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ITpenmoskeH HOBBI METOJ, OLIEHKM TIapaMeTPOB KadecTBa CBAPHBIX COeMHEH NI, B YaCTHOCTU
YHApHOI! BASKOCTM paspyllleH)s, OCHOBAHHBIN Ha BO3JENCTBUN BBICOKOCKOPOCTHO CTpyeit
BOJIbI Ha TIOBEPXHOCTb KOHTPO/IMPYEMOT0o 06beKTa (MHPOPMATHBHBIMM IIPU3HAKAMI CITY>KaT
reoMeTpyYecK/e XapaKTepUCTUKY oOpasoBaBlielicsi IiMApoKaBepHsbl). [IpeacTaBneHbl HEKO-
TOpbIe pe3yIbTaTbl SKCIIEPMMEHTOB, JeMOHCTPUPYIOLINE BO3MOXXHOCTb OLIEHKV OTHOPOIHO-
CTM MaTepMana CBapHOTO IIBa IpU YAbTPACTpPyitHOI AmarHocTuke. ITokasaHa 3aBMCMMOCTD
MeXAy ITyOMHON TMApPOKaBepHbI, 00Pa30OBaBLIECs TPY YIBTPACTPYIHOM BO3LENCTBUY, U
TBEp/IOCTDIO, A TAK)KE YApHOI BA3KOCTbIO MaTepyuasa miBa. JlaHHbIe, TIOTydeHHbIe B pe3y/b-
TaTe UCC/IelOBaHNA, CBUNETENbCTBYIOT O TOM, UTO Ipe//Io’KeHHas! TEXHOMOTHsI MOXKeT 3aHATh
TOCTOIHOE MeCTO cpefy MH(OPMAIVIOHHO-IMATHOCTUYECKUX CPENCTB, MCIOMb3YeMbIX IIpU
00CTy)XKMBaHNM 00BEKTOB CO CBAPHBIMI COEAMHEHVISIMIA.

KnroueBbie cmoBa: [UarHOCTUKA, YIbTPACTPYyiHOE BO3MeliCTBIE, CBAPHOII OB, TBEPJOCTD,
yhapHas BA3KOCTb.

A new method of evaluating quality parameters of welded joints is proposed in the article.
In particular, the method deals with impact fracture toughness and is based on the impact
that a high speed water jet has on the surface of the controlled object. Geometrical charac-
teristics of the formed hydro cavity serve as informative attributes. The article presents some
of the results of the experiments that demonstrate the capabilities of assessing homogeneity
of the weld seam using ultra-jet diagnostics. It shows the dependence between the depth of
the hydro cavity formed after the ultra-jet impact and the hardness, impact viscosity of the
weld material. The data obtained lead to the conclusion that the proposed technology can
take its rightful place among the information and diagnostic tools used when maintaining
objects with welded joints.

Keywords: diagnosis, ultra-jet impact, weld, hardness, shock viscosity.

CywiecTBytomue CrocoObl CBapKM, XapaKTepu3ylo-  OTBETOB Ha BOIPOCHI, CBSI3aHHbIE C KOHTPOJIEM Ka-
1[yIecsl Ha/IM4MeM PasBUTON HAyYHO-METOAMYECKOl  YecTBa CBAPHBIX COENMHEHMII M OfecredeHMs X
6aspl 1 OOraToOro NMpaKTMYECKOTO OIBITA, He JAlT  HafeXHocTu. B cranmapre ISO 3834-2 [1] ykasaHo,

" Pabora BblnonHeHa Ipy GUHAHCOBOI noaaepxke PODY (mpoext Ne 13-08-96004-p_ypain_a).
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YTO CBapKa sIB/ISETCS OCOOEHHBIM IIPOLIECCOM, pe-
3y/IbTaT KOTOPOTO He BCETZla MOXKET ObITh IPOBEPEH
VICTIIBITAHNEM IIOC/ie ero 3aBeplueHus. KadecTBo
CBapHbIX COEVHEHNIT JODKHO ObITh 00ecIiedeHo B
Hpolecce MpON3BOJACTBA.

B coBpeMeHHBIX YCTOBMAX COBEPLICHCTBOBAHME
TEXHOJIOTMM CBapPKM, a TaK)Ke METO/[OB AMArHOCTI-
KI ee KayecTBa BO3MOXKHO B PaMKaxX CO3[jaHUA Ha
ocHoBe CALS-texHoOMOrMII efuHOr0 MHbOpMALU-
OHHOTO IPOCTPAHCTBA, OODBEAVHSAIOLIETO CTIeAYI0-
e BUABI pabot [2-4]:

* CO3[jaHMe M YTOYHEHNe C y4eTOM MeXaHUKU
paspylIeHNsi Hay4HO-OOOCHOBAaHHBIX HOpPM Ha
pasMepbl TedeKTOB;

* pa3paboTKa HOBBIX, 60/tee 3¢ HeKTUBHBIX, Me-
TOROB Hepaspyuawiero Kourpona (HK) uspennii,
HAIIPaB/ICHHBIX Ha BbIABJICHME NTOBEPXHOCTHBIX U
IIO/IIIOBEPXHOCTHBIX Je()eKTOB, a TAaKXXe Ha OIIpe-
Jle/ieHye KayecTBa TEPMUIECKOlt 06paboTKM CBap-
HBIX COeIVHEHNIT;

* CO3JaHMe METOAMK OIIepaTMBHOTO BbIOOpA OII-
TYMAQJIbHBIX TEXHOTIOTMYECKUX PEKMMOB CBAPKIL.

HaxosxeHne onTuManbHBIX PeKIUMOB /I pas-
JINYHBIX METOJOB CBapKM! ¥ IOBBILIEHNE KayecTBa
CBapHOTO IlIBa HEPa3pbIBHO CBSI3aHbI C CO3[aHIEM
MeTO[IOB KOHTpOJIA, KOTOpPbIe IO3BOJIAMM OBl Ta-
PAaHTMPOBATh pelleHNe IIOCTABJICHHON 3ajlauil.
B nepsyro odepenb aT0 oTHOCUTCA K MeTogaM HK,
IUI KOTOPBIX CBapHble KOHCTPYKLIMM — CaMblil
pacIpocTpaHeHHbIiT 00beKT [5].

O6uuit  0630p COBpeMEHHBIX METO[OB M
cpenctB HK cBapHBIX coenyHeHuUIT npefcTaBieH B
paborax [6, 7]. 3akoHOMepHOCTH GOPMUPOBAHNUS
3epeHHONl CTPYKTYphbl IIOKa3aHbl B pabore [8] Ha
IpuMepe CBapKM TPEHUEM C IIepeMeIlBaHIEM.

KadecTBO cBapHBIX IIBOB O0OecIednBaeTcs OIl-
TUMATbHBIMU  TEXHOJIOTMYECKUMM  PeXVMaMI,
KOTOpPbIe MOXXHO IIPOTHO3MPOBaTb METOAAMM Ma-
TEMAaTHYEeCKOro MofennpoBanus. B pabore [9]
IpefiCTaBIeHa MOJie/b pacyeTa OCTaTOYHbIX HAIIPs-
JKEHMII B CBapHBIX COeAVHEHMAX, Iie YITEHO BIIVA-
Hie (Pa3OBBIX IIEPEXONOB IIpU IIPEAIIECTBYIOLEN
TepMIYECKOil 00paboTKe MaTepuanoB Ha MaKpo-
CKOIIMYECKVe XapaKTepUCTUKM cpefbl. Mopempo-
BaHNe II03BOJIIET TAKXKe IPOTHO3MPOBATH aMILIN-
TyAHBIe 3HaUeHVs YIPYIuX fAedopMarinit B CBApHOM
COe[IVIHEeHUM TPV LIMK/INYeCKOM Harpyxkenunu [10].

B pabore [11] paccumrana riaybmHa BO3[eli-
CTBUSI VIHTEHCUBHOJ IUIACTUYECKOI Hedopmanmmn
Ha CTPYKTYPY IIOBEPXHOCTHBIX CIO€B IIPU CBapKe.
B pabore [12] mpepcraBieHa MeTO[IKa PacyeTHO
OLIeHKM ITOKa3aTeseil CBApMBAEeMOCTY HM3KOJIEIN-
POBAHHOII CTaM C HOMOIIBI0 KOMIBIOTEPHOTO MO-

menvpoBanus. ObdeKTUBHOCTD MOJETUPOBAHMUS
Pa3/IMYHBIX AaKyCTUYECKMX CXeM KOHTPO/IsA IIpo-
aHanM3MupoBaHa B pabore [13] Ha mpumepe BBLAB-
neHust nedeKTOB, JTOKATM30BAHHBIX B HanMMeHee
OaronpuATHBIX I UX OOHAPY>KEHMS YCIOBUAX
(Mogenpb Hamxyz1Iel fedeKTHO CUTYALUN).

MOHUTOPUHT KayeCTBa CBApHBIX IIBOB 3¢ dek-
TUBEH IIPU WCIIONb30BAHMYU PEKYPPEHTHBIX Heli-
poHHBIX ceTeil [14], MeTOROB BeliBIeT-IPe0d-
pasoBanwmit [15, 16], UMUTAIIMOHHOTO MOJEIUPO-
BaHUs, B TOM YKC/IE C TPUMEHEHUMEM METOJa
KOHEYHBIX 971eMeHTOB [17, 18].

KayecTBO CBapHBIX IBOB OL[€HMBAIT MEXaHM-
YeCKUMU UCTIBITAHUAMM Ha pacTspkeHue [19, 20]
u Kpydenue [21]. MexaHu4ecKue UCIBITAHNS 00-
PasIoB, BBIPE3aHHBIX U3 Te(EKTHBIX 30H KOJIbIe-
BOTO CBAapHOTO coefiuHeHus:A, 3pQeKTuBHB Ipu
VICTIO/Ib30BAHMN  YIBTPA3BYKOBOTO CKaHepa-Je-
dektockoma [22].

OKCIUTyaTalMOHHasl TPUTOXHOCTh KOHCTPYKIINIA
B pea/ibHOM MaclTabe BPeMeHU U MeCTOIO/IOXKe-
HIte 1eeKTOB MOTYT ObITh OLIeHEHBI C MOMOIIBIO
aKyCTUKO-3MMCCHOHHOTO  aIIlapaTHO-IIPOTrPaMM-
HOTO KOMITIeKca [23]. AKyCTMKO-9MUCCUOHHAS M-
arHOCTMKA IO3BOJISET BBUIBUTH CTPYKTYPHOE CO-
CTOsIHVE CBAPHOTO COENMHEHMsS U MOXKET CIIY>KUTh
OCHOBOJI METOfla OLEHKM €ro IIPOYHOCTHBIX
CBOVICTB [24]. B coderaHmm ¢ KMHETUYECKUM WH-
[IEHTUPOBAHMEM /ISl OLIEHKM CTENEHM TTOBPEKIEH-
HOCTM MeTajUla CBapHOTO COeIMHEHMUsl aKyCTUKO-
9MUCCHOHHYIO [IMaTHOCTUKY IIPUMEHSIOT B YC/IOBY-
AX 9KCIUTyaTaluyi TPV MaJIOLMKIOBOM YCTAIOCTH
[25] n B po1iecce cBapku [26].

Il o6Hapy>xeHMst BeeKTOB CBapKU, UX KiIac-
cudUKaIY, OMEPATUBHOI OL[EHKN TEXHOTOTMYe-
CKOTO TIpollecca IPUMEHSIOT TPaJUIIOHHbIE
METOAbl yIbTPa3BYKOBOTO KOHTpona [27-29].
YIbTpa3ByKOBOE BO3JIEVICTBME MOXKET OBITH 3¢-
(beKTUBHBIM, ecy TpeOyeTCsi MOBBICUTH HaJeX-
HOCTh CBapHbIX mBOB [30] M compoTuBIeHMEe
CBAapHBIX COEJUHEHMI YCTAJIOCTHOMY paspylie-
Huto [31].

[uporpadudeckne u Crekn1-uHTEPPEpOMETpH-
YeCKye M3MEePUTENbHBIE CUCTEMBI, PACCMOTPEHHbIE
B pabore [32], MO3BOJIAIOT OLIEHUTD HANIPSIKEHHO-
nedbOpMMPOBaHHOE COCTOSIHME ¥ OCTATOYHbIE
HAIIpSDKEHMsI CBApPHBIX KOHCTPYKLMII He TOJIBKO
IpY UX M3TOTOBJIEHNN, HO 1 B IIPOLjecce IKCIUIya-
TaIu.

[l ompeneneHuss XMMUIECKOTO COCTaBa Me-
T/l 1IBa IPUMEHSIOT METOMbI MeTajuiorpadude-
CKMX MCC/IeJOBAHMII CTPYKTYPBl CBapHBIX COEMM-
HEeHMI 1 U3MepeHus TBepaocty [33].
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HecmoTpsi Ha pasHooOpasme MeTOHOB KOH-
TpOJIA CBapKM, Ba)KHeNIIel 3a/jadell OCTAeTCA BbI-
sIB/IeHne Haybosiee ONACHBIX 30H CBAPHOTO IIBA, K
KOTOPBIM MOTYT OBITb OTHECEHbI CTPYKTypHO-Me-
XaHMYeCK/e HeOHOPOJHOCTY, pa3nyHble fedek-
Tbl, KOHCTPYKTVMBHbBIE ¥ TEXHOIOTMYECKIe KOHLIEeH-
TPATOPBI HAaIpsDKeHmit [34-36].

ITockonpKy Ha Ka4ecTBO, a C/IefloBaTe/IbHO, U Ha
HAJIeXKHOCTb CBAapHBIX COeAVHEHMI, BIMsAeT MHO-
XKeCTBO (PaKTOPOB, aKTya/JIbHBIM OCTAeTCS BOIPOC
paspaboTKy MeTOfia KOHTPOJIS, KOTOPBIN ITO3BO-
JI5UT OBl MHTETPATIBHO OL|EHUTh COCTOSIHME MeTaIa
CBAapHOTO COeIVHEHNA.

B HacTosA1Iel cTaTbe NPEeIOXKeH HOBbIV METOZ,
OCHOBAHHBIII Ha Ipoljecce TUAPOPa3pYILeHus IIo-
BEPXHOCTHOTO /1051 MaTepyana BBICOKOCKOPOCTHOM
CTpyel XMIKOCTM — METOJ, YIbTPacTpyMHON Aya-
rHocTuku [37, 38]. DToT MeToj MO3BOSIET CO3[a-
BaTb MMUTALMOHHBIE, 3HAKOIIEPEMEHHbIe U HecTa-
I[MIOHapHble HAaTPY3KM Ha MCCIeflyeMoe U3Jene.

Meropuka mpoBemeHuUA uccaegoBaHuii. lccne-
IDOBaHMS IPOBOAWIM Ha CBApPHOM COeAVHEHUU
IJIACTVH U3 HU3Koyrnepopucroi cramu Cr3cn no
T'OCT 380-2005 tonumuoi 10 mm ¢ V-06pasHoit
pasfenKoil KpOMOK. YTON pas3fe/ikil KPOMOK CO-
CTaBJISAN (35_5)°, HIpuTyIvieHne Kpomok 1,8+0,8
MM.

IIpouecc mpoBoaunM Ha NOAKIAJHON JIEHTe
mapku JIMC no TY 6-48-00204961-12-90 sa ogun
IIpOXO/i aBTOMATUYECKONM [IYroBOil CBapKOil IIOf
¢mocoM [IByMS TIPOBOJIOYHBIMM 3IEKTPOHAMI.
[Tapamerppl pe>xuMa cBapKu: IepBas fyra — IIO-
CTOSIHHBII TOK, OOpaTHas MOJSIPHOCTD, I; = 550 A,
Ua = 29 B, yron nHax/ioHa anekTpopa O = 90%
BTOpas Jyra — IepeMeHHbII TOK ¢ 6anmaHcoM 75 %,
L =550 A, Up = 29 B, yron Hak/IoHa 3/1€KTpoja
0o, = 65° (cxema yrmom Brepepn). Paccrosnmne
MEXJY 3/IeKTPOJjJaMIl COCTaBJIANO 27 MM, CKOPOCTb
CBapKu 26 m/4.

a 6

Puc. 1. Cxema pacronoxeHue TOYeK 3aMepa TBEPHOCTHI
Ha cxeMe (a) u Ha obpasue (6):

1-21 — To4kM 3aMepa TBepAoCcTH (6e/IbIM LIBETOM IOKa3aHbI

3Ha4YeHUsI IIOja4M, COIUIA TUAPOCTPYIHOI YCTAaHOBKM, MM/C)

B xavecTBe IpMCaOYHBIX MaTepUaIOB IpyMe-
HSAMN TIPOBOJIOKY CBAPOYHYIO CIIOIIHOTO CeYeHNs
mapku L60 (0,05...0,15 % C; 0,8...1,25 % Mn;
0,1...0,35 % Si) guamerpoM 4 MM U QIIOC MapKu
761 (mpousBopctBa ¢upmbl Lincoln Electric,
CIIA).

CTpyKTYpy COeIVMHEHMIT NCCIeiOBaIN Ha ONTH-
yeckoM Mukpockorne Leica MDILM (T'epmanns) ¢
ucnonb3oBanueM nporpammel Qwin (T'epmanns)
VIS aHIM3a U300paskeHM], a TaKXKe Ha pacCTPOBOM
anekTpoHHOM Mukpockone FEI Quanta 3D FEG
(CHOIA), ocHaujeHHOM IIPUCTaBKO JyIsI MUKpO-
PEHTTeHOCIeKTPa/IbHOTO aHa/IN3a.

ITocne cBapku usMepsinuM TBepAOCTb MO Buk-
kepcy (HV 5) cBapHOro 1IBa ¥ OKOJIOIIOBHO 30-
HBl Ha yHMUBepcanbHOM mpubope Wilson Wolpert
930 N (CIIIA) BpaBmuBaHMEM MWMHAEHTOpA IpU
Harpyske 50 H.

KayecTBo cBapHOro mBa AMarHOCTMPOBAIN
YAbTPACTPYIHBIM BO3JE/ICTBMEM, BBI3bIBAIOIIM
obpasoBaHMe TUPOKABEpHBI IEPIEHANKYIAPHO
HOBEPXHOCTY CBAPHOTO WIBA, IIPK CIEAYIOUIVX pe-
JKMMax: JaBieHue ctpyu Bogbl 380 Mlla; guamerp
crpyn 0,2 MM; CKOPOCTb TMIOfia4yM COIIa TIWJ-
pocrpyitHoii ycTtaHnoBKu 0,5 1 2 MM/c.

TBepmocTb 3aMepsIM IO cXeMe, YKa3aHHO Ha
puc. 1, cormacio 'OCT 9013-59 (M1ICO 6508-86)
C IOMOMIBIO OPTAaTUBHOTO TBeppoMepa MET-IIY
C TIpUMeHeHMeM [JMHAMUYeCKOoro  JaTdMKa.
B xaxjoit TOuKe [ienmanu 4detbipe 3amepa 1 GUK-
CHpOBaMM CpefilHee 3HA4YeHMe, aBTOMATUYECKNU
BBIYMC/IAEMOE TPUOOPOM.

Ha npodunorpade-npodunomerpe BB-7669M
npoussoactsa HUN «J3mepenusa» (Mocksa) 6bI-
7 CHATHI Tpo¢wmm 1o Tpaccam (puc. 2). Tpaccer
1-6 TpoxoawnM BRONb TUAPOKABEPHBI, TPACCHI
7.0-7.3 nepneHinKyaApHO TUSPOKaBEPHE.

Puc. 2. CxeMbl TpacCMpPOBaHNS CBAPHOTO IIIBa:
A v B — 30HBI, rne oInpenensim ynapayro BA3KOCTb
(6CHI>IM IBETOM IIOKa3aHbl 3HAYE€HMA IO
COILIa TUAIPOCTPYIHOI YCTAaHOBKM, MM/C)
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Puc. 3. O6pasers cBapHOTO IIBa C IUAPOKABEPHAMIA,
BO3HUKILIVIMU B pe3y/IbTaTe yIbTPACTPYITHOTO
BO3[eIICTBIUSA HAa TPEX YPOBHSX: BEPXHEM
(touxu 1, 4, 7, 10), cpenuem (Touku 2, 5, 8, 11, 14)
u HyKHeM (Touku 3, 6, 9, 12, 15)

I'MppokaBepHBI IIPUCYTCTBOBAIM B IIOIEped-
HOM Ce4eHM) CBAapHOTO ILIBa Ha TPeX YPOBHIAX:
BepXHeM, CpeflHeM U HIDKHeM (puc. 3).

YriapHy0 BA3KOCTb MeTajlIa LIBa CBAPHOTO CO-
eIVHEeHNs, MOTYy4eHHOIO CBapKoil Iof (IIIoCcoM,
OIIpefie/IsIN MCHIbITaHMAMYU 110 Merony Illapmn
(KCV) na obpasuax tuma X mo I'OCT 6996-66
npu temmneparype —20 °C. YoapHy0 BA3KOCTb Me-
Ta//Ia CBAPHOTO I1IBA, IIO[y4€HHOTO YTOBOII CBap-
Kol1, onpefermn Taioke 1o Meroay llapmm (KCU)
Ha obpasuax tuma VII mo I'OCT 6996-66 mnpu
temmneparype 20 °C.

PesynbTaTsl MccnegoBaHMii M MX 0OCyKHeHMe.
MUKpPOCTPYKTYpy MeTajl/Ia IIBa MOXKHO OXapaKTe-
PpU30BaTh KaK COCTOSAILIYIO M3 TY4MCTBIX KpUCTas-
0B 6eVHNTA, OKPY)XEHHBIX IOl0caMu peppura u
nepnuTa. Kpucranipl MeTania 1mBa UMET CTPO-
IYI0 CTONMOYATYI0 HANPaBI€HHOCTb, XapaKTEePHYIO
JIIA CBapHOTO IIBA. B Hell MpUCYTCTBYIOT GEiHUT-
Hasg, QeppuTHas ¥ IEepIUTHAs COCTaBIIAIOLINE
(puc. 4). Kpucramisl OeitHUTa, TeKOPUPOBAHHbIE
(beppUTHO-TIEPIINTHOI CMEChI0, UMEIOT CpPeJHMI
pasmep 400...600 MKM, cpegHMIT pasMep IIONIUIL-
PUYECKUX 3€peH, U3 KOTOPBIX COCTOUT (eppur,
80...100 MKM.

Tabnuya 1
3aBUCHMOCTD ITyOMHBI TUIPOKABEPHBI
OT TBEpPIOCTN MaTepuaia

Homep TBeppocTb Iny6buHa
Tpacchl maTepuana HB T POKAaBEPHBI, MKM
7.0 225 49,7
7.1 331 45,4
7.2 283 55,5
7.3 257 100,6

[l Bcex Tpacc HaOMIOaeTcsi BICOKasi Koppe-
JALMA MEX[y TBEpAOCTbIO MaTepuana (Tabm. 1) un
IIy61HOT 06pa3oBaBIIeNiCs IMAPOKABEPHBIL.

HIna tpacc 7.1-7.3 oTMe4aeTcsi MOHOTOHHAsA 3a-
BUCUMOCTD IJTyOMHBI IMAPOKABEPHBI OT TBEPHOCTHI
Mmarepuana. A B Tpacce 7.0, KOTOpasi COOTBETCTBYeT
Touke 21 3amepa TBepgocTu (cM. puc. 1), Habmona-
€TCsl OTCTYIUIEHJe OT MOHOTOHHOCTH. DTO MOXXHO
OOBSACHUTDH TeM, YTO TOYKA 21 JIEKUT BHE 30HbI
HAIIaB/SIEMOTO MeTa/Ula ¥ 30HBI TEePMUYECKOTO
B/IVMSIHMSA, YTO, B CBOIO OYepelb, TIO3BOJISIET CAENATh
BBIBOJ, 00 OTCYTCTBUY pPasylHpOYHEH)s MeTalIa B
obnmacTy Touku 21.

Hioke mpencTaBieHbl pe3yIbTaTbl MeXaHMde-
CKMX VICHBITAaHMI U 3aMepa TBEPAOCTY B TOYKaX
COTJIACHO BbIOpaHHOII cxeMe (puc. 1, a).

PesyanaTm MeXaHIMYeCKIX MCITBITAHMIT
CBapHOTO COeAMHEHN IIACTIH
U3 HuU3Koyriaepoaucroii crama Ct3cn

Tsepproctb, HRC
OcuosHoit Metamn (o6mactu Touek 1-4) ... .. 27,0...30,0
30Ha TEPMIIECKOTO BIIMSHUA
(0bmacTM TOYeK 5-12) oo vvvvvei i 30,0...32,0
3oHa mBa (o6macTy Todek 13-20) ........... 32,0...34,0

Puc. 4. MUKpOCTpyKTypa MeTajia [Ba:
a — JIMHUA CIUTaB/IeHNs; 6 — MeTaJll IBa
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Tabnuya 2

PeSy}IbTaTI)I JIOKAJIbHBIX 3aM€POB TBEPAOCTU

Homep Touxn Howmep Touku = TBeppocth
3amepa TBeEI 1;;)@1) 3amMmepa HB
TBEpPAOCTI TBEpPHIOCTH
1 222 11 259
2 313 12 350
3 233 13 282
4 297 14 283
5 265 15 257
6 334 16 228
7 333 17 228
8 295 18 281
9 247 19 282
10 297 20 331

V3 Tab1. 2 ACHO, YTO TBEPAOCTDb B 30HE CBAPHO-
rO COeJMHeHMsA MOHOTOHHO BO3pacTaeT IpMU Iepe-
XOJIe OT OCHOBHOTO MeTaj/la K 30HaM TepMUIECKO-
ro B/IVISIHMS Y IIBA B cpefHeM Ha 15 %. Pe3ynbraTs
U3MepeHMil B TOYKaX IIOKa3bIBAIOT, YTO MaKCHU-
MajIbHasi TBEPAOCTb OTMEYAeTCs B LIEHTPe CBapPHO-
ro uIBa, (Tpaccel 7.1, 7.2, Touku 6, 8, 10, 12, 20).

CpaBHMBaeM TakKe ITTyOMHY 0Opa3oBaBILIENICH
B pesynbTaTe yAbTPacTPyHON AMArHOCTUKM TUJI-
pokaBepHbl 1 yaapHylo Bsaskoctb (KCU). Ilpen-
cTaBJieHHble B Ta0J. 3 pe3y/lIbTaThl NOKA3bIBAIOT,
4TO B CepefJHe IIBa C MAKCUMAJIbHOI TBEPAOCTHIO
IPOYHOCTb HIDKE, YeM B BepXHell M HIDKHeI 4a-
CTSIX IIBA.

JInuteparypa

Tabnuya 3
PesynpraThl MeXaHIMYeCKIX MCIIBITAHIIA
aIIOMMHIIE€BOTO CBAPHOTO 1IBa,
TIOTY4€HHOT0 PyYHOI IyTOBOJI CBapKOi

O61acTh CBapHOTO IIBA

[Tapamerpst
Bepx Cepepuna Hus
IIpenen mpounoctu, MIla 862,0 | 839,0 |855,0
ITpepmen texydectu, MIla 828,0 | 793,0 |814,0
KCU, xJIx/cm*
30Ha A 525,0 | 656,0 |833,0
30Ha B 630,0 | 909,0 |778,0
BoiBoab1

1. YnbrpacTpyitHas AMarHOCTHKA CBAPHBIX LIIBOB
SIBJISIETCS TIPYIMEPOM IIePCIEKTUBHON TE€XHOJIOTH,
obmafatoniert MUPOKNMM (PYHKIVIOHA/IbHBIMY BO3-
MO>KHOCTSIMM. ODTa TEXHOJTOIMs MOXET CTaTbh 4a-
CTBIO aIlapara 110 00CTyXVBAHNIO 3JIEeMEHTOB 000-
PYROBaHMsA, BKIIOYAIOIIETO BBIOOP PalVIOHAIbHBIX
PEXIMOB CBapK) Ha 9Talle TEXHOIOTMYECKOI IIOf-
TOTOBKY, OLIEHKY COCTOSIHMS [JeVCTBYIOIINX U pe-
MOHT BBIIIEJIIVX U3 CTPOS U3JeIIVIL.

2. Peanusanusi npeno>KeHHO Ui ITOMOXKET
CO3aTh BBICOKO3(PEKTUBHBIN amlIapar yib-
TPacTPyVHOM [MATHOCTUKM, IIO3BOJIAIOLINIL OIle-
PAaTUBHO pelIaTh PR MPAKTUYECKM BaXKHBIX BO-
IIPOCOB, CBSI3aHHBIX C OL[EHKOJ KayecTBa CBAPHBIX
IIBOB B MaTepuajaXx KOHCTPYKIUII HOTEHIMAIbHO
OIIaCHBIX 0OBEKTOB.
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