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JlocnikeHO 3aKOHOMIPHOCTI BIUIMBY IPOCTOPOBOTO PO3TAIIYBaHHs CTHKY (mix kyrom O,
30°, 45°, 90°BiIHOCHO TOPU3OHTAIHHOI TUTOIMHK) 33 PI3HUX IIBHIKOCTEH IMITYIECHO-
nyrosoro 3saproBanss (23, 40, 57 m/h}uiaBkum eneKTpoIOM JIHMCTIB KOHCTPYKIIHHOTO
amoMiHieBOro cruiaBy AMrSM ToBIIMHOW0 4 MM3 BUKOPUCTAHHSIM MPHCAKOBOTO APOTY
3BAMr6 Ha (i3uKo-MeXaHIuHI BIACTHBOCTI 3BapHUX 3’ €qHaHb. [loka3aHO, MO, KepyH4n
TEIUIOBKJIAZICHHSIM Y 3BapIOBAJIbHUIA METall 1 MIBHIKICTIO KpUCTali3allii Merany BaHHH,
MOXHA 3BapIOBaTH 0€3 BUKOPUCTAHHS MiNKIaJHUX (GOPMYBaIbHUX el1eMeHTiB. OnTuMab-
Hi XapaKTePUCTUKH IMKIIYHOI TPIIIMHOCTIMKOCTI MeTally WIBIB LUX 3BapHHUX 3 €HAHb
OTPUMAHO 3a PO3MIIlleHHS CTUKIB mij kyroM 30° BiJHOCHO TOPH30HTAIBHOI IUIOIIMHY.
[MonepeaHiii KOHTPOJIb BIACTUBOCTEH IIMX 3BAPHUX 3’ €IHAHb MOXKHA 3IIHCHIOBATH HEPYIi-
HiBHUM BUXPOCTPYMOBHUM METOIOM 3a IUTOMOIO €JIEKTPOIPOBIJHICTIO METaIy.

Kirouosi cioBa: anominiceusi cnias AMeSM, 36apHi 3° €OHaHHA, MeXHON02iA 36aPIO6AH-
HS1, MIYHICb, YUKATYHA MPIWYUHOCITIKICMb.

3abe3neyeHHs BUCOKOT SIKOCTI 3BapHUX 3’ €JJHAHb €JIEMEHTIB KOHCTPYKIIiH, 30Kpe-
Ma 00OJIOHKOBHX, 32 Pi3HOTO MPOCTOPOBOTO PO3TAIIYBAHHS CTHKIB BiIHOCHO TOPH30H-
TAJILHOI TUIONIMHU B YMOBaX IMITYJILCHO-IYTOBOI'O 3BApIOBAHHSI IUIABKAM EJICKTPOIOM
Ha ChOT'OJIHI € aKTYaJIbHOIO, 11¢ HEIOCTATHHO BUBUCHOI HAYKOBO-TEXHIUHOIO 33]a4elO.
Le moB’ s13aHO 3 OOMEKEHICTIO JITEpaTypHUX AAHHX IPO CTPYKTYPY 1 (i3UKO-MeXaHiy-
Hi XapaKTePHCTUKH METATy Pi3HUX 30H 3BAPHHX 3’ €THAHb, OTPUMAHHX 32 TAKUX YMOB
[1-8]. IMmmynsCcHO-IYrOBE 3BapIOBAHHS IUIABKUM €JIEKTPOIOM XapaKTepU3y€EThCs Hepio-
JUYHUAM 4YepryBaHHSAM 0a30BOro Ta IMIYJIBCHOTO CTpyMY. [lepeHeceHHs elneKTPOAHOTO
METaTy 3aJIC)KUTh BiJI CIIIBBITHOMICHHS CIJIU TSOHKIHHS Ta (Di3UYHKUX BIACTHBOCTEH poO3-
TUTABJICHOT'O METaly B 3BaproBajbHii BaHHI. CTaOUIbHI yMOBU TOPIHHS JIYTH 3a Mepio-
JUYHOTO YePTyBaHHS IMITYJIbCIB 3BAPIOBAILHOTO CTPYMY 3 PI3HUMH TapamMeTpamu Ta
MEPEHECEHHsT EJICKTPOAHOr0 METaly B BaHHY BH3HAUYAIOTh XapakTep (HOpMyBaHHS
CTPYKTYpPH 1 reoMeTpHuHi po3Mmipu mBiB. OCOOIMBO 1€ CIIOCTEPIraid 3a 3BaprOBaHHS B
MOHT&)XHHX YMOBAaX, KOJIH IIBH (YOPMYIOThCS 32 PI3HOTO MPOCTOPOBOTO PO3TAILYBaHHS
CTHKY BIJJHOCHO TOPH30HTAIBHOI IUIOMMHHA. EKCIIEpHMEHTANbHO BCTAHOBIICHO, IO
3aBISIKM MOJYJISIIIT IIBUIKOCTI 3BAPIOBAHHS HAIIPyTa JIyTH Ta MIBUAKICTh MOJAYi APOTY
MOXYTh OyTH He3MiHHUMH. [e ae 3Mory BU3HAYUTH HTApaMeTPH MOTYKHOTO THMYACO-
BOr'0 IMIYIIBCY, SIKHI HAKIIAAAETHCS Ha AYTY MOCTIHHOTO CTPYMY [UIS OTPUMAaHHS KEpo-
BaHOTO IMMEPEHOCY EJIEKTPOJHOTO METady 3aJIe)KHO BiJl MPOCTOPOBOrO PO3TAIIYBaHHS
cTUKiB. TakuM 4MHOM, MOXKHA BCTAHOBUTH TEXHOJIOT1YHI PEKMMH 3BapIOBaHHS 3a OIl-
TUMAaJIBHOTO BIUIMBY I'PaBITAlliHHOrO YMHHHMKA (CHIIM TSDKIHHS) Ta (i3WYHUX BIACTH-
BOCTEH PO3ILIABJICEHOTO METAITY, a TAKOK BUBYHUTH OCOOIHMBOCTI 1X BILTHUBY Ha IUHAMIKY
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PYXy PIKOTO MeTaly y 3BaprOBajJbHIM BaHHI, OCKUIBKM caMe BOHA BU3Ha4ae (opmy-
BaHHS CTPYKTYPH, 1e(DEKTHICTh i MEXaHIYHI BIACTHBOCTI METAITy IIIBa.

Meta poOOTH — JOCTIIUTH 3aKOHOMIPHOCTI ()OPMYBaHHS IIBIB 3 aFOMiHIEBOTO
cmiaBy AMr5SM Ta 3MiHM 1X CTPYKTYpHO-MEXaHIYHUX BIACTHBOCTEH 3a Pi3HMX LIBHA-
KOCTEi 3BapIOBaHHS 1 MPOCTOPOBOTO PO3TALTYBaHHS CTHKIB.

Marepiaa i Mmeroquku. JocimimpKyBanu 3BapHi 3'€IHAHHS 3ar0OTOBOK PO3MipOM
250100 mm puc. la), BupizaHHX 3 JHCTIB TOBIIUHOK 4 MM 3i crutlasy AMrSM
(cxmagy (mass%): 5,2 Mg; 0,2 Cu; 0,4 Si; 0,4 Fe; 0,4 Md@5Qiomimky; pemra Al; y
BiJIlTAJICHOMY CTaHi 3a rpaHuip Tekydocti Oy = 130 MPai minnocti oy = 305 MPara
BigHOCHOTO BHAOBXKEHHS O = 15%).I1im yac 3BaproBaHHS B3IOBK HAMPSIMY BaJIbIFO-
Banust ucTiB (RD Ha puc. 1a) 3a HasIBHOCTI 1 BiACyTHOCTI (hOPMYBAIBHOI TiAKIAAKA B
YMOBaX BUIBHOTO NMPOIUIABY Ta KPHUCTANI3aIlll MeTaly CTUKH PO3TallOBYBaJIH Mij pi3-
HUMH KyTamH [3 10 TOpu30HTaIbHOI mwiotmHH (puc. 1b).

3BaproBalid IJIABKUM E€JIEKTPOJIOM 3 BUKOpPUCTaHHsAM oOnagHanHs MW 2000
¢ipmu “Fronius”. CTHKOBI 3'€JHAHHS OTPUMYBAJIH OHOIPOXiTHUM 3BapIOBAHHAM iM-
MyJBCHAM CTPYMOM 13 3aCTOCYBaHHSM CTaHJAPTHOTO MPHCAIKOBOTO JApoTy 3BAMIG 3
miamerpom 1,6 mm. 3axucHuii ra3 mij 4yac 3BaprOBaHHS —aproH BHUIIOTO TaTyHKY
(TOCT 10157-79)Cepenni 3Ha4ueHHS 3BapIOBANIBLHOrO CTPYMY, HAIPYTH Ha Ay3i Ta ma-
paMeTpH IMITyJIbCiB CTPyMY (iKCYBaU 3a JOIMIOMOTOI0 ocIiutorpada. SKicTh MBIB OITi-
HIOBAJIM 32 pe3yJbTaTaMU BUSBJICHHS JIe(EKTiB TUITYy TPIlIMH, HEIIPOBAPIB, MO, BUKO-
puctoBytouu mMeton perrreHorpadii (TOCT 7512-89)3a uumu pe3ynbTataMu BCTAHO-
BIWJIM ONTUMAIBHI lapameTpu 3BaproBanHs: cTpyM 102...105A; wanpyra nyru 18,6...
19,6 V,3a sIKuX yTBOPIOETHCS MIUIBHUH OB 3a MiHIMAJIBHOT KiTBKOCTI IedeKTiB (ITop).

AmoMiHieBu# cmiiaB AMrbM i mpucaakoBUil APIT TPaJUIIHHO OYMIIATN XiMid-
HHUM CIIOCO00M, a 6e3mocepeTHbO Tepe]] 3BapIOBaHHIM TOPELb CTUKY MEXaHIYHO 3a4H-
many Ha mmouHy He Menme 0,1 mm.KyT HaxuTy najgpHHKA ITi]1 9ac 3BapIOBaHHS CTa-
HOBUB 10...15 BiIHOCHO IUTONIMHU CTHKY, BiICTAHb MK COIUIOM IMAaJbHUKA Ta 3BaPIO-
BabHUM MeTanoM — 8...10 mmgosxuna ayru (BiACTaHh MK METAJIOM 1 KiHI[EM IpPO-
ty) — 3...5 mmgaurparu 3axucuoro razy — 20 I/min.

Ocob6muBocTi (hOpMyBaHHS IIBIB KOHTPOJIOBAJIH, BUMIPIOIOYM IX T€OMETPHYHI
PO3MIpH 33 JOMOMOTOI0 eIeKTPOHHOro mraHreHuupkyiss APT-34460-150 foxubka
sumiproBanas 0,03 mm).Axanizysanu 3miny cepennboi mupusan b i Bucotn h miBa, a
Takox mupuHu by 1 Bucotu hy xopens msa (puc. 1b).
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Puc. 1.Cxemu 3BapHOro 3'€iHaHHsI (@) 1 po3TanryBaHHs CTHKY ITiJ] KyTOM [3 BiJHOCHO
ropusoHTansHOi miomwHy (D); RD —Hanpsim BaibLOBaHHS JIKCTIB.

Fig. 1. Schemes of a welded joia) @nd its location at ang[erelatively
to the horizontal pland); RD — sheet rolling direction.

BusHauany nporuiaBIOBalibHy 3MaTHICTh 3BapIOBANBHOT IyTH 32 PI3HOTO HAXHITY
CTHUKIB JI0 TOPH30HTAJII 3aJICXKHO BiJl IBUIKOCTI 3BaproBanus (Vy, = 23, 40i 57 m/h)rta
OLIHIOBaIIH T BIUIMB Ha T€OMETPUYHI po3Mipu 1miBiB (puc. 1b) Ta iX BIacTHBOCTI.

36



CTpyKTypHO-MEXaHIYHAN CTaH METady y PI3HUX 30HAX 3’ €THAHb 3aJEKHO Bif
TEXHOJIOT11 3BapIOBAHHS OI[IHIOBAJIH 3a Or0 MUTOMOIO EIEKTPONPOBinHicTIO (X), BUKO-
PHCTOBYIOUH BUXPOCTpyMOBHit cTpykTypockomn BEIT-21 [9]3 noxnbkow BUMiprOBaHHS
0,1MSm/m.

Jlst BU3HAYCHHS MEXaHIYHHUX BIIACTUBOCTEH 3BapHUX 3’ €IHAHb 3pa3Ky BHPI3aiH i
HABAHTAXKYBAJIH MEPICHIUKYISIPHO 0 OCi 3BAPHOTO IIBA. XapaKTEPUCTUKU MIITHOCTI 1
TUTACTHYHOCTI BCTAHOBIIIOBAIM HA CTAHIAPTHUX 3pa3kax-cMyrax 3aBmupruku 20 mm

. . C ol WI BM Il — WM ; —BM WJ
[10]. Busnauanu xoedinientu minuocti K, =0y /oy 1 Kj =0y /oy, ne 0
— MinHicTh 3BapHOro 3’ eaHands (WJ)3 TeXHOIOrYHIM HOCHICHHSM I1Ba,; O\O/M — MiI-

Hicth Metany mBa (WM) 6e3 TeXHOIOr YHOTO TOCUIICHHS; 05 M MilHiCTh OCHOBHOTO

merany (BM), a Takox ONIHIOBAIM IUIACTHYHICTH METANly IIBA 3@ 3HAYEHHSM KyTa O
3aruHy 3paska jo pyiinysanss [10].

XapakTepucTuky uKTigHo1 TpimuHocTidkocti (LIT) BusHavanu Ha 3pa3kax-cMy-
rax mmpuHoo 30 mm3 roctpum (pagiyc 0,1 MM)6oKkoBHM BHPi30OM B3IOBXK OCi 3Bap-
HOTO IIBa 33 CTaHAapTHO MeToaukoro [11]. ByayBanu giarpamMamu MIBUAKOCTEH poc-
Ty BTOMHOI MakpoTpituau — 3anexuocti da/dN-AK 3a gacroru 10...12 Hzi koedirri-
enrta acumeTpii R = 0,1luukiny HaBanTaxenus y mositpi npu 20°C. JJoBxkuHY TpiluHHA
BuMipsun karetomerpoM KM-6 3a 25«partHoro 30inbrienHs 3 noxuOkoro 0,02 mm.
Jiarpamu onucyBalli aHATITHYHUMH 3aJIS)KHOCTSMU:

da/ dN= G(AK - AK,)™, mpu 1072 < da/dN< 108 micycle;
da/ dN= G (A K™ , npu 108 <da/dN< 10° m/cycle.

Xapakrepuctukamu LT marepianiB BuOpanu mopir Bromu AKy, = AKl_Olo Ta [HK-

JI4YHY B’ A3KICTh pyliHyBaHHA AKfc = AKl_dr’ — po3maxu Koe(ilieHTa iIHTEeHCUBHOCTI Ha-
npyKeHs 3a wBHAKOCTi pocty Tpimman da/dN = 107°1 10°° m/cycle,innosinto. st
OLIIHIOBaHHS €(EKTUBHOCTI TEXHOJIOTIi 3BapIOBAHHS IOPIBHIOBAIN TPINIMHOCTIHKICTD
MeTally IIBiB i OCHOBHOT'O METaIy, IPH [[bOMY 3Pa3Kd OCHOBHOT'O METATy BUPI3aiH M0-
NepEeK HANpPsMY BasbIfoBaHHs JTUCTIB (T-L 3paskwu).

Pe3yabTatu Ta iX o0roBopeHHsi. I eomempuuni i cmpykmypHo-mexaniuni oco-
onusocmi 3eapruux wieis. 1lin yac 3BaproBaHHs 3i mBHAKICTIO 23 M/hmmpuna miBa
3MIHIOETBCS 3aJICXKHO BiJ KyTa [3 MPOCTOPOBOrO PO3TAIIyBAHHS CTHKIB. y BEPTHKAIb-
Homy (B = 90°) ciocrepiranu Haiimenmny mupudy mBa (b = 9,3 mm),a waiimupmmit
moB (b = 9,8 mm) —pu B = 0, 1o MOB’ s13aHO 3 BiAMOBIIHOO KIHETUKOIO KPHUCTAi3alii
MeTally MiJl 4ac OXOJIO/PKeHHsI 3BaproBaibHOT BaHHH. HaliMeHIy mupruHy KOpeHs 1Ba
(b = 4,4 mm)oTpumanu 3a opieHTanii CTUKY B ropu3oHTanbHii wionmsi (3 = 0),a 31
3pocranHaM Kyta Haxuiy (B = 90°)BoHa 30iibHIyeThCs 10 5,7 mm.

Prc. 2. BIiB NpoIuIaBIioBaNIbHOT 7 ” - ‘{7-
3IaTHOCTI 3BapIOBallbHOI Ayru Ha Gopmy 1 /_0,44 1\- ----- S
kopens mBa (1 —mmpuna by; g 5k T \/
2 —sucora hy, nus. puc. 1b). & 3 e < 3
Fig. 2. Influence of penetrating ability & g !/ 1 o
of welding arc on weld root form 1L & o0 O
(1 — widthby; 2 — heighth,, see. Fig. ). |

|
15 17 19 21 23 410%)s

3a mBuakocti 3BaproBanns 40 m/h,komu ckopouyeThes yac nepeOyBaHHSI METATY
MIPH BHUCOKiM TeMIlepatypi, croctepiraiy 3MeHIICHHS Ha 5% reoMeTpuyHuX po3MipiB
uiBiB, a 3a mBuAKocTi 57 M/h —Ha 10%. 3aranom po3mipu KOpeHs HIBa 3pOCTAIOTh 3i

37



301IBIIEHHSIM TIOTOHHOT eHeprii 3BaproBanust ( (puc. 2): Oinbiie mmpuna by 1 MeHre
Bucora hy.

O1iHKYy CTPYKTYpHO-MEXaHIYHOTO CTaHy PI3HUX 30H 3BapHHX 3 €JHAHb 3AJICKHO
BiJl IIBUAKOCTI 3BapIOBAHHS i MPOCTOPOBOTO PO3TAIIYBAHHS CTHKIB BHKOHYBAIM 32
JIOIIOMOT'O0 CKaHYBaHHsI IXHBOI MOBEPXHI BUXPOCTPYMOBUM JlaBadeM 3 KPOKOM 2 Mm.
3a ycepeqHEHUMH pe3yiibTaTaMd BUMIipIOBaHHs mUToMol enektpornposignocti (ITEIT)
TICIISl 3HATTS TEXHOJIOTIYHOTO TIOCHIICHHS IIIBa BCTAHOBJICHO 3aJexKHicTh 3HaueHb [TEIT
MeTaJy X 30H Bi crocoOy 3BaproBanHs. Xapaktep posnoainy [1EIT y pi3aux 30Hax
MPaKTUYHO 30ira€ThCsl 3 BIAMOBIAHUM po3moiisoM TBepaocti. Bumano (puc. 3a), mo B
30Hi Tepmiunoro BBy (HAZ) TTEII piBHa BH3HAuUEHIH it oCHOBHOTO MeTaiy (BM),
B OKOJII JIiHIi CIUIABJICHHS BOHA MO 3HMKYETHCS, a MiHIMAJIbHI 3HAYCHHS BiIMOBiIa-
foth Metany mBa (WM). Bigomi xopemsimiiiai 3anexuocti Mk ITEI, crpykrypHIMH
napaMeTpaMu 1 MeXaHIYHUMHU XapaKTePUCTUKAMU HU3KH AJFOMiHIEBUX CIUIABIB CBij-
yate [12, 13], 1m0 3umkenns ITEIT moB’ si3aHe 31 3MEHIIEHHAM X IUIACTHYHOCTI, TOOTO
MeTall IIBa € KPUTHUYHOI 30HOI0 OCIIDKyBaHMX 3BApHUX 3'€HaHb 3 TOYKU 30pY
CXUIIBHOCTI 10 KPUXKOTO pyiHyBaHHs. ToMy B HOAaNbIIOMY yBary 30Cepeiiniid Ha
BUBUYEHHI 3MIHHU BJIACTUBOCTEN caMe i€l 30HU.
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Puc. 3.3MiHa THTOMOT €JIEKTPONPOBITHOCTI METATy Pi3HHX 30H 3BapHHX 3’ €HAHb, OTPUMAHHX
3a mBuAKOCTI 3BaproBands 23 m/h €) i 57 m/h @) npu xyri B = 90° (@) a ii 3HaueHHS,
BUMIpsIHI B3IOBXK OCi 1B, 3aexHo Bix kyta B (v, = 57 m/h):1 -3 = 0;2— 30°;3 — 45°;
4 —-60°5-90° p). A i B—Touku BumiproBanus (quB. puc. la).
Fig. 3. Change of the electrical conductivity of thetal of different zones of welded joints
obtained at welding speed of 23 m#f) and 57 m/h¢) at angleg3 = 9C° (a) and also its values
measured along the axis of the weld (welding spe&d oh/h) depending on andle
1-B=0;2-30°3-45°4-60°5-90° ).
A andB are the measurement points (see. Fg. 1

3uavenns [1EI, BuMipsiHi B3IOBXK OCI IIBA 3 TEXHOJIOTTYHUM MOCHIICHHAM (TOYKH
A i B na puc. 1a), 3anexars Bix KyTa [3 IpOCTOPOBOIO PO3TAIIYBaHHS CTHKY ITiJ] 4ac
3BaproBanns (puc. 3b): mpu B = 01 B = 30°BoHu Maibxe onHaKoBi, a mpu 3 = 45°...90°
— cyTTeBO MeHI. L{e Moke CBiTUUTH PO BiIXWICHHS BiJl ONTUMAIBHOTO CTPYKTYPHO-
MEXaHIYHOTO CTaHy MeTamy, sikuil orpumyroth npu [3 = 0...30°.IIpu upomy Taka Kap-
THHA iJICHTUYHA HA BCil MOBXKuHI 3BapHOro msa (ricrorpamu A i B na puc. 30 mpak-
THYHO OJTHAKOBI).

Mexaniuni xapakmepucmuxu 36aprux wigig. 3 NPAKTHYHOT TOUKU 30y HAHOLIb-
1M iHTepec BUKIIMKAE 3BaproBaHHs 6e3 hopMyBanbHOT migkaaku npu [3 > 0.Tlopis-
HSIHHSI PE3YJIbTATIB, OTPUMAHUX JIsl IIbOr0 BUMaAKy mpu Vi, = 231 40 m/h,nokasye

(puc. 4), mo BimHOCHA MINHICTH 3BapHOro 3’ enHaHHs (Koe(illieHT KLIJ ) Ta BigHOCHA

MinHicTh (KoedirieHT KL',I) i wiactuyHicTh (KyT 0) MeTany IiBa ciabo 3auexarh Bil

KyTa [ mpOCTOPOBOrO pO3TAllyBaHHS 1 MIBUAKOCTI 3BaplOBaHHs CTHKIB (puc. 4a, c).
[Ipu upoMy MOTPIOHO BiN3HAYMTH, IO 3aCTOCOBAHA TEXHOJIOTIS 3BAPIOBAHHS JJO3BOJIIE
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OTPUMYBATH SKICHI 3BapHi IIBH, JIe MII[HICTh 3BAPHOTO 3’ €THAHHS 1 METAy IIBa CITiB-
MipHa 3 MIIJHICTIO OCHOBHOTO METaITy (KLIJ =0,88.. .O,96;KL',I =0,91...0,95)[Tnacruy-

HicTh MeTany 1mBa (a = 90°...122°)nemo nocTynaeTbesi OCHOBHOMY MeTany (0 = 180°),
aJne 3aJIMIIAETHCS 3HAYHO BHILOKO BiJl HUXKHBOI MEXI, sSIKa TOMYCKAEThCsl HOPMATHBHU-
MU JIOKyMEHTaMH Ha BUTOTOBJICHHS 3BapHUX KOHCTPYKIIIH 3 aFOMIHIEBUX CIUIABIB.
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Puc. 4.3anexHicTh (i3uKo-MeXaHIYHMX XapaKTEPUCTHK: BiTHOCHOT MIIIHOCTI 3BapHOTO
3’ €THaHHS KL|J (d) i merany ma K| (M), rpanuanoro kyta saruny d (@),

nopory Bromu AKy, (A), nukmigaoi B si3kocTi pyiiryBanas AKy. (A) i TTEIT x (%)
MeTay LIBa BiJl KyTa 3 3a 3BaproBaHHs 63 (opMyBaIbHOT MiAKIAIKH
3i mBHAKicTIO Vy, = 23 M/h &, b) i 40 m/h €, d).
Xapakrepuctuku LT 1 [TEIT Bu3Ha4yeHi B30BXK OCI 1IBa.

Fig. 4. Dependence of the physical and mechanicabckeristics: relative strength
of the welded jointKL'J (d) and weld metaK/| (M), critical bend angle (@), fatigue
thresholdAKy, (A), cyclic fracture toughnedsK;. (A) and electrical conductivity (3)

of the weld metal on ang[gfor joints obtained without forming substrate

at welding speed 23 m/h,(b) and 40 m/hq, d). The characteristics of fatigue crack
growth resistance and electrical conductivity ateresed along the weld axis.

HeonHo3HauHO 3MIHIOIOTBCS BiJl PeXUMIB 3BaproBaHHs xapakrepuctuku LT mis
merany mBa (puc. 4b, d), ockijbku mapameTpu MeXaHiKd BTOMHOTO PyHHYBaHHSI € Haii-
YYTJIUBIIIAME 10 CTPYKTYPHO-(a30BOro CTaHy KOHCTPyKIliiiHux marepiamis [14]. ITo-
PIBHSIHO 31 3BapIOBaHHSM CTHKIB y ropu3onTasbHil mionmHi (B = 0) nopir Bromu AKy,
i nuKTivHa B s3KicTh pyiHyBaHHs AKg Metany BeptukansHux 1mBiB (B = 90°) 3HmKy-
€ThCH, MO cynpoBomKyeThes 3menmnenssim [TETL. Tlpu B = 30°ui xapakrepuctuku LT,
HaBIIAKH, 3pOCTalOTh 3a NpakTuyHo He3MiHHOI [1EIl. AHanoriuHy siKicHO, ayie OiIbIie
BHUPKEHY KUTBKICHO CHTYaIlil0 CIIOCTEPIratoTh 3a 3BaplOBaHHS Ha (GOpMYBaJbHIN Mij-
wiaiui (puc. 5), 0coGIUBO 31 3pOCTaHHAM MIBHAKOCTI 3BaproBaHHs Bix 23 1o 57 m/h.
IMOBipHO, 3a MPOCTOPOBOTO PO3TAIIYBaHHS CTUKIB mig KyToM 3 = 30° 10 ropu3oHTab-
HOI TUTIOIIMHY BIUTUB TPAaBITAlIHOTO YMHHHUKA HAa KIHETHKY PIAKOTO MeTary 00yMOB-

JIFOE ONTUMAJIbHE MOETHAHHS MIKPOCTPYKTYPHHX MapameTpiB i geeKTHOCTI (KiTbKOCTI
[I0p) METaly IIBa.
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Puc. 5.3anexuicts xapakrepuctuk L[T AKy, (A) i AKy, (A) ta ITEIT X (%) Merany mBa
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Fig. 5. Dependence of fatigue crack growth résistahegacteristicAKy, (A), AK;. (A)
and electrical conductivity (%) of weld metal on angl@ for joints obtained
using forming substrate at welding speed 23 ma)tafd 57 m/hk).

[TopiBHSAHHS JiarpaM MIBHIKOCTEH pOCTY BTOMHOT MaKpOTPILIUHH B PI3HUX 3Bap-
HUX IBaxX Mokasye (puc. 6), 1110 3a 3BaproBaHHs i1 OnTHMaIbHUM KyToM [3 = 30°Haii-
BUIIY TPINIMHOCTIMKICTh JEMOHCTPY€E METall IlIBa, OTPUMAHUK Ha (OpPMYBAIBHIN Mij-
kiami opu Vy, = 23 m/h pusa 1). Ilpu v, = 57 m/h {pusa 2) i npu v, = 23 m/hoes
(dopmyBanbHOi migknanaku (kpuBa 3) xapaktepucTuk 1T 3HIKYIOTHCS, OCOOIHUBO Y
BHUCOKOAMIUTITYIHIH 00JacTi iarpamu, sika BU3HAYa€ MUKIIYHY B A3KiCTh pyHHYBaHHS
AKf.. HalfHIKYy TPINIMHOCTIAKICTh Ma€ METAJI IIBa 32 3BapIOBaHHA 0e3 popMyBaIbHOL
migkraaku npu Vi, = 40 m/h gpusa 4). Takum 4rHOM, 31 3pOCTAHHSIM IIBHKOCTI 3Ba-
PIOBaHHS TPIIMHOCTIMKICTh METAITY IIIBA 3HUKYETHCS.

-5

10
-6
10 . . o
° Puc. 6.IlopiBHsHHS aiarpam HIBUIKOCTEH
£ POCTY BTOMHOT MaKpOTpPillIMHH B Meraii
ié 1077 11IBA 32 3BAPIOBAHHS CTHKIB
. mig kytoMm 3 = 30°Ta B OCHOBHOMY MeTaJIi:
SH 1 —meran msa, vV, = 23 m/h,
< 10 Ha QOpMyBaJIbHIN HiAKIaALI;
2 —Meran mBa, 57 m/hza migkmammi;
9 3 —wmeran wBa, 23 m/h,6e3 miaxnagky;
10 4 —wmeran mBa, 40 m/h,6e3 migkmagku;
/i 5 —ocHoBHuil metain, T-L 3pa3ku.
1 0_1() alid o , R
2 4 6 810 20 30 40
AK, MPa Vm

Fig. 6. Comparison of fatigue cracks growth rates@éweld metal under joints welding
at angle3 = 30° and also in base methk- weld metal, welding speed 23 m/h using forming
substrate? — weld metal, welding speed 57 m/h using formingstnalte;3 — weld metal,
welding speed 23 m/h without forming substrdte; weld metal, welding speed 40 m/h
without forming substraté — base metal (T-L specimens).

IMopiBHIOIOYH 11 JaHi 3 pe3yibTaTaMyd BUOPOOYBaHHS OCHOBHOTO MeTany (Kpu-
Ba 5), KOJIM BTOMHA TpIIl[MHA POCTE B3IOBXK HAmpsAMy BanbirioBadHs JucTiB (T-L 3pas-
KH), TOOTO mapajienbHO Oci 3BapHOro mBa (muB. puc. la), MOXKHA KOHCTATYBaTH, L0
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MeTaj] IIBa 3'€HAHb, 3BAPCHUX 3a IMPOCTOPOBOIO PO3TAIIYBAHHS ITiJ] ONTHMAIEHIM
kyroM 3 = 30°Ha (opMmyBanbHil miaKIaAni 31 mBUAKICTIO Vi, = 23 M/h &pusa 1) 3a
xapakTepuctiukamu LT mpakTHYHO HE MOCTYMaeThCss OCHOBHOMY Metany. Komu 3Ba-
pIOBaTH 3 IEO K IBUAKICTIO Oe3 miakmanku (kpuBa 3), TO TPIIMUHOCTIHKICTh METATY
IIBa 1 OCHOBHOTO METajly B MPHUIIOPOTOBIH 1 CepeHbOAMILTITYAHIM TUISTHKAaX Jiarpam
Maike OJJHaKOBa, a y BUCOKOAMIUTITYAHIM — MeTaJl IIBa 3a TPIIIMHOCTIMKICTIO Jenio
HOCTYIIA€ThCS OCHOBHOMY METaIy.

BUCHOBKH

Brnepure mocimimpkeHO 3aKOHOMIPHOCTI BIUIMBY IPOCTOPOBOTO  PO3TAIlyBaHHS
CTHKY 32 PI3HHUX IIBHIKOCTEH IMIYJIbCHO-yTOBOI'O 3BAPIOBAHHS [UIABKHM EJICKTPOIOM
JHCTIB KOHCTPYKIIHHOTO aIFOMIHIEBOTO cIuTaBy AMTrSM 3 BUKOPHCTaHHSM MPHCAIKO-
BOTO JIpoTy 3BAMr6 Ha (hi3MKO-MeXaHi4HI BIACTUBOCTI 3BapHUX 3’ €IHaHb. Ekcrepu-
MEHTAJIbHO BCTAHOBJICHO, IO CTAa0UIBHICTh 3BapIOBaHHS “y BUCSYOMY IIOJOXKCHHI"
3a0e3MeUyroTh IUISIXOM MOJYJISAIIl apaMeTpiB 3BapIOBATBHOTO CTPYMY, HAIPYTH Ha
Iy3i Ta IBUAKOCTI 3BaproBanHs. Lle Jae 3Mory KepyBaTH TEIJIOBKIAJCHHSAM Y 3Bapro-
BaJIbHUM MeTal 1 MBUAKICTIO KpUCTAJi3allil MeTaly BaHHH Ta 3BaproBaTH 0€3 BUKOPH-
CTaHHS MIAKIATHUX (OPMYBAIBHHUX EIEMCHTIB.

XapaKkTepUCTHKA MUKITIYHOT TPIIIUHOCTIHKOCTI TyTIUBIII 1O 3MIiHH CTPYKTYPHO-
MEXaHIYHOTO CTaHy METaly IBa 3BapHUX 3 €JHAHb JIUCTIB IIbOTO CIUIABY MOPIBHSHO 3
0ro XapakTepUCTMKAMK MiITHOCTi i MIACTHYHOCTI 3a CTATUYHOrO HABAHTAXKEHHS. IX
ONTUMAJIbHI 3HAYCHHS B MOHTQ)KHUX YMOBaX JIOCSATAIOThH 33 PO3TAIIyBaHHS CTHKIB il
kyToM 30°BiIHOCHO TOPH3OHTAILHOI TUTOMWHY. [lonepeHii KOHTPOIb BIACTHBOCTEH
[UX 3BapHUX 3’ €[HAHb MOYKHA 3IHCHIOBATH HEPYITHIBHIM BUXPOCTPYMOBUM METOJIOM
3a TIUTOMOIO EJIEKTPOIPOBIAHICTIO METANY.

PE3IOME. VccnenoBaHbl 3aKOHOMEPHOCTU BIMSHHS IPOCTPAHCTBEHHOI'O IIOJIOKEHUS
creikoB (mox yrimom 0, 30°, 45°, 90DTHOCHTENBHO TOPU3OHTANBHOM TUIOCKOCTH) TIPH Pa3jind-
HBIX CKOPOCTSIX UMITYJIbCHO-IyroBoii cBapku (23, 40, 57 m/hjuiaBsiuumest 21eKTPOIOM JIHCTOB
KOHCTPYKIIHOHHOTO aJIFOMUHHEBOTO cruiaBa AMrSM touniunoi 4 MMc UCHOIb30BaHHEM MTPH-
cagouHo npoBosiokd CBAMI6 Ha GH3MKO-MEXaHHYECKHE CBOHCTBA CBapHBIX coefuHEeHU. [1o-
Ka3aHO, 4TO, YNPAaBJsid TECIUIOBJIOXKEHUEM B CBAPOUHBI METAJI U CKOPOCTHIO KPUCTAJUIN3ALUU
MeTalla BaHHbI, MOXHO OCYILECTBIIATh CBapKy 0€3 UCIOJIb30BaHUS HMOAKIATHBIX (HOPMUPYIO-
IIMX 3JEMEHTOB. YCTAHOBJIEHO, YTO ONTUMAJBHBIE XapPAKTEPUCTUKHM LMKIMYECKOW TPELIMHO-
CTOMKOCTU MeTaja IIBOB 3TUX CBAPHBIX COCAMHEHUH o0ecreunBacT pa3MELEHUE CTHIKOB B
MOHTaXHBIX YCHOBHAX 1of yriaoMm 30° OTHOCHTENBHO TOPU30HTANIBHON IocKocTH. [IpenBapu-
TEJIbHbI KOHTPOJIb CBOMCTB 3TUX CBApHBIX COEIUHEHMH MOXHO OCYIIECTBIIATH HEPa3pyLIaro-
MM BUXPETOKOBBIM METOOM IO 3HAYEHMIO YJEIBHOM JIEKTPOIIPOBOAHOCTH METaJlIA.

SUMMARY The regularities of the influence of joint spgwsition (angle 0, 30°, 45°, 90°
relatively to the horizontal plane) at various sfeef pulsed arc welding (23, 40, 57 m/h) by
consumable electrode of structural aluminum alldyir5M sheets, 4 mm thick using filler wire
CsBAMTr6 on physical and mechanical properties of weldé@utgoare investigated. It is shown
that by controlling the quantity of heat input irttee weld metal and the rate of the metal bath
crystallization, the welding can be carried out withose of the welding forming elements. It is
found that the optimum fatigue crack growth resistacharacteristics are provided bt the place-
ment of the joints at angle 30° relatively to aihontal plane. Preliminary checking of the pro-
perties of the welded joints can be carried outhgyrton-destructive eddy current method using
the measurement of the metal electrical condugtivit
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