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Annoramus: VcciienoBaHbl 0COOEHHOCTH (POPMUPOBAHUSI CTPYKTYPHI U CBOMCTB HEPa3beMHBIX COCIMHEHW I ITPH JIa3ePHOI CBapKe TUTa-
HOBBIX cry1aBoB Tuna BT1-0/BT1-0, mosydyeHHBIX TTOCJIE Pe3KW HOBBIM Y3KOCTPYHHBIM I1a3MoTpoHOM Tuna [IMBP-5.3, umeromum psia
KOHCTPYKTUBHBIX OCOOEHHOCTEI B cucteMe razoarHamuyeckoit crabunuszanuu (I[JC) niaasmeHHOM 1yru. JJocTUTHYTOE TPEUMY LIECTBO
BapdexkTruBHOCTH [[IC cCTOCOOCTBYET MOBBILIEHU IO CTENIEH U MPELIU3MOHHOCTH U Ka4eCcTBa pe3a U, KaK CJIeICTBUE, yBEIUYEH U0 KO3 Pu-
LIMEHTA MOTJIOIIEH U U3TyYeHUsI, KoabduiineHta mporiasieHus u 3pdekTuBHOCTH 1a3epHOil cBapku. [1o pe3ynbrataM UcciaenoBaHU
MOKa3aHo, YTO MPU MOJTYUYEHU U YIIEKUCIOTHBIM Jla3epoM cBapHbIx coeanHenuit Tuna BT1-0/BT1-0 npoucxonut hbopmMupoBaHue y3KOro
IIBa CO CTPYKTYPOU, COOTBETCTBYIOIIEH JIMTOMY COCTOSIHUIO CIJIaBa, M YYaCTKOB C KPYITHBIMU PABHOOCHBIMY 3€pHAMU B IIEHTPAJIbHOMU
YaCTHU 1IBA, YMEHbBIIAIOIIMMHUCS 10 pa3MepaM B JOHHOI YacTH 1O CPABHEHUIO C PACTIONOKEHHBIMYU B TOBEPXHOCTHOM 00acTu. 3amura
cIJIaBa OT ra30HACBILLEHMSI B CTPYKTYpe CBAPHOIO LIBa He MO3BOJIsIeT u3bexaTb GOPMUPOBAHUSI MEIKMX MUKPOIIOP B CTPYKTYpe CBap-
HOTO IIBa, OMHAKO UX KOJMYECTBO HE3HAYUTEIHbHO M OHM HE CO3MAI0T KPUTUYECKUX CKOIUIEHU B MUKPOOOBbEeMax IIBa U HE BIUSIOT
Ha MPOYHOCTHBIE XapaKTePUCTUKU HEPA3BEMHOTO COCAUHEHU ST, TIPU 9TOM CpelHUE 3HAUCHW I MUKPOTBEPIOCTU MaTepuasa 1Ba BhIIIE,
yeM Marepualia OCHOBBI. B pe3ysibrare MCIBITAHMIT Ha CTAaTUYECKOE PACTSIKEHME, a TakxXe ONpeleseHus] 3HaYeHUsI MUKPOTBEPIOCTH
YCTaHOBJIEHO, YTO MaTepuall CBAPHOTO IIBA SIBJISIETCS JOCTATOYHO MPOYHBIM M CYIIECTBEHHO MPEBBIIIAET TPOYHOCTh CAMOTO THUTAHO-
BOTO CIIJIaBa, a pejabed MOBEPXHOCTU Pa3pyIlIeHUsT 00pa3loB COOTBETCTBYET BSI3KOMY paspyllleHUI0. [1py MUKIMYeCKUX UCTIBITAHUSX
00pa3LoB CBAPHbIX COEAMHEHU pa3pyllieH e MPOUCXOI1IIO He 10 IIBY, a 10 OCHOBHOMY METaJIJly C POCTOM JI0JIM 30H J10JIOMa B CEYEHU U
00pasIoB MPY YBEJIMYCHUN 3HAYCHUN MaKCUMaJbHOTO HAaIpsKeHUs nukia. [1o pe3yirbrataMm McciaeqoBaHUN MOXHO CIEJaTh BHIBOI O
MIPUMEHUMOCTH TEXHOJOTUI MPEIM3NOHHON Y3KOCTPYIHOUN BO3AYIIHO-TIIa3MEHHON PE3KH U CBAPKU YTJIEKUCIOTHBIM JIa3epOM Herpe-
PBIBHOTO AEMCTBUS U1l peajn3alliu npouecca rnojaydyeHus ceapHbix coenmHeHuit BT1-0/BT1-0 ¢ Bbicokoit cTeneHblo 3(h(HeKTUBHOCTU U
TIPOYHOCTHU HAa YPOBHE COCAUHSIEMBIX MATEPUAJIOB.
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Abstract: The study investigates the structural and mechanical characteristics of permanent joints produced by laser welding of VT1-0/VT1-0
titanium alloys after cutting with a newly designed PMVR-5.3 narrow-jet plasma torch, which features a gas-dynamic stabilization (GDS)
system with several design innovations. The improved GDS efficiency enhances cutting precision and surface quality, thereby increasing the
radiation absorption coefficient, weld penetration, and overall laser-welding efficiency. Experimental results show that continuous-wave
CO, laser welding of VT1-0/VT1-0 plates forms a narrow weld with a structure corresponding to the as-cast state of the alloy and large
equiaxed grains in the central part of the weld, which decrease in size toward the root compared with those in the surface region. Although
gas shielding does not completely prevent the formation of fine micropores in the weld metal, their amount is insignificant; they do not
form critical clusters within the microvolumes of the weld and have no adverse effect on the strength characteristics of the welded joint. The
average microhardness of the weld metal was found to be higher than that of the base metal. According to tensile and microhardness testing,
the weld metal demonstrates high strength, significantly exceeding that of the titanium alloy, and exhibits a ductile fracture morphology.
Under cyclic loading, fracture occurred in the base metal rather than in the weld metal, with the fraction of the final rupture zones increasing
as the maximum cyclic stress rose. The findings confirm the applicability of precision narrow-jet air-plasma cutting and continuous-wave
CO, laser welding technologies for producing VT1-0/VT1-0 welded joints with high efficiency and mechanical strength comparable to those
of the base material.
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BBenenue

MHoro4yucjieHHble KOMILJIEKCHbBIE HUCCIIEIOBaHUS
TUTaHA W €ro CIIJIaBOB, BBHITIOJJHEHHBIE B ITOCJICTHUE
rojibl, OJJHO3HAYHO MTOKAa3bIBAIOT, YTO [0 CBOUM (DU3U-
KO-MEXaHMYECKUM, XMMUYECKUM U TEXHOJIOTMYECKUM
CBOIICTBAM OHM BO MHOTI'OM IPEBOCXOASIT OOJIBIIMH-
CTBO COBPEMEHHBIX KOHCTPYKIIMOHHBIX MarTepHa-
JIOB, BKJIIOUasl TaKMe caMble paclpoCTpaHEeHHbIE, KaK
cTanp M anoMuHUN. [TocTosTHHOE yBeIMUYEeHHEe Mac-
mTaba X NpUMEeHEeHU ST 00YCIOBJIEHO TEM, UTO, UMes
HU3KYIO ILUIOTHOCTb, TUTAHOBBIE CILJIaBbl 00JIagaloT
BBICOKUMM TIOKa3aTeJISIMU MPOYHOCTH M KApOCTOI-
KOCTU TIpM YMEPEHHBIX TeMIlepaTypaX M COXPaHSIOT
IIPU 3TOM BBICOKYIO KOPPO3UOHHYIO CTOMKOCTh. Bce
9TO CHeIaJI0 TUTAaH YHUBEPCATbHBIM KOHCTPYKIIMOH-
HBIM MaTepuaioM, OCOOEHHO B BBICOKOTEXHOJIOIMY-
HOM IIPOU3BOACTBE, I¢ TUTAHOBBIE CILJIABLI C pa3/IMy-
HBIMU XapaKTePUCTUKAMU SIBISIIOTCS KJIIOUYCBBIMU, a B

psne caydaeB M O€3aJbTePHATUBHBIMU IJISI CTPATET -
YeCKMX OTpaclieil, K KOTOPbIM OTHOCSTCSI aBUa- U pa-
KETOCTpOEHHUEe, aTOMHAasl SHepreTruKa, CyI0CTpOeHue,
XUMMUYECcKas MIPOMBIIIIEHHOCTD U T.I1. [1—3].
Wcnonb3oBaHue cBapKu, KOTOpas MO3BOJISIET IO~
JlydyaTh Hepa3beMHbIE COCNMHEHHUS C BBICOKMM Ka-
yectBoM cBapHoro mBa (CII), maso BO3MOXHOCTH
3HAYUTEJbHO PACIIMPUTH CyMMapHble 00beMbl MpPHU-
MEHEHHUS TUTaHa W €ro CIJIaBOB MPU HU3TOTOBJIEHUU
TEeXHUYCCKUX U3ICINN M METAaJIIOKOHCTPYKIINI pa3-
JINYHOM CJIIOXKHOCTU U HazHaueHus. Heobxonumo, of-
HaKo, MPUHSTh BO BHUMaHUE, YTO CBAPOUYHbIE pabOThI
C TUTAHOM U €r0 CIIJIaBaMHM COTPSISKEHBI C OIpeIeIeH-
HBIMU TPYAHOCTSIMU U CJIOXKHOCTSIMU, CBSI3aHHBIMU, B
YaCTHOCTHU, C BHICOKOW aKTMBHOCTBIO 3THUX MaTepua-
JIOB K a30Ty, KUCJIOPOAY W BOAOPOLY MPU TOBBILIECH-
HBIX TeMIepaTypax U B pacriaBJeHHOM COCTOSIHUM.
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B pesyibraTe MpoOMCXOAUT MOTEPsST MIACTMYHOCTH 3a
cyeT oOpa3oBaHUS YCTOMYMBBLIX COEAMHEHUI C ra3a-
MU, a TaKXe IeheKToB B Buae mop. Bce aTo Tpedyer
obecrieyeHsT HaJeXHOW 3alluThl 30HBI CBapKW U
00paTHOI CTOPOHBI KOPHS 1IBa OT BPEIHOTO BO31Ei-
CTBUS aTMOC(hEpPHOTO BO3IyXa, a TaKKe CO3TaHUS yC-
JIOBUT B ITpoIiecce CBapKM JIJISI MUHUMU3AIUY BpeMe-
HU HarpeBa COeIMHsIEMbIX neTajeii [4].

BecpMa cyliecTBeHHBIM HEOOCTATKOM THTAHO-
BBIX CIIJIABOB CUMTAETCSI CKIOHHOCTh K 00pa30BaHUIO
KPYITHO3EPHUCTON CTPYKTYphl B IIpOIlecCe CBapKu
KaK B CaMOM CBapHOM IIIBE, TaK 1 B OKOJIOIIIOBHOM 30-
HE TEPMUYECKOTO BIIMSIHU S, UTO CIIOCOOCTBYET ITOTEpe
MIPOYHOCTHU HEPa3bEMHOI'0 COCAMHEHM S 3a CUeT oOpa-
30BaHUSI TETEPOTeHHON MHMKPOCTPYKTYPBI, OTINU-
HOI OT OCHOBHOI'O MeTaJljla 3aroTOBOK [5; 6]. Tak Kak
IPU BBICOKOTEMIIEpaTypPHOM HarpeBaHUU pa3JIMIHbIX
Y4acTKOB B 30HE CBapPHOTO COCIMHEHUS IMPOUCXOIUT
0o0pa3oBaHUe MeTaJlJla C Pa3HOM CTENEHBIO 36PHUCTO-
CTH, BOBHUKAIOT TaKKe MPOOJIeMbI C BHIOOPOM peXXrmMa
CBapKu, O0ECTeuynBaIOIIEr0 MUHUMATbHBIN Harpes
OKOJIOIIIOBHO# 30HBI. C 3TUX MO3UIIWI Ia3epHasi cBap-
Ka paccMaTrpuBaeTcsl KaKk BO3MOXKHasl ajJbTepHaTHBa
TPagUIIMOHHBIM BUIaM IOJTYISHHS HEPa3beMHBIX CO-
eauHeHu [7], MOCKOJbKY KPAaTKOBPEMEHHOCTb U JIO-
KaJbHOCTb BHICOKOHEPIeTUYECKOT O BO3ACHCTBHU S J1a-
3ePHOTO JIyua OIIPeIeIsIioT Hanboiee OIarompusTHEIC
ycJioBUST (DOPMUPOBAHMSI CBAapHBIX IIIBOB U3/CJIUI U3
TUTaHa U ero CrjaBos [§; 9].

TexHO0JIOTUH ¥ MOCTAHOBKA 321a49U
HCCJIeIOBAHUS

OtMmeyasi psa HECOMHEHHBIX TOCTOWHCTB MpU-
MEHEHHUs Jla3epHbIX TEXHOJOTUI B CBApOUYHBIX IMPO-
lmeccax IIPW M3TOTOBJICHUM Pa3IUIHBIX METaJlIO-
koHcTpykuuii [10; 11], HeoO6XoAMMO MPUHUMATH BO
BHUMaHME HEKOTOPble OCOOEHHOCTH Jy4YeBOl 00-
paboTku. B mepByro odepenb, 3TO OTHOCUTCS K JO-
BoJIbHO HU3KOMY 3HaueHu0 KII/ npoiecca, Tak Kak
pPe3yJbTaTUBHOCTbh OOPaOdOTKM 3aBUCUT OT OTpaxaro-
IIMX XapaKTePUCTUK ITOBEPXHOCTU CBAPUBAECMBIX ME-
TasaoB. CyllecTBYIOT pa3iIMuyHble CIOCOObI MTOBBILIE-
HUS KO3 dulIMeHTa MOrJoLIeHUs U, KaK CIASACTBUE,
Koa(hdummeHTa nporiaBieHusT U 3G GEKTUBHOCTU
cBapku. Kak mokaszaHo B pabote [12], koadbdbunueHt
MOTJIONIEHU ST 3aBUCUT OT CBOMCTB MaTepuasa, Kaye-
CcTBa M MeToda O00pabOTKM MOBEPXHOCTU KPOMKH,
OMpeNeNsIolnX, B CBOIO O4Yepeab, pa3HYIO CTEMEeHb
IIEPOXOBATOCTHU pe3a U opMy 3a30pa MPU BbITIOTHE-
HHMU CTHIKOBBIX coenmHeHMU IiacTuH. [IpoBemeHmne
KOMTUJIEKCHBIX UCCIIEOBAHUI TIO OLIEHKE COOTHOIIIE-
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HUS MeXIY KO3(PPUIIMEHTOM IOTJIOIICHUST W Kade-
CTBOM IIOBEPXHOCTU KPOMKM pe3a IoKa3ajo 3aMeT-
HOE YBEJIWUYCHHE YPOBHS OTPaKCHHOTO M3JYUYCHUS
Ha 0oJiee 11epPOXOBaThIX MOBEPXHOCTSIX IO CPABHEHU IO
¢ 6onee ornoaupoBaHHbIMU [13—15]. B aT0it cBsI3U
clleayeT 3aMeTUTh, YTO IIEepOXOBATOCTh pe3a, oOpa-
3ylollasics Mpu packpoe JKcTa B MpPoLecce 3aroTto-
BUTEJbHBIX ONEpaluii, UMeEeT pa3Hyl0 T€OMETPUIO B
3aBUCHUMOCTH OT CIToco0a 00padOTKM 1 U3MEHSIETCS B
JIOBOJILHO IIUPOKUX Mpeaeax.

ABTOpamMM ObLIM MPOBEACHBI CPAaBHUTEIbHBIC UC-
clIeOBaHMSI II0 OIICHKE KayecTBa pe3a ¢ IPUMEHEHM-
€M BBICOKOHEPTeTUYECKMX TEXHOJOTUIN pa3iIesiKu
JULSI TPOM3BOJCTBA CBAPHBIX COENMHEHU I, TO3BOIUB-
IIWe CcAelaTh BBIBOI, YTO BBICOKHE PE3YIbTATHI IIO
BCEM HOPMHUPYEMBIM TI0Ka3aTesIM MOXHO TIOJY-
YUTh MPU MCIOJb30BAHUM IPELU3UOHHON BO3MYII-
HO-TJIa3MEHHOM pe3Ky MeTaJlIMYeCKUX MaTepHralioB
¢ mpuMeHeHueM naa3moTpoHa [IMBP-5.3 (aBTopckas
pa3pabotka mpousBoiactBa OO0 HIIO <«Ilonuron»
(r. Exarepun0ypr) [16]). Oco6eHHOCTbIO JaHHOM pa3-
pabOTKM SIBISICTCS BHEAPECHHWE HOBOW KOHCTPYKIIMH
ra30BO3IYIIIHOI'O TPaKTa IJ1a3MOTPOHA C CUMMETPHUY-
HBIM BBOJIOM T1J1a3MO00PAa3yIOIIETro ra3a B CUCTEMY JIe-
JICHUS TTIOTOKA U ra30JMHaMUYECKOro cTabuansaropa
MOTOKa, MCMOJIb3YIOLIEro ABa 3aBuxputens (hopMu-
PYIOIIETO W CTAOMIIM3UPYIOIIETO) C TIePEeMEHHBIM UK C-
JIOM KaHaJIOB 3aBUXPEHUS B CUCTEME Ta30BUXPEBOU
crabunu3aluy Mjaa3MeHHOW ayru. BHuMaHue mipu
HCCJIeNOBaHUM OBLIIO 00palIeHo Ha TaKKe HOpMUPYe-
Mble TToKa3aTeau, KaK HaJu4yue rpaTa, Kanejib U 1Be-
TOB MO0OEXaJIOCTH, a TaKXKe Ha TMOSIBJICHUE OCILIMJLIS-
1 (M3MEHEeHNEe TMHEHOCTH MUKPOHEPOBHOCTEH Ha
TIOBEPXHOCTH pe3a) U OTKJIOHEHUE OT BEPTUKAIU KPO-
MOK pe3a. B 1ensix KoJluyecTBeHHOTo 00OCHOBaHMUS
CICTAaHHBIX II0 pe3yibTaTaM BH3yaJIbHOI'O aHaIu3a
BBIBOJIOB OBLJIO TPOBEIECHO UCCIeI0OBAHUE TAapaMETPOB
MUKpopebeda MOBEPXHOCTHU C ITIOMOIIbIO U3MEPUTE-
a5 mwepoxoBatocTu TR 200 [17]. [Tony4yeHHBIE pe3yJib-
TaThl MPUBEACHBI B Ta0JI. 1.

HaubGonee mnpuemMaeMbIMM TI0 TeOMETPUUYECKUM
ImapaMeTpaM ¥ YMCTOTE ITOBEPXHOCTHU pe3a IOCIIe BbI-
COKOBPHEPreTU4YecKoit o0paboTKu Ajs MOCaenyonen
Jla3epHOI CBaApKMU MOXHO CUMTATh PE3KY C MOMOIIbIO
ninasmorpoHa [TMBP-5.3, xoTopslit OB pa3padboTaH
KaK HWMIOpTO3aMellalolnil 3apybexxHble aHaJIoru
MJa3MeHHBIX YCTPONMCTB MoA0OHOro Kaacca. B To xe
BpeMmsl aBTopaMu B pabote [17] ObLIO MOKa3aHO, YTO
yBeJMYeHUe TIYOUHBI ITPOoTJiaBieHus: ¢ (opMUpOBa-
HUEM KayeCTBEHHOI'O CBapHOIO IIBa MpHU Jia3epHOM
00paboTKe ObIJIO MOJYUYEHO Ha YPOBHE IIEepOXOBa-
TocTu pe3a Ra ~ 2,0+6,3 MKM, 4TO JOJIXKHO CIIOCO0-
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Tabmuua 1. CpaBHeHHe cpeIHHX IOKa3aTeJieil MepoXoBaTOCTH pe3a
NPU Pa3JMIHBIX TEXHOJOTUAX BBICOKOTEMIEPATYPHOU pPa3aesiKu

Table 1. Comparison of average surface roughness parameters for various high-temperature cutting technologies

O6pa3zelr TexHomorust pe3ku YcTpoiicTBoO Pexxum peskn Ra Rz Rt
I=175A
IMnazmorpon YK200H U=155B
1 BosznyiiHo-mia3zmeHHast (Huayuan FLG-400HD, 3,30 4,22 34,82
V= 1500 Mmm/MuH
KHP)
Deopna = 1,9 MM
I=175A
[Mnasmorpon IIMBP-5.3 U=137B
2 BosznyiiHo-mazmMeHHas (00O HIIO «ITonmuron», V= 1500 mm/MuH 2,17 2,70 58,48
P®D) Do = 1,9 MM
P=4,5atm
Cucrema ) Po,=5amm
3 TasoxucaopogHast MexaHm“POBaHHOH PC3H 0= 0,5 at™ 3,71 4,65 33,86
Ta30BOI Pe3KKN =500
«Longteng» (KHP) 4 MM/ MIH
N=1,7xBr
Trulaser 5030 Classic, CO, =2kl
4 Jlasepras (Trumpf Group, Iepmanust) V=600 MM/MUH 10,78 12,61 69,41
P=0,66ap

CTBOBATb IOBBILIEHUIO KOG UIIMEHTa MOTJOIIECHU S
Ha TIOBEPXHOCTU KPOMOK. [Ipm manmpHeIeM pocTe
IIEPOXOBATOCTH YBEJIMUNBACTCS 3a30P MEXIY COIPSI-
raéMbIMU CBapMBaeMbIMU IJIAaCTUHAMMU, 3HAUUTEJIb-
Hasl 4acTh JIA3¢PHOT0 JyJya MOXET KaK OblI «IIpOBaJIM-
BaTbCsI» CKBO3b 3a30pD, U KOOMDOUIIMEHT MOIJIOIIEHU ST
YMEHbIIIAeTCs, YTO CHUXKAeT KaueCTBO U IMOBBIIIAET
nedexTHocTs CIII.

B cBg31 ¢ BBIIIEU3I0XKEHHBIM, 1IeJIbI0 JaHHON pa-
0OTHI SIBJSJIOCH MCClIeNOBaHUE OCOOEHHOoCTel (op-
MUPOBAaHMSI CTPYKTYPHI U CBOMCTB Hepa3beMHBIX CO-
eIWHEHWI TIPU JIa3epHOI CBapKe TUTAHOBHIX CITJIABOB
C UCIIOJIb30BAHUEM JIJ151 PACKPOS JIUCTA Y3KOCTPY UHOM
TEXHOJIOTUM BO3AYIITHO-IIJIa3MEHHON PE3KU C ITOMO-
1bto miazmorpona [IMBP-5.3.

MaTepI/laJIbI N METOIbI HCCJICAOBAHUA

M3BecTHO, YTO crnjiaBbl TUTaHa MMEIOT CKJIOH-
HOCTb K 3aKaJiKe M3-3a HaJIUUUs B HUX psifa JIeTH-
PYIOIIUX 3JIEMEHTOB, KOTOPbIE CIIOCOOCTBYIOT 0Opa-
30BaHUI0 HEPABHOBECHBIX CTPYKTYP M CHUXEHUIO
MJIACTUYHOCTHU, BIJIOTHh O 00pa30BAHUS XOJOMAHBIX
TpewuH [18; 19]. [To 3TO#l npUYMHE B KaUYeCTBE MaTe-
puana J1Jsi uccaeloBaHU sl Obll BIOpAaH TEXHUYECKU
yucteiii Tutad BT1-0, mpu cBapKe KOTOPOro B 30HE
HEpPa3beMHOTO COeIMHEHUsT (POPMUPYETCS TOIBKO

JIMTasl CTPYKTypa UCXOMHOTO TUTaHAa, YTO MO3BOJISIET
OILICHUTH KAaYeCTBO CBAPHOTO IIIBA B YMCTOM BHUE 0e3
yueTa BO3MOXHBIX (Da30BBIX W CTPYKTYPHBIX IIpe-
BpalllEHU M.

CBapKy TUTAHOBBIX IIJIAaCTUH TOJIIMHONK 3 MM
rmocJie TIa3MeHHON Pe3KW OCYIIECTBISIIN YIJIEKHUC-
JIOTHBIM JIa3€pOM HETNPEePbIBHOIO AeHCTBUS (Ero MakK-
crMaJjbHasI MOITHOCTH 3 KBT) ¢ TMH3011 U3 ceneHnIa
rMHKa (poKycHoe paccTossHUeM 254 MM) IMJIOCKOMO-
JIIPpU30BAHHBIM Jy4yoM auamerpoM 30 MM Mo clie-
IYIOIIEMY PEXMMY: CKOPOCTh TepeMEeIIeHUs Ja3ep-
Horo jiyda V = 46,6 mm/c, MolHocTs W = 2,1 kBT,
¢dokycHoe pacctosiHue F'= 0 mm. [Ins 3a1uThl cBap-
HOl BaHHBI U OKOJIOIIOBHBIX 30H OBIJa WCIIOJIb-
30BaHa Ta303allMTa CMEChIO YIJEKMCJIOro rasa u
BO3Ayxa B COOTHoweHUUu 1:7 (B COOTBETCTBUM C
I'oCT P UCO 14175—20101) ¢ nmaBieHueMm 12 Topp
(1,6 xITa). Meramnorpadpuueckuii aHaaIU3 MPOBOMM-
JIM Ha onTuyeckoM Mukpockorne «Neophot 21» (I'ep-
MaHUSs). BeIsIBIIeHWE CTPYKTYpHl TUTaHA U CBapHOIO
IIBa, a TaKXXe IMOATOTOBKY MOBEPXHOCTHU JIJII MUKPO-
WHACHTUPOBAHUS OCYIIECTBIISIIN XMUMUUYECKUM TpaB-

'TOCT P UCO 14175-2010. Matepuaibl cBapouHbie. Ia3bl
U Ta30BbIe CMECH JIJISI CBAPKU TJIaBJICHUEM U POACTBEHHBIX
npoueccoB. M.: CtannaptuHdopm, 2011.
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Puc. 1. Cxemarunueckoe n300paxeHue 00pasiia st UCTIBITAHU I Ha PaCTSKEHUE

Fig. 1. Schematic representation of the specimen used for tensile testing

JneHueM B peakTuBax. OcodenHoctu crpoeHus CII u
OKOJIOIIIOBHBIX 30H OIIpeNesIsiii Ha 00pa3iiax, BeIPe-
3aHHBIX U3 Pa3JINIHBIX YIACTKOB 30HBI HEPa3bheMHOT'O
COEUHEHUS C y4eTOM 0COOeHHOCTEe (hOpMUPOBAHU S
CTPYKTYPBHI CIIJIaBa MPU KPUCTAJIN3AINU TOCTIEC BbI-
coKOoTeMIepaTrypHoil o0paboTku. BeanuuHy 3epHa
onpenessiiu B coorBerctBru ¢ TOCT 21073.3-75! me-
TOIOM IIOACYETA TepecedyeHus TpaHuil. s ompene-
JICHWS 3HaYeHWU MUKpOTBepmoctu mo mupuHe CIII
MPOBOAUIN HMHCTPYMEHTAJbHOE MUKPOUHIECHTUPO-
BaHME aJMa3HOM MMpaMuaKoil Bukkepca Ha MHCTPY-
MEHTUPOBaAaHHOM MUKpoTBepaomepe «Fischerscope
HM 2000 XYm» (Helmut Fischer GmbH, I'epmanus).
XapakKTepUCTUKM TIPOYHOCTU CBAPHBIX COCAMHEHUMA
OLIEHWBAJIM TI0 pe3yJbTaTaM MCIBITAHUN Ha CEepBO-
ruapaBanveckoir MamuHe «Instron 8801» (Instron,
CIIIA) B coorBerctBuu ¢ TOCT 6996-662. Ucmonb3o-
BaJIMCh IJIOCKME 00pa3iibl TuTa b, mpenHazHaueHHbIE
IS OTIpenesieH s TPOYHOCTU MeTaJljia I1Ba CBAPHOTO
coennHeHUS. C IIeIbI0 TapaHTUPOBAHHOIO pa3pyllie-
HUS TOJIBKO 110 CBApHOMY IIIBY, Ha 00pasiax 1Mo Bcei
mupuHe CII 6bly1a BbIMOJHEHA crielMaJlbHask BHITOY-
Ka, YMCHBIIAOMIAS TUIOMIAAb ITOMEePEYHOr0 CeUCHUS
o6pasua Ha 30 % (puc. 1).

Lluknuyeckue HCOBITAHUS Ha YCTaJOCTh ILIO-
CKMX 00pa3lloB IIPOBOIMIIM II0 CHUHYCOUIAJTbHOMY
LIUKJY € YyacToToi HarpyxeHus 5 't u koapduuu-
€HTOM HeCUMMeTpuH, paBHBIM (0, B COOTBETCTBUU

I'TOCT 21073.3-75. MeTanibl uBetHble. OnpeeieHue Be-
JIMUUHBI 3epHAa METOJOM ITOACYeTa MepeCceuyeHusT TPaHMUIL.
M.: U3a-Bo ctanpapTos, 2002.

2 TOCT 6996-66. CBapHbIe cOCMHEHHS. MeTomIbl ompe-
JieJIeHusT MexaHuveckux cBoiicTB. M.: CtaHgapTuHdopMm,
2006.
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¢ PII 50-345-823. Penbed MOBEpXHOCTH pa3pylucHUS
00pa3LoB IOCjIe MEXaHUYECKUX UCIBbITAHUNA MCCIe-
IOBaJli Ha pPacTPOBOM 3JCKTPOHHOM MUKPOCKOITE
«Tescan Vega-1I XMU» (Carl Zeiss, Yexust) u onucoi-
BaJl C MCIIOJb30BaHUEM TEPMUHOB U OCHOBHBIX IO-
HSITUI B cOOTBeTCTBUU C PJ], 50-672-88%.

Pe3yabTaThl ncciaea0BaHUA

[Ipu nmonyyeHuu cBapHoro coemmHeHust BT1-0/
BT1-0 6611 chopMupoBaH y3Kuii OB ¢ KO3hDUIIN-
€HTOM (HOpMBI (OTHOIIIEHUE TJTYOMHBI TTPOTTIaBICHU ST
K IIMpUHE 11Ba), paBHbIM 2,5 (puc. 2). HecmoTps Ha
BBICOKHE CKOPOCTHU OXJIAXKICHUSI, pa3Mep 3epHa B 30-
Hax cBapHoro 1mBa (3CII) u TepMryecKOro BIAUSHUS
(3TB) 3HauMTeNbHO BbILIE MO CPAaBHEHUIO C OCHOB-
HBIM MeTaJuioM (Tadi. 2). Ctpoenue 3CII coorBeT-
CTBYeT JIUTOMY COCTOSIHWIO CILIaBa: B LIEHTPE pac-
rmoJjiaraloTcsl paBHOOCHbBIE MOJIUIAPUYECKHE 3epHa,
OT KOTOPBIX K OCHOBE BBITSHYTHI BIOJb HallpaBJic-
HUS TeTJI0o0TBoJa Oojiee KpYIHbIe 3epHa (puc. 3, a).
B nmoHHOI yacTu 1IBOB pa3Mmepbl 3epeH B 1,5—
2,0 pa3za MeHBIIIE IT0 CPAaBHEHUIO C PACITOJIOXKEHHBIMU
B IOBEPXHOCTHOW 00JIaCTU, U OHU 00JIe€ PABHOOCHBI
(puc. 3, 0).

3 PJ1 50-345-82. MeTonnueckue yKasaHusi. PacaeTs! u mc-
MBITAHUSI HAa TPOYHOCTh B MAIIMHOCTPOEHUU. MeTombl
LUKJIWYECKUX MCIBITaHUM MeTasuioB. OrmnpeneieHue Xa-
PAKTePUCTUK TPEIIMHOCTOMKOCTH (BSI3KOCTHU pa3pyIleHU )
P MUKJINYECKOM HarpyxeHuu. M.: M3n-Bo cTaHmIapToOB,
1983.

4 PII 50-672-88. Meroxuueckue ykazauus. Pacuersl 1 uc-
MBITaHWS Ha TTPOoYHOCTh. Kitaccudukamnus BUIOB U3JIOMOB
meTtasioB. M.: U3n-Bo ctanmaprtos, 1989.
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Tabnuia 2. XapakTepucTHKH MaTepuaja cBapHoro coeaunenus BT1-0/BT1-0
Table 2. Characteristics of the VT'1-0/VT1-0 welded joint material

Pasmep 3epHa
IMapameTpsr 3CLL IMapameTpsr 3TB 4, MK
Obpaszer HVj 05 HVj 05
[, MM : [, MM OcHoBa 3TB 3CII
max min cpenHee max min cpenHee
1 1,2 370 210 280 0,75 280 195 230 20 40 300
2 1,2 275 175 230 0,70 275 220 247 20 50 300

200 mrm

Puc. 2. MakpocTpyKTypa CBApHOT'O COCAMHEHUST
BT1-0/BT1-0

Fig. 2. Macrostructure of the VT1-0/VT1-0 welded joint

MukpocTpykTypa autoro craBa BTI-0 mpen-
cTaBiisieT coboii PB-mpeBpallleHHble 3epHa pa3MepoM
~300 MKM, KOTOpbIE COCTOSIT M3 Mayek MapaJlijieib-
HBIX O-TIJIACTUH, TOJIIIMHA KOTOPBIX COCTaBasIeT 4—
10 MKM, a IIMHA CpaBHUMA C pa3MepOM IIEPBUIHOTO
B-3epHa. WM3BectHo [20; 21], 9TO mMpu TTOTUMOpPGHHOM
B—o-npeBpaiiieHun o-dasza pacTeT COracHo MPUH-
ATy OPHUEHTAIIMOHHOTO M pPa3MEpHOr0 COOTBET-
CTBUS, B Pe3yJbTaTe 4yero o0pa3yroTcs O-TLIACTUHBI,
napaJijieIbHO PacroJIOKEHHbIE M HampaBJeHHbIE B
omHy cTopoHY. [Ipr 3TOM KOJIOHMH TIJIaCTUH 0O-(Da3bl
CO3MAIOT BHYTpPH OBIBIINX 3epeH [-da3sl cBoeobpas-
HY10 BHYTPU3EPEHHYIO TEKCTYDY.

B 10 xe BpeMsa B matepuaine 3TB Ha rpanuie pas-
JieJla ¢ OCHOBOM (popMupyeTcsl cMelllaHHasi MUKpPO-
CTPYKTYypa, MpeacTaBiisiioniass co00li COBOKYIHOCTh
CBETJIBIX MOJUBAPUYECKUX 3epeH P-dasbl U IMmiacTu-
HOK oi-da3bl (puc. 3, 8). Cineayer 3aMeTUTh, YTO pas3-
mep 3epHa o.-asnl B 3TB B ~1,5+2,0 pa3a 6oJiblie, yeM
B OCHOBHOM MeTayuie (cM. Taou. 2). B miemom, marepu-
aJI 30HBbI TEPMUUECKOTO BIMSHUS CBAPHOTO IIBA OBLT

MACHTU(PUIMPOBAH KaK HETTOJIHOCTBIO PEKPUCTATIIN-
30BaHHBIH, I1ie ObLJIO BHISIBJICHO 00JIbIIIOE KOJTUYECTBO
neopMUPOBAHHBIX 3¢peH O-(a3bl ¢ BBICOKUM YPOB-
HEM OCTAaTOUYHBIX HAIpsKEHUI, KOTOpPBIC BIUSIIOT Ha
OPHMEHTUPOBKY KPHUCTAJJIOB, (OPMUPYIOT TEKCTYPY U
OIIPENEeNISTIOT OCOOEHHOCTU CTPYKTYpPOOOpa3oBaHUS
caMoro cBapHoro 1iBa (puc. 3, e).

HccnenoBaHus mokasajiu, 4TO, HECMOTPSI Ha 3a-
IIUTY CIIaBa OT ra30HAcChImeHus, B cTpykType CIII
HaOJIIOMAIOTCA  MEJIKME MUKPOIIOphl  pa3MepaMu
~2+3 MKM, KOTOpble MOXHO YBUAETb Ha IPEACTaB-
JIeHHO# HuXe doTorpacdum (puc. 7, 6) MUKpOydacT-
Ka 1eBpoHHOro m3ioma. Ciemyer 3aMeTUTh, YTO MX
KOJMYECTBO HE3HAUUTEJbHO U OHU HE CO3JAal0T KPU-
TUUYECKUX CKOIJICHU B MUKPOOOBEMax IIBa U B Iie-
JIOM HE BIMSIOT Ha MPOYHOCTHBIC XapaKTePUCTHUKU
cBapHoro coeanHeHus (tadna. 3). ITo crpykrype BT1-0
OTHOCHUTCS K OXHO(A3HBIM O-CILIaBaM, B KOTOPBIX
BCerga TIPUCYTCTBYET OIpenesieHHOe KOJIUYeCTBO
BTOpOil B-aswl, pacnosnaratoiieiics B BUAE TOHKUX
IJIACTMHOK Ha TpaHMIIaX O.-3¢peH. B pe3ynprare 1By X-
(dasHoe cTpoeHUEe OINpenenio HepaBHOMEPHOE pac-
npenejeHrue MUKPOTBEPAOCTU HCXOIHOIo CIijaBa,
MUHHUMAaJIbHBIC 3HAYCHUSI KOTOPOM COOTBETCTBYIOT
B-daze, a makcumanbable — O-asze [22]. B cTpyk-
Type CBapHOTO IIBa, KaK ObLJIO MOKa3aHO BhIlIE, 00-
pasyeTcs CMeIIaHHasi MUKPOCTPYKTYpa, B KOTOPOM
y4JacTKu, Goratsie B-da3oit, Mpu pe3KoM oxJIakK IeHU U
U3 pacrjiaBa JOCTUTalOT BBICOKOW MPOYHOCTU, UTO
CIIOCOOCTBYET CPEIHEMY MOBHIIIEHUIO MUKPOTBEPIO-
ctu 1o mupuHe CIII ¢ mocTuXeHneM MaKCUMaJIbHBIX
3HAYEHUI B €ro JUTON MUKpocTpyKType [23]. Ilpu
3TOM M3MeJIbYeHHe pa3MepoB chOpMUPOBAHHBIX (a3
CIMOCcO0OCTBOBAJIO YBEIWUEHUIO BEJIUYMHBI pa3zbpoca
3HAUYEHUII MUKPOTBEPAOCTM IO IJUHE JUHUU U3ME-
peHuii. YcpeaHEeHHBbI XapaKTep U3MEHEHUsI MUKPO-
TBEpAOCTH IIPUBEACH Ha pUC. 4.

PesynbraThl MCOBITAHUMI Ha CTaTUYECKOE pacTsi-
KEeHMe IMoKa3au, 9YTO MaTeprajl CBapHOIo IBa, He-
CMOTpsI Ha HEKOTOPYIO BHYTPEHHIOIO TOPUCTOCTb,
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Ta6auna 3. Pe3yabraThl MeXaHMYECKMX MCNbITAHKI 00pa3ioB cBapHoro coenuHenus BT1-0/BT1-0

Table 3. Mechanical test results for VT'1-0/VT1-0 welded joint specimens
Pacrsokenne YcTanocTHbIe UCTTBITAHUS
Oo6paselr Marepuan ”
Mecto pa3pbiBa o,, MIla Yucno nuKI0B o, MIla G/Cy
1 OCHOBHOI MeTaJLI — 500 He onpenensnu
2 CII CLI 620 5770 433 0,7
3 CII CLI 660 485856 257 0,4
* CpaBHUBAJIMCH OOPA3IILI C OMMHAKOBBIM OTHOIIEHUEM MaKCUMAIBHOTO HATIPSDKEHMSI IINKJIA (G)
K OTpeIeICHHOMY TP MCTIBITAHUSIX Ha PACTSDKEHNE 3HAYEHUIO BPEMEHHOTO COTIPOTUBIICHNUS OTPBIBY (Gy).

20 MKM

Puc. 3. MukpocTtpykTtypa cBapHoro coenuHenus BT1-0/BT1-0

a — BepxHsast yacth 3CIL (3oHa / Ha puc. 2); 6 — kKopenb 3CLL (3oHa 2 Ha puc. 2); ¢ — rpanunia 3CLI u 3TB (3oHa 3 Ha puc. 2);

2 — 3TB (30Ha 4 Ha puc. 2)
Fig. 3. Microstructure of the VT1-0/VT1-0 welded joint

a — upper part of the fusion zone (area / in Fig. 2); 6 — root of the fusion zone (area 2 in Fig. 2);
6 — boundary between FZ and HAZ (area 3 in Fig. 2); ¢ — heat-affected zone (area 4 in Fig. 2)

SIBJISIETCSI TIPOYHBIM (Tab1. 3), C CYyIIECTBEHHBIM Mpe-
BbILLIEHMEM MPOYHOCTH CaMOro cruiaBa. Penbed mo-
BEPXHOCTH pa3pyllIeHH T 00Pa3IIoB ITOCIe CTATUYECKO-
TO PaCTSIKEHUSI COOTBETCTBYET BSIZKOMY pa3pylIeHUIO
(puc. 5, a, 6). Ha noBepxHOCTHU pa3pylIeHUs CBapHBIX
IIBOB HapsAy C SMKaMW pa3jW4yHOW TJyOWHBI Ha-
Oyitonany oTAeNbHBIE (hparMeHTHl COTOBOTO pesibeda
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(puc. 5, 6) — cKorieHre MEJTKUX TJIOCKHUX STMOK B BU-
Jle COT, XapaKTepHBbIX [JISI pa3pyllIeHUsT JUTHIX CIlJIa-
BOB. COTOBBII peibed CBUACTEIHCTBYET O MaJIOi 10Ie
JIOKAJIbHOM TJacTU4YecKo nedopMaliuu mNpu paspy-
IIEHW U, OHAKO MOJO0OHBIN pejibed OTHOCUTCS K BSI3-
KOMY pa3pylIeHUIO M XapaKTepeH OJs TLIAaCTUYHBIX
matepuaiion [20; 24].
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Puc. 4. XapakTep U3MEHEHUSI MUKPOTBEPIOCTHU 110 ITMpHUHE cBapHOTO coenuHeHust BT1-0/BT1-0

Fig. 4. Variation of microhardness across the width of the VT1-0/VT1-0 welded joint

Puc. 5. Makpo- (@) 1 MUKpo- (6) pestbed IMOBepXHOCTH pa3pylieHust o6pasiia cBapHoro coennmHenust BT1-0/BT1-0

ITOCJIE CTATUYECKOI'O PaCTAXKECHU A

Fig. 5. Macro- (a) and micro- (0) relief of the fracture surfaces of a VT1-0/VT1-0 welded joint specimen

after tensile testing

IMpy HUKIAMYECKMX UCIBITAHUSIX 00pa3IoB cBap-
Hbix coequHenuit BT1-0/BT1-0 npu ycnosuu 6/c, >
> (,72 paspymieHue oOpasiia MPOUCXOAUIO HE IO
LBy, a 110 OCHOBHOMY MeTaJjay. [Ipu aToM uMmenu
MECTO 3Ha4YyMTeJIbHbIe IJacTUYecKue aechopMaluu
c obpa3oBaHMeM IIEHKU Ha MOCIEIHUX IIUKJIAX JIe-
dopMupoBaHUs. DTO sIBJIeHHE OOBSICHSIETCS TEM,
yTo ctiaB BT1-0 sBaseTca MUKINISCKU pa3ymnpod-
Haomumcd [18].

IToBepxHOCTH pa3pylieHMsT Bcex 00pa3loB uMenia
XapaKTepHbIe MPU3HAKHU YCTAJIOCTHOTO U3JI0Ma — 30-
HBI, OTJIMYAIONINECS T10 peibedy TOBEPXHOCTH (ouar;

YCTaJOCTHBIE OOpPO3AKU; PYOLIbl, MPEACTaBJSIONINE
co00i1 cienpl CAMSHUS OTIACIBHO PACITOJIOXEHHBIX
COCEHUX TPEeIINH, PacIpOCTPAHSIONINXCS B OTHOM
HampaBJeHUM, KaK MPaBUJIO OT oyara), a TaK>Ke 30HbI
J0JIoMa ¢ TIPU3HaKaMHU BSI3KOT0 pa3pymreHus. Penbed
MMOBEPXHOCTH pa3pyllieHusI 00pa3Ii0B CBAPHBIX COEU-
nenuit BT1-0/BT1-0 noka3aH Ha puc. 6.

WM31oM B ouarax — XpyInKMid, IEpUCTBIN, pacipo-
CTPaHSIONINIICS BIOJAb HECKOJbKWUX HATPaBICHUI.
Hapsany ¢ coxpaHeHueMm oOIIeif HampaBICHHOCTHU
Pa3BUTHUS YCTAJIOCTHBIX TPEIIMH HAOIIOMACTCS €€ 13-
MEHeHUe B cocenHux 3epHax (puc. 7, a). Ha xapakTep
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1 MM

Puc. 6. Makpopenbed MOBEpXHOCTH pa3pyIIeHUS
obpa3ia ceapHoro coeqnHernus BT1-0/BT1-0
MIpY MaKCHMMaJIbHOI Harpyske nukia 265 MIla

Fig. 6. Macroscopic fracture surface ofa VT1-0/VTI1-0
welded joint specimen at a maximum cyclic load
of 265 MPa

pacrpocTpaHeHUsT YCTAJOCTHBIX TPEIIMH B odarax,
HECOMHEHHO, OKa3bIBaeT BJMSHUE TMJIaCTUHYATOE
ctpoenue o-¢as3bl B Mmatepuase 3CILI, mostomy rnan-
K¥e TIPUTEPThIC YIaCTKU YePEAYIOTCS C pelibe PHBIMUI
CTyTNeHbKaMU, KOTOPbIe MOXHO MPUHSITH 32 XpYIKHUe
CKOJIBI, XOTSI Ha CAMOM JieJie 9TO OOKOBBIE TTOBEPXHO-
CTHU O-TIJIACTUH.

PsajgoM ¢ MuKpornopamyd MOXHO HaOI0AaTh OT-
JIEJTbHBIE YYAaCTKU XapaKTEPHOTO IIEBPOHHOTO U3JI0OMa

2 MKM

(0OTMeUeH CTpeJIKOi Ha puc. 7, 6), ABJISIIOIETOCs Mpy-
3HAKOM MaJIO# MJIacTUYecKoi aeopMaliuu u oopasy-
IOIIIETOCS TIPU PACTSIKEHUU C U3TMOOM B 30HE HeCTa-
OUJILHOTO PA3BUTU S TPEIIMHBI UJIN yYACTKA XPYIKOTO
TPAHCKPUCTATJIUTHOTO YCTaJOCTHOTO pa3pylIeHUS.
IMopbl M3MEHSIOT HaTpaBJIeHUE POCTA YCTAJOCTHBIX
TPeLIVH, YTO TIPOSIBJISIETCS B U3MEHEHUU HallpaBJie-
HUS yCTAJIOCTHBIX O0PO3I0K, IPUYEM B ouarax BCTpe-
YaroTCs OTIAEJbHBIE YUYAaCTKU BS3KOTO YCTAJOCTHOTO
M3JI0Ma C YCTAJIOCTHBIMU OOPO3IKaMU, IJIaTO, y4acT-
K1 MEXKPHUCTAJUIMTHOIO POCTa YCTAJOCTHBIX Tpe-
LIMH.

HccnenoBanue nusmMeHeHus pejbeda MoBEPXHOCTU
pa3pylieHus] 00pas3loB MOCJIE YCTaJOCTHBIX MCITBbI-
TaHU# ¢ pa3HBIMHU 3HAYCHUSIMHU MaKCHUMaJIbHOTO Ha-
MPSIKEHW ST IUKJIAa 110Ka3ajio, YTO A0JISl 30HBI J0JIoMa
B CEYEHUU 00pa3loB MpY 3HAYCHUSIX MaKCUMaIbHbBIX
HamnpsixeHuit nukiaa 264 MIla cocrasiaser 35 06. %.
ITpu 3TOM COOTHOIIIEHWE TIIONIAAN TTOBEPXHOCTHU pa3-
pYLIEHUSI, 3aHUMAaeMOIl 30HOI yCTaJIOCTHOI'O pa3py-
IIeHWs, W TIJIOIIAIN TTIOBEPXHOCTU 30HBI T0JI0Ma YBe-
Juuuaock g0 1,9. Ha Bcex ucciaegoBaHHBIX oOpasiax
30HBI 10JIOMa UMEJIHU SIMOYHBII U3JIOM C OTHOCUTEJIb-
HO 00JIBIION MTYOUHOM SIMOK, YTO CBUAETEIBCTBYET O
0oJbIIION paboTe pa3pyIleHUS.

C yBeJMUYEHUEM 3HauyeHU MaKCHMMaJbHOIO Ha-
MIPSIKEHUS IIMKJIA, KaK W CJIeI0BAJIO OXUIATh, ITOBHI-

Puc. 7. Muxkpopenbed MOBepXHOCTHU pa3pylleHUsT oopasua crrasa BT1-0

a — N3MCHCHUME HaIIpaBJICHUA poCTa yCTaJIOCTHOI‘;I TPEIIUHBI BOJIM3M oyara
0— MUKPOYYaCTOK IIEBPOHHOT'O U3JIOMa BOIM3U MUKPOITOPbI (OTMC‘{CH CTpC.TIKOﬁ)

Fig. 7. Macroscopic fracture surface of a VT1-0 alloy specimen
a — change in fatigue crack propagation direction near the initiation site

6 — microregion of a chevron fracture near a micropore (indicated by an arrow)
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IIajach JOJIS 30H JOJIOMa B CEYCHU U 00pa3IioB — IIPH
MaKCHUMaJbHOM HaIpsixXeHUuM 1ukia 425 MIla 30HbI
JoJioMa 3aHUMaT 55 006. %. DTO CBUAETEIBCTBYET O
3HAYMTEJILHOM BKJIAJIe 30HBI 10JIOMa B TIPOYHOCTH 00-
pa310B TUTAHOBOTO CITJIaBa CO CBAPHBIMU IIIBaMU MTPU
YCTaJIOCTHBIX Harpy3kax. Kak m3BecTHO, SIMOYHBII
HM3JIOM COOTBETCTBYET YCIIOBHO BHICOKOI paboTe pas-
PYLIEHUSI, TO3TOMY 00JIbIllee KOTUYECTBO LIUKJIOB 10
pa3pyIIeHuS BBIIEPXKAIN 00pa3lbl, B KOTOPBIX COO-
CTBEHHO YCTAJIOCTHBIN POCT TPEIIWH ITPOVCXOAWJ B
o0BbeMe crjiaBa, B 2 pa3a MEHbIIIEM, MO CPaBHEHUIO C
30HOU J0JIoMa.

BoiBoab1

1. [Tpu MOATOTOBKE CBAaPHBIX COEAMHEHU I MOXHO
WUCIOJIb30BaTh Pa3leNUTEIbHYI0 BO3AYUIHO-MJAa3-
MEHHYIO PE3KYy ¢ TIpUMEHEHHEM Y3KOCTPYWHBIX
niaa3MotrpoHoB Tumna [IMBP-5.3, oGecrieunBaroniyio
BBICOKYIO CTEIMEHb MPEIU3MOHHOCTU U KauecTBa pe-
3a, a TaK3Ke CITOCOOCTBYIOIIYIO MOBBIIIICHUIO KO3 -
(umeHTa MOTIoMIeH U U, KaK CIeCTBue, Koahhu-
LIMEeHTa NMPOIJaBaeH s U 3P GEKTUBHOCTH Jla3epHOI
CBapKH.

2. [1pu TIoTyYeHU M YIJTIEKHUCIOTHBIM JIa3epOM CBap-
HbiX coeaumHeHnuit tuna BTI1-0/BT1-0 mpoucxomut
¢dopMuUpoOBaHUE Y3KOTO IIIBA CO CTPYKTYPOIA, COOTBET-
CTBYIOIIEH JIUTOMY COCTOSTHUIO CTIJIaBa, U YYaCTKOB C
KPYITHBIMU PaAaBHOOCHBIMHU 3€pHAMU B LIEHTpPaJIbHOM
YaCTH IIBa, BEITSHYTHIMU BIOJIb HAITPABJICHU ST TETLIIO-
OTBOJIa OJIMIKE K €T0 TpaHUIIaM B LIEHTPE U yMeHbIIIa-
IOIIMMMUCS MO pa3MepaM B JOHHOI YacTH MO CpaBHe-
HUIO C PacTIOIOKEHHBIMU B TTIOBEPXHOCTHOM 00JIaCTH.
MuKpOCTpyKTypa CBapHOTO IIBa TPEACTABISIET CO-
00lf COBOKYIMHOCTb CBETJBIX MOIUIAPUUECKUX 3EPEH
M TUTAaCTUHOK 0(-(ha3kl ¢ pa3MepoM 3epHa oi-(as3bl B 30-
He TepMUuYecKoro BAusHUs B 1,5—2,0 paza 00ab1IUM,
yeM B OCHOBHOM MeTaJlJe.

3. 3ammTa crmjaBa OT Ta30HACBIIMICHUS B CTPYK-
Type CBapHOrO IlIBa HE MO3BOJIET U3bexarb hopMu-
POBaHUS MEJKUX MUKPOMOP B CTPYKTYpe CBApHOTrO
IIBa W, KaK CJICACTBME, HEPAaBHOMEPHOTO pacrpeic-
JICHUSI MUKPOTBEPIOCTH, OJJHAKO 3a CYET TOHKOTIJIA-
CTUHYATON Mopdonoruu o-@asbl cCpeaAHUE 3HAUCHU S
MUKPOTBEPAOCTH OKa3aJMCh HECKOJIBKO BBIIIC IS
Marepuaja IiBa 1o CpaBHEHUIO ¢ 0cHOBOM. CoriacHO
pe3yjbTaTaM HCIbITAHUI Ha CTaTMYECKOE pacTsKe-
HUe, MaTepraj CBApHOTO IIIBa, HECMOTPSI Ha HEKOTO-
pPYI0 BHYTPEHHIOIO ITOPUCTOCTh, SIBJISIETCS IIPOYHBIM,
C CYILIECTBEHHBIM MPEBBIIIEHUEM MPOYHOCTU CaAMOI0
CIjiaBa, a peabed MOBEPXHOCTH pa3pylIecHUs oopas-
1I0B COOTBETCTBYET BSI3KOMY pa3pyIIEeHUIO.

4. [Ipy UMKJIWYECKUX HCOBITAHUSIX 0Opa3loB
cBapHbix coenuHenuit BT1-0/BT1-0 pazpymenue 06-
pasiia mpouCXOANIO HE IO 1IBY, a IO OCHOBHOMY Me-
tayny. C yBeJIMyeHUEM 3HAUYEHU MaKCHMMaJbHOTO
HATMpSIKEHUSI LIMKJIa 0XXUJIAEMO BO3pacTaeT J0Js 30H
JTOJIOMa B CEYEHUM 00pas3IioB, YTO CBUICTEILCTBYET O
3HAYUTETLHOM BKJIa/le 30HbBI I0JIOMa B TIPOYHOCTH 00-
pas1ioB TUTAHOBOI'O CIJIaBa CO CBAPHBIMU IIBAMU MTPU
YCTaJIOCTHBIX HArpy3Kax.

5. [lpuMeHeHWe TEXHOJOTUMN MPEIU3UOHHON Y3-
KOCTPYMAHOM BO3AYIIHO-IIJIA3MEHHOM PE3KU U CBAPKU
VIJIEKUCIOTHBIM J1a3€pOM HETIPEPBIBHOTO NEUCTBUS
MO3BOJISIET OCYILECTBIISITh TIPOIECC TOJIYUEeHUs CBap-
Hbix coequHeHuit BT1-0/BT1-0 ¢ BbICOKOI1 cTeneHbIO
9(hGEKTUBHOCTUA U TIPOYHOCTU HA YPOBHE COENMHSIE-
MBIX MaTepHasoB.
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