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DEVELOPMENT OF LASER WELDING OF HIGH-ALLOY STEEL LAP JOINTS
UTILIZING PLUG WELDS
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Abstract. The purpose of the study is the refinement of laser welding of high-alloy steel lap joints utilizing plug welds.
Measurements of control welding joints, types of quality control and testing, as well as their amount were designated
according to DSTU EN ISO 15614-11:2016 «Specification and qualification of welding procedures for metallic
materials — Welding procedure test — Part 11: Electron and laser beam welding». Welding modes of experimental
samples were determined in an empirical manner. Selection criteria chosen was the grade of compliance to the
requirements, set up by the current standards. Over the course of the work, visual and radiographic control, as well as
metallographic studies, microhardness treatment and mechanical static tensile tests were carried out.

As a result, it was established, that during the production of control lap joints with 1,5 mm thick upper plate (made out
of 12Kh18N10T steel) and 3 mm thick lower plate (made out of 09Kh16N4B steel), an increase of welding speed from
1000 mm/min to 3000...4000 mm/min leads to the decrease of total pore projection from 0.2% to 0.16%. The smallest
amount of summary amount of pore projection (0,16%) was recorded at the moment, where focusing plane was moved
1 mm deeper in the direction of the metal. This value is almost 1,5 times smaller compared to results achieved during
welding using similar speed and power values, but with focusing place location zeroed to the upper plane of the plate.
In addition to that, a relatively greater stability in the formation of the 0.2...0.3mm thick upper weld reinforcement was
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spotted during an increase of laser welding speed from 1000 mm/min to 6000 mm/min, at the laser emission power of
4.4 kW. During an increase of the welding speed, the width of the control lap welded joints with 1.5 mm thick upper
plate and 3 mm thick lower plate changed in a non-linear fashion. However, in the cases, where welding was carried out
with a AF= -1 mm defocusing of the laser emission, the dependence between these values was more uniform.
According to the results of visual and radiographic control, metallographic studies and mechanical tests, the optimal
modes of lap laser welding of samples, which allowed for creation of welded joints that correspond to «High B»
grade of DSTU EN ISO 13919-1:2015 «Electron and Laser-Beam Welded Joints — Guidance on Quality Levels for
Imperfections — Part 1: Steel», were chosen.

Key words: laser welding; high-alloy steels; lap joints; plug welds; technological modes; structure; mechanical
characteristics.

AHorauis. MeToro f1aHoi poOoTH OyiIo BiAIpallOBaHHS TEXHOJIOTIT JJa3epHOr0 3BapIOBaHHS HAILYCTKOBOTO 3’€/IHAHHS
BHCOKOJIETOBAHUX CTaJIEH POPI3HUM LIIBOM.

Bimnosigao go JCTY EN ISO 15614-11:2016 «TexHiuHi yMOBH Ta arecTallisi TEXHOJIOTI 3BAPIOBAHHS METaJICBUX
MarepiainiB. BunpoOyBanHs mpouecis 3BaptoBanHs. Yactina 11. EnekTpoHHO-IpoMeHeBe Ta Ja3epHO-IIPOMEHEBE 3Ba-
proBaHHs», Oyl BU3HAYEHI PO3MIpH KOHTPOJBHUX 3BAPHUX 3’€IHAHB, BUIU KOHTPOJIIO Ta BUIPOOYBaHb, IX OOCSTH.
EMnipnyHuM OUISIXOM BU3HAYaIM PEXKUMH 3BaplOBaHHs 3paskiB. KputepieM BiOOpy CIy»KMIM YMOBH BiIIOBIHOCTI
BUMOTaM JirounX cTanaapris. [IpoBoguinu BizyanbHui Ta pagiorpadiuHui KOHTPOIIb, MeTaaorpadivHi JOCIiHKEHHS,
BUMIPIOBaHHSI MIKpPOTBEPJOCTI Ta MEXaHi4Hi BUIPOOyBaHHS Ha CTATUYHUH PO3TAL.

BcraHoBiI€HO, 1110 TIPY BHI'OTOBJIEHHI KOHTPOJBHUX HAITyCTKOBHMX 3’€JHAHb 3 TOBIIMHOIO BEPXHBOI petani 1,5 mMm
(BurorosneHoi 3i craii 12X18H10T) ta ToBumHoO0 HIXHBOT Aetani 3,0 MM (BurotoBieHoi 3i crani 09X16H4b), npu
301IbIIeHH] mBHAKOCTI 3BaproBanHs 3 1000 mm/xB 710 3000...4000 MM/XB cyMapHa KUIBKICTb IIPOEKIIIH TTOp 3MEHILY-
erbest 3 0,2% mo 0,16%. HafimeHniie 3HaueHHs: cymMapHOI KibkocTi npoekitiii mop (0,16%) 3adikcoBano mpu 3ariu-
Oi1eHHI QOKyCyIOYOT IUIOLIMHHY JIIH3H Ha | MM y MeTal 3pa3Ka, 1110 Maibke B 1,5 pa3u MeHIIe y TOpiBHAHHI 31 3BapIOBaH-
HSIM 3 aHaJIOTTYHHUMH [IapaMeTpaMu 10 MIBUAKOCTI Ta OTY>KHOCTI JIA3epHOI0 BUIIPOMIHIOBAHHS, ajle 3 pO3TalllyBaHHAM
(hoKyCyr0u0T IUIOIIKHY JIH3H y HYIBOBOMY HOJNOKeHHI. OKpIM TOTO, CIIOCTEPIra€ThCs BiIHOCHO OLNIbIIIA CTAOUTBHICTD
y ¢opmysanHi nigcuienss (0,2...0,3 MM) BepXHBOTO Bajlika 3BapHOIO 3’ €JHAHHS, IPH 30UIbIIEH] IBUKOCTI Ja3ep-
Horo 3BaptoBanHst 3 1000 MM/xB 10 6000 MM/XB, TIpH 3Ha4€HHI TOTY>KHOCTI JIa3epHOro BUIpoMiHioBaHHs 4,4 kBT. [1pu
30UIBIIEHH] BUKOCTI 3BAPIOBaHHS, IMPHHA I11Ba y HAITYCTKOBUX KOHTPOJIBHUX 3’ €IHAHHSX 3 TOBIIMHOIO BEPXHHOTO
nucta 1,5 MM Ta TOBIIMHOKO HIDKHBOTO JiMCTa 3,0 MM 3MIHIOE€THCS HETIHIMHO. AJie IS BUMAKy 3BApIOBAHHS 3 PO3-
(oKycyBaHHSIM Jla3epHOTO BUNpoMiHIOBaHHsI AF= -1 MM, 3a1e>)KHICTh HOCUTB OLIBLI PIBHOMIPHHH Xapakrep.

3a pe3ynbTaraMu MPOBEICHHS Bi3yaJbHOIO Ta paaiorpadiyHOro KOHTPOIIO, METAIOrpadiyHUX JOCIIPKCHb Ta MeXa-
HIYHUX BUIPOOYyBaHb Oyo 0OpaHO ONTHUMAIBHUN PEXUM JIA3epPHOIO 3BapIOBAaHHS 3pa3KiB, KUl 103BOJISIE OJEPIKaTH
3BapHi 3’€IHAHHS, 10 BIAMOBIIAI0TH PIBHIO SKOCTI «BUCOKui By, 3rigHo 3 JICTY EN ISO 13919-1:2015 «3BaproBan-
Hsl. 3’€JHaHHS, BUKOHAHI €JIEKTPOHHO-TIPOMEHEBUM Ta JIa3epPHUM 3BaploBaHHsIM. HacTaHOBa 1110710 OLIHIOBAHHS PiBHS
sikocTi 3aexHo Big aedexri. Yactuna 1. Cranby.

Koio4oBi ciioBa: 1a3epHe 3BaproBaHHsI; BUCOKOJIETOBaHI CTalli; HAILYCTKOBE 3’ €/JHAHHS; [TPOPI3HUH I1I0B; TEXHOJIOTIUH1
PEXUMH; CTPYKTYpPa; MEXaHI4HI BIACTHBOCTI.

ITOCTAHOBKA 3AJAYI

B octaHHI poKH IPOMHUCIIOBICTh 0araTboX iHIYCTPi-

3 IHITUX TEXHOJIOT# JJa3epHOi 00POOKH, HAWOIIBIII 3aTpe-
OyBaHUMU 3aJMINAIOTHCS Ja3epHA MapKyBaHHs (ONM3b-

AJIbHO-PO3BUHEHUX KpPaiH LIBHKO MPOTPECY€E Y paKkeTo-
OyayBaHHI, CynHOOyQyBaHHI, MPHIaZ00yTyBaHHI, Taly-
3€BOMY Ta TOYHOMY MalIMHOOYIyBaHHi, TOIIO, 3a paxy-
HOK 0araTboX BIUIMBOBUX (PaKTOPiB, OJHUM 3 HAWBAXKITH-
BILIIMX CEpell IKHX € HIMPOKE BIPOBAHKEHHS CYYaCHHX
TEXHOJIOTI 00poOKM MaTepialiB TpH BUTOTOBJICHHI
CKJIaJHUX IPOCTOPOBHUX KOHCTPYKIiH. Lle#t mporec Bin-
OyBaeThC K 32 PaXyHOK MOJICPHi3alii iCHYIOUNX TEXHO-
JIOTiH, Tak ¥ 3a paxyHOK po3poOKH 30BciM HOBHUX [1-3].
B nanwit wac, 3a JaHUMH aBTOPiB CTaTTi, JJII PUH-
Ky Ja3epHUX TEXHOJOriil o0poOku marepiamiB YKpaiHu
XapaKTepHO JOMiHAHTHE, B TOPIBHSAHHI 3 1HIIUMHU TEX-
HOJIOTiSIMH, BUKOPUCTAHHS JIa3epHOTO pizaHHs (Onm3b-
K0 65% Bix 3aranbHOTO PUHKY OOPOOHHMX KOMILIEKCIB).

ko 15% Bin 3araJbHOTO PUHKY OOPOOHHMX KOMILIEKCIB)
1 CTPIMKO PO3BHUBAETHCS B OCTAaHHI POKH TEXHOJIOTIS
3D-apyky (6mussko 10% Bix 3arajbHOrO PUHKY 00pOO-
HHX KOMIUICKCIB). PUHOK TEXHOMOTTYHUX KOMIUIEKCIB JIJIst
MIPOIIECIB JIA3EPHOTO 3BApIOBAHHS, TEPMOOOPOOKH, IPO-
IIMBKU OTBOPIB 1 IHIINX TEXHOJIOTIH, 32 JaHUMH aBTOPIB,
He mepesuinye 10% Bix 3arajbHOr0 PUHKY OOpOOHHX
Ja3epHUX KOMIUIEKCIB. 3MiHa CHTYyalii, 10 CKianacs
3 IEPEeKOCOM» 3aMUTIB BITYU3HIHOTO PUHKY 0OpOOHHX
Jla3epHUX KOMIUIEKCIB B CTOPOHY pi3aHHS 1 MPUBEICHHS
HOro 10 PiBHS CBITOBHX CTaHIAPTIB, XapaKTePHUX IS
KpaiH 3 PO3BHHEHOI0 EKOHOMIKOK, MOXKJIHMBO HUISXOM
BUPILICHHS HU3KH 3aBIaHb, OMHIEIO 3 SIKUX € PO3poOKa
KOHKYPEHTOCIIPOMO)KHHX Ha CBITOBOMY PUHKY BITYHM3HSI-
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HUX TEXHOJIOTIH Ta OONagHAHHS IJIS JIA3ePHOTO 3BapIO-
BaHHS PI3HUX MaTepiaiB.

3ajauero, 110 BUpINIyBajachk y MaHii poOOTi € Bia-
MIpaIfOBaHHs TEXHOJIOTI] JJa3epHOT0 3BapIOBaHHSI HAITyCT-
KOBOTO 3’€JJHaHHS PI3HOPIJHUX BHCOKOJEIOBaHHX CTa-
neit mpopisHuM mBoM. Jlo ramyseill MepCrneKTUBHHUX 0
BIIPOBA/DKEHHSI TEXHOJIOTIH JIa3epHOTO  3BapIOBAaHHS
TaKUX 3’€JHaHb, HAJIE)KATh XapyoBa, XiMiYyHa, aTOMHA Ta
paKeTHO-KOCMi4Ha IPOMUCIIOBICTb, 8 TAKOX BUTOTOBJICH-
HSl CY4aCHUX BUCOKOIIBHIKICHUX TOi3/IiB.

AHAJII3 OCTAHHIX JOCJI)KEHb
TA MYBJIKAIIA

[TpoMucnoBe 3acTocyBaHHS Ta3epHUX 3BAPIOBATBHUX
TEXHOJIOTIH cTae Bce OINbII 3BUYHUM y CBITOBIH Mpak-
TUI. 3aKOPJOHOM BIIPOBA/KCHHS TaKUX TEXHOJOTIH
posmoganocs me Ha nmodarky 1980-x pokis. IcHye Gara-
TO TPHUKJIAAIB MPOMHUCIOBOTO 3aCTOCYBaHHS JIA3€PHOTO
oOnasHaHHS 1 TEXHOJOTIH, aje B MepIly Yepry Ie Bin-
HOCHTBCS O aBTOMOOITBHOI ITPOMHUCIIOBOCTI, JIe Jia3ep-
HE 3BapIOBaHHS 1 MasHHS Ky30BHHX €JIEMEHTIB € IyKe
nommpeHuMu [4-6]. 3okpema, 3BapIOBaHHS Ky30BHHX
€JIEMEHTIB JIETKOBHX aBTOMOOLITIB IIMPOKO BIIPOBAIKEHO
Ha Takux (ipmax, sk Audi, Volvo, Saab, Mercedes Too.
Hanpuknan, 3aBaskn ja3epHOMY 3BapiOBaHHIO B KOH-
CTPYKIIifo aBToMOOLTiB Volvo 1uIs TiABHUINCHAS MeXaHI4-
HUX BJIACTUBOCTEH BBEICHO TPHUIAPOBI KapkacH [7].

3BapIoBaHHS KOPITyCiB aBTOMOOLIIB 3a3BHYail BHKO-
HYETBCSA 32 JOTOMOTOI0 aHTPONOMOP(GHHUX pOOOTIB
[8-10]. ITpu mipoMy, B OCTaHHI POKH ISl ITHOTO 3aCTOCO-
BYIOTbCS TIOTY>KHI JIa3epH HOBUX THIIIB 3 ONTOBOJIOKOH-
HOIO TIepeqadero BUIPOMIHIOBAHHS — HANpHKIa[, BOJIO-
KOHHI Ta JIMICKOBI JIa3epH.

CrovaTKy 4acTKa JIa3epHOTO 3BAapIOBAHHS B aBTO-
MOOUTFHOMY KOpPIIyCi Oyia ZOCTAaTHHO HEBENHMKO0. Tak,
HalpWKiaJg, Ha II0YaTKy BIPOBAKCHHS JIA3€PHOTO
3BaproBaHHA B Kopmyci aBromo0ins Audi A3 BoHa cra-
HOBmNA Jwmie |1 MerpiB 3aranpHOI IOBXKHHHU MIBIB
it Oyna JOCTaTHHO HEBEIHMKOIO. Y CyJacHUX aBTOMOOLIAX
3arajbHa JOBKMHA IIBIB BUKOHAHHX JIa3€POM y cepel-
HhOMY nocsarae 100 moronanx mMetpis. [11]. OxHak, mpo-
CTOTa 3aCTOCYBAHHS 1 JIETKICTh aBTOMAaTH3aLlil JIa3epHO-
TO 3BapIOBAHHS TOIIUPIOIOTh MEXI HOTO 3aCTOCYBaHHS.
VY 3B’S3Ky 3 UM 3apa3 aKTyaJIbHUMH € PO3POOKH TEXHO-
JIOTiH JIa3epHOTO 3BapIOBaHHS, CIPSIMOBAaHI HA BIIPOBA-
JDKSHHS B Tally3i aBTOMOO17Ie0y Ty BaHHS.

META POBOTH
Merta po00TH — BiATIpAIFOBAHHS TEXHOJIOTIT JJa3epHO-

0 3BapIOBAaHHs HAITYCTKOBOTO 3’€JHAHHS BHCOKOJICTOBA-
HHUX CTaJICH MPOPI3HUM IIIBOM.

METO/I!, OB’EKT TA MPEJMET
JOCIIKEHHS

Bigmosimao mo JCTY EN ISO 15614-11:2016
«TexHIYHI YMOBHU Ta aTecTalis TEXHOJOTI] 3BaprOBaHHA
MeTaJeBHX MatepiaiiB. BunpoOyBaHHs nporieciB 3Bapio-
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BaHHs. Yactuna 11. EnekTpoHHO-IpOMEHEBE Ta Ja3ep-
HO-TIPOMEHEBE 3BaplOBaHHs», OyJIM BH3HAYEHI PO3MIpH
KOHTPOJIBHUX 3BapHUX 3’€JHaHb, BUAW KOHTPOJIO Ta
BUIIPOOYBaHb, iX 00CATH.

Po3Mmipn 3arotoBoK sl KOHTPOJBHHUX HAIyCTKO-
BUX 3’enHaHb: po3Mip miactuH 300%100, 3 TOBLIIMHOO
BEPXHBOI geTani 1,5 MM Ta TOBIIMHOIO HIKHBOI JeTai
3,0 mM. J[y11 BUTOTOBJIEHHS 3aTOTOBOK TOBIIMHOIO 3,0 MM
3aCTOCOBYBaJlacsl KOpO3iffHOCTilka (HeprkaBitoya) 3BHU-
yaiiHa ctans 09X16H4b, ska HanexxuTh 10 MapTEHCUT-
Horo kiacy [12]. JInst BUTOTOBJIEHHS 3aTOTOBOK TOBLIH-
HOK 1,5 MM 3acTOCOBYyBanacsi KOpo3iiHOCTilKa (Hepka-
Bitoua) cranp 12X18H10T, sika HaneXuTh ayCTEHITHOTO
knacy [12].

3aroToBKM 3pa3KiB 3aKpiILIIOBAJIMCS B CTPyOLMHI
1 3BaplOBAINCH Y BEPTUKAIBHOMY MPOCTOPOBOMY IT0JIO-
JKeHH1 (3rigHO puc. 1). 3BapHUii IIOB PO3TAIIOBYBaBCS
Y3/I0BX JIiHIH IpOKary.

EMmipyyHuM [OUIIXOM  BH3HA4Yaldd pPEXHMH 3Ba-
proBaHHs 3pa3kiB. Kputepiem BinOopy cCiryKuiu ymo-
BU BiamoBimHOCTI BuMoram ctanmapty JCTY EN ISO
13919-1:2015 «3BaproBanHs. 3’€HAHHSA, BUKOHAHI
€JIEKTPOHHO-TIPOMEHEBUM Ta JIa3€PHUM 3BapIOBAHHSIM.
HactaHoBa 110110 OIIiHIOBAaHHS PIBHS SIKOCTI 3aJICKHO BiJ|
nedektiB. Yactura 1. Cranb», a caMe: BiICYTHICTD Bij-

Puc. 1. 30BHIIIHIN BUIIIAA 1a00paTOPHOTO CTEHIY
JUISL TA3EPHOTO 3BapIOBAHHS 3’ €IHaHb 3 TOHKOJIMCTOBUX
HEpIKaBilOUUX cTajel



XHWJICHb BiJl 33JaHOT TeOMETpii MIBIB, BIACYTHICTH nedek-
TiB y BHIVISII TPIIIMH, HECIUIABIICHHS 1 T.II.

Bynn Bu3HaueHi peXHMU, IO BiJPI3HSIIOTHCS CBOi-
MH TEXHOJIOTTYHHMH MapaMeTpaMH, 3aCTOCYBaHHS SKHUX
JO3BOJIIE OTPHMATH KOHTPOJIBHI 3BapHi 3’€THAHHSA,
SIKI 3a/I0BOJIBHSAIOTH BHMOTAaM JIO I'€OMeETpii, 10 HaBe-
neri y ICTY EN ISO 13919-1:2015. Ha Bu3HaueHHX
pekuMax Oy 3BapeHi KOHTPOJIbHI 3pa3Ki Ha KO)KHOMY
3 PEXKUMIB 10 3 IITYKH JJ1s1 HOPiBHSHHS TOBTOPIOBAHOCTI
Ppe3ynbTarTiB.

Jnst KOXKHOTO 3 OflepKaHMX KOHTPOJBHUX 3BapHUX
3’€lHaHb TMPOBOAWIIM Bi3yalbHUII Ta pajiorpadidnuii
KOHTPOJIb. 3 KOKHOTO 3 KOHTPOJBHUX 3 €IHAHD IUITXOM
(pe3epyBaHHs TOTYBAJIM 110 OJHOMY 3pa3Ky Ul IpoBe-
JCHHS BUIIPOOYBaHb HA MIKPOTBEPIICTh 1 MeTajorpadid-
HUX TOCIIIKEHbD.

MeranorpagidHi JOCHIPKEHHST 3BapHUX 3pa3KiB
BHUKOHYBAJIUCS BiINOBiTHO 10 ctaHaapty [SO 17639:2003
«BunpoOyBaHHS 3 pyHHYBaHHSM 3pa3Ka 3BapHHX LIBIB
B MeTalleBUX Marepiajiax. Makpo- i MiKpOCKOIIuHe
JOCTIKeHHS 3BapHUX MIBiB». 3a JTOMOMOTO ONTHYHOI
MIKpOCKOIIii Ta MiKPOJIOPOMETPHUYHOTO aHalli3y, AOCIIi-
JUKEHO 3pa3KH, sIKi BiIPi3HAIOTHCS MapaMeTpaMH TEXHO-
JOTIYHUX peXuMiB. JlOCHiIKEHHS IPOBEICHI Ha Pi3HUX
JUISTHKaX KOJKHOTO 13 3pa3KiB «3BapHuii mos — 3TB —
OCHOBHHM MeTam». BumpoOyBanbHI 3pa3kul Ui MeTa-
norpadiyHuX JOCHipKeHb roryBany, 3rigno JACTVY-3T
ISO/TR 16060:2009 «BunpoOyBaHHs 3BapHHX 3’ €HAHb
METaJIeBUX MaTepialiB pyWHiBHI. TpaBieHHS IS Makpo-
1 MIKPOCKOITIYHOTO JIOCTIKCHHS», 33 JOMOMOTOI0 (pe-
3epyBaHHs, LUTIQYBaHHS, IOJIpPYBaHHS HA BHCOKOII-
BUAKICHUX NOJNIPyBaJbHUX KOJNAX 3 BHKOPHCTaHHSIM
QJIIMa3HMX MACT Pi3HOI AUCTIepCHOCTI. BusiBieHHs CcTpyK-
TypH 3BapHHX 3 €THAHBb MPOBOAMIIH IIISXOM €IEKTPOITi-
THUYHOTO TpaByieHHs B 20% BOIHOMY pO34YHMHI XpPOMOBOI
KUACIOTH. JOCHIHKEHHS. MIKPOCTPYKTYpPH MPOBOIUIOCS
Ha MetanorpadigHoMy Mikpockomi «Neophot-32» mpu
pi3HuX 30inbmeHHsaX. KutbkicTh 0-(a3n BuUMiproBaiu Ha
npunani «Ferritgehaltmessr 1.053». Teepaicts dazoBux
CKJIaJIOBHX BHMIpIOBAIM Ha MikpoTrBepmoMipi «M-400»
¢ipmu «LECO». HaBanraxenust craHoBwio 1 H, uac
ButpuMku 10 c. Po3Mmip aycTeHiTHOrO 3epHa BH3HAYa-
JIM [UISIXOM TIOPIBHSHHSA 3 eTanoHHMM mmkaitamu [OCT
5639-82. 300paxkeHHs] MIKpOCTPYKTYp OyJIO OTpUMaHO
3a gomomoroio mudpoBoi dorokamepu «Olumpys» Ta
uudposoi kamepu 3 okymsapom «Sigeta LCMOS 10000
10.0MP».

MexaniuHi BHUNPOOYBaHHA HAa CTaTUYHUN PO3TSAT
3BapHUX 3pa3KiB BHKOHYBAJINCS Ha CEPBOTiJpaBiliuHiif
mammmHi «MTS 318.25%.

BizyanbHuit KOHTpOIB 31iiCHIOBaBCS HA MONIEPEIHBO
MEXaHIYHO OYHMIICHUX Bix 3a0pyaHeHb 3pa3kax. [1ix vac
MIPOBEICHHS Bi3yaJIbHOI'O KOHTPOJIIO BUKOPHUCTOBYBAIOCS
KOMOiIHOBaHEe (JIEHHMIA + MicIIeBe 3a JTOTIOMOTO0 JIAMITH
po3xaproBaHHs) ocBiTIeHHS — Omm3pko 1000 nk. Bymu
BHUKOPHUCTaHI HACTYIIHI MPHUCTOCYBAaHHS 1 IHCTPYMEHTH:
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nynu neperinoBi 4* 1 10* kpar, myma BUMiprOBaibHA
10* xpart 3 Tounictio 0,1 MM, mtanreHupKye 111140
(k1. 2), ninilika, BUMiproBad-nmpodisomMep mopTaTHBHUMA
TOAMHHOTO THIYy 3 To4HicTIO 0,01 MM, MIKpOCKOM TOp-
TaTuBHUH, JtokemeTp K0-116. 3a pesynbratamu Bizyans-
HOTO KOHTPOJIIO OLIHIOBANIOCS: IIMPHHA I1IBA; JTyCKAaTiCTh;
HasBHICTH KpaTepiB (yCaZouyHUX pPaKOBHH B Kparepi);
KOpiHb IIIBa 1 iHIIN MMapaMeTpH, nependadeHi CTaHIapTOM
JCTY EN ISO 13919-1:2015.

Paniorpadiynuii KOHTpOJb 3/1iHCHIOBABCS Ha TIOTIEpe-
JTHHO MEXaHIYHO OYMIIICHUX Bijl 3a0pyIHECHB 3pa3kax. bymun
BUKOpHCTaHi: peHTreHiBcbkuil amapar — PAIT 150/300;
€TaJIOH YyTJIMBOCTI — IPOTOBUIA; TUTiBKa pajiorpadiuHa —
AGFA-DS, po3mip 240%100 mm ta 240x300 mM; MeTa-
JIeBi eKpaHu, Mo miaCHIoTs — Pb-0,027. BukoHyBaBcs
TOPIBHSUTFHAN aHaITi3 OKPEMHUX PE3yJIbTaTiB pamiorpadid-
HOTO KOHTPOIIO (Pe3yJbTaT! MiIpaxyHKy CyMapHOi IUIO-
IIMHKA BUSBJICHUX TIOP; IX B3aEMHOIO PO3TAlIyBaHHS; iX
po3mipy Ta iHmKMX (GaKTopiB, IO BIUIMBAIOTH HA OLIHKY
PIBHS SIKOCTI 3BapHOTO 3’ €JHAHHS).

3a pe3ynbTaTaMy NPOBEICHHS Bi3yaJIbHOTO Ta pasi-
orpagivHOr0 KOHTPOJII0, METAIOTpadiqHUX JTOCTIHKEHb
Ta MEXaHIYHHX BUIpPOOyBaHB OyJIO OOpaHO pEXUM
JIa3epHOTO 3BapIOBaHHS 3pa3KiB, AKHH JO3BOJIE OnEp-
JKaTH 3BapHi 3’ €THaHHS, 110 BiAMOBIAAIOTH PiBHIO SKOCTI
«BUCOKHH By, 3rigHo 3 ISO 13919-1:2015.

OCHOBHHUI MATEPIAJI

[TapaMeTpn TEXHOIOTIYHAX PEKUMIB JIa3€PHOTO 3Ba-
PIOBaHHS 3MIHIOBAJIM Y HACTYIHUX MEXKax: HOTYKHICTh
naszepHoro BumnpominioBanus P — 1,0...4,4 kBT; mBua-
kicTh 3BaptoBaHHs V — 500...7500 mMM/XB; BenuunHa
posdokycyBanHst AF — £6 MM; BUTpaTH 3aXHCHOTO razy
(aprony) 5,0...20,0 n/xB.

3 MeTOI0 BM3HAUCHHS BIUIMBY IapaMeTpiB PEXNMIB
JIa3epHOTO 3BAPIOBAHHS HA XapaKTEPUCTHKU OJIepKaHUX
3’€¢HaHb TPOBEICHO AaHAaJ3 OJEpKAaHWX pPe3YIbTATIB
Bi3yaJlbHOTO, KaIJIIPHOTO Ta panxiorpadigHOro KOHTP-
oi1t0, MeTanorpadiYHUX AOCITIIKEHb, BUIPOOYBaHL Ha
CTaTUYHHUK PO3TAL. 3a pe3yJbraraMH JaHOTO aHali3y,
ofiepkaHo rpadiuHi 3a7eKHOCTI 3MIHH XapaKTEPUCTHK
OJICpKAHUX 3’€JIHAHb, B 3QJICKHOCTI BiJl 3MiHH HAOLIBIIT
BIUIMBOBUX (haKkTOPiB (ITapaMeTpiB peKUMIB).

AmHai3 pe3ynpraTiB MpOBEAEHHUX JIOCIIUKEHb JJ03BO-
JMB BCTaHOBHTH, IO IPH BUTOTOBICHHI KOHTPOJBHHUX
HAITyCTKOBHX 3’€JHAHb 3 TOBIIMHOIO BEPXHBOI HeTaii
1,5 mm (Burotosnenoi 3i crami 12X18HI0T) ta TOB-
IIMHOK HMXHBOT metaii 3,0 MM (BUTOTOBIICHOI 31 cTasi
09X16H4b), npu 30UIbIICHH] HIBHIKOCTI 3BapIOBaHHSI
3 1000 mm/xB 1o 3000...4000 MM/XB cyMapHa KiJbKiCTh
MpOEKLiH 1mop (3arajbHa IUIONIA MOP B IOB3I0BKHBOMY
nepepisi o oci mBa) 3MeHmIyerses 3 0,2% (Bix 3arans-
Hoi TuToIi 3BapHOTO 3’ emHaHH) 10 0,16% (puc. 2).

HaiimeHnmie 3HaueHHs cyMapHOI KUTBKOCTI TIPOEKITiit
nop (0,16%) 3adikcoBano mpu 3arubieHH] QOKYCYIO-
40T IJIOIIMHM JIIH3M Ha 1 MM y MeTal 3pa3ka, 1110 Maiike
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B 1,5 pa3u MeHIIe y MOPIBHSAHHI 31 3BapIOBaHHSAM 3 aHa-
JIOTIYHUMH TapaMeTpaMH 10 IIBHIKOCTI Ta MOTY)KHOC-
Ti JIa3€pHOTO BHUIIPOMIHIOBAHHSI, aj€ 3 PO3TAITyBAHHIM
(oKyCyro4Ool TUIOLIMHY JIH3M Y HYJIHOBOMY HOJIOXKEHHI
(puc. 2).

OkpiM TOrO, CIIOCTEPIraeThesl BiIHOCHO Olblla CTa-
6inbHICTh y popmyBanHi migcunenns (0,2...0,3 Mmm) Bepx-
HBOTO BaJIika 3BapHOTO 3’ €THAHHS, IIPH 301JIBIICH] IIBU/I-
KOCTI J1a3epHoro 3BaptoBanus 3 1000 mm/xB 10 6000 mm/
XB, TPHU 3HAYCHHI TOTYKHOCTI JIa3€PHOTO BUIIPOMIHIO-
BanHA 4,4 kBT (puc. 3).

Tpeba Big3HAYUTH, IO MPU 30LTBIICHHI IBUIAKOCTI
3BapIOBAaHHS, IIMPUHA IIBA Y HAITYCTKOBHX KOHTPOJIBHUX
3’€IHaHHSX 3 TOBIIMHOIO BEPXHBOTO JIUCTA 1,5 MM Ta TOB-
[UHOIO HIKHLOTO JucTa 3,0 MM 3MIHIOETLCS HENTIHIHHO,
SIK TIOKa3aHO Ha puc. 4. Aje i1 BUMAAKY 3BapIOBAHHS
3 Po3(OKyCYBaHHSIM JIa3€PHOTO BHUIIPOMIHIOBAHHS «-1»
MM, 3aJIe)KHICTh HOCUTP O1NTBII CTaOITBbHAN XapaKTep.

OBI'OBOPEHHSA OTPUMAHUX PE3YJIBTATIB

3a pesynbTaraMH MPOBEICHHUX JOCHTIHKEHB, OyIo
BU3HAYEHO, IO ONTUMAJIbHUM DPEXKHUMOM JIA3ePHOTO
3BapIOBaHHS (3 TO3UINI BiMOBITHOCTI BHUMOTaM piB-
HS SIKOCTI «BHCOKui By, 3rigHo cranmapry ACTY EN
ISO 13919-1:2015) npu BHUrOTOBJIEHHI KOHTPOJHHUX
HaITyCTKOBUX 3’€[IHaHb 3 TOBIIMHOIO BEPXHBOI JeTaii
1,5 MM Ta TOBIIMHOIO HIDKHBOI etaii 3,0 MM € HacTyI-
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HUi (peskum 3pazka Ne 1362.1): moTyXHICT J1a3epHOTO
BunpoMiHioBaHHs P=4,4 kBT; mBHIKICTh 3BaproBaHHS
V=3000 mm/xB; BennunHa po3pokycyBaHHs AF=-1 mm;
BUTpPATH 3aXUCHOTO ra3y aproHy Ar=20mn/xs. Lle mo3Bo-
JIMJIO PEKOMEHIYyBaTH caMe Iel PeXHuM sl BHUKOPHC-
TaHHS TIPHU 3BapIOBaHHI HAIyCTKOBUX 3’€THAHb 3ar0TO-
BOK BiJIIIOBiTHMX TOBIIHMH. J{aJli HABEICHO JOCIIKCHHS
CTPYKTYPHHUX OCOOIMBOCTEH 3pa3Ka 3BAPEHOTO Ha ONTH-
ManbHOMY pexumi Ne 1362.1.

3a pesympraTamMu MeTaNOTpadivyHUX IOCHTIIKEHBb
BCTaHOBJICHO, IO OCHOBHMH MeTall JOCIHiIKYBaHUX
3BapHUX 3’€IHAHb MA€ CTPYKTYPY IO CKJIAAETHCS 3 ayc-
TEHITHOT MaTpHIll 1 HeBEIMKOI KiTbKOCTI d-peputy. s
3paskiB 3i ctam 12X18H10T ToBmmHOM0O 1,5 MM — 110 6%,
J1s 3pas3kiB 3i ctani 09X16H4b toBmmHOIO 3 MM — 110
3%. CTpykTypa OCHOBHOTO METaly 000X CTayied amc-
nepcHa (0ayl ayCTEHITHOTO 3epHa UL 3pasKiB 31 craii
12X18H10T 1,5 mm— Ne 10, nuist 3paskis crani 09X 16H4b
3 MM — Ne 9) 3 siICKpaBO BHPa)KEHOIO TEKCTYPOIO MPOKa-
Ty. TBepaicTh 0OCHOBHOTO MeTaiy 3i crami 12X18H10T —
HV1 1870...1930 MIIa. TBepaicTs OCHOBHOTO MeTamy 3i
crani 09X16H4b — HV1 2280...2360 MITa.

3aranbHUI BUIISL CTPYKTYPH y HAITyCTKOBOMY 3Bap-
HoMmy 3’enHanHl No 1362.1, sike ckiamaeTbes 3i crainei
12X18H10T (BepxHs muiacTMHA TOBIIMHOIO 1,5 MM) Ta
09X16H4b (amxHs muacTuHa TOBIKMHOIO 3,0 MM), HaBe-
JIEHO Ha puc. 5.
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Puc. 2. I'pacdivni 3a7eKHOCTI BIUIMBY TApaMETPIiB PEKUMIB JIA3EPHOTO 3BaPIOBAHHS Ha 3MiHa CyMapHOI IUIOIII IIPOEKIii mop,
NPH BUTOTOBJICHH] KOHTPOJIBHUX HAIyCTKOBHUX 3’€HAHB 3 TOBIIMHOIO BEPXHBOI Aetaii 1,5 MM (BurorosieHoi 3i crani 12X18H10T)
Ta TOBIIMHOIO HIDKHEOI fetaii 3,0 MM (BurotosieHoi 3i ctani 09X 16H4b)
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Puc. 3. I'paciuni 3a1exKHOCTI BIUIMBY apaMeTPiB PEKIMIB JIa3ePHOTO 3BapIOBAHHS HA ITiJICHIICHHS BEPXHBOTO BaJIiKa 3BAPHOTO
3’€IHaHHSA, IPH BUTOTOBJICHHI KOHTPOJIbHUX HAITyCTKOBUX 3’ €JHAHb 3 TOBLUIMHOIO BEPXHBOI AeTam 1,5 MM (BUTOTOBIIEHOI 3i cTaii

12X18H10T) Ta ToBImHKHO HIXHBOT AeTam 3,0 MM (BurotorieHoi 3i cram 09X16H4b)
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Puc. 4. I'padiuni 3a1€)KHOCTI BIUTHBY ITapaMeTPIiB PEKUMIB JIa3ePHOTO 3BapIOBaHHs Ha 3MiHY IIHPHHU 3BapHOTO 3’ €IHAHHS,
IIPY BUTOTOBJIEHHI KOHTPOJIEHHX HAITyCTKOBHX 3’€JHAHB 3 TOBIIMHOIO BEpXHBOI fetaii 1,5 MM (BurorosneHoi 3i crami 12X18H10T)

Ta TOBIIMHOIO HIKHBOT AeTani 3,0 MM (BUroToBieHoi 31 cram 09X 16H4b)
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Puc. 6. ®otorpadis MIKpOCTpyKTYpH y BepXHIll YaCTHHI HAaIlyCTKOBOTO 3BapHOTO 3 eHaHHsg Ne 1362.1, x400

CrpykTypa y 3BapHOMY 3’ €nHaHHI Ne 1362.1 micTUTh
ayCTEHIT 1 O-(epuT. O-PpepuT CrocTepira€Thcs B OCHO-
BHOMY Y BUIVISIII AMCIIEPCHUX BHUIJICHb PIBHOMIPHO PO3-
TaIIOBaHUX B ayCTEHITi, TAKOX 3yCTPIYarOThCS KOMIIAaK-
THi CKyIm4eHHs O-(pepury (puc 6).

TepaicTs MeTally mIBa y HaIllyCTKOBOMY 3BapHO-
My 3’eqHanHi No 1362.1 komuBaeThcs B Mexax HV1
2400...2800 MIIa. TeepaicTh OUISHOK O-(epUTY CTaHO-
Buth HV1 2540...2600 MIla.

[loB cknamaeTscs 3 NEKUIBKOX IapiB (puc. 2), ski
BIZIPI3HSIOTHCSI TUCTIEPCHICTIO CTPYKTYpH 1 TpaBHMicC-
TIO, 1110 CBIAYMTH IO pi3HE TEIIOBIABEACHHS 1, MOXKIIH-
BO, TIPO Pi3HHUHU XIMIYHUI CKJIaJ B Pi3HHUX JUITHKAX IIBa
(puc. 3). JliHisg cnaBieHHS Y HAIlyCTKOBOMY 3BapHOMY
3’enHanHi Ne 1362.1 witko BupaxeHa, 0Oe3 nedekriB
(puc. 7).

30Ha TEPMIYHOTO BIUIMBY Y HAIlyCTKOBOMY 3BapHOMY
3’enHanHi Ne 1362.1, cTpyKTYpHO HE BiJpi3HSETHCS BiJ
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Puc. 7. ®otorpadis MiKpoCTpyKTYpH B 00JIACTI JIiHIT CIIABICHHS Y BEPXHiil YaCTHHI HAIyCTKOBOTO 3BapHOTO 3’ €THAHHS

Ne 1362.1, x400

Puc. 8. ®ororpadis MikpoCTpyKTypH B IIEHTpaJIbHIl YaCTHHI IBa HAITyCTKOBOTO 3BapHOTO 3’enHanHs Ne 1362.1, X200

OCHOBHOTO METally, i IBJIsIE COO0I0 ayCTEHHUT 1 O-pepHuT 31
30epeKeHHsIM TeKCTypH npokary. Teepuicts metany 3TB
BHIIE Ha BY3bKill nutsHII i ckiagae — HV1 2450 MIla Ha
mwmpokiit it 1 HV1 2850...2970 MIla Ha By3bKiit
ninsHI mBa. Ha monepeunomy nepepisi 3paska B HHKHIN
TTOJIOBHHI IIIBA CIIOCTEPITA€ThCs OAMHOYHA Topa (puc. 5).

CrpyKTypa MeTaily IIBa y HaIlyCTKOBOMY 3BapHOMY
3’enHanHl Ne 1362.1 nura, xKoMipyacTa B IEHTpi IIBa,

1 CKIIAZA€ThCs 3 CTOBIMYACTUX KPHCTAIITIB, BUTATHYTHX
Y HaIpsSIMKY TETDIOBIIBOAY, ONMMKYE 10 JTiHii CIUTaBICHHS
(puc. 8 ta puc. 9).

CrpyKTypa IIBa y HAITyCTKOBOMY 3BapHOMY 3’ € THAHHI1
Ne 1362.1 nByx¢asHa aycTeHWTHA 3 HEBEIMKHM (10
2,5%) BmicToM O-¢eputy. TBepaicTh MeTary IIBa CTaHO-
Buth: HV1 2000...2600 MIla. 30Ha TepMi4YHOTO BIUIUBY
y HaIlyCTKOBOMY 3BapHoOMYy 3’enHanHi Ne 1362.1 He Bupa-
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Puc. 9. ®ororpadis MiKpOCTPyKTYpH Yy IPUKOPEHEBIH YaCTHHI IIBa HAITyCTKOBOTO 3BapHOro 3’ equanns Ne 1362.1, x200

xena. Crpykrypa B 3TB He Bipi3HAETHCS Bifl CTPYKTYpH
OCHOBHOTO METaly i SIBJISIE COOO0 ayCTEHIT 1 HEBEIHKY
KUIbKICTh O-(epury.

BunpoOyBanHs Ha pO3TAI OCHOBHOTO Marepiany
crami 12X18H10T toBmmHo0 1,5 MM, MpOBOIUIN Bij-
noBigHo 10 FOCT 6996-66 «3BapHi 3’eqnanus. Metonu
BU3HAYCHHSI MEXaHIYHUX BIIACTUBOCTEW» HA yHIBEpCaIlb-
Hill cepBorigpasniuHiit Mamuai «MTS-318.25», B HOp-
ManpHux ymoBax (t=20°C). IlIBuakicTh mnepemimieHHs
3axBaty 10 MM/XB.

B xoni mpoBeneHHsI BUIIPOOyBaHb OTPHMaHi €KCIIe-
pUMEHTaJIbHI JaHHi 3ycuiis pyitnysanus (P,,,), THM4a-
COBOTO onopy po3pusy 6, (MIIa). Onepxxani xapakrepuc-
TUKY HaBeneHi y TaOmumi 1.

Tadauus 1. Pesynsrati BUnpoOyBaHb Ha CTaTHYHHUNA
po3tsr 3paskis 3i craii 12X18H10T roBumHo0 1,5 MM

Oy, Pmax,

Ne MIla H

1.1 662 14395
12 668 14534
13 670 14562
1.4 663 14412
1.5 670 14582
1.6 668 14534

B Tabnuui 2 HaBeneHi pe3ynbTaTH BUIPOOyBaHb Ha
CTaTU4HUH po3Tar 3pa3zka Ne 1362.1.

[opiBasinast nanux Tabmuui 2 ta Tabnuui 3 moxa-
3ye€, 1110 3HAYECHHS HABaHTAKEHHS TIPH IKOMY Bi0yBajo-
csl pyHHYBaHHS 3BapHHX 3’€JIHAHb 3BAPEHUX Ha PEKUMI
Ne 1362.1 Gnu3bKi 10 3Ha4e€Hb HABAHTAKEHb, NPH SKUX
BiOyBaJIoCh pyiHYyBaHHsI 3pa3KiB OCHOBHOTO Marepiairy

Taoauus 2. Pesynerati BUnpoOyBaHb Ha CTATHIHUN
PO3TAT 3pa3KiB 3BapHUX 3'€THAHB 3BAPCHUX
Ha pexumi Ne 1362.1

|
Ne 3pazka H

1.1 14527
1.2 15553
1.3 15830
1.4 15506
1.5 15666
1.6 16698
1.7 15987

crami 12X18HI10T. Lli pe3ynsrarn mO3BONAIOTH CTBEp-
JUKyBaTH, II0 MEXaHIYHI BIACTUBOCTI OTPHMAaHHX Ha
pexxumi Ne 1362.1 3BapHHX 3’€IHAHB 33JOBOJBHIIOTH
BAMOTaM CTaHIAPTIB, IO MPeq’ SBISIOTHCA 0 3BAPHHUX
3’€¢IHaHb, OTPUMAHUM 3BapIOBaHHIM IUIABIICHHSM.

BHUCHOBKHI

1. BcraHOBJIEHO, 1[0 MPH BHUTOTOBJIECHHI KOHTPOIIb-
HUX HATyCTKOBHX 3’€JIHAHB 3 TOBIIHHOIO BEPXHBOI IeTa-
ai 1,5 mm (Burotosienoi 3i cram 12X18H10T) Ta ToB-
IIMHOI HUXKHBOT fmeTaii 3,0 MM (BUTOTOBIICHOT 31 cTaji
09X16H4b), npu 30iabIIeHH] HIBHAKOCTI 3BapIOBAHHSI
3 1000 mm/xB 1o 3000...4000 MM/XB cyMapHa KiJIbKiCTh
npoekuii nmop 3ameHmyetbes 3 0,2% 10 0,16%.

2. HaiiMeHuIe 3HaYeHHs CyMapHOi KiJIbKOCTI Mpo-
exuid mop (0,16%) 3adikcoBano mpu 3arIHONIEHHI
(hokycyroUol IUIOIIMHY JIIH3M Ha | MM y MeTaj 3paska,
mo maiixe B 1,5 pa3u MeHIe y TOpPIBHSHHI 3i 3Bapio-
BaHHSAM 3 aHAJOTIYHMMH IapaMeTpaMH IO IIBHIKOCTI
Ta MOTY>KHOCTI JIa3epHOr0 BUITPOMIHIOBaHHS, ajie 3 PO3-



TallyBaHHSAM (OKYCYHOYOi IUIOLIMHH JIIH3U Y HYJILOBO-
MY IOJIOKEHHI.

3. CnocTtepiraerbcs BiTHOCHO Oijbllla CTAOLIBHICTh
y ¢opmysanni migcuienus (0,2...0,3 MM) BepXHBOTO
BaJlika 3BapHOTO 3’€IHAHHS, MPH 30UIBINCHI IIBUIKOCTI
nasepHoro 3saproBanHs 3 1000 mM/xB 10 6000 MM/XB,
IIPY 3Ha4Y€HHI HOTY>KHOCTI JIa3€pPHOTO BHITPOMiIHIOBAHHSI
4.4 xkBr.

4. Tlpu 361bIICHH] IIBUKOCTI 3BAPIOBAHHSI, LIUPH-
Ha I1IBa Y HaITyCTKOBMX KOHTPOJBHHX 3’€JJHAHHSAX 3 TOB-
LIMHOK0 BEPXHBOTO JKUCTA 1,5 MM Ta TOBIIMHOIO HWX-
HbOro sucra 3,0 MM 3MIHIOETHCS HENHIHHO. AJle IS
BUIIAJIKy 3BapIOBaHHS 3 PO3(OKYCYBaHHSM JIa3€PHOTO

MATEPIAINIOSHABCTBO )|l i F=lefk]

BUIpoMiHioBaHHsI AF= -1 MM, 3aJ1€XKHICTh HOCUTb OLIbLI
piBHOMIpHHUIT Xapakrep.

5. OnTUMalIbBHUM PEKUMOM JIa3ePHOTO 3BapIOBaHHS (3
TO3UIIIT BiITIOBITHOCTI BUMOT'aM PiBHS SIKOCTI «BUCOKHIA By,
3rigHo craggapty JICTY EN ISO 13919-1:2015) npu Buro-
TOBJICHHI KOHTPOJIbHUX HAITyCTKOBUX 3’€JHaHb 3 TOBILH-
HOIO BEpXHBOT feTati 1,5 MM Ta TOBIIMHOO HIKHBOT JeTati
3,0 MM € HaCTYITHHUIl: MOTYXHICTb JIa3ePHOT0 BUIIPOMIHIO-
BanHs P=4,4 xBT; mBuakicts 3BaproBanns V=3000 Mm/XB;
BennuMHa po3(okycyBanHs AF=-1 MM; BUTpaTu 3aXHCHOTO
ra3y aprony Ar=201/xB. L{e 103BoIsIe peKOMEH IyBaTu came
el PeXXUM JUIsl BUKOPHUCTaHHS TIPY 3BapIOBaHHI HAITyCTKO-
BHX 3’€IHaHb 3arOTOBOK BIIIOBIIHUX TOBLIUH.
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