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BII/IMB ®OPMU IMITYJIBCIB 3BAPIOBAJIBHOI'O CTPYMY
HA BJIACTHUBOCTI 3' € ITHAHb AJIIOMIHI€EBUX CI1JIABIB

A. M. JKEPHOCEKOB*, B. €. ®EJOPYYK *, I". [1. KHCJIA ?,
B. A. KOBAJIb , IO. B. ®AJIBYEHKO *

! IHcmumym enekmpo3eaptosaHHs im. €. O. [Namorna HAH YkpaiHu, Kuis;
2[pAT “MnasmaTex", Kuig

JlociipkeHO BIUIMB TapaMeTpiB IMIYJIbCHUX IDKEPEN KHUBICHHS IiJ 4ac 3BapIOBaHHS
TUIABKHM EJICKTPOJOM Ha OCOOJNMBOCTI ()OPMYBaHHS CTPYKTYPH 1 BIaCTUBOCTEH 3BapHHUX
3'€IHAHP PI3HUX ATOMIHIEBUX CIUIaBiB. 3MIHCHEHO MOPIBHUIBHI TOCHIKEHHS BUOpaHUX
JOKEpEIT )KUBJICHHS Ta OTPUMAHO 3BapHi 3’ €IHAHHS aTIOMiHI€BUX CIUIABIB 32 ONTUMAaTbHUX
peXuMiB 3BaproBaHHS. BukoHaHO MeTanorpadiuHi 10OCIiKEHHS Ta BCTAHOBJIEHO 0CO0JIH-
BOCTI 3HEMII[HCHHS AJIFOMIHIEBHX CIUIABIB y 30HI TEPMIYHOTO BILIMBY MiJ €O TEIIa 3Ba-
pIOBaJbHOI AyTH. BUsBICHO mepeBard BUKOPUCTAHHS JDKEpPEN 3 PErylboBaHoi0 (Gopmoro
cTpyMy Ast (HOpPMYyBaHHS 3BapHOTO IIBA, HOTO CTPYKTYPH Ta MEXaHIYHUX BIIACTHUBOCTEH
3BapHUX 3’ €/IHAHb.

KirouoBi cioBa: ivnynscno-0yeose 36aproeants, niaskuil erekmpoo, gopma iMnyniscie

CMpYMY, AIOMIHIES] CNABU, 36aPHI 3' COHAHHS, 30HA MEPMIYHO20 6NIUBY, MIKDOCMPYKIMY-
pa, po3nooin meepoocmi, MeXaHiuHi 61ACMU8OCHI.

The influence of the parameters of pulsed-arc pawerces in fusible electrode welding
on the specific features of formation of the stnwetand properties of welded joints of
various aluminium alloys is studied. Comparativstseof selected power sources were
carried out and welded joints of aluminium alloys evproduced using optimum welding
modes. Metallographic investigations were performed peculiarities of aluminium alloy
softening in the heat-affected zone under the impéavelding arc heat were studied.
Advantages of application of power sources with aroilet current shape for a weld
formation, its structure and mechanical propexieselded joints, are shown.

Keywords: pulse-arc welding, fusible electrode, current pidbape, aluminum alloys, welded
joints, thermal impact zone, microstructure, hardndistribution, mechanical properties.

Beryn. IMmynbcHO-IyroBe 3BaplOBaHHS IUIABKMM EJIEKTPOIOM 3aliMae HepenoBi
MO3MIIII cepesi AYrOBUX CIOCOOIB 3BaprOBaHHS 3a 00 €eMaMU BHUPOOHHMIITBA 3BapHUX
KOHCTPYKIIi#i y MalIuHO-, pakeTo- Ta cyaHoOyayBanHi [1—4]. Moro 3acTocoByioTh SIK
CaMOCTIIHO, TaK i B KOMIUIEKCI 3 iHIMMU criocobamu 3BaproBaHHs [5—7].

IcHye nexinbka OCHOBHHMX BapiaHTIB IMITYJbCHO-AYTOBUX JDKEpeNl J>KUBJICHHS,
OJIMH 3 HHUX — II¢ IUTaBJICHHS METAIly €JIeKTPOa IIiJ] 9ac MPOXOIKEHHS 0a30BOT0 CTpPY-
My 1 IepeHoCy KpaIuli, [0 YTBOpWJIacs B MOMEHT Iozadi iMIyiscy. Po3noBcromkeHi-
MKl BapiaHT, KoMK 0a30BHH CTPYM TUIBKH MIATPUMYE TOPIHHS JIYTH, a IMITYyJIbCHHN —
PO3IIIABIISE 1 IEPEHOCUTD EIEKTPOIHINA METAIL.

[MapameTpu iMITyITBCIB 3BapIOBATLHOTO CTPYMY 1 iX (hopMa 3a3BHUAil HE ONPIUTION-
HIOIOTHCSI PO3POOHMKAMU JDKEpell KUBJICHHS AyTH 3 MipKyBaHb “HOy-xay”. TiIbKkH iHO-
Ii Taka inpopmallis 3'SBISETHCSA B pekiaMHuX minsax. Hampuriaza, mokazana (puc. 1)
(dopmMa 3MiHH CTPyMY Ta HaNpyTrH 3a iMITyJIbCHO-IYTOBOTO 3BAPIOBAHHS JKepesia JKH1B-
nenust Gipmu “Fronius” [8].

KoHmakmHa ocoba: B. €. PEJOPYYK, e-mail: vicf@ukr.net
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Puc. 1. ®opma iMIyNIbCiB 3BapIOBAILHOTO

CTpyMY 1 HAIIPYTH B JUKepenax KUBICHHS

nyrd ¢ipmu “Fronius” [8], ne t —uac, ms;
U —mHanpyra, V; | —3BaproBanbHuil CTpyM, A.

UV, LA

Fig. 1. Shape of pulses of welding current
and voltage in arc power sources of “Fronius”
company [8], wheré— time, ms;
U — voltage, Vi — current, A. u t, ms

HoctynHimor € indopMmais moa0
PO3pOOKH TEXHOJOTII 1 JPKepel KUBJICHHS ‘
JUISL IMITYJIbCHO-IyTOBOTO 3BapIOBaHHS B
HAayKOBO-IIOCIIZIHUX IIeHTpaX. Tak, Ha-

TNpUKNaj, ANOHCHKI fociiauuku [9] ompu- 7 A U,V
JFOIHWIA OCLUJIOIPaMHU 3BapOBAILHOTO . 130
CTpyMy i Hampyrs Ha aysi mix €ac iM- 01 g i 1
MyJBCHO-IYTOBOTO 3BApPIOBAHHS aJIOMiHi- N/- 1 _,f\_A,\Aj 20
eBux cmiaBiB (puc. 2). ITokasanu, mo 3a T
OpSMOKYTHOT (hOpME  IMITYJIBCIB 3Bapio- 200
BAJIILHOTO CTPYMY BiJIpHB KpaIuIi MPU3BO- C
JIUTh JIO YTBOPEHHS NpiOHUX OpH30K, i .

U [
I
) . 0 2 6 1,ms
MPOIMOHYIOTh MOJINIICHY (POPMY IMITYJIb-
Cy, fKa yCyBaTHME HAJIUMAaHHSI OpU30K Ha
BUPIO Ta TOKpAIIUTh 30BHINIHIA BUTIISA
a4

/

10

3BapHHX IIBIB.

B Iuctutyri enexTpo3BaproBaHHS . .
(IE3) im. €. O. Tarona HAH Ykpaitu . Puc. 2. @opun immynbeis crpymy

. 1 HalIpyTH 111 4ac IMIYyJIbCHO-AYT'OBOT'O

po3podueHo JpKeperto IMITYJIRCHOTO CTPY= 3BapIOBAHHS AJIFOMiHI€BHX CIUIaBiB [7].
my ayru [10, 11], ske peanizye KOHIEM-
1if0 6araTopiBHEBOTO IMITyJIbCY CTPYyMY Fig. 2. Shapes of pulses of current
(puc. 3). Ipu upomy 6a30Buit CTpyM mia- and voltage.iry pulsed-arc welding
TPUMYE TOPIHHS IYTU 1 PEryIIOETHCS 3a- of aluminium alloys [7].
JISKHO BiXl JlaMeTpa 3BapIOBaJbHOTO JPOTY Ta MOTO TEMIO(I3MYHUX BIACTUBOCTEH, a
IMITyJILCHHIA — PO3JIIJICHO HA JBA: MEPIIUI PO3IUIABIIIE 3aJaHii 00’ €M METally Ha TOPITi
€JIEKTPOJIa, & IPYTUH TUTBKH BIAPUBAE 1 MEPEHOCHUTH KPAILTIO SIICKTPOJHOTO METANTY.

3acTocyBaHHsI IMITYNIBCY CIICIAIBHOT (OpMU, B SIKOMY PO3IUICHI TEIUIOBUH 1 CH-
JIOBUIl BIUIMB HA METAN €JIEKTPOJa, IA€ 3MOTY 3BapiOBaTH 3 MiHIMaIbHUM HOTO BHIIa-
POBYBaHHSM JUIS IMUPOKOTO KJIACY KOHCTPYKIIHHUX MaTepianiB. Taka KoHIemniis 6ara-
TOPIBHEBOTO IMITYJIbCY 3BAPIOBAILHOTO CTPYMY € IEPCIIEKTUBHOIO, OCKUTBKH JTO3BOJISIE
migidbpatu mapamMeTpH iMITYJIbCIB JJIs MaTepialiB 3 Pi3HUMH TETUIO()I3UIHUMHU BIIACTH-
BOCTSMU. IX IJIaBHE PEryjIOBaHHS Ja€ MOXIIMBICTh BHKOPUCTOBYBATH CHCTEMH 3BO-
POTHHX 3B’ SI3KiB JIJIs1 aBTOMATH3AIlii 3BapIOBAHHSI TUIABKAM €JICKTPOIOM.

Meta poOOTH — BU3HAYUTH OCOOJIMBOCTI ()OPMYBAaHHS MIKPOCTPYKTYPH Ta MeXa-
HIYHHUX BJIACTUBOCTEH 3BapHUX 3 €JHAHb ATIOMIHIEBHX CIUIABIB IIijl Yac IMITYJIbCHO-
JYTOBOT'O 3BApIOBAHHS IUIABKUM EJIEKTPOJIOM 31 3aCTOCYBAHHSM JDKEPEN JKUBICHHS 3
KEpPOBAaHOI (POPMOIO CTPYMY.

Marepiaian i MeToau aociimxkeHb. /g I0CHiKeHh CTUKOBUX 3BapHUX 3’ €1-
HaHb BUKOPUCTOBYBAJIH JINCTH CTAHJIAPTHUX AITFOMIHIEBUX cIiaBiB AMr6, AMr5, /116,
19153aproBmiku Big 2 o 6 mMm. [lnist 3BaproBaHHs 3aCTOCOBYBAJIM JIPIT Mapku 3BAMr6
0 1,2 mm,a juis 3aXUCTy 30HU 3BApIOBaHHSA — aproH BUIIIOTO IaTYHKY BiAIMOBIAHO 110
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TY V 20.1-21543199-004:20191inroToOBKY OCHOBHOTO i €JIEKTPOJAHOTO MaTepialiB
3ilcHIOBaM XiMiuHUM TpaBiieHHsM Yy 10%My BogHOMY po3unHi NaOH3 noganeimm
ocpitieHHsiM B 30%my BomHomy po3urHi HNOs;. ABTOMaTHYHE iMITYJIBCHO-IYTOBE
3BapIOBAHHS TUIABKUM EIIEKTPOJIOM BUKOHYBAJIH B HIDKHHOMY IOJOKEHHI BiJI JuKepena
xuBieHHs Gipmu “Fronius” TPS-450ra mkepena, po3podienoro B IE3 im. €. O. Ia-
TOHA, 3 KEPOBaHOIO (hopMOI0 3BaproBajbHOrO CTpyMy (prc. 3).

Puc. 3. ®opma iMnyInbCiB 3BaprOBaIbHOTO
CTpYMY 1 HaIIpyry Ha Ay3i BiJ Jokepena
UBIICHHS, po3pobieHoro B [E3
im. €. O. Iarona, ae U(t) —Hanpyra
B JJaHUH MOMEHT 4acy, V;

i(t) —3BaproBanbHMIA CTPyM, A.

Fig. 3. Shape of pulses of welding current
and arc voltage from the power source
developed at the Paton Electric Welding
Institute, wherei(t) — voltage at a given
time, V;i(t) — current, A.

dipma “Fronius” € ofHi€Io0 3 IEPEIOBHX Y CBITI 32 BUIIYCKOM CYYacCHOTO €JIEKTPO-
3BapIOBANILHOTO O0JIAIHAHHS /IS AyrOBKX Ta riOpuaHuX 3Baproanb [12, 13].1i o6naz-
HAHHS [MIHPOKO BUKOPUCTOBYIOTH IUIS PI3HUX TEXHOJIOTIH, B TOMY YHUCII 1 THX, SKi pO3-
pobGisiots B IE3 im. €. O. ITarona [11, 14, 15].Tomy nopiBHsIbHI BUIIPOOOBYBaHHS
CTBOPEHOTO 00JIaIHaHHS 3 00JNIaHaHHAM Takoi Gipmu € kopekTtHi. [lapamerpu 3Bapro-
BaHHsI 00UpaNU 3 YpaxyBaHHSIM TOTO, [0 HEOOXiqHO 32a0€3NeUNTH TIOBHE ITPOBApPIOBAH-
HS CTHKIB.

AHaIBYBAIM MIKPOCTPYKTYPY 32 JIOTIOMOT'OFO0 ONTHYHOTO Mikpockorna MMT-160@B.
BumMiproBanu TBepIiCTh 3a TepepizoM 3BapHUX 3’ €IHaHb 3a mKkanorw HRB Ha mpumami
Rockwell 3 xyapkoBum inmentopom [1 1/16 mrotima 3a HaBantaxkenHs 600 N.Mexa-
HIYHI JTOCII/PKEHHS TPaHMINI MIIHOCTI 3aikicHioBanu BiamoBigHo no 'OCT 1497-84
(UCO 6892-84).

Pe3yabTaTn gociigkens Ta ix odorosopenns. [1in yac qoCiKeHb BUKOPUCTAIN
YOTHPH ATFOMIHIEBI CIUIABH, JBa 3 SKUX HAJEkKaTh JO KIAcy CIUIABIB, sIKi HE 3MIIIHIO-
IOTBCSL TEPMIYHOI0 00poOKoI0 (AMr6, AMr5), a aBa i (J116, 1915)MoxyTh 3MilHO-
BATUCh MiJ] Yac TepMiuHOT 00pOOKM rapTyBaHHsM Ta ctapinasMm. Haseneni (puc. 4, 5)
HalixapakTEePHIlIl MIKPOCTPYKTYPH 3BapHUX 3’ €THAHB JUIS IIUX TPYII CILIABIB.

Ha puc. 4 momaHo MiKpOCTPYKTYpPY OCHOBHHMX 30H 3BapHUX 3'€JIHaHb CILUIaBY
AMTrb5, otpumanux 3BaproBaHHsM MertomoM Pulse MIG 3 BukopucTaHHAM IpOTY
3BAMTI6 3a 3aCTOCYBaHHS Pi3HUX JHKEPEI 3BAPIOBATEHOIO CTPYMY.

AHai3 MIKPOCTPYKTYPH 3BapHHUX 3'€JIHAHb CIUIABIB, IO TEPMIYHO HE 3MIIIHIO-
IOThCSl, TTOKa3aB, 110, HE3aJIEKHO BiJl BUKOPHCTAHOTO JDKEPENa JKUBIICHHS, CTPYKTypa
MeTaiy IBiB qeHapuTHa. CyTTEBHUX BIIMIHHOCTEH Y CTPYKTYpI IIBIB HE CIIOCTEPIraiy.
B neHTpanpHii YacTHHI MWBIB NEHIPUTH PO3TAIIOBAHI Xa0THYHO 1 HE MAIOTh MEPEBaXK-
HOI opienTariii. JIecHAPUTHUI mapaMeTp I IIBiB (XapaKTEPUCTHKA MIKPOCTPYKTYPH,
1[0 € aHAJIOrOM PO3MIpY 3€pHa, alie IS ICHAPUTHOI CTPYKTYPH JIUTOTO METANy), OTPH-
MaHHX 32 BUKOPHCTAHHS Pi3HUX JDKEPE 3BapIOBATBHOIO HATPIBY, MPAKTHYHO OJJHAKO-
BUi i craHoBUTH 29...32um. CTpykTypa MeTany IIBiB OJHOpiAHA, O¢3 TPyOUX eBTEK-
TUYHUX BKIIOYEHb. besnocepennbo OIS JiHIT CIUIABICHHS pO3TAIIOBaHA O00IaCTh
CTOBITYACTHUX JICHAPHUTIB, CIIPSIMOBAHUX BiJl JIiHIi CIUIABJICHHS 10 LEHTPY IiBa. B 30HI
CIutaBJieHHs 1 30HI Tepmiynoro BrutuBy (3TB) BiaMIHHOCTEH y CTPYKTYypi 3BapHHX
3’ €IHaHb, OTPUMAHUX 3 BUKOPUCTAHHSIM Pi3HUX JDKEPEII, HE CIIOCTEPIraeEMo.
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Puc. 4. MikpocTpyKkTypa 3BapHUX 3’ €JIHaHb aJFOMiHI€BOTO criiaBy AMrb5 3aBTOBIIKK 2 MM,
OTpUMAaHUX 3BaproBaHHsM MeTonoM Pulse MIG3i 3acrocyBaHHSIM Pi3HUX JHKEPEI KUBICHHS:
a — ¢ipmu “Fronius”; b —pospobiere B IE3 im. €. O. INarona.
| —merain mBa; |l — 30na crmasnenus: |l — ocHoBHMI MeTail.

Fig. 4. Microstructure of welded joints of 2 mm thi&Mr5 aluminium alloy produced
by Pulse MIG welding method, when different power sesrare used:
a — Fronius companyy — developed at the Paton Electric Welding Insgitut
I — weld metal; Il — fusion zone; lll — base metal.

Ha puc. 5HaBeneni ¢pparMeHTH MiKpOCTPYKTYPH 3BapHHX 3’ €JTHAHb TEPMO3MIIIHE-
Horo cmiaBy 1915, otpumanux 3BaproBanHsIM MetogoM Pulse MIG3 BukopucTaHHM
JIpoTy 3BAMTIG 31 3acTOCyBaHHIM Pi3HUX JDKEpeN JKUBJICHHS 3BapIOBajbHOI JAyru. Sk
0aunMo, HE3aJIe)KHO BiJl BAKOPUCTAHOTO JKEpENa )KUBIICHHS, CTPYKTypa METaly IIBiB
nerapuTHa. OMHAK 32 3BapPIOBAHHS TEPMIYHO 3MIITHEHUX CIUIABIB CIIOCTEPIraeMo JesiKi
BiJIMIHHOCTI B JIUCIIEPCHOCTI CTPYKTYpH MeTaiy mBiB. Tak, JeHAPUTHHI ITapaMeTp Uit
IIBiB, OTPUMAaHHUX 32 BUKOPUCTAHHS JDKEpeNa 3BaproBalibHOI MyrH, ctBopeHoro B IE3
iM. €. O. [1aTona, cranoButh 11...13um, BogHOYAC JUTsI MIBIB, OTPUMAHUX 32 BUKOPHUC-
TaHHs JKepesia 3BaproBalbHOr0 Harpiy ¢ipmu “Fronius”, Bin nopieroe 16...18um.
[Ipu upoMy CTpyKTypa MeTany IIBiB, OTPUMAHUX 332 BUKOPUCTAHHS JKepeia 3Bapro-
BaJbHOI AyrH, ctBopeHoro B IE3 im. €. O. [Tarona, omHopinnima. be3snocepenupo 6inst
TiHIT CTINIaBJICHHS, HE3aJeKHO BiJl BUKOPUCTAHOTO JDKEpelia XHUBJICHHS, pO3TalllOBaHa
00J1aCTh CTOBITYACTHX JCH/APHTIB, CIPIMOBAHUX BIJI JiHIii CIUTABICHHS IO IIEHTPY IIBA.
B 30Hi cimasnenns 1 3TB BigMiHHOCTEH B CTPYKTYpi 3BapHUX 3’ €THAHDb MiXK PI3HUMH
JDKEpeaMu He CIIOCTEePiraemo.

15



Puc. 5. MikpocTpykTypa 3BapHHX 3’ €/IHaHb arOMiHieBOro cruiaBy 19153aproBimkn 3 mm,
OTpUMAaHUX 3BaproBaHHsM MeTooM Pulse MIG3i 3acrocyBaHHSIM Pi3HUX JHKEPEI KUBICHHS:
a — ¢ipmu “Fronius”; b —pospobiere B IE3 im. €. O. INarona.
| —meran mBa; |l — 30na crmasnenus: |l — ocHoBHMI MeTail.

Fig. 5. Microstructure of welded joints of 3 mm thit915 aluminium alloy produced
by Pulse MIG welding method, when different power sesrare used:
a — Fronius companyy — developed at the Paton Electric Welding Insgitut
I — weld metal; Il — fusion zone; lll — base metal.

BumipsBIm TBEpAICTE y MONEpedyHOMY Iepepisi 3BapHOTO 3’ €JHAHHS, BU3HAUYMIN
BILIMB €HEPril 3BaplOBaJIbHOTO MPOIECY Ha MEXaHIUHi BIACTHBOCTI 3BapHUX 3’ €THAHD.
AHaJi3 TBEpIOCTi 3a MmepepizoM 3BapHUX 3’ €THAHb MTOKa3aB, IO JJIS CIUIAaBIB, SKi TEp-
MIYHO He 3MilHIOThC (AMr6, AMr5), 3BaproBaHHs Bijl JuKepena, po3po0iieHOro B
IE3 im. €. O. [1aToHa, Burnsaae npuadiaupimuM. Tak, TBEepAICT, METaNy IIBA CILIABY
AMr6, xoua i HecyrreBo (Ha 1...2 HRB), ane Buma. Teepmicts 3TB Takox Buiia
(puc. 6a), xoua mumpuna 3TB i He 3MeHIUIYeTbCs 3a BUKOpUCTaHHs Jkepena IE3 im.
€. O. [Tarona.

3BapHi 3’ eHaHHS cIuiaBy AMrS MarTh CyTTEBINI BiZIMIHHOCTI B TBepAOCTi. Tak,
TBEPJICTh METaITy IIBa 3BAPHOTO 3’ €THAHHS, OTPHUMAHOT0 32 BUKOPUCTAHHS JDKEpena,
pozpobnenoro B IE3 im. €. O. INarona, Buia va 13 HRB puc. 6b). Ile, naitimosiphi-
11e, MoB’ s13aHO 3 JAUCIIEPCHINIO CTPYKTYPOIO 3BapIOBAHOIO MaTepialy Ta 3aCTOCYBaH-
HSIM JIPOTY 3 BHIIMM BMICTOM MarHiro IOpiBHSHO 3 OCHOBHHMM MatepianoM. Po3smosin
TBepaocTi Metany B 3TB 3BapHux 3'emnanp crmaBy AMrS momiOHuit 10 po3moniry
TBEPJOCTI y 3BapHUX 3’ €IHAHHSAX CIuIaBy AMr6.
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Puc. 6. Xapakrep po3noziy TBEpAOCTi B 3BapHOMY 3’ €/1HaHI ciutaBiB AMr6
3aBToBIIKA 6 MM (), AMr5 3aprosiku 2 mm @), 19153aprosku 3 mm ¢)
ta J116 3aBroBuiku 2 mm (l) 3a 3BaproBaHHs IIABKUM €JIEKTPOIOM:

1 — mxepeno, pozpobnene B [E3 im. €. O. [1arona,

2 — mxepeso Gipmu “Fronius”.

Fig. 6. Hardness distribution in the welded joinbahm thickAMr6 (@),
2 mm thickAMr5 (b), 3 mm thick 1925d), and 2 mm thick]16 (d) alloys
in fusible electrode welding:
1 — power source developed at the Paton Electric MWeldistitute;
2 — power source of “Fronius” company.

[Tin yac 3BaprOBaHHS CIUIABIB, SIKi 3MIITHIOIOTHCSI TEPMIYHOIO 00POOKOI0, CIIOCTE-
piraemo Taki ocobmmBocti. [l crmaBy 19151BepaicTe MeTany MIBiB OJJHAKOBA, BOJI-
Hovac TBepaicTs Y 3TB 3a Bukopucranus mxepena, popodiesoro B IE3 im. €. O. Ia-
ToHa, Buia (puc. 6¢), a ii mupuna menma. Y 3TB crnocrepiraemo mpoBanu i miku 3a
TBEPJICTIO, IO TOB'A3aHO 31 CKJIAJHUMH IPOIECaMH, sSIKi BiJIOyBalOTbCS B TEPMIYHO
3MIIHCHUX CIUIaBax Wi Yac 3BaproBaHHs. [li BIUIMBOM 3BapIOBANBHOI JYTH OKpPEMi
nurtaky Metary 3TB HarpiBaroThes 1o pi3HHX Temmeparyp. Y pesynbrari y 3TB dop-
MYIOTBCS JUISHKA 31 CTPYKTYpPOIO, XapaKTEPHOIO JUIsi METally B CTaHI TapTyBaHHS,
3icTaproBaHHsl, IITYYHOTO CTapiHHA. SIK HACHINOK, Mill 9ac 3BaprOBaHHS Bif JKepena
)uBNeHHs, po3pobnenoro B IE3 im. €. O. [laTona, 3a0e3neuy0ThCs JIMIII MEXaHIgHi
BIIACTHBOCTI 3BapHOTO 3’ €THAHHS.

M crmaBy J116 cnoctepiraemo moniOHWE po3moxina TBepaocti B merani 3TB
(puc. 6d). 3BaproBanust Bin mkepena, po3podueroro B IE3 im. €. O. ITaTona, 3abe3me-
4ye BUIIlI MOKa3HUKHU TBEPAOCTI B MeTani mBa i 3TB.

MexaHi4Hi BUIIPOOOBYBaHHSI 3BapHUX 3pa3KiB TAKOX IMiATBEPAMIIH IIEPEBArH JIKe-
pena xuBieHHs, po3podienoro B IE3 im. €. O. [laTona. Taki 3BapHi 3’ €JHAHHS MaIOTh
T XapaKTEPUCTHKH: MiJIBUIIYETHCS HE TIJIBKU MIIIHICTh HA PO3PHUB 3a PO3TATY, aje i
IUTACTHYHI BIIACTMBOCTI 3BAPHOTO 3’ €HAHHS (IUB. TAOJIHIIIO).
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MexaniuHi BIacTHBOCTi 3BapHHX 3’ €/IHAHD AOCTITHUX ATIOMiHIEBHX CIJIaBiB

Jxepeno KuUBIEHHSA
ToBiMHa pozpobuere B IE3 dipmu “Fronius”
Crnas '
mm Ot Ot.w a, Otj | Otw a,
MPa degree| MPa degree
AMr6 6 332,4 296 88 326 285 60
AMr5 2 311 | 302,7 180| 30b 280 76
116 2 333,4 296,9 51 318 290 48
1915 3 360 | 308,44 - 346 297 69

IpumiTka: Oy — rpaHUIs MILHOCTi 3BaPHOTO 3' €HAaHHS; O, — FPAHHIIA MIIHOCTi METally IIBa
3BapHOTO 3’ €IHAHHS; O — KyT THHY 3BapHOTO 3’ €THAHHS.

Taki pe3ynbraTd, HacaMIIepe/, OB’ s13aHi 31 3a0€3MEUCHHIM Yy CIICIialli30BAHOMY
IMITyJIbC1 3MEHIICHHS Yacy (opMyBaHHs KparwIi piIkoro Metaiy, ii 00’ eMy, a 3HaYHUTh
1 MOBEPXHI, 3 IKOT BUTOPAIOTh JICTYBaJIbHI €IEMEHTH, Ta TPUBAIOCTI 1 mepeOyBaHHS Ha
TOPLI €JIEKTPOAa BHACHIZOK IMITyJIbCy BiJIpUBY, SKHH BIANOBINA€E TUNBKU 32 CHIOBHH
BILJIMB Ha BiJJPUBaHHS KpaIUTi Ta MEpEeHECeHH 11 uepes ayry.

BUCHOBKHA

JOCipKEHO BILUTUB apaMeTPiB IMIYJIbCHUX JKEPEI KUBJICHHS IIiJ| 4ac 3Bapro-
BaHHS IJJABKUM €JIEKTPOJIOM Ha 0COOIMBOCTI (pOpMyBaHHS CTPYKTYpPH 1 BIACTUBOCTEH
3BapHUX 3’ €IHAHb PI3HUX ATIOMIiHIEBUX CIUTaBiB. [loka3aHo, IO JKepena >KUBICHHS
IMIIYJIECHOT AYTH 3 KEPOBAHOIO (POPMOIO CTPYMY 3 PO3JIIICHHSM IPOLECIB TUIABICHHS 1
MIEPEHOCY Kparelb eJISKTPOIHOTO MeTaly € e(h)eKTHBHUM 3acO00M ITiIBHIICHHS SKOCTI
3BapHUX 3’ €IHaHb, 1]l Yac 3BAPIOBaHHS AJFOMIHIEBUX CIUIABIB JAIOTh 3MOTY 3MEHIIIUTH
JICHIPUTHAHN MapaMeTp METaly IIBiB, ITUPUHY 30HH TEPMIYHOTO BIUIUBY Ta IMiIBHUIIIUTH
TBEPJICTh y 30HI 3’ €JHAHH MOPIBHIHO 3 TPAIULIHHIMY JKepellaMy KUBJICHHs. Bera-
HOBJICHO, 1110 BUKOPUCTAHHS TAKUX JDKEPET KUBJICHHS 3a0e3reuye 11 TePMidHO 3Mill-
HeHuX anroMiHieBux ciriasiB J[16 1 1915migsumenns minnocti Ha 14...15MPa, a mis
TEepPMiYHO He3MilHeHHX AMr5 1 AMr6 —ua 6 MPa.
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