOJIb OCH CBApHOTO
COCJIMHEHHUS OCYIIECTBISIETCS 00pabOTKa BCEX CBapHBIX coefnHeHHH. MccmenoBaHbl 0cOOCHHOCTH pacipeeleH s TBEpJOCTH
B 30HE TEPMUYECKOT'O BIIVSIHUSI CBAPHBIX COSANHEHHI U3 BHICOKOIPOYHBIX CTAJICH M XapaKTep BO3IEHCTBUS HA HUX JIOKAJIBHO-
T'O Harpesa.

KnioueBble coBa: ayroBast CBapka B 3al[UTHBIX Ia3aX, BBICOKONPOYHBIE CTaNU, TepMOoOpabOTKa, TBEPAOCTH, XOIOTHEIE
TPELIMHBI, 30Ha TEPMUUYECKOT0O BIUSIHUSA CBAPHOIO COCAUHCHUS
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Abstract. High-strength steels are increasingly used to manufacture welded structures in various industries, significantly im-
proving the performance characteristics of products. These strength properties can be achieved through specialized alloying
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systems, thermomechanical processing, and other methods. The higher the strength and the more complex the strengthening
system, the less its technological weldability. Currently, high-strength thermomechanically strengthened steel is increasingly
used for the manufacture of welded structures. It offers the required armor resistance at relatively thin sheet thicknesses, but at
the same time, it is highly susceptible to cracking in the near-weld zone. Cracks form immediately after welding, as well as
over time during operation and external loads. The main cause of their formation is high level of internal stress and hardness
values near the fusion line in the base metal, caused by the influence of the thermal cycle of welding. This article, based on the
results of experimental studies and mechanical tests of welded joints made of high-strength armor-resistant steel 37V, propo-
ses a heat treatment option to reduce the hardness in the heat-affected zone near the fusion line, which significantly reduces
the likelihood of crack formation. The essence of the proposed solution consists of heating the heat-affected zone of a welded
joint made by consumable electrode arc welding (MIG) in a protective gas environment of 98 % Ar + 2 % O, using an auste-
nitic welding wire CB-08X20H10I'7T, through the deposited weld metal using non-consumable tungsten electrode (TIG)
welding technology. Local heating of the weld beads is carried out until a liquid pool mirror appears, and all welded joints are
processed by rectilinear movement along the axis of the weld. The features of hardness distribution in the heat-affected zone
of welded joints made of high-strength steels and the nature of the effect of local heating on them are studied.

Keywords: arc welding in shielding gases, high-strength steels, heat treatment, hardness, cold cracks, heat-affected zone
of a welded joint
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BBenenne

IToBrImieHHEe Hecymiel CIIOCOOHOCTH H o0ecIie-
4eHHE TpPeOyeMBIX IPOYHOCTHBIX XapaKTEPHCTHK
IIPH CBAapKe OTBETCTBEHHBIX METAIOKOHCTPYK-
OHi — aKTyalbHad 3aja4ga, OCOOEHHO B Cllydae
HEOOXO0IHMOCTH HMIIOPTO3aMEIlEeH A TEXHOIOTHI
H MaTepHalnoB. B mocnenHee BpeMs UIA CBApKH
3JIEMEHTOB KOPIIYCHBIX H3[EIHI H3 BBICOKOIPOY-
HBIX CTaled ¢ TpeOOBaHHAMH OOecIedeHHd Opo-
HECTOMKOCTH BCE Yallle HCIOIB3YIOTCI TEPMOMe-
XaHHYECKH YIpouHeHHBle cTamd [1-5]. Takme
MaTepHalsl 001aJaloT BHICOKOH TBEPOOCTBIO H
IIPOYHOCTHIO, JOCTHIAaeMBIMH B pE3yIIbIaTe MHO-
TOKPAaTHOH IIPOKATKH C KOHTPOIHMPYEMOH TeMile-
parypoii oxnaxaeHus. IIpH 3ToM 10 XHMHYECKOMY
COCTaBY CTAIH OTHOCATCA K HH3KO- H CPETHEYITIe-
POIHCTBIM HH3KOIETHPOBAHHBIM. IloCTaBILTIOTCA
OHH B BHJE JIMCTOBOIO IIPOKATa TOJNMIMHOH OT 5

J0 20 MM H IpPEACTaBIIIOT COOOH TIOTOBBIH
OPOAYKT C MOATBEPAKICHHEM, COINIaCHO CepTH(RH-
KaTy IIOCTaBKH, THIIOpa3Mepa H XapaKTEePHCTHK
TBEPAOCTH MarepHana. OCHOBHOE Ha3HAuUCHHE —
IPHMEHEHHE B KAueCTBE IIHCTOB IOBEHIIMIECHHOH
OPOYHOCTH H H3HOCOCTOHKOCTH B pPa3IHYHOM
0o00opyZIOBaHHH, a Takke A1 obGecmedeHHsI Opo-
HEBOH 3alHTEL. B TO )¢ BpeMsa MaTepHal HE Ipel-
HasHaueH 11 H3TOTOBICHHSA CBApHBIX METAILIo-
KOHCTPYKIIHI B CHITy CIIEH(HKH BO3/ICHCTBHA Ha
HET0 TEPMHYECKOT0 ITHKIIAa CBAPKH.

OcHoOBHas 9aCTh

CymiecTByeT HECKOIBKO CHCTEM JIETHPOBAHHA
TaKHX CTaleH, OCHOBAHHBIX HAa KapOHIHOM
TepMOMeXaHHUeCcKOM yrpouHeHHH: Cr—Ni, Si-Ni,
Ni (Ta6x1. 1-3). B paGoTe nmpoaHaTH3HPOBAaHEI TPH
THna cramd: 37Y, BC 36 u CM-1.

Tabnuya 1
MaccoBas 70151 XHMHYeCKHX 3J1eMeHToB cTaan 37Y
Mass fraction of chemicals in steel 37Y
Xmnriecxaii c Si Mn P S Cr Mo Ni Cu Ti
3IeMEHT
1 0,141 1.007 0.636 0,013 0.010 0.895 0.340 1,722 0.895 0.005
2 0.138 1.009 0.644 0,013 0.012 0.895 0.341 1,734 0.895 0.006
3 0.150 1,021 0.635 0.013 0.011 0.890 0.338 1,753 0.890 0.004
Cpennee 3Ha4YCHHE 0.143 1,012 0.638 0.013 0.011 0.894 0.340 1,736 0.894 0.005
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Tabnuya 2
MaccoBast 10J1s1 XEMHEYeCKHX 371eMeHTOB cTaaa BC 36
Mass fraction of chemicals in steel BC 36
XHUMHYIECKHH 3TeMEHT C Si Mn P S Cr Mo Ni Cu Ti
1 0.379 0.212 0,350 0.013 0.009 1,232 0.515 1,097 0,040 0,001
2 0.389 0.221 0,398 0.012 0.009 1,277 0.531 1,119 0,042 0,003
3 0.345 0.241 0,367 0.014 0.009 1,281 0.541 1,141 0,042 0,002
Cpensee 3HaucHHE 0.371 0,225 0,372 0.013 0.009 1,263 0.529 1,119 0,041 0,002
Tabauya 3
MaccoBasi 1011 XHEMAYeCKHX 31eMeHToB cTaan CM-1
Mass fraction of chemicals in steel CM-1
XuMuYecKHi AMeEMEHT C Si Mn P S Cr Mo Ni Cu Ti
1 0.371 0,953 0.641 0,012 0,005 0,632 0.351 1,942 0,092 0.045
2 0,362 0,832 0.652 0,011 0,004 0.641 0.332 1,961 0,111 0.048
3 0.371 0.876 0,727 0,011 0,005 0.684 0,37 1,981 0,108 0.051
CpenHee 3HaucHHE 0,368 0,887 0.673 0.0113 0,004 0,652 0.351 1,961 0,103 0.048

Pe3ynbraTel aHanmu3a cramd 37V (Tadn. 1) mo-
KazanH, 49To OHa jerupoBaHa Si H Ni (Si-Ni cu-
creMa). CieyeT Takke OTMETHTH IIOBBIINIEHHOE,
II0 CPAaBHEHHIO C JPYTHMH OOpa3llaMH, COZEpKa-
HHe MeaH (B 20 pa3 Gompmle, yeM B ctamd bC 36,
4 B 40 pa3 Gonsie, 9eM B CM-1). 310 CBHAETENb-
CTBYET O TOM, 4TO MeJb B JAHHOM CIydae BBICTY-
maeT B Ka4eCTBE 3HAYHMOIO JIETHPYIOIIETO
sneMeHTa. KommuectBo Ni Ha 50 % BbIIe, d4eM
B ctamd BC 36, u Ha 40-50 % HIKe, 4eM B CTa-
ma CM-1. ITo comep:kaHHIO Maprasna craims 37Y
OuYeHb Omm3Ka K ctand CM-1, merupoBaHHOMH mpe-
HMYIIECTBEHHO HHKeNeM (Tadm. 3).

Pe3ynpraTel aHamM3a XHMHYECKOIO COCTaBa
crang bC 36 mokasamu, 4ro oHa jJerupoBaHa Cr
# Ni (Cr-Ni cuctema). Kpome 3T0r0, 110 CPaBHEHHIO
C JIPYTHMH IPENCTABICHHBIMH O0pa3llaMH OHA CO-
JEPKHT OOJNBIIEe KOMHYECTBO YITIEPOAA H MOJIHO-
JIeHa ¥ MEeHBbIIIee KOJTHYEeCTBO MapraHma (Tad. 2).

IIpoBeneHHBIN PAI SKCIEPHMEHTOB 10 AHAIH-
3y CBapHBAacMOCTH MaTe€pHala H OILEHKE €ro CBa-
POYHO-TEXHOIOTHUECKHX CBOMCTB IIOKa3al, dYTO

B IPAaKTHYECKHX LEAX ABIAIOTCA CTAlH, JIETHPO-
BaHHBIE Si H Ni (Tadn. 1), HanpaMep cTamb 37V.
OT0 TaKXKe 00yCIOBIECHO §0lIee HU3KHM COZIEepXKa-
HHEM YITIEpPOJa, 4TO OIaronpHATHO CKAa3bIBAETCA
Ha CBAPOYHO-TEXHOIOTHUECKHX CBOMcTBaX. CTaib
001aJaeT BBICOKHMH IPOYHOCTHBIMH XapaKTepH-
CTHKAMH H 3HaueHHEM TBepAOoCTH (Tadl. 4). Bpe-
MEHHOE COIIPOTHBICHHE IIPH HCIBITAHHH 00pa3-
OB Ha CTaTHYECKOE PacTsSUKEHHE (TIpefen Mpod-
HOCTH) cocTaBwio 1780-1800 MITa. Ilpexen Te-
TEKY4eCTH COCTaBIAeT okono 1500 MIIa. Cramb
HMeeT KpaiHe HH3KHE II0Ka3aTelld OTHOCHTENBHO-
ro yuiaHeHHd (7.5-8 %), 4TO CBHJETENbCTBYET
0 €€ HEJOCTaTOYHOH IUTAaCTHYHOCTH. BhIcOKas
IPOYHOCTH OOECIIEYHBACTCS TEPMOMEXAHHUYECKOH
00pa0OTKOH ¢ MHOIOKPAaTHOH IIPOKATKOH, 4TO
[I03BOIIAET 3HAUHTENBHO H3MEHHTh CTPYKTYpPY Ma-
TepHalIa H 3a)HKCHPOBATH €€ II0 CpeAcTBaM 06pa-
30BaHHsA KapOHIOB KPEMHHA. Pe3ylbTaTsl HCIBI-
TaHHH Ha CTaTHYECKHi M3rH0 (Tadn. 5) moaTBep-
KJAIOT MPAKTHYECKH IIOJHYH HECIOCOOHOCTh
MaTepHala BOCIIPHHHMATh H3THO C SBHO BhHIpa-

Han6oJee pacIpOCTPAHEHHBIMH H INPHMEHHMBIMH ’KEHHBIM XPYTIKHM Pa3pyHICHHEM.

Tabnuya 4
MexaHHYeCcKHE XapAKTePHCTHKH HCHOIb3yeMoH cTaan 37Y
Mechanical properties of the steel used 37Y
X IIpenen TexydecTH, Bpeuerroe OtHOCHTETBHOE TBepaocts
apaKTEpPHCTHKA MIIa COIPOTHBICHHE . crme. % HY
paspseBy, MIIa
3naveHHE 1500-1600 1780-1880 7-8 500-600
[ Hayka 109
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Tabnuya 5

Pe3yabTaThl HCOBITAHAN HA CTATHYECKHH H3rHO6 cTaam 37Y

Results of static bending tests on steel 37Y

Pasmep obpasna 11 HCIIBITaHHE PesynpraT HenbITaHHH
Ne obp. T Paccroanme Bemuunna
THIT 5 6
(Tmm) IMuapusaa, MM | Tommmaa, MM HCTIBIT MEXKIY yTIia 3aruoa, IIpaveganne
OIIOpaMH, MM rpazn.
CraTudecKuil .
1 23.0 7,0 - - 45 V1310M XpyTIKHEH
CraTHuecKHH
" _ .
2 22,0 7.0 — 40 11310M XpynKHL

AHamu3 MaTepHalloB MOJOOHOTO Klacca H HX
CBOMCTB TOBOPHT O TOM, UTO IONyYarONIHECs JIH-
CTBI 00/1aJ1AI0T BBICOKOH TBEPAOCTHIO (500650 HY)
H XOpOIIO ITOKA3BIBAIOT €O NPH OaLTHCTHYECKHX
HCIIBITAaHWAX. [IpHyeM BaXKHO OTMETHTh, 4TO TOI-
OIHHA THCTA, KaK IpPaBHIO, HeGombmasd (4—7 MM).
OT0 00YCIOBIEHO MHOIOKPAaTHOH ILTacTHUECKOH
nedopmarHeli IpH IpokaTke. B ciydae pHMeHe-
HHA THCTOB GombmicH TommuHbl (10-14 MM) HX
TBEPAOCTh II0 CEYECHHIO H B IETIOM KOMILIEKC JKC-
IUTyaTallHOHHBIX XApPaKTEPHCTHK MOXKET OBbITh
CYIIECTBEHHO HHKE.

Taxkum 06pa3oM, TOTOBBIH MaTepHal 001aJaeT
PAIOM cIIelH(HIECKHX CBOHCTB:

— HEBBICOKOH TOJIIIHHOH JIHCTA;

— Ype3BHIYAHHO BBHICOKOH TBEpAOCTHIO (500—
600 HV);

— BBICOKOH IIPOYHOCTEIO (>1800 MITa);

— KpaiiHe HH3KHM 3HAYE€HHEM OTHOCHTEILHOTO
yumaHeHHs (7 %).

Bce 3TH cBOHCTBA HE XapaKTEPHBI B HOPMAlb-
HOM COCTOSIHHH U1 MaTepHala ¢ TAKHM XHMHYeE-
CKHM COCTAaBOM H IIOJTY4€HBI 0l1arojiaps CO31aHHIO
B HEM HEPABHOBECHOH CTPYKTYyphl B pe3yibIa-
T€ TEPMOMEXAHHUECKOr0 yHpouHEeHHA. CTPYKTY-
pa cTaGHIM3HpYeTCsS HAlIHYHEM CTOHKHX Kap-
OHIOB (B [JAaHHOM CiIydae IPEHMYNIECTBEHHO
KPEMHHA).

ITo COBOKYIIHOCTH 3THX BBIBOJOB MOXKHO CKa-
3aTh, YTO TAKOH MaTepHain ObLI pa3padoTaH H HC-
IIOJIb3YEeTCs HAa IPAKTHKE B KAdecTBE TI'OTOBBIX
OpPOHEBBIX JTHCTOB. DTH JHCTHI MOTYT pa3pe3aThb-
cs (KeTaTenbHO HE TEPMHUYECKHMH CIIOCO0AMH)
B HEOOXOJHMMBIE Pa3Mephl I H3TOTOBICHHA H3-
JenHud, OPOHEBBIX HAKIAIOK, INHTOB H T. A. Ilpn-
9eM HCIOIb30BAHHE HE IPEAINOJIaracT OINepallHH
10 THOKe MaTepHaia (OH COBEPIICHHO HE ILIacTH-
4eH). MaTepHal MOoCTaBIAeTCs KaK TOTOBOE H3Jie-
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IHe, HE IPEIHA3HAUYECHHOE UL HCIIONIB30BAHHA B
CBapHBIX KOHCTPYKIHAX.

IIpencraBndger HHTEpPEC PEMIEHHE BOIIPOCOB,
CBS3aHHBIX C H3TOTOBICHHEM CBAPHBIX KOHCTPYK-
IHi{ ¢ HCIIOJB30BAHHE TAKHX CTANICH.

Ileproii mpoGneMoil CBapKH paccMaTpHBae-
MBIX MaTE€pHANOB fABIAETCA BO3ACHCTBHE TEPMH-
YECKOro IMHKJIAa Ha €ro CTPYKIypy H CBOMHCTBa.
IIpouHOCTE MarepHala o0ecIeueHa HCKYCCTBEH-
HBIM CO3[JaHHEM B HEM CIeIH(HUECKOH MHKpO-
CTPYKTypHl. KaK H3BECTHO, HarpeB BBINIE KPHTH-
YECKHX TOYEK H JIHTENbHOE NpeObIBAHHE ydacT-
KOB 30HB TEPMHYECKOTO BIHAHHA B 0O0IAacTH
BBICOKHX TEMIIEPATyp IPHBOAHT K CTPYKTYpHO-
(a30BEIM IIPEBpANICHHAM. 37ech CIEAyeT OTMe-
THTH JB€ OCOOEHHOCTH:

— BBICOKHE CKOPOCTH OXJIQXJEHHUS Ha BO3AYXE
IPHBOIAT K BO3HHKHOBEHHIO DSAIOM C JIHHHEH
CILIABIICHHA 3aKaT0YHOH CTPYKTYPHI:

— B 30HE TEPMHYECKOT'0 BIMAHHA H3-3a IIPEOHI-
BaHHS y4acTKa OCHOBHOI'O META/lla BBINIE KPHTH-
YECKHX TOYEK BO3HHKAET dQPEKT pa3ylpOUHEHHS.
IITupHHa 3TOro ydacTka H CTENEHb pa3ylpodHe-
HHA OIPEAEILIIOTCA MOIHOCTHIO TEILUIOBIOXKECHHA.

BBICOKYIO CKOpPOCTH OXJI@KICHHA MOXHO Ua-
CTHYHO KOMIIEHCHPOBATh IIPEIBAPHTEIBHBIM IIO-
JIOTPEBOM CBapHBaeMBIX JeTaled 10 HEeOoOXOIH-
MOH TeMIEepaTyphl, OJHAKO B PEANBHBIX YCIOBHAX
MIPOH3BOJCTBA 3Ta OIEpAlHA 3aTPyJHEHA II0 PAXY
MIPHYHH, K TOMY K€ L1 pacCMaTPHBAEMBIX CTaleH
OHA MOJKET IPHUBECTH K BO3HHKHOBEHHIO pAfia HO-
BEIX IpoOieM. TakHM o0pa3oM, MaTepHal H3Me-
HJET CBOH CBOMCTBA OT BO3JCHCTBHA TEPMHUECKO-
T'0 IIHKJIA CBApKH H 3TO HE 3aBHCHT OT CTEIICHH €r0
YIPOUYHEHHS.

BTtopoii mpoGieMoi SBIIETCA HATHYHE BHYT-
PEHHHX HANpSKEHHH B CBapHOM COEIHHCHHH.
HepaBHOMEPHOCTh HarpeBa, BEI3BaHHAA TepPMHYeE-
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CKMM LUKIIOM CBapKu, HAJIWYUC YCaIKHU KXKUIAKOTO
MeTaJlja I1Ba U JpyTrrue MPUIUHBI IPUBOJIAT K BO3-
HUKHOBEHHIO B CBapHOM COCJIWHEHHUH BBICOKOTO
YPOBHSI BHYTPEHHHMX HANpPSKEHUH (B HEKOTOPBIX
CIIy4asiX WX YPOBEHb MOXET OBITh COIIOCTaBHM C
mpenenoM Tekydectu cranu). OOBIYHO TPH H3ro-
TOBJIEHUM CBAapHBIX KOHCTPYKLIIMHA CTAaparoTCs:
00ecneunTh BO3MOKHOCTh HEKOTOPOI TTOIATIIUBO-
CTU COEAMHEHMs; M30eratb (ECIM 3TO BO3MOXKHO)
JKECTKUX 3aKpeIUIeHUi JieTayield; KOMIIEHCHPOBATh
HaNpsDKEHUS. TPaBIJIBHBIM BBIOOPOM TIOCIIE/IOBA-
TENLHOCTH HAJOXKEHHUS LIBOB (€CIM 3TO BO3MOXKHO,
BBITIOJTHSIOT JIByCTOPOHHME MIBBI) M 1Ip. Marepuai
MIPOEKTUPOBAJICS JJISl HCIIOB30BaHUSI B CBOOOTHOM
COCTOSIHMHM, W €Tr0 JKCIUTyaTallusl He MpeAroaraet
HaJIM4usl OOJBIMX BHYTPEHHUX HANPsDKEHUH. 3/1ech
CIIelyeT OTMETUTh, UYTO TPAIUIMOHHAS METOIWKA
0aUIMCTUYECKUX HCIBITAaHUH TpearnoaaraeT Bbl-
CTpeN B CTAIBHOM JIUCT, HE HAXOMALIUICS B YCIIOBU-
SIX KECTKOTO 3aKpPEIICHHSI.

B ciyyae mpuMeHEHUs CTaIbHBIX JIUCTOB IS
M3TOTOBJICHUS CBAPHBIX KOHCTPYKIUH B 30HE Tep-
MHYECKOTO BIIMSHUS BO3HHUKAIOT OOJBIINE BHYT-
PCHHUC HAIPSKCHUA. DTO MOXKET IIPUBOIUTL K
00pa30BaHMI0 XOJOAHBIX TPEHIMH OT JINHUHU
CIUTAaBIICHHS WM Pa3pylICHUI0 MaTepuaia B 30HE
pasynpounenus (puc. 1, 2). TpeuHbl MOTYT 00-
pa3oBartbcA:

— B TIpoIlecce IKCILTyaTalui, KOrja K BRICOKO-
My YPOBHIO BHYTPEHHUX HAIPSDKEHUM W HECIO-
COOHOCTH 3aKaJeHHBIX YYacTKOB WX BOCIPHHHU-
MaTh 00aBATCS BHEIIHWE HArpy3kd (Kak MpaBU-
JI0, YIAQPHOTO XapakTepa);

— u3-3a BozjaehcTBUSA AU(Py3MOHHOTO BOJIO-
poda MmO MeXaHW3MYy 3aMEAJICHHOTO pa3pylle-
Hus [6-9].

Puc. 1. TpeuyHa B HaXJIECTOYHOM CBAPHOM COCIMHEHUHU

Fig. 1. Crack in lap weld

[ Hayka
v.TeXHMK%\. T. 25, Ne 2 (2026)

Tpetbeli mpoOIeMOl SIBISIOTCS OCOOCHHOCTH
BBINOJIHEHHSI CBAPOUYHBIX paboT B peasbHBIX MPO-
W3BOJICTBEHHBIX ycioBuax. Kak mpasuio, Habmro-
JAal0TCA ITOBBIIICHHAA BJIAXKHOCTH W HH3KasA TEM-
nepatypa. OTO NPUBOAMT K BBICOKOMY COZEpIKa-
HUIO TapoB BOJBI B OKpYXKamoued atmocdepe,
AKTUBHO HWHXCKTHUPYEMBIX B CTPYIO 3allMTHOI'O
raza. McTouHuKOM BOIOpOJa TakXke SBIAETCS aj-
copOupoBaHHAas Biara Ha IMOBEPXHOCTSAX CBapUBa-
eMBIX TIacTuH [6-9].

Bce 3To B KOHEYHOM cueTe MPHUBOAUT K IO-
BBILLICHUIO KOJIMYeCTBa TU(PPY3MOHHOTO BOIOPOIA
B HAaIUIaBIIEHHOM MeTaiie, ero nud¢ys3nu B 30HY
TEPMUYECKOr0 BIUSHHUS M OJIOKMPOBKE B 3aKaJCH-
HBIX y4YacTKaxX BOJM3HM JMHUHM CIUIaBJICHHUS. DTO
MOBBIIIACT BHYTPEHHEE JABJICHUE B MHUKPOIOJIO-
CTAX W JedeKTax KPHUCTAUIMYECKOTO CTPOCHHS U
BJIeUeT 00pa30oBaHHE MOJIEKYJIAPHOH (HOpPMBI BOIO-
poia ¢ TIOBBIICHUEM JABIICHUSI B JICCATKH THICSY
pa3. Bo3Hukaer TpemiuHa, akKTUBHO pPacIpOCTPaHs-
folasicss M BBIXOAAIIAs Ha MOBEPXHOCTh IMOJ JIeH-
CTBHEM BBICOKOTO YPOBHS HaNpsHKeHuH [6-9].

Caapka paccMaTpuBaeMoOro marepuana oObId-
HbBIMHU HHU3KOYTJICPOAUCTBIMHU HU3KOJICTUPOBAH-
HBEIMU TIpoBosiokamu (tuma CB-0812C u anamora-
MH) OPUBOIUT K 00Pa30BaHMIO TPEIIUH OT JIUHUH
cruiaBiieHus.  Mcronb3oBaHWE — BBICOKOTPOYHBIX
MPOBOJIOK TaKXe HE pelIaeT 3Ty MpodlieMy, Tak
KaK CYIIECTBEHHO HE H3MEHSET KapTHUHY COBO-
KYIIHOTO BO3JICHCTBUS  BBICOKUX BHYTPEHHUX
HATPSOKCHUH W HaNM4Us 3aKaJOYHBIX CTPYKTYP.
PemennemM Bompoca ¢ TpemMHAMH MOET OBITH
MPUMCHCHUC ITPOBOJIOK, MO3BOJJIAIOIINX IIOJIYUYUTH
B HAIUIABJICHHOM METaJlJIe ayCTCHUTHYIO CTPYKTY-
py (CB-08X20HOI'7T, CB-08X20H10I'7T), neru-
poBannbix Cr, Ni 1 Mn (ta6m. 6).

Puc. 2. Tpeuyna B yrjioBOM CBapHOM COCIMHEHUU
Fig. 2. Crack in fillet weld
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Tabnuya 6
XEMAYecKHH COCTAB cBapo4HOH nposoaokn Ce-08X20HII'7T
Chemical composition of welding wire Cs-08X20H9I'7T
XuMHYECKHIT 3TeMEHT C Si Mn S Cr Mo I Ni Ti
Maccosas zond, % Jo0 0,10 |0,50-1,10§ 5.0-8.0 0.035 0,018 J18.5-22.0 — I 8,0-10,0 §0.60-0,90

IIpp BBIOOpE THIA CBapHOIO COEJHHEHHA
C pa3fenKoH KPOMOK IIPEIIOYTHTENBHEIMH SBILI-
IOTC THIBI C MAaKCHMAIbHBIMH YITIaMH CKOca
KPOMKH H MAaKCHMAaJIbHOH BEIHUYHHOH 3a30pa
MEXKIy CBapHBacMBIMH IeTalsIMH. Ilepen cBap-
KOH, OCOOCHHO B YCIOBHAX IIOHHJKEHHBIX TEM-
IepaTyp H IOBBINIEHHOH BIIAXXKHOCTH, PEKOMEH-
IOyeTCs BBIIONHATH «OCYIIHTEIBHBIN» IONOIPEB
KPOMOK CBapHOIO COEQHHEHHA [0 TeMIEpa-
Typ 50-100°. OCHOBHOH LIENBI0 MOAOIPEBA ABIA-
€TCs YCTpPAaHEHHE aNCOpOHPOBAHHOH BIIArH. OJTO
IIO3BOJIIET CYIIECTBEHHO CHH3HTH BEPOATHOCTH
00pa30BaHHA TPEIIHH, HHHIIHHPOBAHHEIX IIPHCYT-
cTBHEM JH(P(PY3HOHHOTO BOJOPOJA B METAILIE.

Bce cBapHBIE BB HEO0XOIHUMO BBIIOIHATH C
MHHHMAIBHBIM IIPOILIABICHHEM OCHOBHOIO Me-
Tallla OOpPaTHOCTYIIEHYATBHIM CIIOCOOOM OT Cepe-
IHHEI K KpasgM, KaXIylo CTyIIeHb — OT Kpad K ce-
penuHe (AuHA ygacTkoB 100-150 Mym). IIpH 3TOM
HA4alo H KOHEI IPHXBATKH CIEAyeT MEXaHHYe-
CKH o0pa0oTaTh I IONYYEHHS IUIABHOIO CO-
MIPSDKEHHSA C OCHOBHBIM MeTalioM. CBapKy HE0O-
XOHMO IIPOBOHTH HE MEHEE UeM B J[Ba IIPOXOJa,
C 00g3aTeNbHOH MEXAaHHUYECKOH 3auyHCTKOH Bcel
IIOBEPXHOCTH IPEABIIYIIETO CIOA C OrpaHHYCHH-
€M IIOTOHHOH >HEpPrHH. 3HAUCHHE CHIIBI TOKa HE
Io/IDKHO mpeBpmarh 100-130 A ¢ yueTroM cren-
(GHKH CBapHOTrO coelWHEHHA. IIpH 3TOM IEepBEIE
IIPOXOJBI HEOOXOJHMO BHIINONHATH HA CBApHBae-
MBIX KPOMKaX C IIOCHEAYIOLIHM 3allOIHECHHEM
LIEHTPAIbHOH YacTH. B ciIy4ae HaXJIeCTOYHOIO
COEIMHEHHS IEPBBIH IIPOXOJA HYXHO BBHIIOIHATH
Ha cTramd 37Y. DTO MO3BOIHT MOCIEXYIOIIHMH
IIPOXOJAaMH YaCTHYHO CHATH HAUPSKECHHA IO JIH-
HHH CIUIABIECHHUS], YTO ONArONpHATHO CKA3bIBAETCS
Ha CTOHKOCTH COEJIHHEHHS IIPOTHB 00pa30OBaHHA
TPELIHH.

HauGonee mpeano4THTENBHEIM, ¢ TOYKH 3pe-
HHA CTAOHIBHOCTH IIEPEHOCA 3IEKTPONHOIO Me-
Tallla, MHHEMH3AI[HH HACBINEHH] METallla Bpel-
HBIMH Ta30BBIMH IIPHMECAMH H YIydiieHHA (op-
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MHDOBaHHA IIBAa SBIACTCA HMITYIbCHO-TYyTOBOM
pexuM. CBapKy HEOOXOIHMO BHIIONHATE B 3a-
IIHTHOH ra30Boi cMecH 98 % Ar + 2 % O,.

PexoMeHIyeMble 3HAYCHHSI IIAPAMETPOB pe-
KHMa:

—cHnaToka 110-130 A;

— HanpspkeHHe Ha ayre 18-21 B (ycTaHaBiH-
BacTCA COITIACHO 3aJaHHBIM aIlIapaToM 3Haue-
HHAM).

ITocme cBapkH BCE€ CBapHBIE IIBBI JO/UKHBEI
OBITH 3aYHINEHBI J0 METALIHYeCKoro OIecka ¢
BBEIIIOTHEHHEM ILTABHBIX CONPAKEHHH C OCHOBHEIM
MeTawioM. He jgomyckaeTcs HanHuyHe rpy0oi ue-
OIyHYaTOCTH H OpPBI3r METalla Ha IOBEPXHOCTH
H3JIETHA.

VCTaHOBICHO, YTO NIPHMEHEHHE TAKOH TEXHO-
JOTHH IIO3BOIIAET IPEIOTBPATHTL 3apPOXKICHHE
TPEIHHEI IOCIE CBAPKH, TaK KaK YacTHYHO CHH-
JKaeT ypOBEHb BHYTPEHHHX HANPSKCHHH. AycTe-
HHTHBIH JKHIKHH METallI CBapHOIo IBa CIIOCOOCH
«3aJIeYHBaTh) 3aPOXKIAIONMIHECS YJYACTKH TPEIIH-
HBl OT JIHHHH CIUIaBIE€HHA H 00IaJacT BBICOKOMH
IUTACTHYHOCTBI0. TakuM o0pa3oM co3zgaercs 3¢-
(eKkT. Korja cBapHasi KOHCTPYKLHA COCTOHT H3
OYEHB IPOYHBIX H TBEP/BIX JIHCTOB, COEIHHEHHBIX
MATKHM IUTaCTHYHBEIM H IOJATIHBEIM MaTepHa-
1oM. KpoMe TOro, HCIIOIB30BaHHE TAaKHX IIPOBO-
JOK HECKONBKO CHH)KAeT BEPOATHOCTH BOIOPOJ-
HOro (paxkropa. 10 OOBACHAEICA TEM, 4TO pac-
TBOPHMOCTE BOJIOPOJIa B ayCTEHHTHOM CBapHOM
mBe GOIBIIE, YEM B OCHOBHOM METAllIe, H OH HE
Oyzer nuddyHIHpPOBATH Yepe3 IHHHIO CILUIABIIE-
HHA B 0071aCTh 3aKaT0YHBIX CTPYKTYp. EcTecTBeH-
HO, 3TO HE I03BOJIAET MOIHOCTBIO YCTPAHHTE 3TOT
(GakTop B CIyd4ac HaIH4Hi YPE3MEPHO OOIb-
IIHX €r0 KOJTHYECTB, HO MOXKET CYIIECTBCHHO €TI0
CHH3HTE.

TakuM o0pa3oM, IPHMEHEHHE CBAapPOYHBIX
1poBoiIoK CB-08X20H10I'7T mo3BOIAET CHHU3HTH
BEPOATHOCTE 00pa30BaHHA TPEIIHH, 3apOXKIaro-
IIUXCSA BOIHM3H JIMHHH CIUIABICHHA Cpa3sy IIOCHE

[Hayka
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cBapkd. OHaKO paGoOTOCIIOCOOHOCTH TAaKOIO CBap-
HOI'O COEIHHEHHS OKA3bIBACTCA KpaHHE HH3KOH.
Hamu ycTaHOB/IEHO, YTO BOJIH3H JIHHHH CILIABIICHHA
Ha paccrosgHuH 1,0-1.5 MM OT Hee B OCHOBHOM Me-
Ta/lle IIPHCYTCTBYET 30HA C TBEPAOCTBIO >700 HV
(pH TBEPIOCTH MOBEPXHOCTHOIO CIIOS MAaTepHAIa
B COCTOSTHHH IIOCTaBKH 580-600 HV) IpOTsHKEHHO-
CTBI0 1-2 MM, mocie 4dero HaOmroaercs ydac-
TOK Pa3yIPOYHEHHA C IOHMKEHHOH TBEPAOCTHIO
(380400 HV) npoTsKEHHOCTBIO 3—5 MM (pHC. 3).
MHKPOCTPYKTypa 30HBI TE€PMHYECKOIO BIIHA-
HHUS BOJIH3H JIHHHH CIUIABIEHHA IpPEICTABIECHA
Ha puc. 4-5.
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Puc. 3. TBepnocTs cBapHOTO coenuHeHnx (cTams 37V,
cBapouHsIi MaTtepran Ce-08X20H10I'7):
1 — pacnpeznencHHE TBEPAOCTH B KOPHEBOH JaCTH CBAPHOTO
COEIHHEHHA; 2 — TO K€ IO JIHIIEBOH MOBEPXHOCTH

Fig. 3. Hardness of welded joint (steel 37V,
welding material Cs-08X20H10I'7):
1 — hardness distribution in the root part of the weld joint:
2 —hardness distribution on the face surface

Kak BHIHO H3 IIOTYYEHHBIX pe3yIbTAaTOB,
(dopMHpyeTcs XapakTepHasd KapTHHA pacmpefe-
JIEHHA TBEPAOCTH B 30HE TEPMHYECKOTO BIIHA-
Hud. TBepAOCTh HANIABIECHHOTO MeETallla INBa
JIOCTaTOYHO HH3Kad U cocTaBmier 195-205 HV.
OTO COOTBETCTBYET AayCTEHHTHOMY MaTepHa-
1y (cBapounasd mnpoBoinoka CB-08X20H10I'7T).
IIpu mepexoe depe3 JIHHHUIO CIUIABICHHS HAOIIIO-
JaeTcsd Ppe3KHH CKAa4oK 3HAYEHHH TBEPIOCTH

[ Hayka
uTEXHVIKya. T. 25, Ne 2 (2026)

0 680-707 HV. Ha 3TOM ydacTKe Ha0IIOHAeTCs
IIPHCYTCTBHE 3aKAJNOYHBIX CTPYKTYp, IIOBBHIIIAIO-
IMUX TBEpPHOCTh Ha 25-30 % 10 CpaBHEHHIO
C TBEPAOCTHI0 OCHOBHOT'O METALIA.

Puc. 4. MEKpPOCTPYKTypa 30HBI TEPMHIECCKOTO BIIHAHHA
cBapHOro coexureHus (500x)
Fig. 4. Microstructure in the heat-affected zone
of a welded joint (500x)

Puc. 5. MEKPOCTPYKTypa 30HBI TEPMHIECCKOTO BIIHAHHA
CBApPHOTO COCTHHCHHA
BOMM3H uHAH ciuaBireHnd (500x)

Fig. 5. Microstructure in the heat-affected zone
of a welded joint near the fusion line (500x)

Jlanee cnenyer 30Ha pa3sylIpOYHEHHsA IIPOTIH-
JKEHHOCTBI0 OKOIO 6 MM. 3HAaueHHs TBEPAOCTH
Ha J3TOM Yyd4acTKe moHmXkamTcad Ha 30-35 %
II0 CPAaBHEHHIO C OCHOBHBIM. CllelyeT Takxke
OTMETHTb TOT (paKT, 9TO Ha yJacTKE NPOTKEHHO-
CTBI0 5.5-6,0 MM (OT MeTalia IBa J0 30HEI
Pa3yNpoYHEHHA) TBEPAOCTh BHAYAlIE PE3KO BO3-
pactaer B 3.5 pa3sa, IOTOM IIOYTH B 2 pa3a CHHXKa-
ercs. DTO KpaliHe HEraTHBHO CKA3bIBAETCs HA pa-
G0TOCIIOCOOHOCTH CBAPHOIO COEIHMHEHHA H. €CIIH
HE BHIIIOJTHHTH TEPMOOOPAOOTKY, MOKET IIPHBECTH
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gepe3 KaKoH-TO INPOMEXKYTOK BPEMEHH K pas-
PYIICHHIO (BEpOATHEE BCErO, B 30HE IIEpPEX0ja
OT 00aCTH INOBBIIEHHOH TBEPIOCTH K YYacTKy
pasynpouHeHHs). Kak BHIHO H3 IOTyYEHHBIX
PE3yNIbTaTOB HCCIEIOBAHHA MHKPOCTPYKTYPEL,
(dopMHpyeTcs OCTaTOYHO KpYIHAsd 3aKalod-
Hasj CTPYKTypa B BHJIE Pa30PHEHTHPOBAHHBIX ILIa-
CTHH (HTT).

D¢ QeKTHBHEIM METOJOM YCTPAHEHHS TaKOH
HEOJHOPOJHOCTH CBOMCTB SBIIAETCSA BBHIIOJIHE-
HHE II0CIECBApOYHOH TepMOOOpabOTKH. B ciy-
gae ra0apHTHBIX KOPIIYCHBIX HECYNIHX MeTal-
JTIOKOHCTPYKIHH 3a49acTyl0 BBIIOJIHEHHE TaKOH
OIlEpAllHH BEI3BIBAET CYINECTBEHHBIE 3aTpPyI-
HEHHS.

Hamu npejuiaraeTcs BBIIOIHEHHE TepMOOOpa-
OOTKH B II€XOBBIX YCJIOBHAX. CYIIHOCTH KOTOPOH
3aKII0YAaeTCd B HArpeBe OKOJIOIIOBHOH 30HBI
CBApHBIX COECJHHEHHH 4Yepe3 MaTepHal CBApHOIO
mBa [10]. OTo MO3BOMHT HArpeTh YYacTKH IIOBHI-
IIEHHOH TBEPAOCTH 10 TpeOyeMOH TeMIepaTyphbl,
a Oozee BBICOKOTEMIIEPATYpPHBIE 00IacTH OyAyT
HaXOJHMTBCA B MarepHale IIBAa, HE CKIOHHOM
K HEKeTaTeTbHBIM H3MEHEHHS CTPYKTypHO-(a3o-
BOro cocTofHHA. IIpH 3ToM Hamboinee 3(dex-
THBHBIM SBIIETCSH HCIIONB30BAHHE B KAa4yecTBE
HCTOYHHKA HarpeBa AYTH, TOpAmIeH MeXIy BOIb-
(GpaMOBEIM HEILIABAMIUMCS JIEKTPOJOM H IIO-
BEPXHOCTBIO HAIUIABIIEHHOI'O BA/IHKA IIBA.

MeTonoM aproHOIyroBOH CBapKH HEIUIaBs-
IUMCS BOTb()PaMOBBIM 3IEKTPOZOM HEOOXOIHMO
IIPOH3BECTH JIOKATIBHBIH HAarpeB IIOBEPXHOCTH Ba-
JIHKOB CBApHBIX IIBOB JO COCTOSHHSA IOSBIECHHA
3€pKana XUIKOH BaHHBI H IIyTeM IPAMOIHHEHHO-
ro IEpeMENEHH BIOIb OCH CBApPHOIO COEIHHE-
HHA (0e3 IONepeyHBIX KOlIeOaHHiH, He JOIycKasd
Iepexo/ia XKHUIKOH BaHHBI HA PacCTOAHHE 1-2 MM
OT JIHHHH CIUIABIEHHSA) OCYIIECTBHTH OOPabOTKY
BCEX CBAPHBIX COCIHHEHHH.

Pexumel 00padoTkH: cHna Toka a0 200 A:
CKOpPOCTh IIEpeMENIECHHs PEryIHpyeTcs pa3Mepa-
MH 3€pKajia pacIUIaBICHHOH BaHHBI HA IIOBEPXHO-
CTH BalHKA.

Pe3ynbTaTel H3MEpEeHHA TBEPAOCTH 0 H II0CIIE
BBIIIOJIHEHHS Pa3paGOTAaHHOIO METOJAa TepMHUe-
CKOH 00paGOTKH UL CTBIKOBOTO H HaX/IECTOYHOTO
CBapHOI'0 COEIHHEHH II0OKA3aHbl Ha PHC. 6, 7.
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Puc. 6. PacnpenencHHE TBEPAOCTH
B CTBIKOBOM CBapHOM coeauHeHHH (cTams 37V,
cBapounsni Matepran Cs-08X20H10I'7):
1 — pacmpeneeHHe 3HaUESHHH TBEPAOCTH MOCIE
BBIIIO/THEHHA CBApKH; 2 — TO XK€ IOCIE TEPMOOOPaOOTKH
IpeIaraeMbIM CIIOCOOOM

Fig. 6. Hardness distribution in a butt welded
joint (steel 37V, welding material Cs-08X20H10I'7):
1 — distribution of hardness values after welding;

2 — distribution of hardness values after heat treatment
using the proposed method

TepM0oOOpabOTKY CBAapHBIX IBOB JeTaleHd
TONIMHHOA 6—7 MM IpEAaraeTcsi BBIIOIHATH
TONBKO C OJXHOH CTOPOHBI IIBA, IIPH COIPSDKEHHH
JeTaned TOMMHHON 12-16 MM — ¢ JBYX CTOpOH.
B ciryuae cBapHOro COEIHHEHHS JeTalei pa3HBIX
TONIIHH pEIIeHHE HEOOXOJUMO IPHHHMATH II0
HaHMEHBIIEH H3 HHX.

Kak BHIHO H3 IOIYY4EHHBIX pE3YIbTATOB,
NPHMEHEHHE [IPEAIaraéMoro pemeHds Io JIo-
KaIbHOH TEPMOOOpPAOOTKE CBApPHBIX COEIHHEHHH
MI03BOIAET IPAKTHYECKH IIOIHOCTBIO YCTPAHHTH
CKauOK TBEPJOCTH BOIHM3H JIHHHH CIUIABJICHHS.
IIpu 3TOM TBEPAOCTH B 3TOM Y4acTKE HE IPEBHI-
maeT 475 HV, 4To OnaronpHATHO CKa3hIBACTCS HA
SKCIUTyaTallHOHHBIX XAapaKTEPHCTHKAX COEIHHE-
HHA U [IPEJ0TBPANIAET MOABICHHE TPEIIHH.

[Hayka
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Puc. 7. PacnipenieicHAe TBEpOCTH B HAXJIECTOYHOM CBapHOM coeuHeHHH (ctanb 37V, cBapounsii matepuan Ce-08X20H10I'7):
1 — pacmpeneneHHe 3HAUYCHHH TBEPAOCTH IIOCIIE BBIOTHEHHA CBAPKH: 2 — TO K€ II0C]IE€ TEPMOOOPAOOTKH IIpeAIaraeéMbIM CIocoooM

Fig. 7. Hardness distribution in an overlap welded joint (steel 37V, welding material Cs-08X20H10I'7):
1 — distribution of hardness values after welding; 2 — distribution of hardness values after heat treatment using the proposed method

BBIBO/IbI

1. Mcnomp30BaHHEe B KauecTBE OCHOBHOI'O Ma-
TepHala IpPH CBapKe KOPIyCHBIX H3JIENHH C He-
00XOUMOCTBI0 00€CIeYeHHsI OpOHECTOHKOCTH
KOHCTPYKIHH CTaneH Tuna 37Y | Apyrux comps-
KEHO C pAnoM TpyxHocTeH. OcHOBHas mpoodieMa
3aKIII09AETCS B BEICOKOH UYBCTBHTEIBHOCTH CTAIH
K TEPMHYECKOMY ILHKIy CBapKH, YTO IIPHBOIHT
K 00pa30BaHHIO BOIIH3H JTHHHH CIUIABICHHS B OC-
HOBHOM METAJLIE YYaCTKOB IIOBHIIIECHHOH TBEPIO-
CTH. DKCILTyaTallusi KOHCTPYKIHH ¢ TaKHMH CBap-
HBIMH COEJIHHEHHSMH 3aTpyJHEHAa B CHIY BBICO-
KOH BEPOATHOCTH IOSABICHHA XOIOJHBIX Tpe-
IIMH, BBI3BAHHBIX COBOKYIIHBIM BO3JIEHCTBHEM
piaga (axTopoB (BBHICOKHH YPOBEHb BHYTPEHHHX
HaNpsSOKEHUH, HAIHUHE 3aKalOYHBIX CTIPYKTYP,
IIPHCYTCTBHE AU Y3HOHHOTO BOAOPOJA).

2. YacTHYHEIM pEIICHHEM IPOGIEMBI ABIIECTCS
IIPHMEHEHHE CBAPOYHBIX IIPOBOJIIOK, 00ECIIEYHBA-

[ Hayka
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omuX (GOpPMHPOBAHHE B HAIUIABICHHOM METaile
[IBa ayCTEHHTHOH CTPYKTYpHl, o0Iajaromei 00-
IIe€ BBICOKOH IUTaCTHYHOCTBIO H PACTBOPHMOCTBIO
BOJlopoJa. OTO IpPeNoTBpamacT 0O0pa3OBaHHE
TPEMIMH Cpa3y IIOC/Ie CBAapKH, OJHAKO pabOoTOCIO-
COOHOCTH CBapHBIX COEIHMHEHHH OKa3BIBAacICsA
KpalHe HH3KOH H IIPDH HAJIHYHH BHENIHHX Harpy-
30K BEPOATHOCTH O0pa30BAaHHA TPEHIHH B OKOIO-
IIOBHOH 30HE BelHKA. [IpHMEeHeHHE OOBEMHOH
TEPMHYECKOH 00paGOTKH I CHATHA HalpsoKe-
HHl H YCTpaHEHHA CKaykKa TBEPAOCTH BOIIH3H IH-
HHH CIUIaBICHHA 3aTPyJHEHO HAa MHOIHX IIpef-
MIPHATHAX, TAaK KaK cOOpPKa OCYINECTBIAECTCHA CTa-
MIETBHBIM METOJOM Cpa3y BceH KOHCTPYKIHH Ha
MIPHXBATKAX C JAIBHEHIINM BEITOTHEHHEM CBAPKH
3IIEMEHTOB.

3. OpdexTHBHEIM pEMICHHEM SBIETCA BBI-
IIOTHEHHE MECTHOH TEpMOOOPAOOTKH METOIOM
JIYTOBOH CBapKH HEIUIABAMIAMCS BOIb()PaMOBBIM
3MEKTPOJOM, YTO IIO3BOJIAET CHH3HIb 3HAUCHHE
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Mamuuocmpoeuue U MawiuHogeoeHue

TBEPAOCTH BOJIM3M JIMHUHM CIUiaBjieHus B 1,6—1,7 pa-
3a U CYIIECTBEHHO MOBBICHTH PabOTOCIOCOOHOCTD
coequHenus. [Ipeanmaraemoe penicHHe HE yCTpa-
HACT MPOOJieMy pa3yNpOYHECHUS Marepuaia OT
BO3JICHCTBUS TEPMHUECKOTO IMKIIA CBAPKH, OJIHA-
KO MOMOTaeT yCTPaHWTh MpoOJieMy 00pa3oBaHUs
XOJIOJHBIX TPEIMH U OOCCICUUTh LEIOCTHOCTh
U pabOTOCIOCOOHOCTH KOHCTPYKIIUU

10.
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