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Beeoenue. IIpoBenieHbl SKCIIEpUMEHTANIBHbBIE UCCIIEN0BAHHS U Pa3pa-
0OTaHbI TEXHOJIOTUYECKHE pekoMeHtanun 1o capke TpeHueM (CT)
IITYIepoB U nmarpyOkoB Maioro (1o 80 MM) quameTpa CBapHBIX KOH-
CTPYKIIMH TEIJIOBOTO M aTOMHOTO MamuHOcTpoeHms. Mccnemosana
BO3MOJKHOCTb ITPUMEHEHUsI CBApKH TPEHHEM IITYIIEPOB U NaTpyOKOB
MaJioro JUaMeTpa KOPIyCHOTO OOOpYJOBaHUS SHEPreTHUECKUX
YCTaHOBOK BMECTO py4HOI1 ;yroBoii cBapku (PJIC) MOKPBITEIM dIIeK-
TPOJOM.

Mamepuanvt u memoouvl. Mojens ITYIEPHBIX ¥ NaTPyOKOBBIX Y3JI0B
OBbLIM M3TOTOBJICHBI U3 HU3KOYIIIepoaucToi cranu mapku 22K. Bel-
0op yrIia HOATOTOBKH KOHYCHOI MOBEPXHOCTH, OTPAOOTKA MapaMeT-
pos pexuma CT u cBapka IITyLEepHbIX Mojenel auamerpoM 40 MM
BhImonH:sIach Ha MammHe MCT-35-5. CBapka matpyOKOBBIX MOze-
neit muamerpom 80 MM OblIa ocymiecTBieHa Ha MammHe MCT—41, B
ycnoBusax OAO «OMK — ATOMMAILy. Jlns Bei6opa yria KoHycC-
HOW TOBEPXHOCTH M OTPabOTKH IapaMeTpOB pexrMa CBapKH ObLIa
pa3paboTaHa KOHCTPYKIHUS MOJENH IITYLEPHOTO y3Ja C pa3HbIMH
yIJIaMH KOHYCHOHW HMOBEPXHOCTH. Pa3Mephl yIIIOB CONPSTaeMbIX II0-
BEPXHOCTEH CThIKA OBLIM BBIOPAHBI C YYETOM JSHEPreTHUECKUX BO3-
MOKHOCTeH cBapouyHoil MammHel MCT-35-5 u oxxumaembIx pa3me-
poB QopmMupyeMOii 30HBI CIUIABICHUS, ONPEACISIOIINX KaueCTBO
MeTaJlla CBapHOTO COETHHEHUSI.

Pesynomamer ucciedosanus. Pa3paboTaHo KOHCTPYKTUBHOE O0(OpPM-
JIEHUEe MOJeNel M COEAMHSIEMBIX (KOHYCHBIX) ITOBEPXHOCTEH INTY-
LEPHBIX U MaTpyOKOBBIX Y3JI0B; OOOCHOBaH BBHIOOP ONTHMATBHBIX
YIJIOB TOJATOTOBKHM ITOBEPXHOCTEH MOJ CBapKy; 0O0OCHOBaH BBIOOD
3HAUCHUI MMapaMeTpOB PeXMMa CBAPKH M OCYIIECTBIEHA MX JKCIIe-
pUMEHTalbHas NPOBEpPKA; BBHINOJIHEHA OIIEHKAa KayecTBa CBapHBIX
COeIMHEHNH HEepaspyHIAIOIMMUA W Pa3pylIalOUMH  METOAAMH.
Y CTaHOBJIEHO BIMSHNAE KOHCTPYKTHBHOTO U TEXHOJIOTHYECKOTO (hak-
TOPOB Ha KA4€CTBO CBAPHBIX COCIMHEHUH.

Obcyacoenue u 3axnovenus. T1omyueHHbIE TOI0KUTEIbHBIE PE3YIIb-
TaThl KCIEPUMEHTAIBHOTO HCCIIEN0BAaHUS MOATBEPAUIN TEXHOJO-
TMYECKYI0 BO3MOXKHOCTh M OKOHOMHYECKYIO IIeJIeCO00pPa3sHOCTh
CBAapKH TPEHUEM IITYLIEPOB U MaTpyOKOB Majoro AuameTpa BMECTO
PYYHOI JyroBOi CBapKH IOKPBITEIMH JIEKTpoAaMH. MccinenoBanue
BO3MOJKHOCTH NPUMEHEHHs CBAPKHM TPEHHEM JUIsl IPUBApKH LITYIle-
POB ¥ MaTpyOKOB CllefyeT MPOAODKUTE B HANPABICHUH Pa3pabOTKH
000pyIOBaHUsl, ATTECTALMU CII0cO0a CBapKU, pa3pabOTKH U aTTeCTa-
IIUM TEXHOJIIOTHU CBApKH TPEHUEM.
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Introduction. The pilot study method and development of techno-
logical recommendations on friction welding (FW) of fittings and
nozzles of small (up to 80 mm) diameter for welded constructions
of the thermal and atomic engineering are described. The feasibil-
ity of applying the method of FW of small-diameter fittings and
nozzles for the powerplant package units instead of manual arc
welding (MAW) is studied.

Materials and Methods. Models of fittings and nozzle units are
made of low-carbon 22K steel. The selection of the angle of the
conical surface preparation, the optimization of FW mode param-
eters, and welding of the fitting models of 40 mm in diameter are
carried out on the MST-35-5 machine. Welding of nozzle models
of 80 mm in diameter is implemented on the MST-41machine
under the conditions of “EMK-ATOMMASH” JSC. A model
structure of the nozzle unit with different angles of the conical
surface is developed to select the angle of the conical surface and
to optimize welding mode parameters. The dimensions of the
mating interfaces angles are chosen allowing for the performance
of the MST-35-5 welding machine, and for the anticipated di-
mensions of the fusion zone under formation which determine the
weld metal quality.

Research Results. The design of models and connected (conical)
surfaces of fitting and nozzle units is developed. The choice of
optimum angles of surfaces of preparation for welding is ex-
plained. The selection of welding parameters values is proved,
and their experimental verification is carried out. Welded joints
quality is tested through the nondestructive and destructive meth-
ods. The effect of the constructive and technological factors on
the quality of welded joints is determined.

Discussion and Conclusions. The obtained successful outcome of
the pilot study has confirmed the technological capability and
economic feasibility of the application of friction welding for
small-diameter fittings and nozzles instead of manual arc welding
with coated electrodes. Investigation of feasibility of applying
FW for welding fittings and nozzles should be continued in the
following directions: development of equipment; certification of
the welding method; development and testing of the friction
welding technology.
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Brenenue. [ npruBapku MTYLEPOB U MaTpyOKOB Majoro auaMeTrpa KopmycHoro obopynosanus TOC u ADC B oc-
HOBHOM NpUMEHseTcs py4Has 3iexTpoxyroBas cBapka (PIC) mokpbeITeIM 3mekTpoaoM. IIpumeHeHHe MeXaHH3HPOBAHHBIX
CIOCO0O0B CAEPKUBAETCS HEIOCTATOYHOM N3yYeHHOCTBIO ITpoliecca (POPMHUPOBAHUS KAUECTBEHHBIX CBApHBIX IIBOB MaJIOH MPO-
TspkeHHOCTH. CrieyeT OTMeTUTb, uTo Henoctatku PJIC He mo3BosoT o0ecednTh TpedyeMoe CTabHIIbHOE Ka4eCTBO CBaPHBIX
coenuHenuit obopynosanust TOC u ADC, 4To IPUBOAUT K MOBTOPHBIM JOPOTOCTOSIIIM PEMOHTAM U MOBBIIICHUIO TEXHOJIO-
TMYECKOH ce0eCTOMMOCTH CBAPHBIX KOHCTPYKLM. PerreHne yka3aHHOH poOsieMbl BO3MOKHO Ha OCHOBE MCCIICIOBAHUS, pa3-
paboOTKH ¥ BHEPEHHSI TEXHOJIOTHN aBTOMATH3UPOBAHHBIX CIIOCOOOB CBapKH, HaIpuMep, CBapKu TpeHueM [ 1, 2].

Crenens pa3padoTaHHOCTH TeMbI HCCaeq0BaHus. Teoperudeckrue ocHOBHI cBapku TpeHHueM (CT) u3mokeHsI B pa-
6orax [3-5]. CT mpoHMCXOAMT B TBEPAOM COCTOSIHHH IIPU BO3ICHCTBUH TEIUIOTHI, BO3HUKAIONICH NPH TPEHUH ITOBEPXHOCTEH
cBapuBaeMoro mazuenusi. Pabora, 3aTpaurBaeMas Ha NMPEOJOJICHUE CUII TPSHUS, IIPEBPAIACTCS B TEIUIOTY, KOTOpask HarpeBact
cThIK 10 Temneparypsl 950—1300 °C. Ipomecc oOpa3oBaHUs CBApPHOTO COCIMHECHHUS 3aBEPIIAIOT IPOKOBKOM: K HArpeThIM, HO
yKe HETIOJBIDKHBIM JETasIM Ha HEKOTOpPOe BpeMs NPHKIAIBIBAIOT CxkUMaromiee ycrmue. [locne mpoKoBKH MPOHCXOIUT ecTe-
CTBEHHOE OXJIaXKJICHHE CBapHOTO coeamHeHMs. OMHO W3 Hanboiee BaKHBIX NOCTOMHCTB crmocoba CT — BBICOKOE KayecTBO
MOJIy4aeMbIX CBapHBIX coequHeHui [6, 7]. Tlpu nmpaBHIbHO BHIOPAHHOM pPEXUME CBAPKU METAUl CThIKA W IPHJIETAIONINX K
HeMy 30H 00J1a1aeT IPOYHOCTHIO0, OJIM3KOIl K IPOYHOCTH OCHOBHOTO MeTainia. OCHOBHBIE apaMeTphl MPOLiecca CBAPKH TPEHH-
€M CPaBHHUTEIBHO JIETKO mporpammupyrorcs. O0opymoBaHUe i CBAPKH TPEHHEM — 3TO IOJIYaBTOMAThl ¢ MUHUMAILHBIM
WCIIOJIb30BAHUEM PYYHOTO Tpy[a, JIMOO aBTOMarhl, paboTa KOTOpPHIX IpoTekaer 0e3 ywactus denoBeka. [Ipumenenne CT
orpaHu4eHo (popMoii 1 pa3MepaMu CEUCHUsS CBApUBACMBIX JeTane. J(namasoH miomaneii ceueHu JeTaneid, KOTOphIe 1eIeco-
06pa3Ho cBapHBaTh TpeHHEM, cocTapiseT 30-8000 My, B HacTosmee BpeMs CIOCOO CBAPKM TPEHHEM INTYLEPOB U MATPYOKOB
MaJioro JMaMeTpa He MOy IPOMBIIUICHHOTO NPHUMEHEHHUS, YTO TOATBEPKIAETC OTCYTCTBHEM HH(OPMAIIMH B JIUTEpaType
[8—10]. Llenbro HacToswIEH pabOTHI SBISIETCS SKCIEPUMEHTAIBHOE UCCIIEIOBaHIE BOSMOKHOCTH MIPUMEHEHHS CIIoco0a CBapKH
TPEHUEM JUTS IPUBAPKH IITYLEPOB U NATPYOKOB Majioro auaMerpa u3 cramu 22K.

MeToab! NpoBeeHNs UCCIeN0BAHUI U UX pe3ybTaThl. KauecTBo cBapHOTrO coenunenus, BeinonaerHoro CT, 3a-
BHCHUT OT 3aBEPIICHHOCTH CIEAYIOIINX IMPOIECCOB, MPOTEKAIOIINX HA KOHTAKTHBIX ITOBEPXHOCTAX: yAAJCHHUE 3arpsi3HEHHH;
W3HAIIMBAHUE W pa3pyLICHHE OKCHIHBIX IUIEHOK M MPHUIIOBEPXHOCTHBIX CJIOEB 3ar0TOBOK; IUIACTHYECKOE TEUCHHE METANIA;
YIIPOYHEHHE U Pa3yNpOYHCHNE NOBEPXHOCTHBIX CJIOEB; OBICTPHII HArpeB M OXJIAXKACHHE, BHI3BIBAIOIINE CTPYKTYPHO-(a30BbIe
MIPEBPAIIEHHS; MACCOIIEPEHOC MeTalljIa C OJHOW 3arOTOBKM Ha JIPYTyI0 M 00pa3oBaHHE MEXAY KOHTAaKTHBIMU MOBEPXHOCTSIMH
TBEPABIX «KIMHBEB», CPOPMUPOBAHHBIX M3 CPE3aHHBIX MUKPOHEPOBHOCTEH M MMEIOLIMX TEH/ICHINIO K POCTY 3a CYET MEepEeHO-
ca MeTraia.

Jiist peanu3aniy NOCTaBJICHHBIX LIeIed ObUIN PEIIeHbI CIIEAY IO 3a/1a4H:

e pa3paboTKa KOHCTPYKIIMH MOJEJICH INTYLNEPHBIX M MATPYOKOBBIX Y3JIOB; ONPEACICHUE ONTHMAIBHBIX TCOMETPUYC-

CKHUX pa3MepOB CONPSTacMbIX KOHYCHBIX TOBEPXHOCTEH € y4€TOM BO3MOXKHOCTEH CBAPOYHOT0 000PYI0BaHNS;

e  OmpeneNneHne ONTUMABHBIX YIJIOB MOArOTOBKM KOHTAKTHUPYIOLIUX ITOBEPXHOCTEH AeTalel Ha OCHOBAaHUH PE3yJbTa-

TOB OTIBITHBIX CBAPOK;

®  JKCIEPHUMEHTAITbHOE 0OOCHOBAHHUE BHIOOPA MAPAMETPOB PEKMMa CBAPKH;
e  OIICHKA KAa4ecTBa CBApHBIX COEANHEHUH C MCIIOJIB30BAHIEM METOJOB HEPA3PYIIAIONIETO U Pa3pyIIAIOIIEro KOHTPOIIS,

MIPUMEHSEMBIX TP U3TOTOBJICHUH CBApHBIX KOHCTPYKIuit ADC.

Mozenu mTynepHbIX U MAaTPyOKOBBIX Y3JIOB OBUIM M3TOTOBJIICHBI M3 HU3KOYTIepoaucToi cramu mapku 22K co cie-
IYIOIIUM XUMUYecKuM coctaBoM: yraepong — 0,19; kpemuuit — 0,20; mapranen — 0,75; xpom — n0 0,40; HUKEIH — 10
0,30; menp — 10 0,30; cepa — 0,045; dochop — 0,045 BecoBBIX MPOICHTOB. MeXaHIMUYECKUE CBOMCTBA CTAJIU: BPEMEHHOE
CONPOTHUBIICHHE Pa3pbIBY G, = 431 MIla; ycnoBHbI npenen TekydecT 6, = 216 MIla; otHocutensHoe yimHenue o = 21%;
OTHOCHTENBHOE CyXKeHne \y = 45%; ynapHas Bszkocth KCV = 68,6 /M’

Be160op yriia moAroToBKM KOHYCHOM MOBEPXHOCTH, 0TpaboTka napamerpos pexnma CT u cBapka MITynepHBIX MOje-
neit quametpom 40 MM BeImonHsDIachk Ha Mammae MCT—35-5. CBapky maTpyOKOBEIX Mojenel nuameTpoM 80 MM OCYyIIeCTB-
o Ha mMammHe MCT—41, B yenoBrsax OAO «OMK — ATOMMAIy. s 3akaTiss AIMATaTOpa KOpITyca MOZIENeH maTpyo-
KOBBIX Y3JIOB OBLT pa3paboTaH M U3TOTOBIICH CIICIHATBHBIN Kopmyc K MarmmHae MCT—41.

Jliist BeIOOpa yrila KOHYCHOM IOBEPXHOCTH M OTPaOOTKH IapaMeTpOB PEKMUMa CBApKH Obl1a pa3paboTaHa KOHCTPYK-
sl MOJIETIH INTYLEPHOTO y37la C Pa3sHbIMH yIJIaMH KOHYCHOW ITOBEPXHOCTH. Pa3Mepsl yIJIOB compsiraeMbIX MOBEPXHOCTEH
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CTBIKa OBUIM BBIOPAHBI C YUETOM SHEPreTHUYECKUX BO3MOXKHOCTEH cBapouHoil Mammabsl MCT-35-5 u oxumaeMbIx pasmMepoB
(hopMHpyeMOii 30HBI CIUTABJICHHS, ONPEIEIISIOMNX Ka4eCTBO METAJIA CBAPHOTO COSANHEHNUS. DIEMEHTHI MOJIETH ITYLEPHOTO
y371a IPOAEMOHCTPUPOBAHBI Ha pHC. 1.

Ha nayanpHOM 3Tamne HUcCleOBaHUs BBHINONHANACH CBApPKAa MOJEIU IITYLEPHOrO y3/1a, IMUTATOp KOpIyca KOTOPOro
HUMeN HUIMHIpHYecKyto ¢popmMy. IIpu aToM MMuUTaTOp IITyIIEpa OBUT U3TOTOBIICH C KOHYCHBIM y4yacTkoM. [Ipu Takoit dopme
MOJTOTOBKH KOHTAKTHPYIOIIUX ITOBEPXHOCTEH MOJIYYHTh CBAPHOE COCIMHEHHE HE YAalock. B mepBoHavaIbHBIM MOMEHT Npo-
1[ecca CBapKH MPOMU30IIEIT OTPHIB HHXKHEH 4acTH KOHyca MMUTATOpa IITYLEpa IO JIMHUN KOHTAKTa C IMUTAaTOPOM KOpIIyca.
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Puc. 1. Dcku3 umuTaTopa mITyIepa U KOpIyca MOAEIH WTYLEPHOTo y3J1a
Fig. 1. Sketch of simulator of fitting and nozzle unit model body

[Ipu moaroroBke MOBEpXHOCTEH 3JEMEHTOB Mojeneil st cBapku ¢ yrimamu: o = 30,0°; 32,5°; 35,0°; 37,5° u 40°
CBapHbIE COETMHEHHS OBIIM KauyeCTBEHHO c(hopMHUpOBaHbBI P 0OOCHOBAaHHO BBIOpaHHBIX mapamerpax pexuma CT. U3 nepe-
YHCIIEHHOTO DsZa M3TOTOBJIEHHBIX CBAPHBIX MOAENel Hambonee KadecTBEHHbIE (0€3 BUAMMBIX TEXHOJIOTHYECKHX AC(EKTOB
THUIAa «HECIUIABJICHNE») CBapHbIE COeNUHEHUS (pHC. 2, @) TOIXydYeHBI IPU TOArOTOBKE KOHYCHOW ITOBEPXHOCTHU C YIJIOM 0 =
37,5° ipu ciemyomyX NapaMeTpax pexkuMa CBapKH: BpeMs PelyLUMPOBaHUA fye, = 6—10 cek.; naBnenue Harpesa P, - 323 xlla;
JaBlieHHe NMPOKOBKU Pp, = 539 klla; Bpemsa cBapkwu f, = 27-32 cek; quamerp mrynepa — 40 mM. Ha puc. 2, 6 nzo0paxkeHo
CBapHOE COEAMHEHHUE, B KOTOPOM 00pa3yrolias KOHYCHOTO ydacTKa MMHUTATOpa INTyIepa BRIXOAWT Ha 10 MM 3a Manblil qua-
MeTp KOHYCHOHM NOBEPXHOCTH UMHUTATOpa Kopiyca. Ha puc. 2, ¢ MIpoMUTIOCTPUPOBAH THUI CBAPHOTO COEITUHEHHS, Y KOTOPOTO
pasHMIa B yrilaX KOHYCHBIX TIOBEpXHOCTeH cocTaBisieT He Oonee 1,5°. TIpu BeIOOpE yria KOHYCHOI MOBEPXHOCTH U Mapamer-
POB peXnuma CBapKH KaueCTBO CBApPHBIX COCIMHEHHH JIOMOJHUTEIHHO OLIEHUBAIOCH 110 PE3yJIbTaTaM aHaln3a Makpo- U MHK-
pocTpykTypbl. Ha ocHOBe aHaim3a OBbLIO CIENaHo 3aKIIOYEHUE O CTUMYJIMPYIOLIEM BIMSHUM UCCIeNyeMbIX (pakTopoB Ha Ka-
YECTBO CBAPHOTO CTHIKA.

a) 6) 6)

Puc. 2. CBapHbIe coemUHEHUS MOJENEH MTYLEPHOTO y37a ¢ THaMeTpoM IuTyrepa 40 Mmm

Fig. 2. Weld joints of models of nozzle unit models withnozzle of 40 mm in diameter

BrImotHeHHBIE CBapHBIC COCTUHEHUS IOABEPTAIH PEHTIeHOrpahuIecKoMy KOHTPOIIO, YIABTPa3ByKOBOMY KOHTPOIIO
U UCTBITAaHUIO Ha PACTSDKEHUE, C OLIEHKOM KauecTBa Kak JJis IIBOB MepBoil kateropuu [11]. Pe3ynpTaTsl SKCIEPUMEHTOB 1O
BBIOOPY YIJIOB KOHYCHBIX KOHTAKTUPYIOIIUX IMOBEPXHOCTEN 1 mapaMeTpoB pexkuma CT, moydeHHbIe Ha IITYIEPHBIX MOJCIISX,
OBUTH YUYTCHBI ITPH Pa3pabOTKe MOJICIH U TEXHOJIOTHH CBAPKHU MAaTPyOKOBBIX y3J10B (puc. 3).
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OO0cy:xaeHne pe3yJIbTATOB HCCIeJ0BaHMIl. AHAIN3 SKCIICPUMEHTAIBHBIX PE3yIbTaTOB HCCIEAOBAHUM CBAPKH IITYLEP-
HBIX Y3JIOB TOKa3all, YTo (JOPMUPOBAHHE KaYECTBEHHOTO CBAPHOTO COEAWHEHUS 3aBHCHUT OT BIHMSHUS 3JIEMEHTOB KOHCTPYK-
THBHOTO 0(hopMIIeHHs1 COOMpaeMBbIX JeTaell, B YaCTHOCTH:

®  OT pacCTOSHHS MEXIy MaJlbIM AHAMETPOM KOHYCa HMHTATOpa KOPITyCca U MaJIOTO JHaMeTpa KOHyca HMHUTATOpa IITy-

epa;

®  OT JJIMHBI KOHYCHOTO y4acTKa MMHTATOpa IITYNEpa, BEIXOAAIIETO 3a MaJbli ANaMeTp KOHYCHOI MOBEPXHOCTH UMH-

TaTopa KopITyca;

e  OT BeJIMYHMHBI PaA3HOCTH YTIOB KOHYCHOH MMOBEPXHOCTH UMHUTATOPA LITYIIEpa U UMUTATOPa KOPITyca.

YkazanHble (akTOphI, BIUSIONIME HA 1eGOPMHUPOBAHHE CBAPHOTO COCAMHEHNUS, HEOOXOJMMO YUUTHIBATH COBMECTHO C
HapaMeTpaMU PEKUMA CBAPKHU fpey U Py

16xé5

3 packy

#20

el

Puc. 3. Dcku3 nMUTAaTOPOB NAaTpyOKa M KOpITyca naTpyOKoBOro y3ia
Fig. 3. Sketch of simulators of nozzle and nozzle unit body

W3MmeHsis BEMMUMHY BBIICYKa3aHHBIX I1APaMETPOB, MOKHO COPMHPOBATh KAYECTBEHHOE CBAPHOE COEAWHEHHUE IIPH
MIPOYHX ONTUMANBFHBIX ITapaMeTpax pexmma cBapku. CBapka Mojesel maTpyOKoBOTo y3ia ¢ tnameTpoM marpyoka 80 MM BEI-
nonHanack Ha mammee MCT—41 co cnepyromumu napamerpamu pexuma: t. = 40-50 cex; fpe; = 10-12 cek.; P, = 630-700
Mlla; Py, = 105-120 MIla. CpapHble Mojenn 0e3 yAalleHHs rpaTa, 00pa3oBaBIIErocs B IIPOLECCE CBAPKH, NPOAEMOHCTPHPO-
BaHBI Ha puc. 4. VI3 Mozenel maTpyOKOBOTO y371a, B HCXOAHOM IIOCIIE CBAPKU COCTOSIHUH, OBUIM M3TOTOBIICHBI O0pa3Ibl IS
MEXaHWYECKUX MCIBITAHUH Ha PacTsDKEHUE, YIapHYyIo BSI3KOCTb M yroj 3aruba. MexaHu4ecKre CBOMCTBa METajula CBAPHOTO
COCIMHEHU: TP IPOYHOCTH G, = 441-559 MIla; npeaen Tekydectu oy, = 314402 MIla; oTHOCUTENIBHOE yIUTMHEHHE O =
14,5-15,5%; otHOCuTenbHOE cyxenue y = 70,0—78,0 %; yron 3aruba o = 123 rpagyca; ynapuas Bsskocts KCV = 127,5-251,0
Jx/m.
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Puc. 4. Ceapnas mogens u3 cramu 22K ¢ auamerpom natpy6ka 80 Mmm
Fig. 4. Welded model from 22K steel with nozzle of 80 mm in diameter

MexaHn4ecKre CBOMCTBA METaJIa CBAPHOTO COEAWHEHHMS MO CPAaBHEHHIO C OCHOBHBIM METAJUIOM OKa3alHCh Ooiee
BBICOKMMH. AHAJIN3 PE3YNbTATOB MEXAaHWYECKUX HCTIBITAHUN U METAUIOrpa(uIecKuX MCCIACIOBAHUN MOKa3al, 9To Ui yIyd-
[ICHUS CTPYKTYPHI M MEXaHMYECKIX CBOMCTB CBApPHOTO coenuHeHus cTanu 22K Heo0X0oIuMo MIpoBeACHNE TEPMIUECKON 00pa-
60TKU.

dotorpadus Makpo- 1 MEKPOCTPYKTYPbI CBAPHOTO COEAMHEHNS, BBIPE3aHHOTO U3 MOJIENH MaTPyOKOBOTO y3/1a CTaIH
22K, npexcrasieHa Ha puc. 5. MakcumainbsHasi IIMpUHA CBApHOTO IIBa cocTaBiseT 20—25 MM U COOTBETCTBYET MPOTAKEHHO-
CTH 30HBI MAaKCUMAJIEHOTO TepMOIe(hOPMALMOHHOTO BO3JIEHCTBHA. MaKkpoCTpyKTypa CBapHOTI'O IIBa MPEJACTaBIsIET cOo00it de-
penyronmecs 30Hbl pa3JInYHON TUCIIEPCHOCTH U TPaBUMOCTH, TIOABEPTHYTHIE Pa3IMYHOMY TEPMOIe(POPMAIIMOHHOMY BO3JICH-
CTBHIO.

Puc. 5. Makpo- (¢) 1 MEKPOCTPYKTYpa pa3InIHbIX 30H CBAPHOTO COeAMHEHNUS U3 cTaiu 22K, BBIMOIHEHHOTO CBAPKON TPEHUEM:

b — OCHOBHOI1 MeTaT; ¢, d — 30HA TSPMHUYECKOT'0 BIIUSHUS; €, f — 30Ha CIIaBICHHS

Fig. 5. Macro- (a) and microstructure of different weld junctionsof 22K steel implemented through friction welding:
b — base metal;c, d — heat-affected zone, e, f— fusion zone
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Ha puc. 5 oTueTnnmBo BBISBISIETCS 30HA CIUIABICHUA. B MakpOCTPYKType TEXHOJIOTHYECKIX CBAPOYHBIX NE(PEKTOB HE
BBISIBIICHO, 32 UCKIIIOUEHHEM Y3KOTO KOJIBIICBOTO HENpPOBapa B HAPYKHOH YaCTH COCTUHEHUS, KOTOPBIN yJalsgeTcs Ipyu Mexa-
HUYECKOi 00paboTke rparta.

PacnipeneneHre TBEpIOCTH IO CEUSHHUIO CBAPHOTO COSAMHEHHS TOCTATOYHO OJHOPOAHO. TBEPIOCTh pACTET OT OCHOB-
Horo metaia (HV 145-155) u nocturaer MakcumyMa y nuHun ciutapinerus (HV 200-230). OcHOBHOI MeTain UMeeT (eppu-
TO-TIEPJIUTHYIO CTPYKTYpYy (puc. 5, 6). 30Ha TEPMHUYECKOTO BIIMSHUS MMEET SIPKO BHIPAKEHHYIO HaIllpaBIEHHOCTH BOJIOKHA
(puc. 5, 6, &), B KOTOPOI CTPYKTYpa U3MEHSAETCS OT MEJIKOJIUCIICPCHOTO M MTOJIM3APHYECKOro (PUC. 5, 8) M MEIKO-HIOJIbYATOTrO
(deppuTa K BUIMAHIITETOBOMY (QeppHUTy C (peppUTHOI OTOPOUKOH MO IPaHUIAM ayCTEHUTHOTO 3€pHa, SBISIOMICHCS XapaKTep-
HOM CTPYKTYPOU IIEPErpeToro MeTajuia.

BoiBoapbl. [TosoxxuTesbHBIC PE3yJIbTaThl HEPA3PYILAIOIIETO U pa3pyLIAOIIEero KOHTPOJIsl KauecTBa CBapHBIX COCIH-
HEHHUH ITYLEPHBIX M MaTPyOKOBBIX MoJieNell 000CHOBBIBAIOT BO3MOXKHOCTH NPHMEHEHHs CBAPKM TPEHHEM INTYIEPOB H Ia-
TpyOKOB Majoro auamerpa (1o auametpa 80 MM BkItounTenbHO) n3 ctaimu 22K. IIpu 3ToM cBapHBIE COCTMHEHUS PEKOMEHTY-
eTCsl TIOABEepraTh TePMUYIECKOil 00paboTke (OTIyCKY). YCTaHOBIEHO, YTO MPHU CBapKe TPEHHEM IO KOHYCHOH MOBEPXHOCTH
MIPOUCXOTUT U3MENFYCHNE CTPYKTYPHl METaJlUla Ha 3HAYUTEIHHYIO TIIyOWHY CBApUBAEMBIX 3JIEMEHTOB, UYTO OMPEHEISET BBICO-
KHe MeXaHHYeCKHe CBOWCTBA METaJlla CBapHOTO coelmHeHUs. CBapHBIE COCOUHEHHUS HamOoJiee BHICOKOTO KadecTBa (hOPMIU-
PYIOTCSI TIpY CBapKe TPEHHEM I10 KOHYCHOM MOBEPXHOCTH ¢ yriioM 70 °. ABTOpBI CUMTAIOT NMEPCHEKTUBHBIM ITPOIOJDKUTH pado-
Ty B CIIEAYIONINX HalpaBJeHUsIX: pa3paboTka 000pyaOBaHNUS; aTTECTAIs crocoda CBapKHu; pa3paboTKa M aTTecTanus TeXHO-
JIOTHH CBApKH TPEHHEM.

Bubauorpaguyeckuii cnucok

1. Bowunos, B. Il. TexHonorust u obopynoBanue cBapku tpeHueM / B. I1. Bounos, P. H. bonapipeB. — Mocksa :
MammuHocTtpoenue,1985. — 61 c.

2. Buwib, B. U. CBapka metaiuioB Tpenuem / B. Y. Buis. — Jlenunrpan : Mamuroctpoenue, 1970. — 175 c.

3. Duffin E. L., Bahrani A. S. The mechanics of friction welding mild steel // Metal Construction. 1976. — V.8.
No.6. — P.267-271.

4. Kuruzar D. I. Joint design for the friction welding process // Welding Journal. 1979. — V.58. No. 6. — P. 31-35.

5. Sayegh J. Carec R. Posibilites et perspectives du soudage par friction Applications — Evolution de la technique et
perspectives // Soudage et techniques connexec. 1981. — V.35. No.5. — P.152-160.

6. Bethlehem W.F. Uberwachen des Reibschweissens mit dem Ziel des Gutesicherung //Diahtwelt.1983. —
V.69.No.7. — P.173-176.

7. Basile G., Benchetto A., Triouleyre J. Soudage par friction Recherche d-une correlation entre les parameters du
procede et la gwalite du joint / Soudage et techniques connexes. 1984, — V.38. No. 9-10. — P.338-349.

8. Kapaxko3zos, 3. C. CoBpeMeHHOE coCTOsIHUE CBapKu TpeHueM (0030p). Hacts 1 /3. C. Kapakozos, P. 1. Mycrada-
eB, H. B. Menbnukosa // CBapouHoe nmpou3BoacTtBo. — 1989, — Ne 8. — C. 2-5.

9. Kapaxko3os, 3. C. CoBpeMeHHOE COCTOsTHHE cBapku TpeHueM (0630p). Hacts 2 / 3. C. Kapakozos, P. . Mycrada-
eB, H. B. MenpHukoBa // CapouHoe mpon3BoactBo. — 1989. — Ne 9. — C.1-4.

10. lenkun, B. B. IlepcnekTHBBl NpUMEHEHHs CBAPKH TPEHHWEM B MAIIMHOCTPOSHHM [JNEKTPOHHBINH pecypc] /
B. B. lllenkus, }O. B. IToneraes // biaokHOT Monogoro yueHoro. [lopran anexktponHoro ooyuenns «Cxkud». — Pexum gocty-
ma : http: // moodle.dstu.edu.ru/course/view.php?id=4549 (mata obpamenus : 16.07.17).

11. O6opynoBanue u TpyOOIIPOBOABI ATOMHBIX YHEPIETUUECKIX YCTaHOBOK. CBapHbIE COEJMHEHUS U HAIJIaBKH : TIpa-
Buna koHtponus [TH A3I'-7-010-89. — Mocksa : THUNATOMHWH®OPM, 1989. — 125 c.

References

1. Voinov, V.P., Boldyrev, R.N. Tekhnologiya i oborudovanie svarki treniem. [Friction welding technology and
equipment.] Moscow: Mashinostroenie, 1985, 61 p. (in Russian).

2. Will, V.I. Svarka metallov treniem. [Friction welding of metals.] Leningrad: Mashinostroenie, 1970, 175 p. (in
Russian).

3. Duffin, E. L., Bahrani, A. S. The mechanics of friction welding mild steel. Metal Construction, 1976, vol. 8, no. 6,
pp- 267-271.

4. Kuruzar, D. L. Joint design for the friction welding process. Welding Journal, 1979, vol.58, no. 6, pp. 31-35.

5. Sayegh J., Carec R. Posibilites et perspectives du soudage par friction Applications — Evolution de la technique et
perspectives. Soudage et techniques connexec, 1981, vol.35, no.5, pp. 152-160.

6. Bethlehem W.F. Uberwachen des Reibschweissens mit dem Ziel des Gutesicherung. Diahtwelt, 1983, vol. 69, no.
7, pp. 173-176.

7. Basile G., Benchetto A., Triouleyre J. Soudage par friction Recherche d-une correlation entre les parameters du
procede et la gwalite du joint. Soudage et techniques connexes, 1984, vol. 38, no. 9-10, pp. 338-349.

8. Karakozov, E.S., Mustafaev, R.I., Melnikova, N.V. Sovremennoe sostoyanie svarki treniem (obzor). Chast' 1.
[Current state of friction welding (review). Part 1.] Svarochnoe Proizvodstvo, 1989, no. 8, pp. 2—5 (in Russian).



IO. B. Ilonemaeé u op. Ceapka mpenuem wimyuepos u RampyoKoe manozo ouamempa u3 yzinepooucmoit cmanu 22K

9. Karakozov, E.S., Mustafaev, R.I., Melnikova, N.V. Sovremennoe sostoyanie svarki treniem (obzor). Chast'2.
[Current state of friction welding (review). Part 2.] Svarochnoe Proizvodstvo, 1989, no. 9, pp. 1-4 (in Russian).

10. Shchepkin, V.V., Poletaev, Yu.V. Perspektivy primeneniya svarki treniem v mashinostroenii. [Application pro-
spects for friction welding in mechanical engineering.] Available at: http: // moodle.dstu.edu.ru/course/view.php?id=4549 (ac-
cessed: 16.07.17) (in Russian).

11. Oborudovanie i truboprovody atomnykh energeticheskikh ustanovok. Svarnye soedineniya i naplavki: pravila
kontrolya PN AEG-7-010-89. [Equipment and pipelines of nuclear power plants. Welded joints and surfacing: rules for con-

trol of PN AEG-7-010-89.] Moscow: TsNIIATOMINFORM, 1989, 125 p. (in Russian).

[octynuna B penaxmro 09.03.2017
Cnana B pegakuuto 10.03.2017
3annanupoBaHa B Homep 17.07.2017

06 agmopax:

Moaeraes FOpuii BenuaMmuHoBuUY,

npodeccop kadeaps «MalMHbl 1 aBTOMATH3AIUS CBAPOY-
HOT'O NMPOM3BOACTBa» JJOHCKOT0 rocyapCTBEHHOT'O TEXHH-
yeckoro yHusepcutera (P®, 344000, r. PoctoB-na-lony,
1. ['arapuna, 1), TOKTOp TEXHUYECKHUX HAYK, CTAPIINI
Hay4HbIH COTPYIHUK,

ORCID: http://orcid.org/0000-0001-5465-1886

Anclav51(@mail.ru

IMoseraes Banepuii IOpseBuy,

nupexkrop OO0 «ABAJIOH-BUJIEO» (P®, r. BoironoHck,
PocToBckas o6mactp),

ORCID: http://orcid.org/0000-0003-3677-7500

afshor@mail.ru

Ilenkun Buktop Bukroposuy,

CTyzeHT Kadeapsl «MaluHbl 1 aBTOMaTH3aIUs CBAPOYHOTO
MIPOU3BOACTBa» JIOHCKOrO TOCYAapCTBEHHOIO TEXHUUECKO-
ro yausepcutera (P®, 344000, r. Pocro-Ha-/lony, mi1.
l'arapuna,l),

ORCID: http://orcid.org/0000-0002-0659-6963
shepkinviktor@rambler.ru

Received 09.03.2017
Submitted 10.03.2017
Scheduled in the issue 17.07.2017

Authors:

Poletaev, Yury V.,

professor of the Welding Fabrication Machines and Auto-
mation Department, Don State Technical University (RF,
344000, Rostov-on-Don, Gagarin Square, 1), Dr.Sci. (Eng.),
senior research scholar,

ORCID: http://orcid.org/0000-0001-5465-1886

Anclav51(@mail.ru

Poletaev, Valery Yu.,

director, “AVALON-VIDEO” JSC (RF, Volgodonsk, Ros-
tov region),

ORCID: http://orcid.org/0000-0003-3677-7500

afshor@mail.ru

Shchepkin, Victor V.,

student of the Welding Fabrication Machines and Automa-
tion Department, Don State Technical University (RF,
344000, Rostov-on-Don, Gagarin Square, 1)

ORCID: http://orcid.org/0000-0002-0659-6963
shepkinviktor@rambler.ru

MaIHI/IHOCTpoeHI/Ie 1 MallIMHOBEACHUEC

\O
(92



