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Annomauyus. IIpusedensl uccnedosanus ocobennocmeil popmMuposanus CImpyKmypbl i COUCMSE HEPA3LEMHBIX COeOUHe-
Hutl npu aazeprot ceapke aucmosot cmanu 091 2C, nonyyennvix nocie y3KoOCMpyuHou niazmeHHol pe3Ku HOGbIM NIA3MOmMpo-
nom muna IIMBP-5.3 6e3 0onoanumenbHou MexXanuieckol 0opabomxu pazoeiouHvix ueos. bonee sgpgpexmusnas paboma cu-
cmembl 2a300UHAMUYECKOU CIMAOUIU3AYUY NAA3MEHHOU Oyl OAHHO20 NIA3MOMPOHA CHOCOOCMEYem NOBLIUEHUI0 Kayecmad
pesa, u, Kaxk ciedcmesue, YEeIuieHuo KoIPOuUyueHmos no2ioueHus usnydeHus, nponiasieHus u dPHexmusHocmu 1a3epHotl
ceapxu. Ilokazarno, 4umo npu ceapxe y21eKuciomHbIM 1d3epoM HPOUCXOOUM POPMUPOBAHUE CBAPHO20 COCOUHEHUS C XapaKmep-
HOU 0151 «KUHIICATILHO20» (YOPMOUL U CMPYKMYPOT, COCMOSeEll U3 30Hbl C6APHO20 WIBA U NpUie2aroujell K Hemy 30Hbl mepmuye-
cxoeo enusnus (3TB) no obe cmoponst om yenmpanvhou ocu wea. [pu smom, 3TB no cmpyxmype HeoOHOpOOHA U COCMOUM U3
08YX NOO30H — nepezpesa u HOpmanusayuu. B 3one ceapnozo wea ommeyaemces nosvluieHue meépooCcmiu OCHOBHO20 Memaid,
npuyem camo pacnpeoeieHue A6Aemcs CUMMEMPUYHBIM N0 OMHOWEHUIO K OCU WA U NOJHOCIbIO OMpAdicaem pacnoiodceHue
U RPOMSIACEHHOCHb 30H KPUCTATIUZAYUL U MEPMUYECKO20 GIUSTHUSL 8 COOMBEMCMBUU C OAHHBIMU MEMANI02PAPUUECKO20 AHA-
auza. [lpu smom makcumanvHoe sHayeHue MUKpOmMeEPOOCcmu Habuo0aemcs 801U3U OCU W8d, 20e NPU KpUCAiIusayuy oopasy-
emcs MeaKoOUCnepCcHas cmpykmypa no muny mpoocmuma. Ilokasano, ymo paspabomaHnHas KOMNIEKCHASL MEXHOI02Us Pe3KU U
CBAPKU He UBMEHAEN XUMUYECKULl COCMA8 CMAU 6 30He c8apHo20 wisa. 110 pe3ynbmamam mMexanuieckux ucnblmaHuil cOelianbl
86160061 0 NosgviueHuy npounocmu npumepro Ha 30...35 % u yoapHou 8a3K0Cmu NPU HEKOMOPOM CHUNCEHUU NAACTNIUYHOCTNU
CBAPHBIX COeOUHeHUll, a MaKdxice 06 OMCYymMCmeuu MUKpOmMpewuH, Henpogapos U blMALUBAHUS MEMALId NPU PACMANCEHUU NO
SPAHUYAM CBAPHO20 WBA, YMO CEUOCMENbCMEYENT O BbICOKOM KAYeCmae 1a3ePHOU C8APKU NO NPEONONCEHHOU MEXHON0UU.
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Abstract. Studies of special features for the formation of the structure and permanent joints properties during laser welding of
09mn2si sheet steel obtained after narrow-stream plasma cutting with a new PMVR-5.3 type plasma torch without additional machin-
ing of the gouging welds are presented. More efficient operation of the gas dynamic stabilization system for PTA of this plasma torch
improves the cutting quality and, as a result, increases the absorption coefficients of radiation, penetration and laser welding perfor-
mance. It is shown that a carbon dioxide laser welding contributes to a weld joint formation having a «dagger» shape and structure
with a weld zone and an adjacent heat-affected zone (HAZ) on both sides of the CLW. At the same time, HAZ is heterogeneous in
structure and consists of two subzones — overheating and normalization. In the weld zone, an increase in the hardness of the base metal
is noted, and the distribution itself is symmetrical with respect to the CLW and fully reflects the location and extent of the crystallization
and heat-affected zones in accordance with the data of metallographic analysis. In this case, the maximum value of microhardness is
observed near the CLW, where a finely dispersed troostite-type structure is formed during crystallization. It is shown that the developed
complex cutting and welding technology does not change the chemical composition of the steel in the weld vicinity. Based on the results
of mechanical tests, conclusions were drawn about an increase in strength by about 30...35 % and impact strength with a slight de-
crease in the ductility of weld-in connections, as well as the absence of microcracks, unwelded spots and stretching of metal when

stripping along fusion lines, which proves high quality of laser welding using the proposed technology.

Keywords: laser welding, plasma cutting, structural steel, weld, heat-affected zone (HAZ), structural transformations,

defects, quality, efficiency
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Beenenne

[Ipou3BOICTBO CBApHBIX COCIUHEHUN —
OJIHa W3 HamboJsiee BOCTPEOOBAHHBIX TEXHOJIOTUI
B COBPEMEHHOM MalTHHOCTPOEHUH, BOCTPEOOBaH-
Hasi KaK MPU HU3TOTOBICHUU HOBOWM MPOAYKIIHH,
TaK W MpU peMOHTHBIX pabdorax [1, 2]. Kak mpa-
BUJIO, IaHHAsI TEXHOJIOTUS BKITFOUAET B CeOsI pei-
BapUTEIBHYIO PE3KY METAJUIONPOKATa U METAIIJIO-
M3AENUI ¢ UX MocHeaytolen ceapkoil. B Hactos-
ee BpeMsi JJIsl OTUX eI MOXKHO HCIOJIb30BaTh
OOJIBIIIOE YHCIO KaK BBICOKODHEPTETUUYECKHUX
(Tuta3mMeHHBbIE, JIa3epHbIC, Ta30BbIC, AIEKTPOHHO-
JTy4eBbIe, TUAPOAOPA3UBHEIC), TAK U HHBIX CIIOCO-
OOB M METOJIOB Pa3JIeJIKA U CBapKHU. 3a4acTylo, Ha
KPYITHOM TIPEANPUATHN MOXKET OBITh B HaJIHMYUU
HMIUPOKHUHN CIIEKTP MOJ0OHOTO 000pYyI0BaHUS, YTO
CTaBUT Iepe]] MPOU3BOAMTEIIEM HEMPOCTYIO 3a-
Jaqy BbIOOpa ONTUMAIBHOTO COYETAHUS MPOIIEC-
COB M TEXHOJIOTHH, TIO3BOJISIFOIIETO TTOJIYYHUTh MPU
HAaWMEHBIIMX 3aTpaTax HaWjydllee KadeCTBO

HEPa3bEMHOTO COCMHECHUS C HAMMEHBIIUMHU H3-
MEHEHUSIMU B CTPYKType CBAapHOTO IIBa U 30HE
TEPMUYECKOTO BIHMSHHS MPU COOIOIEHUH TPeOy-
€MBIX CBOWCTB M3TrOTOBJICHHOM METaJUIOKOH-
cTpyKuud [3].

Onupasich Ha COBpEMEHHBIN OIBIT TPUMEHE-
HUS YTIOMSIHYTBIX TEXHOJIOTHM, MOKHO CJIenaTh
BBIBOJI O HanOoJiee MUPOKOM MPUMEHEHUU TIIa3-
MEHHBIX METOJIOB ISl Pa3felIKi METaJUIONpPOoKaTa
1 0 Bc€ OoJiee BO3pacTarollei posiy Jla3epHBIX TeX-
HOJIOTHUH BO BcexX cepax MauTMHOCTPOUTEITHHOTO
npou3BojacTBa [4, 5]. B aro#i cBs3m, 1emeco006-
pa3HO pacCMOTPETh OAHY U3, BEPOSATHO, Hauboee
3 (HEeKTHBHBIX KOMIUIEKCHBIX TEXHOJIOTHUN MPOU3-
BOJICTBA CBapHBIX COECIUHEHUH, BKIIIOYAIOUIYIO B
ceOs MIIa3MEHHYIO pa3/IeliKy MeTaia Mo/ CBapKy
C MOCJIEAYIOIIEH J1a3epHON CBAPKOU IOJIyYEHHBIX
3JIEMEHTOB COEIMHEHUS. AKTYaJIbHOCTh PACCMOT-
pEHUS TaHHOW TEXHOJOTHH CBSI3aHA C PEHICHUEM
MpoOJIEMbI JOTIOTHUTEIPHOM MEXaHUYECKON 00-
paboOTKH pa3[eNovYHbIX IIBOB IOCIE MIa3MEHHON
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PE3KH C NPUMEHEHUEM Y3KOCTPYHMHOM IUIa3MEH-
HOM TEXHOJIOTHH, TO3BOJIAIONIEH HE TOJBKO yIIyd-
IIUTh KaYeCTBO PA3JIEJIKH, HO U CIOCOOCTBOBATH
YBEIMUYEHUIO KOAPPUITUEHTOB TOTJIOMICHUS U3ITY-
YeHUs1, TpoIviaBieHnus U 3(PEKTUBHOCTH Ja3ep-
HOM CBapKHu.

TexH0JI0THMM U MMOCTAHOBKA 3a/1a4H
HCCJICJ0BAHUA

OCo0eHHOCTBIO JIa3epHOil 00pabOTKK MaTe-
pHAJIOB ABIISETCS JOKAIBbHBIN XapaKTep TEIIOBOTO
BO3/ICIICTBUS, MUHUMAJIbHAs TepMUYeckas edop-
Malys, BBICOKHE CKOPOCTH HarpeBa M OXJaXKae-
HUS1, BBICOKAsi TOUHOCTh M KaYECTBO CBAPHOTO I1BA
IpY MUHUMAJILHOW 30HE TEPMUYECKOTO BIHSHUA,
YTO, B IIeJIOM, 00€CTIIeYuBaeT BO3ZMOKHOCTD IOITY-
YeHHs] Ka4YeCTBEHHBIX CBAPHBIX IIBOB JJISl IIMPO-
KO HOMEHKJIATYpPbl PA3IMYHBIX METATHYECKHUX
MaTepuaioB. B To jxe Bpems, paccmaTpuBasl Ipu-
MEHEHHE JIa3ePHBIX TEXHOJOTUH 00pabOTKH Me-
TAUTHYECKUX MATepUaIOB KaK 3aMEHY TPaJHIIH-
OHHBIX CIOCOOOB CBapKH IUIaBJIEHHWEM, HE00XO-
MO B TIOJTHOM Mepe OLIEHUBATh HEKOTOPBIE 0CO-
OEHHOCTH JIyueBOTO HarpeBa M MpOIUIaBICHHS MO-
BEPXHOCTH KPOMOK COEAMHIEMBIX 3aTOTOBOK.

B mepByio ouepenb, HEOOXOIUMO MPUHU-
MaTh BO BHHMMaHue Hu3Kkoe 3Hauenue KIIJ| maH-
HOTO Tpolecca, TaK KaK Pe3yJIbTaTUBHOCTD JTyde-
BOI 00pabOTKH, BO MHOTOM, 3aBUCHT OT OTpaxa-
IOIUX XapaKTePUCTHK TOBEPXHOCTH CBapuBae-
MBIX MeTaioB. Ha mpakThke M3BECTHBI pa3iuy-
HBIE CIIOCOOBI MOBBIIICHUS K03 (PUITeHTa OTII0-
IICHUSI ¥, COOTBETCTBEHHO, KO3 (UIIUECHTA TIPO-
TUTABJICHUS, YTO CYIIECTBEHHO BIUSET Ha P dek-
TUBHOCTb U Ka4E€CTBO JIa3epHOM cBapku. Kak mo-
Ka3aHo B pabote [6], KOAPPHUIMEHT MOTIOMIECHUS]
3aBHCUT OT CBOICTB MaTepuana, KadecTBa U

crioco6a 00paboTKH OBEPXHOCTH KPOMOK, YTO, B
CBOIO OYepe/ib, ONpEAENseT Pa3HyIO CTENEHb Ille-
POXOBATOCTH pe3a, GopMy U IIUPUHY 3a30pa MpH
BBITIOJIHEHUM CTBIKOBBIX COEIMHEHHM JIMCTOBBIX
MaTepuasoB.

Tak, IpoBeIEHHBIE KOMIUIEKCHBIE MCCIIENO0-
BaHUs, BBITIOJIHEHHBIE aBTOpaMH [7, 8], mo uzyue-
HUIO COOTHOIIEHUS MEXAy KO3(hOUIIMEHTOM TI0-
IJIOIIEHNS U KAyeCTBOM IIOBEPXHOCTH KPOMKHU
pe3a 3aroTOBOK MOKa3ajil 3aMETHOE IOBBIIICHHE
YPOBHSI OTPaXXEHHOTO U3Iy4YeHUs Ha OoJiee mepo-
XOBAaTBIX MMOBEPXHOCTAX MO CPABHEHHUIO C OTHOCH-
TEJIBHO INIAJIKUMU. B 3TON CBS3M, BeCbMa Ba)HO
IIpU OpraHMW3aIy Ja3epPHON CBAPKH YYUTHIBATH
OTHOCHUTENIbHYIO CTENEHb UIepPOXOBAaTOCTU IIO-
BEPXHOCTH PE€3a, I10JIy4aeMyI0 IPU pacKpoe JIMCTa
B MPOIIECCE 3aTOTOBUTEIBHBIX ONEPALUi, TaK KaK
OHAa MOXET MMETb Pa3Hyl0 I€OMETPHUIO U U3Me-
HATHCS B JIOBOJIBHO IIUPOKUX pe/iesiaX B 3aBUCH-
MOCTH OT cI1oco6a 00padOTKH.

[IpoBenénnpie aBTOpaMU CpPaBHUTEIbHbBIE
KOMIUIEKCHBIE UCCIIE0OBAHUS 10 OLICHKE KaueCcTBa
pe3a MeTalTNYeCKUX MaTepHalIOB C IPUMEHEHUEM
BBICOKOOHEPIeTUUECKUX TEXHOJIOIMHM pa3ienKu
JUIS TIPOM3BOJCTBA CBApHBIX COEJUHEHHM IO3BO-
JWIA CAeNaTh BBIBOJ, YTO HAWIYYIIHE PEe3yiib-
TaThbl 10 BCEM HOPMHUPYEMBIM MOKa3aTeNsIM Kaye-
CTBa TEPMHUYECKU DPa3pe3aHHBIX METAJIOB ObLIN
MOJYyYEeHbl MPHU MCHOJB30BAHUU Y3KOCTPYWHOM
BO3YIIHO-IIJIJA3MEHHOW pEe3KHM C IPUMEHEHHEM
mnasmorpona [IMBP-5.3 (opurnnaneHas paspa-
6otka OO0 HIIO «Ilomuron») [9, 10]. dns xonu-
YEeCTBEHHOT'O 0OOCHOBAHUS BaJIMTHOCTH MOJTYYEH-
HBIX 3KCHEPUMEHTAIbHBIX JAaHHBIX ObLIO MpOBe-
JICHO MCCIIEJOBaHUE MapaMeTpoOB MHKpopenbeda
MOBEPXHOCTU C MOMOIIBI0 U3MEPUTENS IIEPOXO-
BatocTd TR 200 115t pa3nu4HbIX ciocoOOB BBICO-
KOPHEPreTHIecKou pe3ku (Tadi. 1).

1. CpaBHeHHe cpeJHHMX NOKa3aTeJIeil HIePOX0BAaTOCTH pe3a NPH Pa3sJHMYHbIX CIOc00axX pasaeaKn

1. Comparison of the average roughness of the cut under different cutting methods

Obpasen O6opynoBanue Ra, Mkm | Rz, MkM | Rt, MKM

BoznyniHo-mna3meHHas pe3ka (Iia3sMoTpoH

! YK200H, HUAYUANFLG-400HD, KHP) 3,30 13,57 16,12
BozaymHo-mnazmennas peska (masmorpon [IMBP-

2 5.3, 000 HIIO «Ilonurony, P®) 2,37 2,87 28,48
l"azoxucmopoanas peska (pezak Longteng 1.32/250

3 mozenb D198-2TFG ¢ koutposnepom BeicoTel CHC- 3,08 15,08 18,29
200F)

4 Jlazepnaspeska (Trumpf Trulaser 5030 Classic CO») 14,00 16,46 41,02

5 I'unpoabpasusHas pe3ka (SAMEG3020 ABSX) 5,28 33,39 41,27
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N3 Tabmuubl BUIHO, YTO MO T€OMETpHUYE-
CKUM TapamMeTpaM mpopuisi U HIEPOXOBATOCTU
MOBEPXHOCTHU pe3a Hanboliee MpueMIeMoi MOKHO
CUMTaTh PE3KY C HCIOJB30BaHUEM IUIa3MOTPOHA
I[IMBP-5.3, uMeroniero OpuriHaJIbHyl0 CUCTEMY
ra30BUXPEBOM CTA0MIM3AMK TIa3MEHHOU AYTH,
YTO MO3BOJISIET €r0 paccMaTpuBaTh Kak Hanboiee
KOHKYPEHTOCIIOCOOHYIO pa3padOTKy MO OTHOIIE-
HUIO K 3apyOeXKHBIM IJIA3MEHHBIM YCTPOHCTBaM
MoJ00HOTO Kiacca. DTHU BBIBOJBI YOSAUTEIBHO
MOATBEPKIAIOT aBTOPHI B padote [11], rae Opu10
MOKA3aHO, YTO YBEIMYEHUE TIITyOHHBI MPOTLIABIIC-
HUS ¢ (HOPMHUPOBAHHEM KaYECTBEHHOT'O CBAPHOTO
IIBa IIPY JIa3epHOH 00paboTKe OBIIO MOITYYEHO Ha
YPOBHE LIEPOXOBATOCTH pe3a Rz ~ 2,0...6,3 MKmM,
IIpU KOTOPOU TOCTUTAETCSI MAaKCUMAIbHOE YBEIH-
yeHue KoddpuIreHTa moryioneHus Ha TOBEPXHO-
CTH CBapuUBaceMbIX KpOMOK. [Ipu nanbHelieM yBe-
JUYEHUN [IEPOXOBATOCTH BO3pACTaeT  3a30p
MEXJIy COIPSTaeMBIMU CBAapHBACMBIMHU IIJIACTH-
HaMH, U 3Ha4YUTeNIbHAs YacTh JIa3epHOro Jyya

«MPOBATIMBAETCS» CKBO3b 3a30pP, YTO YMEHBILIAET
KO3 (QUIIMEHT MOTJIOUICHHSI, CHIDKAsE Ka4eCTBO U
MOBBIIIAs 1e(PEeKTHOCTh CBAPHOTO IIBA.

B cBs131 ¢ U3I10KEHHBIM, 1IEJIBIO JAaHHOM pa-
OOTHI IBUJIOCH MCCIIEIOBAaHUE OCOOEHHOCTEH (hop-
MUPOBAHUS CBApHOIO IIBA MPHU Ja3epHOM CBapKe
JIMCTOBOM HU3KOJIETUPOBAHHOM CTaJIM C UCIIONIB30-
BAHMEM I PACKpPOsl Y3KOCTPYHHON TEXHOJOTHH
BO3/IyLIHO-IIJIA3MEHHOW PE3KU C MOMOIIBIO I1Ia3-
MoTtpona [IMBP-5.3 6e3 momomHuTensHON Mexa-
HUYECKOW 00pabOTKH pa3eIOYHBIX IITBOB.

MarepuaJjbl 1 METObI HCCJIEIOBAHNS

HccnenoBanust cBapHOIO I11BA MOCIE JIa3ep-
HOM cBapKu ObUIM MPOBEJEHBI HAa JUCTOBOM IIPO-
Kate (EepPPUTHO-NIEPIUTHON CTATM TOJIIHMHOU

10 MM, XUMHYECKHI1 COCTaB KOTOPO NMPUBEAEH B
Tabm. 2.

2. XuMu4eckuii cocTaB HCCaeayeMoil cTaan, %

2. Chemical composition of the steel under study, %

C Si Mn P S Cr Ni Mo Al
0,091 0,54 1,33 0,026 0,0077 0,094 0,158 0,026 0,016

Cu Co Ti Nb \% \\ Pb Mg B
0,143 0,020 <0,0010 | <0,0040 | 0,0029 | 0,0016 0,0096 | <0,0010 | 0,0016

Sn /n As Bi Ca Ce Zr La Fe
0,0088 <0,0020 0,015 0,012 0,0010 | <0,0030 | 0,0036 | <0,0010 97,5

CpaBHUTENIbHAS  OICHKA  NPUBEIEHHBIX XUMUYECKUH COCTaB OMPEICIISUTA Ha CTallN-

pe3yIbTaTOB XUMHUYECKOTO aHaIM3a ¢ TpeOOBaHU-
amu ['OCT 19281-2014 noxkasana, 4To uccienye-
MbIe 00pa3lbl MOTYT OBITh HJIEHTH()UIIMPOBAHBI
kak cranb 0912C, maccoBas J0a OCHOBHBIX XH-
MHUYECKHX 3JIEMEHTOB KOTOPOW HaXOAUTCS B IIpe-
Jienax JOMycKa JUIsl JMCTOBOTO TOpsSYeKaTaHOro
pokara.

Caapky 00pa310B MPOBOJIWIN B CTHIK B CIIe-
UAbHON CTPYOIIMHE MOCEe IUIa3MEHHOW PEe3KU
0e3 MexaHMYecKoi OoOpabOTKH IOBEPXHOCTEH
KPOMKH P€3a C UCIOIb30BaHUEM YIVIEKMCIOTHOIO
nazepHoro komrmuiekca Trumpf Lasercell 1005
MOILHOCTBIO 5 KBT mpu ckopocTu nepeMenieHus
ayda vez = 0,021 M/c ¥ CKOpOCTH TIO/1auu TIpHca-
nouHoit pososoku CB-08I2C v, = 320 m/4gac.

OHAPHOM CIIEKTPOMETpPE aHaju3a METAUIOB U
crmaBoB SPECTROMAX. AHanu3 MHUKPOCTPYK-
TypBl IPOBOJIMIIM HA METAIIOrpauIecKOM MHUK-
pockonie Neophot 21 u ckaHHpyIOIIEM JIEKTPOH-
HoM Mukpockorne Tescan Vega II XMU c pentre-
HOBCKHMM SHEPrOAMCIEPCHOHHBIM MUKPOAHAIN3a-
topom INCA ENERGY 450. MukpotBépaoctb
MOIIaroBo u3Mepsuin Ha npudope [IMT-3 B mome-
PEYHOM CEUEHUHU 111BA B €T0 LIEHTPAJIBLHOM YacTH €
untepBaiom 0,5 mm nipu Harpyske 0,5 H. Mcnbrta-
HUS CBapHBIX COEIMHEHUIN HA CTATUYECKOE PacTsi-
YKEHUE TPOBOJMIM HAa YHHUBEPCAJIBHOM HUCIBITA-
TenbHOM MamHe Zwick 250 npu KOMHaTHON TeM-
neparype. Jig 3TUX UCHBITAaHUI WU3rOTaBIWBAIN
o6pasubl o 'OCT 1497-84, Beipe3aHHbIe BIOIb U
MONEePEK CBAPHOTO COCINHEHHUS C PACIIONOKEHUEM
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CBApHOTO IIBa TOcepeanHe padoueit yactu odpas-
110B. cribITaHus Ha yIApHYIO BSI3KOCTB TPOBOVIIN
Ha MasiTHUKOBOM Korpe MK30 npu koMHaTHOM TeM-
nieparype Ha 00pasiax, BRIPe3aHHBIX TaKXKe BIIOJb U
HonepéK CBAPHOTO COSTMHEHUS C PACIIONIOKEHHEM
CBApHOTO IIBa TOcepeuHe paboyeld dYacTu
00pa3lloB M H3TOTOBJICHHBIX B COOTBETCTBHU C
['OCT 9454-78. Y nbTpa3ByKOBOM KOHTPOJIb Aehek-
TOB CIUIOIIHOCTH CBApHOTO IIBAa ObUI BBIOJHEH C
UCIIOIb30BaHUEM  YIIBTPA3BYKOBOTO JAe(hEKTOCKOIA
VY]12-70, a Benu4KHY 3€pHA ONPEIENISIN B COOTBET-
ctBum ¢ ['OCT 5639-82 meronoM nojicyera nepece-
YEHHS TPAHHILL.

Pe3y.]'[bTaTbI HCCJIeJ0BaAHUSA

B ucxonnom cocrossauu crans 0912C mocne
HOpMaJIM3alli MMEEeT TUIIHMYHYIO (heppUTHO-TIEp-
JIMTHYIO CTPYKTYPY CO CKPBITOILIACTUHYATHIM Tep-
TUTOM (MEXIIOCKOCTHOE paccTosiane ~ 0,3 MM) 1
pazMepoM 3epHa npumepHo 10...12 Mxm npu co-
OTHOIIICHUH TIepIUTHOU U peppuTHOi da3. [Tomy-
YEeHHOE CBapHOE COEAMHEHUE COCTOUT M3 30HBI
ceapHoro mBa (CII) m npuneramoomeid kK HeMy
30HBI TepMuueckoro BiusiHUA (3TB) mo obe cro-
POHBI OT LIEHTPAJIbHOM OCH IIBA, TIe METALI BO
BpeMsl CBapKH HarpeBaeTcs, HO He rmiuaButcs. [lpu
atoM, 3TB 1o cTpykType HEOAHOPOHA U COCTOUT
U3 JIBYyX IO/I30H, KOTOPbIE TAK)KE MOKHO 0003HA-
YuTh Kak 30Ha neperpesa (311) u 30Ha HOpManu3a-
uu (3H). MakpocTpyKTypa CBapHOTO I1IBa IPUBE-
JeHa Ha puc. 1.

Puc. 1. BHeminuii BUJ CBapHOro coeIuHeHHs (a) U ero
nomnepevyHbIii Makpomng (0)

Fig. 1. The appearance of the weld (a) and its section (b)

AHalli3 MakpOCTPYKTYpPhI MMOKA3bIBAET, YTO
mupuHa 30Hbl CIII mo BbICOTE HEOOUMHAKOBa U
uMeeT OOJBIIYI0 IIUPUHY B BEPXHEW 4YacTH, Ine
OoHa paBHa ~ 1,7 MKM, 1 mpuMepHO 1,2 MM B HIX-
Hewt vactu CUI. ITpu stom 3TB no mupune Be3ae
MPUMEPHO OJMHAKOBAa W HE TpeBblaet 1,4 M.
[Tono6Hast HEpaBHOMEPHOCTH IO IIUPUHE B BEpPX-
Helt u HuxkHelr yactu CII sBnsiercs ocoOeHHO-
CTBIO TaK Ha3bIBAEMOT'0 «KHUHKAJIbHOT0) MPOILJIaB-
JIEHUs, TPH KOTOpPOM (GOPMHUPYETCS TITyOOKHit
CBapHOM ITIOB C BEpXHEH «TPHOOBHUIHON» YaCThIO
(puc. 1, 6). Kak nmokazano B padore [12], CII B
3TOM citydae oOpasyeTcs 3a C4ET UCIapeHus MaTe-
puana u 06pa3oBaHus IJ1a3Mbl Ha TIOBEPXHOCTH. B
pe3yabpTaTe, BHICOKHE TEMIlepaTypbl U JaBICHUE
napoB 00yCIaBIMBAIOT pacIIUPEHUE BEPXHEH da-
ctu CHI no cpaBHEHHIO C €r0 HMYKHEH YacThlO,
dopmupyst TeM caMmbIM MOJ00HYI0 (opMy Ipo-
IJIABJIEHHOTO COEUHEHMSL.

Oco60 cnemyer 3aMeTUTb, 9TO BEICOKOIHEP-
reTUYECKHE MTPOLIECCHI ITPH JIA3EPHOM CBAapKe CIIO-
COOCTBYIOT BO3HHKHOBEHHUIO 3HAYUTEIHHOTO IIe-
penana temmneparyp (0T TeMIepaTyphl IJIaBICHUS
CTaJli BIUIOTH 10 KOMHATHOI) Ha OTHOCHUTEIHHO
Y3KOM Y4acTKe 10 00€ CTOPOHBI OT LIEHTPAIBHOM
ocu 1iBa. B pesynbrare npoucxoAsimux 37ech Me-
TaJUTypru4ecKuX MPOLECCOB MPOUCXOIAT ONpeie-
NEHHBIE CTPYKTYpPHBIE MPEBpAIICHUS, U3MEHSIO-
e MOp(QOJIOTHIO U COOTHOIIIEHNE (PEPPUTHBIX U
nepiuTHBIX (a3 B 3oHax CII u 3TB. Ocobenno-
CTH CTPYKTYpOOOpa30BaHUs B 3TOM ciiydae, 00y-
CIIOBJICHHbIE TEMIIEPaTypPHBIM BO3ACHCTBUEM Jia-
3€pHOrO Jy4a, B CUJIbHOM CTENEHH 3aBUCST KaK OT
rapaMeTpoB peXUMa CBapKH, TaK U BUJa CBapUBa-
eMoro marepuana. B yacTHocTH, ObICTpBII HarpeB
1 BBICOKAsi CKOPOCTh OXJIAXKIEHUSI METall1a B IIPO-
1ecce Ja3epHol CBapKH, Kak MoKa3aHO B pabore
[13], MOryT oka3aTh 3HAYUTEIBHOE BIUSHUE Ha
KMHETUKY KPUCTA/IM3AllMU B 30HE MEperiaBa U
pasmep 3TB.

Pesynbrarel HcclienoBaHUS MHUKPOCTPYK-
Typs! CII nocne na3epHoil cBapKu HU3KOJIETHPO-
BaHHOHN Manoyriepoauctoi cranmu 0912C npen-
CTaBJICHbl Ha PHUC. 2 MPU PA3TUYHON KPATHOCTH
YBEIHUYEHUSI.
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2 View field: 754.0 ym 200 ym
Det: SEDetector  SM: RESOLUTION

6)

Digital Microscopy Imaging /]

Pe: wi
Det: SE Detector  SM: RESOLUTION

iew field: 226.2 pm 50 pm

2)

Digital Micrescopy Imaging n

Puc. 2. CTpykTypa CBapHOro IBa B MONEPEeYHOM CEYeHHH COeTMHEHHBIX MJacTuH u3 craau 09I'2C:

a — makponug; 6 — neHTp; 6, e — 3TB

Fig. 2. The structure of the weld in the cross—section of the connected plates made of steel 09mn2si:

a — macrosection; b — center; ¢, d — HAZ

B crpykrype CIII nocne na3zepHoil cBapku
MO’KHO BBIJICJIUTh HECKOJIbKO XapaKTE€PHBIX 30H,
KOTOpbIe CPOPMHUPOBATKCH NMPAKTUUYECKU HIICH-
TUYHO B 00€ CTOPOHBI OT OCEBOW JMHUM IIBa B
IIPOLECCE NEPBUYHOM KpHUCTAUIM3ALMM U3 pac-
I1aBa U TEPMUYECKOTO BIUSHUS IIEPErPETOro Me-
tayta. Caexyer 3amMeTuTh, 4To B 3TB MOXHO BbI-
JIENIUTh OTZIENbHBIE YUYACTKU, KOTOPbIE UILTIOCTPH-
PYIOT 30HY TmeperpeBa, oOpa30BaBIIYIOCS B pe-
3yJbTaTe KOHTAKTa OCHOBHOTO METajlla ¢ paciuia-
BOM U 30HY HOpMaJM3alliM, B KOTOPOW MeTasll
[peTepreBacT MOoIHYI0 (Pa3oByI0 MEPEKPUCTAIIIH-
3anuio. 30Ha CIUIaBJIEHUS OOpazoBaHa JIEHIPH-
TaMd, OpPUEHTHUPOBAHHBIMU K IIEHTPY IlIBa
(puc. 2, a). Ha mecte cThIKa ACHIPUTOB B IICH-
TpaJIbHOM YacTH IBa 00pazoBajach MENIKOIMC-
nepcHast peppuToKapOUaHasi CMECh IO TUITY TPO-
octuTta (puc. 2, 6), KOTopas BU3YaTU3UPYETCS 1O
BCEH JJIMHE CBAPHOTO COEUHEHUS.

Ha rpanune cnnaBieHus ¢ OCHOBHBIM Me-
TAJIJIOM M3-32 OBICTPOTO OTBOJIA TEILIAa 00pazyercs

MHO>KECTBO 3apO/bIIIEN KPUCTAIIIIOB, COCTABIISIO-
IIUX [EePEXOAHYI0 30Hy. OHa COCTOUT U3 MENKUX
PaBHOOCHBIX KpUCTAJUIOB (pHC. 2, 6), HA OCHOBE
KOTOPBIX Pa3BUBAETCA AabHEHIIas KpUCTAIUIN3A-
U 32 cueT o0pa3oBaHUS M POCTa JACHIPUTOB B
HalpaBJICHNUU LIEHTpa 1IBa. 30HA MEperpeBa pac-
IoJlaraeTcs Ha paHUIIe ¢ 30HOM pacIlyIaBIEHHOIO
MeTajula, HO He IoJBeprajgach IjaBiaeHuto. s
9TOM 30HBI XapaKTepHa KpYIHO3epHHUCTas ¢ep-
PUTHO-TIEPIUTHASA CTPYKTypa ¢ (eppuToM IO
TUITy BUJMAHILITETTA, UTJIbl KOTOPOT'O IPOPacTatoT
OT T'PaHUIbl CIUIABJIEHHS BIIyOb OCHOBHOTO Me-
taina (puc. 2, 2). OTa 30Ha 3aKaHYMBAETCS J10-
BOJIBHO Y3KHMM I10 IIMPUHE YyYaCTKOM HOpMalln3a-
UM C MEJIKO3EpHUCTON (eppUTHO-IEPIUTHON
CTPYKTYpO#, YTO CBUJIETEILCTBYET O MOJHOM (a-
30BOM MEPEKPUCTAUIM3ALMM 3€pHAa HCXOIHOMU
CTaJIH.

[Tono6Hoe cTpoenue CIII, koTopoe chopmu-
pOBaAJIOCh TMOCJE JIa3epHOM OO0pPabOTKH, MOMXKHO
Ha3BaTh 3€pKaJIbHBIM, TaK KaK OHO MPaKTUYECKU
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OJIMHAKOBO I10 BCEM CTPYKTYPHBIM IIOKA3aTeNsIM U
LIMPUHE 30H OTHOCUTEIBHO LICHTPAJIBHON JIMHAN
mBa. B pesynbrare, uccie0BaHue MUKPOTBEPIO-
ctu o ceuennro CII (puc. 3) mokazano, 4To oHA

HMEET CBOM OCOOCHHOCTH U 3HAUYMUTEIILHO OTINYa-
€TCs 10 BEJIMYMHE OT ITOKa3aTeaeh TBépILOCTI/I ocC-
HOBHOI'O MC€TaJlj1a.

MukpoTBEepAOCTH CBAPHOTO 1I1BA
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Puc. 3. PacnipenesieHne 3Ha4eHnii MUKPOTBEPAOCTH 110 IIMPHHE CBAPHOIO IIBA, IOJIy4eHHOI0 J1a3epHoii cBapkoii, ctamu 091'2C

Fig. 3. Distribution of microhardness values over the width of the weld obtained by laser welding of steel 09mn2si

13 rpaduka BUIHO, 9TO B 30HE CBAPHOTO
IBa OTMEYAETCsl MOBBIIIEHUE TBEPIOCTU OCHOB-
HOTO MeTaJula, MPUYEM CaMO pacIipeleJICHHE SIB-
JSIeTCS CHMMETPHYHBIM IO OTHOIICHHUIO K OCH I1IBa
¥ TIOJTHOCTBIO OTPA’KAeT PACIIOJIOKEHNE U TPOTSI-
KEHHOCTb 30H KPUCTAJUIM3ALUU U TEPMHUYECKOTO
BJIMSHUS B COOTBETCTBUH C JTAHHBIMU METaJJIOrpa-
¢uuaeckoro ananuza. CieayeT 3aMeTUTh, 4YTO MaK-
CHMaJIbHOE 3HAaUYeHHE MUKPOTBEPJOCTH HaOII01a-
eTcsa BOJM3M ocu WIBa, rae oOpa3oBajiach NpU

KPUCTAJUTU3allUN  MEJKOJHMCIIEPCHAsT CTPYKTypa
10 TUILY TPOOCTHUTA.

Becbma BayKHBIM CIIEAyET CUUTATh, YTO Pa3-
paboTaHHas KOMIUIEKCHAsE TEXHOJIOTHS PE3KH U
CBapKH HE U3MEHSIET XMMHUYECKHI COCTaB CTAIU B
30HE CBapHOTO mBa. Tak, MUKpOAHAU3 Ha Pa3HbIX
yJacTKax CBapHOTo 1iBa (puc. 4) mokasall, 4To ero
3JIEMEHTHEBIA COCTaB 0 OCHOBHBIM KOMIIOHEHTAM
CTaJM MPAKTHYECKH HE OTJIMYAETCS OT COCTaBa
CBApUBACMBbIX IIJIACTHUH.
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Puc. 4. Pacnipeaenenue Jerupyoummx 3j1eMeHToB u yriepoaa no mupune CII na cramm 09T2C

Fig. 4. Distribution of alloying elements and carbon along the width of the weld on steel 09mn2si
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HccnenoBanne MEXaHUYECKUX  CBOMCTB
OBLJIO BBIMOJIHEHO Ha PACTsKEHHE TPU KOMHATHON
TEeMIEepaType Ha 00pa3Iax ¢ pa3HbIM PACIIONIOKe-
auem CII. Jlns ogHux oOpas3ioB 30Ha CBApPKU
OblIa B MOMEPEYHOM CEYEHHMH IOCEpEeIuHE pac-
YeTHOW JIUHBI 00pasia, a Juisi IpYruX — BIOJb
MPOAOJbHON OCH. BHEMmHUN BUI pa3pylIEHHBIX

M Papro o

a)

00pa3ioB (pUC. 5) MO3BOJIWI BBISIBUTH, YTO TpPU
NPaKTHYECKH OMHAKOBOM XHMHUYECKOM COCTaBE
CI v 0cHOBHOTO METaJlIa B 3aBUCUMOCTH OT pac-
MOJIOXKCHHSI CBAPHOTO COCIUHCHUS DPa3pyIICHHUE
MPOM30IILIO B PA3IMYHBIX YYaCTKax MO JJIHHE 00-
pasioB.

e
Os—™

0)

Puc. 5. BHeninuii Bug o6pa3uoB nocjie paspymenns. Pacnonosxenue msa:

a — NnNonepeuHoOEC; 60— poaAO0JIbHOC

Fig. 5. The appearance of the samples after destruction. Weld location:

a — transverse; b — longitudinal

[Tpu monepeunom pacmonoxennu CII paz-
pYLICHHE MPOU30ILIO0 MO OCHOBHOMY METaylly,
4TO CBUACTCILCTBYCT O 6OHBIHeﬁ IMPOYHOCTHU
CBapHOro mBa. [Ipy MpogoTbHOM PacTONOKEHUN
CUI pa3zpyiieHne mpou30nuio 0OBMHEIM 00pa3oM
OmvKe K IEHTPY pacdeTHOM IMHUU o00pasia.

VEGAN TESCAN

WView flebdk 4,15 mm
SEM MAG: 8 % e st vpo pan [

Pesynbrarsl pacTpOBOM 3JEKTPOHHOW MHUKPOCKO-
[IUU NOKA3aJ]M, YTO pa3pyLICHHE NMPOU3OLUIO ITy-
TEM cpe3a B 00oux ciydasx pacronoxenust CII u
XapaKTepu3yeT BA3KOE paspylLICHUE MaTepuayia

(puc. 6).

SEMHV: 1000 KV WD: 14.38 mm 'VEGAN TESCAN
View field: 4.1S mm  Det: SE
SEM MAG: 50 x PC: 12

HMAHI YpO PAHn

Puc. 6. XapakTep pa3pylieHus B 3aBUCHUMOCTH OT pacnoyaosxxenus: CII:

a — IPOJIOIILHOTO; 6 — MOTIEPEIHOTO

Fig. 6. The nature of the fracture depending on the location of the weld:

a — longitudinal; b — transverse

Oco0o0 cnemyeT 3aMeTUTb, 4TO MO TPaHHUIIaM
CHI (puc. 6, a) obpa3zoBaHHE€ MHUKpPOTPEIIHH,
HENPOBapPOB U BBITATUBAHUE METAJUIa TIPU PACTS-
KEHUM HE OOHApYXEHO, YTO CBUAETEILCTBYET O
BBICOKOM Ka4ecTBE JIa3€pHON CBapKH IO MPEAJIO-
JKEHHOU TEXHOJIOTUU.

JlnarpaMMbl pacTsSKEHUS UCCIIEAYEMBIX 00-
pa3noB MpeACcTaBiIeHbI HA puc. 7. BuaHo, 4To B 3a-
BUCHUMOCTHU OT pacnononceHI/m CH_[ I[I/IanaMMBI
AMEIOT CBOM OCOOEHHOCTH.
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Puc. 7. Anarpammsl pactsizkenust ctaiau 09I'2C B 3aBucumoctu ot pacnoJioxkenus CII:

a — ToTiepevyHoe; 6 — MPOA0IbHOE

Fig. 7. Stripping diagrams of steel 09mn2si depending on the location of the weld:

a — transverse; b — longitudinal

Tak, npu nonepeunom pacnonoxennn CILLI
paspylLIeHUe TPOU30ILIO IO OCHOBHOMY METaJLTy
CTaJIM M Ha JarpaMMe MPUCYTCTBYET HEOObILas
IUIONIa/IKa TEKYUYECTH, YTO XapaKTEpPHO I Majlo-
YTIEPOAUCTHIX HU3KOJETUPOBAHHBIX CTaJIel IpU
KOMHATHOW TeMIlepaType UcIbITaHui (puc. 7, a)
[14]. ITpu npo0apHOM PACIONOKEHHUH 111Ba 00pa-
3€1] MOYKHO paccMaTpUBaTh KaKk KOMIO3UIIMOHHBIN
MaTepuai, B CEYEHUH KOTOPOro B CTPYKTYpeE HC-
XOJHOM CTanu MPHUCYTCTBYET MCKYCCTBEHHAs
BCTaBKa, HO C MPHUHLMIIMAILHO JIPYrod KpUCTa-
JIMYECKOUN CTPYKTYPOM, COCTABIISIIOIAS] IPUMEPHO
20 % B mosiHOM 00BEME pacuéTHOM IMHBI 00-
pasua. B psine paboT oTmeuaeTcsi, 4TO IPU UCIIbI-
TaHUSAX OOHAPYXKHUBACTCSI JOCTATOYHO BBICOKAsS
MPOYHOCTH 30H CBAPHOTO COECUHEHUS 110 CpaBHe-
HUIO C OCHOBHBIM METAJIJIOM, NPUPOCT KOTOPOH
aBTOPBI OOBSICHSAIOT BBICOKOM CKOPOCTBIO CBAPKHU
U, KaK CJIECTBUE, BBICOKUMU CKOPOCTSIMH KpH-
CTAJZIM3allUM MeTajljla CBapOYHON BaHHBI, B pe-
3yJbTaT€ 4YEro BO3HUKAET

MEIKasg, 4YacTo

HAHOJMCIIEPCHAsT MUKpPOCTpyKTypa [6, 15]. Bcé
3TO MPHUBEIIO K MOBHIIIEHUIO IPOYHOCTH 00pa3IoB
npumepHo Ha 30...35 % npu HEKOTOPOM CHUXKe-
HUU TUTACTUIHOCTH (pHC. 7, 6).

BrinonHeHHbIe pacy€ThI IOKA3aIH, YTO B 3a-
BUCHMOCTH OT ITOJIY4EHHbBIX 3HAUEHUN MPOYHOCT-
HBIX CBOWCTB HCIHBITAHHBIX OOpPa3lOB Mpeaeln
IIPOYHOCTU 30HBI CBAPHOTO COEAWHEHHS MOXKET
COOTBETCTBOBATh BEIMYMHE HE MEHee Gz ~ 960
MIIa. B pe3ynbrare CyMMapHBIM BKJIaa OT ABYX
COCTABIISIIOLINX CTPYKTYP B 3aBUCHMOCTH OT 00b-
E¢MHOI 0N KakJ0i 0o0ecreymsl HHTETPaIbHYIO
IIPOYHOCTh, JaHHBIE KOTOPOM IPUBEACHBI B
Tab1. 3. Tam jxe npuBeCHbI Pe3yIbTAaThl UCIBITA-
HUS 00pa31oB Ha yIapHYIo BI3KOCcTh. OHU B CpaB-
HEHUU TOKa3aau 0ojee BBICOKYIO paboTy paspy-
IIeHUs1 00pa3LOB C HA/IPE30M KaK B CaMOM IIOIe-
peunom CIII, Tak B emé OoJbIlel CTENMEHU TP
HaJIMYUU  TOPOAOIBHOTO  PACIOIOKEHUM  IIBA

(puc. 8).

Puc. 8. Paspymeﬂm,le 06pa3u1>1 mocJjie yiapHbIX ucnbiTaHuii. PacmosioxkeHue mBa:

a — moTiepevHoe; 6 — MPOA0TbHOE

Fig. 8. Destroyed samples after impact tests. Seam location:

a — transverse; b — longitudinal
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[Ipu oOmemM MOBBIICHUM 3HAYCHHUH yAap-
HOMW BSI3KOCTU IIPU HAJIMYMH B U3JIOME CTPYKTYPBI
CII BEJIMYMHA paboThI paspylLIeHusa

orpeensercsi 00bEMHON T0JIEH 3TOM CTPYKTYpHI,
oToOpakaeMOil BHU3yaJlbHO Ha IOBEPXHOCTH M3-
JoMa.

3. Pe3yabTaThl MEXaHUYECKUX UCTIBITAHUI

3. Results of mechanical tests

O6paser KCU, xJIx/cm? (kre:m/cM?) | o5, MITa | o, MITa | 8, %
I'OCT 19282-73 > 64 (6,5) > 490 > 345 >21
VcxonHbIii MaTepual 68 (6,8) 580 440 28
[Tonepeunoe pacnonoxenue CII 77 (7,8) 590 467 25
[TpononsHOE pacnonoxernue CIII 135 (13,8) 800 784 20

3akaroueHnue

Pe3ynbTarsl ccneaoBaHus MO3BOISIIOT Clie-
JaTh BBIBOJ 00 3(PQPEKTUBHOCTH MPEI0KEHHON
KOMIUIEKCHOW TEXHOJIOTMH MPOU3BOACTBA CBap-
HbIX coenuHeHuit u3 cranu 0912C ¢ npumene-
HUEM MPEIU3HOHHON Y3KOCTPYHHON BO3MYIIHO-
TUTa3MEHHOM pe3Ku 0e3 TOMOTHUTEILHON MEeXaHH-
4eCcKol 00pabOTKM pa3/IeNOYHBIX IIBOB C IOCIE-
NYIOLEN CBAPKOW YTIJICKUCIOTHBIM JIA3€POM He-
MPEPHIBHOTO JecTBUSA. BHeapeHue HOBOUM cu-
CTEMbI T'a30JUHAMUYECKON CTAOMIM3AIMM IUIA3-
MEHHOW Jyrd B MPUMEHEHHOM IUIa3MOTPOHE
I[IMBP-5.3 croco6cTByeT MOBBILICHNIO KauyecTBa
pe3a, u, KaK CIIeJICTBUE, YBEIIMUECHUIO KO3 uin-
€HTOB IOIJIOIIEHUS U3IYUYEHMs], IPOIJIABICHUS U
s dexTuBHOCTH JN1azepHON cBapku. O BBICOKOM
KAaueCTBE CBAapHOTO COEIUHEHUS CBUJIETENb-
CTBYIOT €r0 CUMMeTpUYHas ¢popma U Majble pas-
MEpBI, OTCYTCTBHUE M3MEHEHUH XUMHUYECKOTO CO-
CTaBa CTaJH B 30HE CBApPHOIO I1IBa, a TAK)KE MOBBI-
LICHUE MHUKPOTBEPIOCTH, IIPOYHOCTU U yAAPHOU
BSA3KOCTH MPU OTCYTCTBHUHM MHUKPOTPELLIUH, HETIPO-
BapOB U BBHITSATHBAHUS METajula MPU PACTSKEHUU
M0 FPaHUIIaM CBapHOTO IIBa.
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Bknao aemopog: Bce aBTOPHI cleNany SKBUBAICHTHBIN BKJIAJ] B IOJATOTOBKY ITyOIHKAIUH.
ABTOpBI 3asBISIIOT 00 OTCYTCTBUU KOH(IMKTAa HHTEPECOB.
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