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EJIEKTPOUIUIAKOBE 3BAPIOBAHHSA TUTAHY
3A EJIEKTPOMATI'HETHOTI'O BIL/IMBY
HA KPUCTAJIIBAIIIO METAJIY HIBA

B. O. IIIATTOBAJIOB Y, I. B. [IPOTOKOBIJIOB *, B. 5. [IOPOXOHBKO *,
C. I0. MAPUHEHKO ?

! Incmumym enexkmpossaptosaHtsi im. €. O. Mamona HAH Ykpainu, Kuis;
2 TepHoninbCbKULl HauioHanbHUL mexHidHUll yHisepcumem imeHi lsaHa lyntos

IpoanaizoBaHO METO/ BIUTHUBY Ha enekTporiakose 38aproBanus (EI3), mo6 onrumisy-
BaTH CTPYKTYpPY MeTaly mBa. BusiieHo, mo e)eKTHBHIUMH TS KEpyBaHHS KpHCTasi3ami-
ero merany mix gac EII3 e 3oBHimmi Maraetri momst (MI1), ski 1al0Th MOXKJIHMBICTH 6e3-
KOHTaKTHO [IisITH HAa 3BaploBajlbHy BaHHY. HaBeleHO EKCIEepPHMEHTANbHI pe3yNbTaTH
CTPYKTYPOYTBOPEHHS METAJIy IIBa MiJ 9ac TaKOTO 3BAPIOBAHHS TUTAHOBHX ILUIUT 3aBTOBIL-
ku 120 mm3a mocTiifHOrO Ta iMIyJIbCcHOTO monepedHoro MII. BceraHoBieHO, mio mig
BIUMBOM iMmynbcHoro MIT 3 inpykuiero 0,06 T MoxHA rOMOTeHI3yBaTH 1 NOAPIOHIOBATH
HOro CTPYKTYpY, 3MeHIIyIo4n B 2,6 pa3a cepenHiil po3mip 3epeH MeTaiy, 301IbIIyI0YH Ha
23%sinHocHe BuAOBXkeHHS 1 Ha 19% —ynapHy B’ SI3KiCTb.

Kio4oBi cioBa: enexmpouinaxose 36apiogants, mumar, MazHemue noje, 36apHutl uios,
MAKpOCMpPYKmMypa, MeXaniyii 61acCmueocmi.

The method of the influence on the process ofrelgleig welding (ESW), aimed at optimizing
the structure of the weld metal, is considereds Isiown that external magnetic fields
(MF), which allow non-contact force influence on thelding pool, are an effective tool
to control metal crystallization during welding. Expnental data on the structuring of the
weld metal during ESW of titanium plates with a tleks of 120 mm under the influence
of a DC and pulsed transverse magnetic field arergilt was established that a pulsed
MF by induction of 0.06 T allows us to homogenizel aefine the metal structure of the
weld while reducing the average size of the metahgrian 2.6 times, and increase in the
specific elongation of the weld metal by 23% araithpact strength — by 19%.

Keywords: electroslag welding, titanium, magnetic field, vesldjoint, macrostructure,
mechanical properties.

Beryn. Enexrponutakose 3BaproBanust (EII3) — edextuBHuil criocib 3’ e€aHaHHS
TOBCTOCTIHHUX BHPOOIB Ta KOHCTPYKIIiH 3a OJMH MPoXij 6e3 00OpOOICHHS KpaioK ere-
MeHTIiB 3 ToBHMHOK CTiHKH Big 30 1o 350 mmi Ginbie [1-5]. 3a ToBUMHK CTiIHKK
moHaa 120 mmiie mpakTUYHO €AMHUI METO 3BaPIOBAHHS KOHCTPYKIIIH 31 CTaNi, THTa-
HOBHX CIUIABIB Ta iHIIMX MaTepiaiis [6].

OcwnogHi nepeBaru EIII3 — Bucoka MpoayKTHBHICTh (HAPHUKIIAM, IIBUAKICTH 3Ba-
proBaHHs KT 3aBToBIIKKM 120 mmcranoButs 2...2,5 m/h);HazmiliHicTh Ta BiZHOCHO
HU3bKa BapTICTh 3aCTOCOBYBAHOTO OOJIaJIHAHHS; IIiIbHA CTPYKTypa METally IiBa 0e3
Mop, IIIAKOBUX BKJIFOYCHb, HEMPOIUIABIB TOIIO; BiJICYTHICTH BUIIAPOBYBAHb ITiJ] Yac
3BapIOBAHHS JICTYBAJIBHUX KOMIIOHCHTIB CIDIaBY; MOXJIMBICTh BHKOPUCTOBYBATH IpPH-
Ca/DKyBaJIbHUI MaTepian 3 TAKUM K€ XIMIYHUM CKJIaJIOM, sIK 3BapIOBaJIbHUI METall.

[Tonpu nie, EII3 mae i neBHI HEMOJIIKH, MOB’sI3aHI 3 MOTIPIICHHSIM MEXaHIYHHX
BIIACTUBOCTEH 3BAPHOTO 3’ €JJHAHHSI Yepe3 KPYIMHO3EPHUCTY CTPYKTYpPY METaly IIBa,

Konmakmmna ocoba: |. B. TPOTOKOBIJIOB, e-mail: lab38@paton.kiev.ua
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neperpiBaHHs OCHOBHOTO METATy Ta HECIPHUATINBI CTPYKTYPHI MEPETBOPECHHS B 30HI
TEepMiuHOTO BIUTUBY. Lle mepi 3a Bce CTOCYEThCSI TATAHOBHX CIUIABIB, SIKi BCE YacTillle
3aCTOCOBYIOTH SIK CHJIOBI KOHCTPYKIIii MOPCHKOT Ta aBialiiHOI TEXHIKH, TOBCTOCTIHHI
eNIeMEHTH O0JaHaHHS JJIsI XIMIYHOI POMHCIIOBOCTI, eHepreTuku Tomio [6—8]. Tomy
aKTyaJbHO pO3pOOHUTH METOJM BIUMBY Ha (opmyBanHs merany mBa EII3, mob mo-
JpiOHUTH 1 TOMOTEHI3yBaTH MOT0 KPUCTANIYHY Oy/IOBY.

OnnuM 3 HalleheKTHBHIMMX crioco0iB € 3actocyBanHs mig yac EII3 30BHiNHBO-
ro maraetHoro noist (MII), sike B3aeMoji€ 31 3BAPIOBAIBHUM CTPYMOM, IO MPOTIKae
Kpi3b PO3IJIaBH MUIAKOBOI 1 METalleBOi BaHH. BHACIiZIOK IIbOTO B PO3IJIaBax yTBOPIO-
€ThCs 00’ EMHA eJIEKTpOMarHeTHa cuja F—e, sKa Jli€ Ha NIJIaK 1 piAKUH MeTal. Ii 3Hauen-
Hsl Ta HAIPSAMOK BM3HAYA€ BEKTOPHHiA T0OGYTOK T'YCTHHH CTPyMy B PO3IUIaBi J Ha iH-
nykiito 3oBHimEs0oro MI1 B : Fe=JxB.

Omnucano [9] pi3ui BapianTu cTBOpeHHs 30BHimHix MIIT y 3BaproBaibHOMY 3a30pi
mix gac EII3 (puc. 1). BcraHoBeHO, 1110 HANTEXHOIOTTYHIIINM 3 HUX € BUKOPUCTaHHS
norrepednoro MII, cuioBi JiHIT SKOTO OpiEHTOBaHI MOMEPEK OCi 3BapIOBAHHS B3IIOBK
3BaproBaNbHUX Kpaiok (puc. 1c). Take nmone MoxkHa chopMyBaTH, PO3TAIIOBYIOUYH I10-
JFOCH €JIEKTPOMArHeTy 3 MPOTHJICKHUX OOKIB KpaloK OIS IUTaHOK, IO (GOPMYIOThH 00-
KOBY TIOBEpXHIO IBa. [1iJl yac BHKOHAHHS MPOTSDKHUX CTHKIB MependoadeHo mepemi-
IICHHS €JIEKTPOMArHeTIB Y3A0BXK KPaHoK 31 MIBUIAKICTIO 3BaproBaHHs (puc. 2).
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Puc. 1. Bapiantu BBenenns 3oBHinHix MI1 y 3BaproBanbHuii 3a3op mig yac EIN3:
a —no3norxue MIT; b, ¢ —nonepeuni MII. B, J, Fe —sekropu ingykuii MIT,
CHJIM CTPYMY 1 €JICKTPOMArHETHOI CHJIH, BIAMIOBIIHO.

Fig. 1. Variants of introducing external magnete&ds (MF) into the welding gap during
electroslag welding (ESWa — longitudinal MF)b, ¢ — transverse MF.
B, J, Fe— vectors of MF, current and electromagnetic fprespectively.

CepaeyHuKH €eKTPOMArHeTiB OyBalOTh K CTPUIKHEBOT, Tak i [1-moxi6HOI dopm.
JlocTaTHRO KOMITAKTHI €IEeKTPOMArHeTH 3 OJHOCTPH)KHEBUMH CepACYHUKaMu (puc. 2),
1110 CTBOPIOIOTH MIT 31 CHIOBHMH JIiHISIMU, MAPAIEILHUME 10 3BAPIOBATIBHUX KPaHOK.
VY upoMy BHIIQJIKY B JICKApTOBI CHUCTEMi KOOPAHMHAT X, Y, Z CTPyM 3BapIOBAaHHS Mae
KOMIIOHEHTH |y, Jy, J»» a 30BHimHe MIT — 0, By, 0. BinnoBinHo enekTpoMarseTHa cuia

Fe= (=iBy, 0, J,By) (puc. 1). ToGTO, OCKiNBKH OCbOBA Z-KOMIIOHEHTA CHITH CTPYMY

CYTTEBO OLNIbIIIA, HDK OMEepevHa X-KOMIOHEHTa (j2> jx), TO OCHOBHA KOMIIOHEHTA CJICKT-
pOMarHeTHOl CHIIM CHPSIMOBYBATHMETHCS BIIONEPEK 3BAPIOBAJIBHUX Kpaiok (y3[I0BxK
oci X; puc. 1).3a Bukopuctanus noctiiiHoro MIT i 3MiHHOTO CTPyMy 3BaplOBaHHS 1€
npu3Bee 10 BiOpallil po3miaBy BaHHH BIOIEPEK 3BApIOBAIBHUX KPailOK 3 4acTOTOO
ctpymy 3BaproBanHsi 50 Hz.Taki pyxu po3sruiaBy O (GpOHTY KpuCTalizamii cripus-
I0Th NOAPIOHEHHIO CTPYKTYpH MeTaiy miBa. IlonepedHa BiOpallisi B 3BapHOBATLHOMY
3a30pi TaKOXX TOBMHHA 30LTBIINTH MPOIUIABICHHS KPailOK OCHOBHOTO METaly, IO
JIaCTh MOXKJIMBICTh 3HU3UTH [TIOTOHHY €HEPTi0 3BapIOBaHHSI.
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Puc. 2.Cxema EIII3 y nonepeanomy MIT:
1 — 3BaproBaJIbHI TUINTH; §
2 —MinHi GopMyBaNbHI IIIAHKH; 7
6
5

3 — eNeKTPOMATHETHHUH TIPUCTPiif; t
4 —3BapHUii 1I0B,; il $ 3
5, 6 —MeraneBa i IUTAKOBA BAaHHH; i
7 — IWIaBKHH MYH/IITYK; y —% g
8 — enekTpoaHuit apiT.

Fig. 2. Schematic of ESW in a transverse MF:
1 — plates being welded;
2 — copper forming plates;
3 — electromagnetic device;
4 — welded jointb, 6 — metal and slag pools; 4
7 — fussible nozzleB — electrode wire. 1

3owinmHi MIT mix wac EII3 BIuMBaroTh HE TUTBKH Ha KPUCTAITI3AIIil0 METalTy IIBa,
a i1 Ha XapakTep IUIaBJICHHs 1 KpamejibHe MEepPeHEeCeHHs eNIeKTpoJHoro metany. Jloci-
JokeHo [10—12]BuiuB mo30BKHKOTO i nornepeuroro MIT Ha €BOJIIOII0 Kpareib eIeKT-
POIHOTO METaITy IiJl Yac eICKTPOIUIAKOBOIO MepeIriaBy. BCTaHOBIIGHO, IO ITO3I0BXKHE
MII, BUKIWKae IHTEHCHBHI IOTOKM y NUIAKOBIA BaHHI, MPU3BOAWUTH N0 30UTBIICHHS
HIBUJIKOCTI TUIABJICHHS €JIEKTPO/Ia Ta YaCTOTH BiIPHBY Kpameib €JIEKTPOIHOrO METay.
[Ipu mpoMy Kparuii MarOTh MEHIIUE pO3Mip, JOJAIOTH OUIBIIMA NUISX Y BaHHI PIIHHH, a
Micrie TX MamiHHs Ha TIOBEPXHIO PiIKOro MeTaily ctae podocepemkeHirmm [10].

AHaJIOTIYHUK e(peKT 3MECHIICHHS CEPEIHBOTO PO3MIPY Kparenb OTPUMAIH 1 TMiJ
4ac 3aCTOCYBaHHS 30BHINIHBOrO momnepeynoro MIT [11, 12].TIpu usomy yepes 3MeH-
IICHHS PO3MIipy Kparesib 3HAYHO 30UTBIIYIOTHCS IUTOMIA MEXKI MOJUTY MiXK METaJIOM 1
[JIAKOM Ta 4Yac KOHTAaKTy Kparuli 31 IJIaKOM, IO BKa3ye Ha TOJIMIICHHS YMOB ISt
OUMIICHHS METATy.

Merta 1IOTO IOCTIKEHHSI — BUBYMTH BIUTHB Tornepednoro MII Ha gopmyBaHHS
CTPYKTYpH MeTajly IiBa i1 Horo mMexaHiuHi xapaktepuctuku mia yac EII3 tutanoBux
AT 3aBToBIIKKA 120 mm.

Marepiaiu i MmeTonuka BUNPoO. 3BaproBaiy IIMTH 3aBTOBIIKKA 120 mms3 Tex-
HiyHOro TUTaHy BT1-0, BUKOPUCTOBYIOUHM IUIABKHIM MYH/IITYK 3 JBOMA KaHATAMH IS
10/1avi 3BapIOBAJBHUX JAPOTIB AiamerpoM 5 mm puc. 2). Marepian MyHamnTyka i 38a-
PproBalibHUX JpOTiB — Takok Thtan BT1-0. [Jnst ¢opMyBaHHS NITAKOBOT BAHHH 3aCTOCOBY-
Bau OeskucHeBuit Gropuano-xinopunuuii Gioc AH-T4 (Cak—20% SrC)), skwuii crabi-
Ti3ye mporec i He 3a0pyAHIOE MeTall KUCHEM. J[JIs TOJaTKOBOTO 3aXUCTy 3BapPIOBATIBLHOL
BaHHU ¥ €JICKTPOJIHOTO METAITy BiJl B3a€MO/Ii1 3 TIOBITPSIM Y 3BapIOBAIBHUE 3a30p 102~
Banu aprod. Bunpob6osysanu 6e3 3oBHimHboro MII (excriepument Ne 1), a Takox 3
nOCTiHUM 1 iMmyabcHuM monepedrnmu MIT (excnepumentu Ne 21 3). B ycix Buman-
Kax [IMPHHA 3BapIOBaIbHOTO 3a30py 30 mm abu. 1).

3a pe3ynbTaraMy EKCIICPUMEHTIB aHAli3yBalM CTaOLIbHICTh MPOIECY 1 SAKICTh
(dbopMyBaHHS MeTay IIBa. 3 OTPUMAHUX 3BAPHHX 3 €JHAHb BUTOTOBISUIA MO3IOBXKHI
TEMIUICTH, 1100 OIIHUTH OCOOJIMBOCTI CTPYKTYPOYTBOpEHHS MeTairy mBa. [lomipyBanm
3pa3ku 10 1410 Kiacy YUCTOTH TIOBEPXHI, Iali TPABUIIM B PEAKTHUBI 31 CyMillli TUIaBUKO-
BOI 1 a30THOI KHUCIOT. BHKOpUCTOBYBaIM MeTanorpadiqHUil CBITIOBUI MIKPOCKOII
“Neophot-32”3 pizuuM 30inbieHHsM. CTpYyKTYpy MeTany 3a po3MipoM 3epeH OLiHIO-
BaJIi 3a JIOTIOMOTOI0 TiporpaMHoro 3abesneyenns MIPAR.

MexaHiuHi XapaKTEPUCTUKNA BH3HAYAIH IUITXOM BUIIPOOYBaHb Ha PO3TAT 1 yuap-
Hy B's3kicTh (KCU) 3paskiB metany mBa (mo 9 3pa3kiB [yisi KOKHOTO BHIIPOOYBaHHS),
SIKi BUpi3anu y nonepeunii mwiommHi (B310Bx oci Ox, puc. 1) 3 neHTpaabHOT YaCTHHH
mBa. Posrsrysanu 3rigHo 3 JICTY ISO 6892-1:201%a yHiBepcanbHOMY CEpBOTiIpaB-
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gigyHoMy Komiuiekcei MTS 318.25 makcumansaum 3ycusuisiMm 250 KN.KonTposnoBanu
napaMeTpH i Yac JOCII/PKEHHS 3a JOMOMOTO CTaHJapTHOTO MPOTPaMHOTO 3a0e31ie-
yenns TestWorks &ucremu MTS 318.25.

Ocuosnuii Metan (3a JICTY ISO 148-1:2022)a 3BapHi 3'emuanns (3a JICTY EN
ISO 9016:2019unpoboByBanu Ha yaapHy B s3kicTe MeTogoM Illapri Ha MasTHUKOBO-
My korpi KM-303 rpanmndHoro eHeprieto korpa 300 J.

Taéauus 1. Pexxumu EII3 TutaHoBeIX IMT 3aBTOBIIKKM 120 mm

IBunkicte | IIBuakicTs 3oBHIimHEE MII
Hanpyra Crpym .
3BaproBaHHA, V | 3BaproBaHHS, A froxast 3BAPIOBAHI, U iHxykois, T
' ' apoty, m/h m/h '
22..24 3600 100 2,0 - -
18...19 3800 120 2,4 [ocriiine 0,04
ImnynscHe
22..23 3550 110 2,2 timp=1,5 s, 0,06
thause10 S

Pe3yabTaTn Ta ix 00roBopeHHs. Yci eKCliepUMEHTH BiJOyBaIUCh 0€3 MOpyIIeHb
crabinpHOcTi EILI3 1 BukuaiB mmaky. TooTo 30BHiHE MIIT iHgykiieto 0,04...0,06I He
3MIHIOBAJIO CTaOLIBHOCTI MPOIIECy.

B ycix Bumagkax moBepXHs 3BapHUX LIBIB CPiOISICTOrO KOJIBbOPY 0€3 03HAaK OKHC-
nenns (puc. 3). IlIBu cdopmosani 100pe, moBepxHEBi gehekTd BiacyTHi. [ToBepxHs
1IBa, ojepskanoro mig aiero MIT (puc. 30, C), MIOPCTKIlIa, Hi I1Ba, €3 TAKOTO BILIHBY
(puc. 3a). OueBuHO, 1€ MOB’ s3aHO 3 BiOpaLli€l0 3BapiOBaNIbHOI BAHHH BHACIIIOK B3ae-
MOJIii 3BMIHHOTO CTpyMY 3BaproBaHHS 3i 30BHIiNIHIM MII, yepe3 1o nepioguyHo 3MiHFO-
€ThCSI TOBIIUHA TAPHICAKHOI KIPKW Ha IMOBEPXHI IIBa, 110, B CBOIO YepTy, MPU3BOIUThH
JI0 TIOSIBU XapaKTepHUX 3ariubiieHs (omykmnocteit). Takox i 3BepHYTH yBary, Lio B
yCiX BHITaJIKaX BiICyTHS KyToBa JieopMailisi BUpOOiB, O JyXe BAKIUBO ITiJl Yac 3Ba-
PIOBaHHSI TOBCTOCTIHHUX JIMCTIB 1 TUITMT. MaKpOCTPYKTypa 3BapHHX 3 €HaHb LIiIbHA,
0e3 1op, LIIAKOBHX BKITIOYEHB Ta iHINX nedekriB (puc. 4). JloOpe moMiTHI 30HU 3Bap-
HOTO 3’ €THaHHSA: OCHOBHHUI1 MeTaJl, 30Ha TEPMIYHOTO BIUIMBY, METAJ IIBA.

Puc. 3. Burisin moBepxHi 3BapHUX LIBiB, oTpuMaHux Tpaauuiitnum EN3 (a),
a TakoXx y nocriitHomy (D) ta immynecHOMY () MIT.

Fig. 3. View of the welded joints obtained by traditb ESW &) and in constantj
and pulsedd) MFs.

Meran 1iBa, OTpUMaHOro Oe3 eNeKTPOMArHeTHOTO BILIUBY, Ma€ CTOBITYACTY CTPYK-
TYpY 3 BETMKAMH KPUCTAIIITAMH, BUTATHYTHMHU B HATIPSIMKY BimBeaeHHs Temia (puc. 4a).
Taka cTpyKkTypa THIIOBa JUISl JINTOTO METay i (POPMYyeThCs y BEIHKiH 32 00’ eMOM Me-
TaJeBil BaHHI Ta 3a BiJIHOCHO HHM3bKOI IIBUJIKOCTI OXOJIOMKEHHS PIAKOTO MeTaiy, sKi
xapakrtepHi EII3. ITix aiero 3oBHimHEBOr0 MIT cTpyKTypa MeTany 1Ba CKIalaeThes 1 31
CTOBOYACTHX, 1 3 pIBHOBICHHX KpHCTaNiB. [IpmyomMy Taki 3MiHHM UiTKillle MPOSBISIOTHCS
i BrummBoM iMmynbeHoro MIT inaykuiero 0,06 T (puc. 4c).

Busieuwian (puc. 5), o crpykTypa Merany IBa, OTPUMAHOIO IIiJ BIUIMBOM iM-
nynscHoro MIT inmykuiero 0,06T, apiOHO3epHUCTIMIA, HIX OJEPIKAHOTO TPAIUIIIHHAM
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EII3. 3okpema, cepenniii po3mip 3epHa (exkBiBaneHTHUI giaMeTp Ueg) 32 TPaAUILIHOTO
3BaproBaHHsA ctaHoBuB 1,91 mm,a 3i 3actocyBaHHsAM immyiascHoro MIT — 0,74 mm,
T00TO B 2,6 paza menmmii. [1ix yac 3acTocyBaHHs mocTiiHOTO MoJist iHayKiieo 0,04T
OJpiOHEHHS CTPYKTYPH He Take BimuyTHe. TyT cepenHiil po3mip 3epHa 0,86 mm.

| E ] E

80 mm ' 80 mm - 80 mm

Puc. 4. MakpocTpyKTypa 3BapHHX 3’ €AHaHb, OTpuMaHuX Tpaguuiiaum EII3 (a),
a Takox B moctiitnomy (D) Ta immyascHoMy (C) MIT.

Fig. 4. Macrostructure of welded joints obtainedtaglitional ESW &)
and in constantd], pulsed €) MFs.

Cnabmuii BrunB moctiiHoro MIT Ha CTpYKTypy MeTany MNOSCHIOIOTH MEHIIHM
3HAYCHHSIM HWOTO IHAYKII, Yyepe3 IO 3HIKYETHCS CIEKTPOMArHeTHA CHUIIa, IO i€ Ha
pinkuit meran. Kpim toro, 3a iMmynscHoro MII, B MOMEHTH HOTO BMUKaHHS 1 BUMK-
HEHHsI, BiIOYBAIOThLCS TipoanHaMivHi “yaapu” Ha GPOHT KpHUCTaTi3allii, IKi CIPUSIOThH
MONPiOHEHHIO CTPYKTYPH IIBA. 3araJioM MEXaHi3M TaKOro MOIPIOHEHHS TOB’ sI3aHUH 3
py#HYBaHHSIM ab0 YaCTKOBHMM OILIABJICHHSIM (PO3UMHEHHSM) TJIOK JCHIPUTIB ITijl BILTH-
BOM €JICKTPOMArHeTHOi BiOpallii i MOTOKIB PiIKOTO MeTay. [HTeHCHBHICTh TIOAPIOHEHHS
MeTaTy 3aJIeKUTh BiJ iHayKii MI1, a TAKO)K 4acTOTHU 1 TPUBATIOCTI HOTO IMITYJIBCIB.

160 min 0,078mm 440 min 0,08mm 430 min 0,078mm
140 max 4,75mm 350 max 4,09mm 400 max 2,73mm |
120 mean 1,912mm| 300 mean 0,86mm 350 mean 0,74mm
100 250 . ;23
§ - g < g 200
o 60 : U150 o 150
40 I .].. 100 100
20 ) 50 50
@ % 0 . ©
0 1 2 3 4 0 05 1,0 1,5 2025
deq, mm deq, mm deq, mm
Puc. 5. Po3nozin 3epen y mosi Makpoiutia 3BapHOTO 3’ €JHAHHS 32 iX PO3MipOM:
a —rtpamuuiiiae EII3; b, ¢ —y nocriiinomy Ta immysscHomy MIT.
Fig. 5. Distribution of grains in the macrosectidrthe welded joint by their size:
a — traditional ESWb, c — ESW in constant and pulsed MFs.
Tadanusa 2. MexaniyHi XapakTepHCTHKH 3BapHUX MBiB niuT 3i cniiaBy BT1-0
3aproBmku 120 mm
Ne 00,2 Op 9 U KCU,
EKCIIEPUMEHTY MPa % Jlem?
1 326+ 18,6 390t 14,2 29,2+ 4,0 59,7+ 4,5 161+ 8,2
2 323+9,1 387+ 11,9 31,834 66,5+ 3,8 182+ 5,8
3 32455 384+ 7,9 36,0+ 2,1 70,1+ 2,0 192+ 3,6
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3a pe3ynbTaTaMyi MEXaHIYHUX BHIPOOYBaHb METATy 3BapHHX IIBIB (Tabi. 2) Bu-
SIBWJIM, 1[0 34 BIJITHOCHO OJHAKOBHX 3HAYEHb MIIHOCTI MeTajl IIBiB, BUKOHAHUX 31 3a-
cTocyBaHHAM mnonepednoro MII, mnactuunimmid. 30kpemMa, i aiero iMmynbcHoro MIT
innykiiero 0,06 T BiAHOCHE BUAOBKEHHSI 30UIBIINIOCH Y cepennbomMy Ha 23% @ 29,2
10 36%),a ymapHa B’ si3kicts —Ha 19% 6 16110 192 chrﬁ). Take MiABHUIICHHS Xapak-
TEPHUCTHUK IIACTUYHOCTI METAY IIIBa MMOB’ sI3aHE 3 TOAPIOHECHHSIM MaKpOCTPYKTYpPH Me-
tairy. [Ipu boMy OCOONHBY yBary CiiJ 3BEpHYTH HA MiHIMATGHHUHA PO3KUI MEXaHITHHX
XapaKTEPUCTHK METAITy IIBa, 1[0 CBIAYUTH PO HOTO CTPYKTYPHY OJHOPIIHICTD (Tabi1. 2).

BUCHOBKHA

Bcranosieno moxxiuBicTs peanizanii EIII3 THTaHOBUX IUIUT y TONEPEYHOMY Mar-
HETHOMY I10J1i 0e3 MOpyIIeHb CTa0UIBHOCTI mporecy 3 (OpMyBaHHSIM MIBIB 0e3 I10-
BEpPXHEBUX JIEEKTIB 1 31 IMUIBHOI CTPYKTYpOIo. BUsiBIIEHO, 10 IMITyJIbCHE ITONIEpEYHE
marHetHe mone inaykiiero 0,06 T mpu3BoauTh 10 3MeHIIeHHs B 2,6 pa3a cepeaHbOro
posmipy 3epeH merany mBa (3 1,91 g0 0,74 mm),36inbiieHns Ha 23% BiTHOCHOTO
BroBKeHHs (3 29,2 10 36%) i Ha 19% —ymapHoi B's3kocti (3 161 g0 192 Jém?).
TakuM 9HHOM, EKCIICPUMEHTAITFHO TOBEACHA MOXKIIUBICTh TOMOTeHI3amil 1 moApiOHEHHS
CTPYKTYPH METaTy IIBA i MOJIMIIEHHS HOro MEeXaHIYHUX BJIACTUBOCTEH 3 TOIIOMOTOI0

IMITyJILCHOTO TIONIEPEYHOTO MarHeTHOro mouis mix yac EII3 tutany.
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