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AHAJII3 TEPMIYHUX IUKJIIB LT YAC ITASAHHSA
TA 3BAPIOBAHHS CTAJII O8kn

C. B. MAKCUMOBA, I. B. 3BOJIIHCbKHH, M. O. YEPB' IKOB,
B. E. CYXOSAPCBHKUMU, E. B. IBAHYEHKO

IHecmumym enekmpo3eaptogaHHs im. €. O. [NlamoHa HAH Ykpainu, Kuie

IMoxano pe3ynbTaTu JOCHLAXKEHD 3 BUSHAUEHHS TEPMIUHUX LUKIIIB il 4ac Pi3HUX METOJIB
OTpUMaHHS Hepo3' eMHUX 3’ e€qHaHb 31 crani 08km: ayroBomy TIG 3BaproBanHi, TIG nasu-
Hi, m1a3MoBoMy masHHi, TIG i nma3MoBOMy MasHHI IMITyJIBCHEM CTPyMOM. AHaJIi3 eKcIIe-
PHMEHTANBHUX Ta PO3PAXyHKOBUX TEPMITHHUX IIUKIIB ITOKA3aB, 10 IX reoMeTpryHa hopMa
SIKICHO 301ra€ThCs, ajle KUIbKICHO 3a PO3IOALIOM y 4aci po3paxyHKOBI 3HAYEHHS JEll0 BU-
uii. BeraHoBieHo, 10 MIa3MOBE MasHHS 31 3aCTOCYBaHHSM IMITYJILCHOTO CTpyMy 3a0e3re-
4ye MiHiMaJIbHE 3HAUEHHS TEPMIYHUX LUKIIB 1 € Hae()eKTUBHINIUM METOAOM OTPUMAHHSI
HEpo3' EMHUX 3’ €JIHaHb HU3bKOBYTIIEIeBOi cTaii O8k.

KumouoBi ciioBa: dyeose naanna, 3eapiosanus, mamemamuine MOOeNO8AHHA, HUZLKO-
gyeneyeea cmany, NPUNii, MepMivHULL YUKI.

Results of research on determining the value afthécycles using various methods of
preparation of permanent joints made of 08kp steelTIG welding, TIG brazing, plasma
brazing, TIG and plasma brazing with pulsed curreatmesented. The analysis of the
thermal curves of the cycles obtained experimentaild by calculation showed that their
geometric shape coincides qualitatively, but quatively the calculated values are some-
what higher than the experimental ones accordiriedime distribution. It was established
that plasma brazing with the use of pulsed currenviges the minimum amount of
thermal cycles and is the most effective methodlmfaining permanent joints of low
carbon 08 kp steel.

Keywords. arc brazing, welding, mathematical modeling, low cartsteel, filler metal
brazing, thermal cycle.

Beryn. Ha choroHi mastHHSI IOPSI 31 3BapIOBAHHSM € OJIHAM 3 HAHTIOMIMPEHIIITNX
CHOCO0IB OTPUMAaHHS HEPO3 €MHHX 3'€HAaHb. BIpOIOBK TPUBAIOrO Yacy B aBTOMO-
OUTBHIA TTPOMHUCIOBOCTI IIYKAIOTh HOBI MPOIIECH ISl 3aMiHW 3BaproBaHHS T1G s
3’ €lHAHHS TOHKHX CTalleBUX JUCTiB. OcoOIMBY yBary NpuaUISIOTh AyTOBOMY NasHHIO,
SIKE € ONTUMAJIBHUM PIIICHHSAM [T aBTOMOOUTBHOT TPOMHUCIIOBOCTI.

[[Iupoko 3acTOCOBYIOTH B aBTOMOO1ICOY IyBaHHI KOHCTPYKIIHHY cTanb 08km s
BUTOTOBJICHHS KY30BiB aBTOMOOIJIIB Ta 1HIIMX JAeTaliedl CKIaaHoro mnpoditro. Bona
MICTHTh MaJTy KUTBKICTh BYTJICLIO, 1, BIAMOBITHO, M’ SIKHH, B’ 13K (epuT, mo crpuse
XOJIOJHOMY IITAMITYBaHHIO [1] 1 HANEKHUTH 10 KJIACy HU3bKOBYTJICIIEBUX SKICHUX CTa-
JIeH, SIKi 3aCTOCOBYIOTh JUISl BUTOTOBIICHHS OKPEMHUX KOHCTPYKIIiH y 0araThox rairy3sx
MPOMHUCIIOBOCTI Y BHTIISIIL IUCTOBOTO, (PaCOHHOTO 1 COPTOBOTO MeTanonpokaty. Husp-
KoByrJIeneBi craii Tuny 08 BUKOPHCTOBYIOTH Y BUIJIAAI TOHKUX OLMHKOBAHUX JIUCTIB,
SKi 3’ €MHYIOTh AYTOBMM MasHHIM [2—6] — HalZOCTYHIIIAM METOIOM 3 €HaHHs. Bin
3aMiHIOE yrOBE 3BapIOBaHHS 3aBJISKH JISIKUM OUYCBHUIHUM IepeBaram, a came. 3MeH-
IICHHIO BUTOPSIHHS IMHKY IIiJ Yac MPOIeCy, MCHIIIMM 3aJUIITKOBHM HAMPY>KEHHSM Ta
nedopmartisiv. OHaK JesiKi CIIOCOO0H TyroBOT0 BUCOKOTEMITEPATYPHOTO TasHHSI, 0C00-
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JIMBO TyrOBE MMasHHs HETUIABKUM EIIEKTPOJIOM Y 3aXUCHHUX T'a3ax i IIa3MOBe, TOCIIiKe-
Hi HEIOCTATHEO.

BpaxoByrouu Bce MIMpILE BUKOPUCTAHHS JyrOBOTO MasHHS B PI3HUX BUPOOHHUUYMX
mpoliecax, TyT OCHOBHY yBary MPHIUIMINA ONTHMI3allil TyroBOTO MasHHS 3a MiHiMi3aii
BBEJICHHSI TeIlla Ta 3a0e3MeveHHs] BCIX TNOKA3HMKIB SKOCTI CTHUKY. 3 OIJISIIY Ha IIe,
MPAKTHYHUN 1HTEpeC BUKJIMKAE OIIHKA 3MiHU MMOTOHHOT €HEprii 3a mepexojy Bill Iyro-
BOr'0 3BapIOBAHH JIO TyTOBOT'O MAsIHHS, 30KPEMa 31 3aCTOCYBAHHSAM IMITyJIbCHUX PEIKH-
MiB, Ta i BIUIMB Ha XapakTep 3MiHH TEPMIYHHUX IUKIIB ITiJT YaC OTPUMAHHS 3’ €THAHb.

BupinranpHuii BIUIMB Ha TepMOMeEXaHi4HI Ta (Pi3MKO-XiMiuHI MEePETBOPEHHS IIiJl
Yac 3BapIOBAHHS IUIABJICHHSAM MAlOTh TEIUIOBI mpouecu [7]. Bix crymeHs HarpiBaHHsS
METaIy Ta XapakTepy PO3IOALTY TEIUIOTH Y BHPOOI 3aliekaTh X CTPYKTYpHO-(ha3oBi
nepeTBopeHHs [8], MexaHiuHi, TEXHOJIOTI4HI Ta eKCIUTyaTalliiiHi BJACTHBOCTI 3BapHUX
Ta masHuX 3 €qHanb [9]. BUHUKHEHHS 3BapIOBAIbHUX HAMPY)KEHbB 1 JeOpMAIIiil TaKOXK
3aJIGKUTH Bifl IUKJIY HATPiBaHHS Ta OXOJO/PKEHHS BUpoOy. OTxe, Maibke BCi MPOIIECH,
SKi BiIOYBalOThCSA Yy MeTajax IIiJ] 4ac 3BapIOBaHHS Ta TMasHHS, 3aJie)kaTh B iX
tepMmiuaux 1ukiiB [10-13]. Y upomy Bunaaky iHdopmaliis npo MOMUPEHHS Tellia B
ocHoBHOMY MeTani mig yac TIG 3BaproBanus, TIG Ta mma3MoBOro masiHHS 1a€ 3MOTY
CYJIUTH PO MPABHIIBHICTE BUOOPY PEKUMIB, a TAKOXK PO 3aITHIIKOBI HANIPYKECHHS, SKi
BUHUKAIOTh Y 3BAPHUX Ta MasHUX KOHCTPYKIIISX.

Meta poOOTH — MOCHIMUTH TEPMIUHI IHUKIU Wil 9ac OTPUMAHHS HEPO3 EMHHX
3'€IHAaHb TOHKOJHMCTOBOI HU3BKOBYTIIEIeBOl cTaii O8Il ekcriepuMEeHTaIbHIM i po3pa-
XYHKOBHM CIIocO0aMU Ta MOPIBHATH TerwioBi mpomecu mia yac T1G 3BaproBanns, TIG i
IUIA3MOBOTO MAsSHHS, 30KpeMa 31 3aCTOCYBaHHIM IMITYJIbCHOTO CTPYMY.

Marepiaju Ta MeTOIU AoCixKeHb. JJocnipKyBany Ha macTuHax 3i crani 08k
[14] po3mipom 0,15%0,06x0,001 mXimiuHuii CKiIaa eKClIepUMEHTAILHUX MaTepiatiB
nojaHuii y tabm. 1.

Ta6auusa 1. Ximiunuii ckaan matepianais, wt%
Mapka Fe | Cu C Si Mn Nii Crl Zn Sn S Pl Pb

no |0,05..] mo | 0,25...| mo | mo o o
08w Joen | 5310951 03| 05 |03]01| — | ~ | 0040035 ~
1o 2,7...| 1. 1o o | mo 1o
BpKMu3-1 | 5 e | — 173 5" 95 102 ~ |oslo2s] ~ | ~ |03
0,05../0,7...] 1,8... | no | mo bi (o) J10
CBOBI2C Jocn. | = 1709910095 21 025 02| ~ | ~ |0025 003] ~

Jlnst nocimikeHp MiAroTyBalld CIEIiadbHUM CTEHI: JpKepeso kuBieHHs Master
TIG MLS 2300¢ipmu “Kemppi”, 610k mianany 4eproBoi Ayrd, MexaHi3oBaHa ycTa-
HOBKa JIJIsl TIepeMillleHHs] TalTbHUKA Ta MPUCTPiH 1 nmogadi aporty miamerpom 0,001...
0,0012 mJSIk 3axucHUl ra3 BUKOPUCTOBYBAIH TEXHIYHUI aprod. OCHOBHHH KpUTEpii
JUTsl BUOOPY PEKMMIB 3BAPIOBAHHS Ta MASHHS — [OBHE TPOIUIABICHHS Ta sIKicHe (op-
myBauHs mBa. CTukOBi 3pasku orpumyBanu ayroBuMm (TIG) 3BaproBaHHAM (BOJIB-
(paMOBHM €JIEKTPOJIOM B aproni 06e3 3a30py) 31 3aCTOCYBAHHSIM MPHCATHOTO APOTY
Cs08I'2C [15] niamerpom 0,001 mM,TIG nasHHAM Ta MIA3MOBUM MASHHSIM 3 OPUCA]I-
auM aporom bpKMi3-1 [16] xiamerpom 0,0012 i 3a3opom 0,0004 m{abi. 2).

Po3paxoByBanu norouny eueprito g [17] 3a hopmyioro

U
q - n ’ (l)
\
Je ( — HOroHHa eHepriﬂ; V— HIBI/IJ:[KiCTB MNasiHHS Ta 3BAapHOBAHHII, | — CTPpYM MasiHHA Ta

3BaproBaHHsA; U —Hanpyra qyru; I —eeKTUBHUIN Koe(illieHT KOPUCHOT Iii IyTH.
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Ta6auns 2. PexxuMu 3BaproBaHHS Ta MAsTHHA

Meron 3’ eqHaHHS Ioronna enepris g, J/m 3a3op, M
TIG 3BaproBaHHs 81900 bes 3azopy
TIG nasuas 48800 0,0004
TIG nasHHS IMITyJIbCHUM CTPYMOM 39400 0,0004
ID1asMoBe nasgHHs 32300 0,0004
[Tna3mMoBe nasHHS IMITYJILCHAM CTPYMOM 27800 0,0004

Jns peectpamii TEpMIiYHUX OUKIIB Y 30HI TEPMIYHOTO BIUIUBY 3aCTOCOBYBAIH
tepmornapu tumy “XA” (XpoMenb-aIroMeNb), OCKIIBKU iX BEPXHSI Mexa pobodoro [ia-
[a30HY BHMIPIOBaHUX TemriepaTyp cTaHoButh 1250°C. TepMidHi UK BUMIipPIOBAIH
Ha [OBEPXHi IUIaCTHHHM Ha Bimcrani X = 0,055 mi y = 0,006 m (), x = 0,065 mi
y =0,007 mp),x =0, 075 miy =0,008 mB8), x=0,085miy =0,009 m4),
X =0,095 mi y = 0,010 m %) (puc. la). Ha mepetuni po3MidyBaIbHUX JiHIA pOOHIH
normmmbnenns 0,0002...0,0003 must mpuBapioBaHHs TepMOTIap.

Yi I—l p _ @

X

Puc. 1.Cxema po3MillleHHs TepMOIap Ha NOBEPXHI IIaCTUHY OCHOBHOT'O MeTally IiJ| yac
BUMIPIOBaHHsI TEPMIYHMX IIUKIIIB T Yac 3BapIoBaHHs Ta masuus (& 1-5—tepmonapu;
6 — ananoro-uuQpoBuii mepeTBoproBay; 7 — KOMII 0Tep; 8 — 3’ €1HyBaIbHI 3pa3Kn)

Ta 30BHIIIHIN BUTJIISI 3pa3Ka IMicisl MassHHs 3 IPUBapeHUMHU TepMorapamu (D).

Fig. 1. Scheme of placement of thermocouples omstinace of the base metal plate during
measurement of thermal cycles under welding andrigda: 1-5 — thermocouples;
6 — analog-digital converter; — computer8 — joining samples) and external view
of the sample after soldering with welded thermocesif).

Jlo moBepxHi MIAaCTHH Crai TepMoIap KPilMMiM KOHAEHCATOPHUM 3BapIOBAHHSIM,
o 3a0e3rnevye cTajauid cTaOlIbHUN KOHTaKT. 3almucyBalld TEPMIYHI IIUKIIA B PEXKHMI
pearbHOro Yacy 3a JIOIMOMOTOK aHajoro-iudpoBoro nepersoproada EXPERT 9018P
i creriaaizoBaHoro nporpamuoro 3abesmnedenns Powergraph 3.Qj0 gae MOKIUBICTD
ABTOMATHUYHO MEpeTBOPrOBaTH 3HaueHHsA TepMo-EPC (TepMoesekTpopymiiiiHa cuia) y
temnepatypy 3 TouHictio +1°C. Ilicnst 3BaproBaHHs Ta MasiHHSA IIIOB 1 TEpPMOIIapy B 30Hi
TEPMIYHOTO BIUIMBY (oTorpadyBaiy Ha OIHOKYJISAPHOMY MIKpOCKomi 3 25KpaTHUM
30UIBIICHHSAM 1 BUKOHYBaJIM yTOYHIOBAJIbHE BUMIPIOBaHHS BiICTaHEW BiJ JiHII CIUiaB-
JeHHs 10 chaiB TepMorap 3a IOIOMOTOI0 CIIeliali3oBaHOTO MPOrpaMHOro 3abesrie-
YEeHHS.

i moOyoBH TeMIepaTypHUX IMOJIB Y IUIOIIUHI TUIACTHHH 34 TyTOBOTO 3Bapro-
BaHHS Ta MAasHHA HHU3BKOBYTIeneBoi crami O8km BHKOPUCTOBYBAIM MaTeMaTHYHE
MOJICITIOBaHHSI.
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Pe3yabTaTn ekciepuMeHTIiB Ta iX 00roBopeHHs. ExcriepuMeHTaIbHO BH3HAYE-
Hi TEpMIYHI IMKJIA ITi]] 9ac OTpUMaHHs Hepo3' eMHUX 3’ eaHaHb 31 ctaii 08k 3aBTOBII-
ku 0,001 mmopiBHIOBaJIM 3 pO3paxOBaHUMHU ISl aHAIOTIYHUX 3pa3KiB.

O6uucnroBany 3a metoaukoro M. M. Pukanina ta B. [. MaxHeHKka Ui cXeMH py-
XOMOT0 JITHIHHOTO JpKepelia TerJia y TUIACTHHI 3 ypaxXyBaHHAM BiJIOWTTS TeTia TpaHu4-
HUMH TOBEPXHAMH 3pa3Ka. PIBHSAHHS TPaHUYHOTO CTaHy MOIIWPEHHS TeIlIa BiJl JiHiN-
HOT'O JDKEpea CTaIOl MOTYKHOCTI, SIKE PYXAE€ThCs 31 CTAIOK MIBUAKICTIO IO TMOBEPXHI
TOHKOI IJIaCTHHH, € Y Burisiai [18]:

T(r,x)-To= 2T?7\5 exp(—iz;(] KOLV%{D, )

ne r=qx%+ y2 ; T(r, X) — Temmeparypa y TOdIli 3 KOOpAMHATAMH X, I} X, Y —abciuca
Ta OpJMHATA JIEKApTOBOI CHCTEMH KOOPJHMHAT Ha IUIONIHMHI 3 MOYATKOM Y JKepedi 3Ba-
proBanbHOTO HarpiBy; Tp — mouaTkoBa Temmeparypa; Yo — pyHkmis beccens Bin ysB-
HOTO apryMeHTy APYroro poay HYJIbOBOTO MOPSAKY; ( — e(eKTUBHA TEIUIOBA MOTYX-

HICTb JIKEpeEIia, A— KOGq)lHlEHT TCIUIOIPOBIAHOCTI, & = — — KOC(blHleHT TeMIepaTrypo-
cp

MPOBIITHOCTI; ¢ — MUTOMA TEIUIOEMHICTh OCHOBHOT'O MaTepialy; p — T'YCTUHA OCHOBHOTO
Marepiaay; O — koedillieHT TertoBigaadi; O — TOBIIWHA IUIACTHHH;, V — MIBHIKICTH
3BaproBaHHs (MasHHS).

Bupas (2) He BpaxoBye TEIUIOTY, siKa NOTPiOHA JUIS IUTABJICHHS [IPUCAIHOTO JPO-
Ty, TOMY BUKOPHUCTaJIK Take piBHsHHs [18]:

O =V AECP( Tm_ Trmax) ) )
Jie (c — TEIIOBKJIAJICHHS HAa OJMHMUII0 JOBXHWHU IIBA 338 OJUHHUILIIO 4Yacy; Ve — LIBUJI-
KICTh IUIABJICHHS MPUCAJHOTO APOTY; A — IUIoa HOro MOmepeyHoro mepepizy; P —
TYCTHHA MPUCATHOTO JAPOTY; C — TEINIOEMHICTh PUCATHOTO APOTY; Ty — TeMIeparypa

IUTABJICHHS [TPUCAIHOTO IPOTY; T max— TEMIIEpATypa PE3UCTUBHOTO HATPIBY.
3rigHo 3 TabnmuuHuME maHuMU (Tabds. 3), moOymoBaHO 3ayeKHOCTI KOeDillieHTIB

TEIUIONPOBIAHOCTI A Ta TEIUIOEMHOCTI C BiJ TeMIepaTryp Ul ITiABHILIEHHS TOYHOCTI
po3paxyHKiB (puc. 2).

Taomuus 3. @iznyni BaacruBocti craii 08kn [19]

T, A, o} c,
°C | Wi(mx°C) | kg/m® | J/(kgx°C)
20 63 7871 -
100 60 7846 482
200 56 7814 498
300 51 7781 514
400 47 7745 533
500 41 7708 555
600 37 7668 584
700 34 7628 626
800 30 7598 695
900 27 7602 700
1000 - - 695
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Puc. 2.3anexHicts KoediieHTiB TeronposigHocTi A (&) Ta Teruoemuocti ¢ (b)
Big Temmneparypu s cram 08kr.

Fig. 2. Dependence of the coefficients of thernaaiductivityA (a) and thermal capacity(b)
on temperature for 08kp steel.

OTpuMaHi eKCIIepUMEHTANTBHI TEPMIYHI UK, SIKI 3HAXOAATHCS Ha Pi3HIA BiicTa-
Hi BiJ] OCi 3BapIOBAIBLHOTO Ta MAsSHOTO IIBAa, MOKA3YIOTh NPAMY iX 3aJ€XKHICTh BiJl Bij-
CTaHi 10 oci 1mBa i yacy HarpiBy (puc. 3).

TepMiuHi 1IUKIH, SKi BU3HA4YeHOo Ha Biactani X = 0,075 my = 0,008 muns o’ stu
METO/IiB OTPUMAHHS HEPO3' EMHUX 3’ €HAHK, TOPIBHIOBAIN MiXk 00010 (puc. 4).

i 6 T, °C
500 400
400 300
300
200
200
100 100
0 0
0 20 40 60 80 100 s 0 20 40 60 80 1,8
Puc. 3. Fig. 3. Puc. 4. Fig. 4.

Puc. 3. ExcriepuMeHTasbHI TepMiduHi IUKIH Y 30HI TepMiuHoro BBy (3BT)
I Yac yroBOro 3BaproBaHHs, siki orpuMai Ha Bifgcrani 0,006 m 1); 0,007 m B);
0,008 m 8); 0,009 m 4); 0,01 m b) Bix oci 3BaprOBAIBHOTO IITBA.

Fig. 3. Experimental thermal cycles in the heagetéfd zone (HAZ) under arc welding,
obtained at a distance of 0.006 B, 0.007 m 2); 0.008 m 8); 0.009 m 4):
0.01 m B) from the axis of the welded joint.

Puc. 4. ExciepumenTainbhi TepMivHi 1ukin y 3BT, siki Bu3HadeHi Ha Bigcrani 0,008 m
Bijt oci mBa 3a: TIG 3aproBauns (1); TIG nasuus (2); TIG nasuus iMmyascHEM cTpyMoM (3);
[UIa3MOBOTO MastHHSA (4); MIa3MOBOT0 MASHHS IMIYJIECHAM cTpyMoM (5).

Fig. 4. Experimental thermal cycles in the HAZ detiewd at a distance of 0.008 m
from the joint axis with: TIG weldingl]; TIG brazing 2);
TIG brazing with a pulse currer@)( plasma brazing);
plasma brazing with pulse curres).(

30BHIITHIM BUMIIA OTPUMAaHUX HEPO3' EMHHX 3 €THaHb IICIIsI 3BAPIOBAHHA 33 pe-
sxumom: | = 100A, U = 11...12 V,v = 0,0063 m/SpuBuaKkicTs momadi IpHCaIHOTO
apory Cs08'2C 10 mm/s,q = 81900 J/m fuc. 53, b) cyrreBo BigpizHseThCS Bif
30BHIITHBOTO BHUIJIAIY 3’ €JJHAHb, SIKi OTPUMaHI TUIa3MOBHUM TasiHHAM B iMITYJIbCHOMY
pexuMi: 6azoBuii ctpym 35 A, ctpym imnynbey 85 A, ctpym naysu 12A, U = 15,7 V,
v = 0,0063 m/sgacrora 5 Hz, 6ananc 30%, mBuAKiCTh MOAAYi MPUCATHOTO APOTY
0,006 m/sg = 27800 J/muc. 5c, d).
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Puc. 5.30BHimHIli BUTIISI Ba 3 IKIBOBOI (8, ¢) Ta 38opoTHOiI (b, d) cTopin
3a TIG 3BaproBanns (4, b) Ta ma3mMoBoro masHust B iMIyibcHOMY pexumi (C, d).

Fig. 5. External view of a joint from the frorg, ) and oppositely d) sides
for TIG welding @, b) and plasma brazing in pulse moded).

Ta6muus 4. TemnepaTtypHe moje B 30Hi I0CTiTZKeHb OCHOBHOTO METAJLY

Temmepatypa, °C
Merton 3’ exHaHHSA I30Tepmu Ha puc. 7
1 2 3 4 5

TIG 3BaproBanHs 100 200 300 400 500

TIG nasHus 100 200 300 400 -

TIG nasiHHS IMITYJILCHAM CTPYMOM 100 200 300 - -

[Tna3moBe nasiHHs 100 200 250 - -

[Tna3moBe masHHS IMITYJILCHUM CTPYMOM 100 150 200 - -

3a 1m1a3MoBOro MasHHS 30Ha TEPMIYHOTO BIUIMBY Ha OCHOBHOMY MeTalli XapakTe-
PH3YETHCS MEHIIUMH PO3MipaMH MOPIBHAHO 3 aHAIOTIYHOIO 30HOI0 3pa3ka, OTPHMaHO-
ro TIG 3BaproBanHsaM. 3rimHo 3 pesynbratamu (tabi. 4), nepexin Bix TIG 3BaproBaHHs
JI0 TIasTHHSA JIa€ 3MOT'y CYTTEBO 3MEHILHMTH BIUIUB TEMIIEpaTypH Ha OCHOBHMI MeTall, 10
CIIPUATHME 3H)KEHHIO HMOBIPHOCTI 1e()eKTiB Ta 3MEHIIICHHIO edopMaltiif i yac yr-
BOpEHHS 3'€HaHHsA. MiHIMaIbHUN BIUIMB TEMIIEPATypyd Ha OCHOBHHUI MeTal 3a0e3re-
4ye MIa3MOBE MasHHS 3 IMIYJIBCHUM CTPpYMOM. Po3paxoBaHi TepMidHI UKW IS Me-
ToziB 3'eaHands T|G 3BaproBaHHSM i IIa3MOBHM TAsHHAM IMITYJIBCHUM CTPYMOM (Ha
Bigcrani 0,008 m)nokasyroTs, 10 MiHiMaIbHE 3HAYECHHS XapaKTepPHE IS OCTAHHBOI'O
(puc. 6). Okpim TOro, MaeMo IOCHTh TapHy 301KHICTH po3paxoBaHuX (3a MeToz0M Pu-
KaniHa Ta MaXHeHKa) Ta eKCIePUMEHTAIbHUX TEPMIUYHHUX HUKIIB (MOXHOKA CTAHOBHTb
8...10%).I30Tepmu, OTpUMaHi PO3PaXyHKOBHM i CKCIEPUMEHTAIBHUM CIIOCOOAMH i
yac TIG 3BaproBanns, T1G nasuus, T|G masHHS 31 3aCTOCYBaHHSM IMITYJILCHOTO CTPY-
MY, IJIa3MOBOTO MAasHHS Ta [UIA3MOBOTO MAsHHS iIMITYJIbCHUM cTpyMOM (tabin. 4) cBia-
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4yath Mpo Kopemsiiito Mik TIG 3BapiOBaHHAM Ta IJIa3MOBUM MAasHHIM iMITyJTbCHUM
CTPYMOM.
Bonu nokasytots, o Tijabky mig yac T1G 3BaproBaHHs po3paxyHKOBA i eKCIIEpH-
MeHTabHa Temrepatypu nepesuinyiots 400°C (puc. 7a).
T.°%¢

P @ " ®|

400 400

300 300

200 200

0 20 40 60 80 s 0 20 40 60 80 1,8

Puc. 6. Tepmiunuii ki mig gac T1G 3Baproanns qporom CeO8'2C (8) Ta m1a3MoBOTO MasHHS
3 IMITYJIBCHAM CTPYMOM i 3acTocyBaHHAM mpumioro bBpKMn3-1 () crami 08
Ha Bifcrani 0,008 mBix oci mBa: 1 — po3paxyHKOBHA; 2 — eKCIICPUMEHTATBHHH.

Fig. 6. Thermal cycle during TIG welding with a Sv08G&i& (@) and plasma brazing
with a pulse current and BrkKMts3-1 filler metal birag (b) of 08kp steel
at a distance of 0.008 m from the joint adis: calculated2 —experimental.

[Tig yac TIG masiHHS IMITYJILCHUM CTPYMOM 130TE€PMHU XapaKTEPH3YIOTHCS 3HAYHO
MEHIIIOI TemIeparyporo, ska He nepesuilye 320°C (puc. 7c¢). Ioganpmioro ii 3HU-
JKEHHSI IOCATAI0Th 3aBISKH [Ia3MOBOMY IasIHHIO IMITYJIbCHUM CTPYMOM (pHc. 7€).
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[MopiBHIOOYY 130TEpMH, OTPUMaHI PO3PAXYHKOBHM 1 €KCIIEPUMEHTAIBHUM CIIOCO-
O6amu 3a TIG 3BaproBaHHA Ta IJIa3MOBOTO MAsSHHS 3 IMITYJILCHUM CTpyMoM ctaii 08k,
0aunuMO PI3HHUIIIO B TEMIIEPATYPHUX TOJISIX 1 MIepeBary OCTaHHBOT'O Yepe3 CYTTEBE 3HU-
eHHs1 TemrepaTypu. CIif 3ayBaKUTH, IO TaKWH PO3MOALT TEMIIEPATypHOTO IO Y
30HI TEPMIYHOTO BILIMBY CIIOCTEPIraEMO 3a 3aCTOCYBaHHS YHCIOBHUX METOJIB Ta IiJ-
TBEP/XKYEMO €KCIIEPUMEHTAJIbHUMHU JOCIiKeHHAME. ToMy KOMOIHOBaHUH po3paxyH-
KOBO-EMITIPUYHUI METOJl € Haile(DEeKTUBHIIIMK Ui BUBYCHHS TEMIIEPATYPHOTO OIS B
30HI TEPMIYHOTO BILTHBY, SIKa YTBOPIOETHCSI B OCHOBHOMY METAJi.

BUCHOBKM

[Tig yac ekCepUMEHTATBHO-PO3PAXYHKOBOTO aHAJII3Y TEMIIEpaTypy METaTy B IIBI
1 30H1 TepMivHOTO BIUIMBY 3a xyrooro TG 3aproBanns, TIG nasuus, TIG nasHHsS iM-
MYJIbCHUM CTPYMOM, IIA3MOBOTO MAsSHHSI, TIA3MOBOTO IASTHHS IMIYJIBCHIAM CTPYMOM
CTUKOBHX 3 €JHaHb TOHKOJHMCTOBOi HU3bKOBYIJICNEeBOI ctami O8km BCTaHOBJICHO, IO
PO3paxyHKOBI TEpMivHI KPUBi 10Ope KOPEIIOIOTh 33 TEOMETPIEI0 3 eKCIIEPUMEHTAIBHU-
MU, aJIe XapaKTepU3yIOThCs JCUIO BUIMMHU TTOKa3HUKaMU. Pe3ynmpTataMu JOCITIIKEHb
MiATBEPKYIOTh, IO BUKOPUCTAHHS IPUCAJHUX MATEPIalliB 31 3HAYHO HIKYOIO TEMIIC-
paryporo IUIaBJeHHs 3a0e3reuye CyTTEBE 3HWIKSHHS TEMIIEpaTypd B 30HI OCHOBHOIO
MeTay IiJ] Yac OTPUMAaHHS CTUKOBHX 3’ €/IHAHb TOHKOJIUCTOBOI HU3bKOBYTJICIIEBOI CTa-
ni O8km. Ha migcraBi aHanmizy noOyaoBaHHX 130TepM BCTAHOBIICHO, IO TIA3MOBE ITasTH-
HS 31 3aCTOCYBaHHSM IMIYJIBCHOTO CTPYMY € Hale(eKTHUBHIIIUM Cepe] JOCIHIKEHUX
METO/IiB OTPUMAHHS CTHKOBHX 3’ €IHAHb HU3bKOBYTJeneBoi cram 08km i 3abesmeuye
MiHIMAaJbHUH BIUTHB TEMIIEPATypy HA OCHOBHHI METAJL.
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