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O CTATBE AHHOTALUNA

PaccmoTpeHbl npobrnembl, BO3HUKalOLWME MNPU YWUCMEHHON OLeHKe NpefenbHOW Harpy3ku CBapHOro
COeIMHEHNS BbICOKOMPOYHbIX CTaNeN C HE3HAUNTENbHBIM YNIPOYHEHWEM.

Ha npvmepe HannaBku NpOBOMOKOW Bamnvka Ha MMacTUHY M3 BbICOKOMPOYHOW CTanmu CMopdenvpoBaH
KOHLIEHTPATOp HanpshkeHW B y3ne nepexofa OT HamnnaBIEHHOrO K OCHOBHOMY MeTanny. Mcnonb3oBaHue

MonyyeHa: 01 aBrycta 2019 .
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Ony6nukosaHa: 30 mapta 2020 r.

Krtouesbie criosa: CBapOYHOI MPOBOMOKM C NPeAenioM TEeKYYecTM MEHbLUMM, YeM Yy OCHOBHOTO MeTansna, Mo3BOfuno

CMO[EnNMpoBaTh Y4acTKu CBapHOTO COEAMHEHWS C HEOAHOPOAHBIMU MEXaHUYECKUMK CBOWCTBaMU. Usydena
CBapHoe CoeAjHeHne, BbICOKONpo4Has reoMeTpusi Tpex Y4yacTKOB CBapHOro COEAMHEHWS:: MeTanna CBapHOro LUBA, 30Hbl TEPMUYECKOTO BRUSHUS
cranb, MHAEHTMpoBaHKe, npeaernbHas (3TB) u ocHoBHOrO MeTanna. MexaHUyeckne CBOWCTBA BCEX TPEX Y4acTKOB oOrpeferieHbl pacyeTHo-
Harpyska, MK3, mexanudeckas 3KCMepuUMeHTanbHbIM nyTem. [ns aToro npeanaraeTcs cuyuTaTb MaTepuar BO BCEX ydacTkax uaeansHo
HEOAHOPOAHOCTbL, reoMeTpueckas YNpYronnacTMyeckum, a npegert TeKy4eCTU OfHO3HAYHO CBSA3aTb C TBEPAOCTbIO B 30HE MHAEHTUPOBAHUS
HEOAHOPOAHOCTE. (Mcnonb3oBaH anmasHblii KoHyc Pokeenna). PacueTbl mpouecca Heynpyroro WHAEHTUPOBaHWS METOLOM

KOHeYHbIX anemeHToB (MK3) B 0OCECMMMETPUYHON MOCTAaHOBKE MO3BOMUMAM MOMYYUTb JIMHEWHYI0 CBSi3b
TBEpAOCTW C Npeaenom TekyyecTu ¢ koadduumneHtom 0,418.

McnbiTaHnst npy KBasUCTaTM4ECKOM TPEXTOYEeYHOM u3rnbe (C pacTsikeHMeM B yyacTke Hannaeku)
npoBefeHbl Ha o6pasuax-6ankax, Bblpe3aHHbIX MepreHAUKYNsSPHO HanpaBneHuio Hamnasku. [onyyeHsbl
AvarpaMmbl  «ycunve — npornb», KoTopble CpaBHMBAKTCA C pacyeTHbiMU kpuBbiMu (MK3 B TpexmepHon
NOCTaHOBKE C SIBHbIM Y4ETOM CIOXHOI KOH(Urypaumum Bcex y4acTKoB U pasnuyHblX MPeaenoB TekydecTu B
yyacTkax, onpefeneHHbIX MO foKamnbHbIM 3Ha4YeHWsIM TBepAocTM). PacyeTHble M 3KcnepuMeHTanbHble
npefenbHble Harpysku XOpoLLO COrMacyoTCs.

Mpeanaraemass Metoguka TPexXCTaAUWHOTO WUCCReaoBaHWs (onpepeneHvie oKanbHOW TBEepPAoCTH,
npefenoB TeKy4ecTu B y4acTkax U npeaenbHoi Harpysku) MoxeT 3ddeKTUBHO MCMONb30oBaTbCS AN OLEHKU
npefenbHblX Harpy3ok CBapHbIX COEAMHEHWA BBWAY ManonapaMeTpuyHOCTW npeanaraeMbix Mopenen
Heynpyroro [AedOpMUPOBaHMSA MaTepuanoB B Y4yacTkax, [ANs KOTOPbIX HEBO3MOXHO M3rOTOBIIEHWE
CTaHAapTHbIX 06pa3LoB AN UCCeOBaHUA MeXaHU4YECKNUX CBOMCTB.

MpoBeaeHHOe aKCnepuMeHTarnbHOe UCCcneaoBaHNe BIVSHWUS YCUMEHUS LBA C KOHLEHTpaTopoM Hanps-
XeHun B Buae yrna B 90° Ha BENMWYMHY NpeaenbHOWM Harpy3ku npu nsrnbe nokasano, YTo CHATUE HannaBneH-
HOro MeTanna He MPUBOAUT K POCTY MpedenibHOW Harpysku CBapHOrO COeAMHEHWUS NPU UCMONb30BaHUW CBa-
POYHOW MPOBOSIOKN M3 MaroyrnepoanCTON BbICOKONMACTUYHOM CTanm.
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In this paper we consider the problems arising in the numerical estimation of the ultimate
load of welded joints of high-strength steels with slight hardening.

The stress concentrator in the transition node from the deposited to the base metal is
modeled based on the example of welding a roller wire on a plate made of high-strength steel.
The use of welding wire with a yield point lower than that of the base metal allowed to simulate
areas of the welded joint with heterogeneous mechanical properties. The geometry of three areas
of the welded joint is studied, i.e. weld metal, heat-affected zone (HAZ) and the base metal.
Mechanical properties of all three areas are determined by calculation and experimentally. For
this purpose, it is proposed to consider the material in all sections as ideally elastic-plastic, and
the yield strength is uniquely associated with the hardness in the indentation zone (a Rockwell
diamond cone is used). Calculations of the inelastic indentation process by the finite element
method (FEM) in axis-symmetric formulation allowed obtaining a linear relationship between the
hardness and the yield strength with a coefficient of 0.418.

Tests at a quasi-static three-point bend (with stretching in the surfacing area) were carried
out on sample beams cut perpendicular to the direction of welding. The “force—deflection”
diagrams are obtained and compared with the calculated curves (FEM in a three-dimensional
formulation with an explicit consideration of the complex configuration of all sections and different
yield stress in the areas determined by local hardness values). There is a good agreement
between the calculated and experimental ultimate loads.

The proposed method of the three-stage study (determination of local hardness, yield
strength in the areas and the ultimate load) can be effectively used to assess the ultimate loads
of the welded joints due to the low parametricity of the proposed models of materials inelastic
deformation in areas for which it is impossible to manufacture standard samples for the study of
mechanical properties.

The experimental study of the strengthening effect of the seam with a stress concentrator in
the form of an angle of 90 degrees on the value of the ultimate bending load showed that the
removal of the deposited metal does not lead to an increase in the ultimate load of the welded

joint when using the welding wire of low-carbon high-plastic steel.

© PNRPU

BBepeHue

[Ipobnema pacyeTHOM OIIEHKH MPOYHOCTH CBAapHBIX
KOHCTPYKIIUI COXpaHseT aKTyaJbHOCTh yxe Oonee 50 yer.
Orto moareepxkgaercs Oonee yem 300 myOnmuKanusaMu, WH-
nexcupoBaHHbIMU B cucteme SCOPUS! (Www.scopus.com)
mo 3ampocy strength estimation of welded joints (orenka
MPOYHOCTH CBAPHBIX COeAMHEHUi). MHTepec K Teme BO3-
pacraer, KOJMYECTBO NyOJHMKAIMH pacTeT NpPaKTHYECKH
sKcnioHeHnuabHO. Crieyer ckas3arb, uyTo Tema strength of
welded joints (IPOYHOCTH CBApHBIX COCAMHEHUI) HMEET
HaMHOT'O OOJIBIIYIO CTATHCTHKY (moutd 13 ThIc. craTeid),
KoTopast HaunHaeTcsi ¢ 1921 r.

U3 »TOrO Cnemyer, 4TO 3IKCIEPUMEHTAIBHBIC PaOOTHI
MPEBAIMPYIOT HAJ PACUYCTHBIMH, KOTOPBIE COCTABIIIOT Me-
Hee 3 % ot obmiero yucna myOmukarnuii. O4eBUIHO, 3TO

1 ASME Boiler and Pressure Vessel Code, Section VIII, divi-
sion 3. ASME, NY. 2015. 422 p,;

BS 7910:2013+A1:2015. Guide to Methods for Assessing the
Acceptability of Flaws in Metallic Structures. British Standards
Institution, London. 2015. 480 p.;

CII 16.13330.2017. CranbHble KOHCTPYKIMH. AKTyaIH3HpPOBaH-
Has penaxius CHull 11-23-81*. M.: Munctpoit Poccun, 2017. 148 c.
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CBSI3aHO C MHOTO(AKTOPHOCTBIO M CIIOKHOCTBIO (pu3Hde-
CKHX IIPOIIECCOB CBApKH, 3aTPyIHSIONIMX IOJydeHHe 000-
3pUMBIX TEOPETHUYECKHUX PE3YyIbTAaTOB: BEICOKHE TEMIIEpaTy-
PBI, IIpOIIECC TUIABJICHHS, BHICOKHE CKOPOCTH OXJIAXJICHHUS
CBapHOTO IIIBAa M 30HBI TEPMHUYECKOTO BJIMSHHUS, CTPYKTYp-
HBIe U (a30BBIe MpEBpalieHus npu ceapke [1-6].

[IpobneMy yCIIOXHSET TeOMEeTpHsl CBapHOTO COEIUHE-
HUS (Y4aCTOK HaIUIaBKH), B KOTOPOIl HIMEIOT MECTO YITIOBBIE
KOHIIEHTPATOPHI, CBA3aHHBIE C MEPEXO0JIOM MeTajlla IIBa K
OCHOBHOMY MeTajlly, a Takxke Ae(eKTbl CBapHBIX IIBOB
(Tozipe3bl, HAIUIBIBBI, HETIPOBAPhI, CMEIIEHUS] KPOMOK CBap-
Horo 1mBa) [7-12].

[Ipy TPOEKTUPOBAHWN OTBETCTBEHHBIX KOHCTPYKIMH
HOPMATHBHBIE MaTEPUAIbI' TPEOYIOT ABHOTO ydeTa B pac-
YETHBIX CXEMaX CBApHOTO IIIBA B BUJIE MATKOW WIIM TBEPAOH
«rpocioiikuy. IIpocioiiku, MeTal KOTOpbIX UMEET NMpeaci
TEeKy4eCTH MEHBIINH, YeM y MeTajla COCEAHHUX yJacTKOB,
NPUHATO Ha3bIBaTh MATKUMHU Ipocioiikamu. HaoGopot, y
TBEPJBIX TPOCIOEK METalUl HMEeT TpeAen TEeKy4ecTH
OOJBIINIA, YEM Y METAJJIOB COCETHMX YUacTKOB. B kadecTBe
MSTKOW TIPOCIIOWKH, HampuMep, MOXKET BBICTYIUTH 30Ha
tepmuyeckoro BiustHus (3TB), cBoiicTBa KOTOpO# MOTYT
CYIIECTBEHHO OTJIMYATHCS OT CBOWCTB OCHOBHOT'O MaTepHa-
na ¥ cBapHoro miBa [12, 13], cBoiicTBa KOTOPBIX TaKXkKe OT-
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I4arTces MeXAy coboil. [losromMy HeoOXoamMo omHOBpe-
MEHHO YYHUTBHIBaTh Pa3jIM4YHe CBOMCTB 3THUX TPEX Y4acTKOB.
OT0 0cOOEHHO aKTyaJbHO U CBapKH JINCTOB U3 BBICOKO-
MPOYHBIX CTaleif B KOpPabIECTPOSHHH, aBTOMOOHIIECTpOe-
HHU U BOCHHO# TexHuKe [14].

[IpuMeHeHHe MSATKHX CBapHBIX IIBOB JJIS CBAPKH BBI-
COKOIIPOYHBIX CTaJIell J0 IMOCIEAHET0 BPEMEHU CUHTAJIOCh
HenonycTuMbIM [ 15, 16]. [IpuunHOit ciryKuiu HU3KHE 3HaA-
YEeHUsI TPENIENIOB TEKy4eCTH MaTEepHUalIOB CBApHOTO IIBa.
W3ydennto ocoOeHHOCTEH CBAPKH MSTKUM CBapHBIM IIBOM
BBICOKOIIPOYHBIX ~CTallci TOCBAMICHB paboTer [17-21],
a OIIEHKE MPOYHOCTH B KOHEYHO-DJIEMEHTHO! ITOCTaHOBKE —
pab6otsr [18-20].

BBugy Toro, 4To MArKHE CBapOYHBIE MaTEpHAIbl HE
IpeTyCMOTPEHBI B TOCYIapCTBEHHBIX CTaHAapTax Ha cBap-
Ky?, B COOTBETCTBMH C HUMH TpeOyeTCs IPOBEICHUE UCCIle-
JIOBaTENbCKUX HCTIBITAaHUH (PU3MKO-MEXaHWIECKUX CBOMCTB
CBapHOTO coeanHeHus. Ji11 oTpaboTKM METOAMKU OIEHKH
Npe/ieNIbHBIX Harpy30K CBAapHBIX COEJAWHEHHUH ITOCTaTOYHO
MIPOBECHUS TIEPBOTO 3Talla UCHBITAHNH — HAIUIABKH BAJHKa
Ha JIMCT, KOTOpasi IPOBOJIUTCS ISl OLIEHKH TITyOWHBI IpO-
TUIABJICHHS, LIMPHHBI IBA, OLEHKH 30HBI TEPMHYECKOTO
BJIMSTHUSI, OTCYTCTBUS TPEIWH, a TAKXKEe JUII MEXaHHYECKUX
ucnbITaHui Ha yron usru6a nmo FOCT 6996-66°. Dto cBsa-
3aHO C TeM, YTO NPHHIMIIUAILHO BBISBJICHHBIE 3aKOHOMEP-
HOCTH OyZAyT Takue ke, Kak U B CTBIKOBBIX CBapHBIX COCIH-
HEHMSAX, YTTIOBBIX M HAXJIECTOYHBIX IIBAaX C BBHITYKIBIM Ba-
JIMKOM.

B cBsi3u ¢ 3TUM Lienbi0 JaHHON paboTHI ABISETCS OICH-
Ka MpeJeabHON Harpy3Ky CBapHOTO COEAMHEHHUS! Ha OCHOBE
aHaIM3a HaIpsHKEHHO-Ie(POPMHUPOBAHHOTO COCTOSHHS TPHU
n3rnde obpasia-6ajku ¢ 30HOW cruiaBneHus. Paccmorpena
HamIaBKa Banuka U3 mpoBonoku CB-081'2C Ha miacTuHy H3
BblicokonpouHoil cranu 18XTHM®P, BeimonHen aHanus
M3MEHEHHS] TBEPJOCTH B YYaCTKE HAIUIABKH, MPEAJIOKEHa
HOBasi METOJIMKA TepecyeTa TBEPOCTH B 3HAYCHUS JIOKAJIb-
HBIX TIPEJENIOB TEKYYECTH, IIPU JOMYIIECHUH, YTO UCIIONIB3Y-
eMble B pacyeTe MaTepuajibl He MMEIOT YINPOYHEHUs, BBI-
MOJIHEHA TeOMETPHYECcKasi MHTEPIPETalnsi KOHCTPYKIHU B
BHZI€ TPEX YYACTKOB C Pa3INYHBIMU CBOWCTBAMH.

1. 06pa3eu, N TeXHOJNIorna ero u3roToBrieHusA

Ha nmnactunry 200x100%8 MM 13 BEICOKONIPOYHOH cTanu
18XT'HM®P B 3akaiiennoM 110 59—-60 HRC cocrostHun ObLI
HaIUTaBJIeH BAJIMK BBICOTOH 4,5 MM CBapOYHON MPOBOJIOKOM
CB-08I'2C nuamerpoM 1,2 MM B cMecH Tra3oB aproHa U yr-
nexucnoro raza K-18. ITapamerps! pexxuma cBapKku: Hampsi-

2PJ1 03-615-03. INopsnok NpUMEHEHHs CBAPOUHBIX TEXHOJO-
THA TPH WM3TOTOBJICHUH, MOHTaXE, PEMOHTE W PEKOHCTPYKIUH
TEXHUYECKHX YCTPOWCTB IS OMACHBIX MMPOU3BOJCTBEHHBIX 00BEK-
ToB. https://base.garant.ru/186035/ (nata obpauenus: 04.02.2020).

3 TOCT 6996-66 (MCO 4136-89, UCO 5173-81, UCO
5177-81). CBapuble coenmuHeHUss. MeTo/Ibl OTpeieTICHUsT MEXaHU-
geckux cBOUCTB (¢ M3menenusmu N 1, 2, 3, 4). M.: CrannapTuH-
¢dopm, 2005. 68 c.

xenne 18 B, Tok 180 A, ckopocts cBapku 15 cm/muH. Jlis
MOJy4eHHs] OJHOPOAHOIO IO COCTaBy CBapHOTo MIBa HC-
MOJIB30BAJIaCh aBTOMATHYeCKas CBapKa Ha CBapOYHOM poO-
6otre FANUC ARC Mate 120iC.

[Mocne oxnaxkneHus TUIACTHHA ObUTAa pa3pe3aHa Ha 00-
pasusl mmpuHoi 10 MM (puc. 1, &) Ha 3IEKTPOIPO3HOHHOM
MIPOBOJIOYHO-BBIpe3HOM cTanke Sodick AQ300L.

[MTocne paspe3ku ObLT BBIMOJIHEH LU} (CHAT TOHKUI
3aKaJICHHBIH CJIOW MOCIE 3JIEKTPO3PO3UOHHOI 00paboTKH)
(puc. 1, 6), Ha KOTOPOM ITOCIIC TPABJICHUS BU3YAIM3UPYIOT-
csl: HaruiaBJIeHHBIH Metamt (1), 30Ha TepMHYECKOTO BIIHSA-
HUs (2) 1 ocHOBHO# Metamn (3). CTpenkoll mokasaH IBY-
TPaHHBIN YIoJ, CO3JAIOUIMIl KOHLEHTPALMIO HANpSKEHUM
B 3TOM 30HE.

T
" la zsiﬂb'1!7‘1\5\'119‘210\2\

0

Puc. 1. OO6pa3ipl HaluIaBIEHHOTO MeTajlla Ha IUIACTHHY (&) H
MaKpOCTPYKTYypa 30HbI HaIu1aBku (0): 1 — HariaBIeHHBIH MeTaLT,
2 —3TB; 3 — ocHOBHOI1 MaTepua

Fig. 1. Samples of the deposited metal on the plate (a) and (b)
macrostructure of the welding zone: 1 is the deposited metal,
2 is HAZ, 3 is the base metal

OTO 1aeT OCHOBAaHHMS pacCMaTPUBATH MONyYSHHBINH 00pa-
3el COCTOSIIIUM M3 TPEX YYacTKOB C CYHIECTBEHHO pa3iuy-
HBIMHM MEXaHHYECKUMU CBOMcTBaMU. B cBsi3u ¢ Tem, 4To Hc-
MOJb3yeMble MaTepHalbl MMEIOT BEChbMa HE3HAYMTENIFHOE
YIOpPOYHEHWE, NpemiaraeTcs CYWTaTh MaTephal BO BCEX
y4JacTKax MIEalIbHO yIpyroriactadeckuM. [y mpumepa: B
ucToyHukax [24, 25] ykazano, yto cranu 18XI'HMOP u
nposonoka 08I'2C mmeroT mpenensl IPOYHOCTH, MpPEBBIIIa-
tomue npenensl Tekydectd Ha 200 MIla npu nedopmanmsax
pazpymenust 8-11 %. Takum 00pa3om, MOIYIb YIPOUHEHUS
cocTaBisieT 0KoJio 1 % OT MOIyJs yIpYrocTH, YeM MOXKHO
npeHeOpeys B pacdyeTax Ha MpeesbHOe paBHOBECHE.
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2. UccnepoBaHue MUKPOTBepAoCTU B yHacTKax

HccrenoBanme MUKpoTBeprocTy 1Mo Bukkepcy (ycuime
BrasimBanus 3H, mpubop FM-800) mokasamo (puc. 2), uto
HariaBka (Touku 1-6) umeer HV = 285+13 en., 3TB (Tou-
ku 7-9, 9-24) — 48243 ex., a ocHOBHOU MeTas (Touku 10—
18) —402+11 en.

N~

=

“

Nty

W o
/ ot

— 18

//;/// \\\

10 11 12 \\
9 8 7

Puc. 2. MecTa u3MepeHust TBepIAOCTH

Fig. 2. Places of hardness measurement

N3MmeHeHUss MMUKPOTBEPIOCTH B Y4YacCTKax HE IPEBBI-
mraroT 5 %, MOITOMY HMX MOJKHO CUYUTATh IOCTOSHHBIMU
BEJTMYMHAMU.

Jna csasu TBepaoctu H ¢ npenenoM Npo4yHOCTH G U3-
BECTHA DMIIMPHYECKAs 3aBUCUMOCTh

o ~kH, 1)

rae k ~ 0,333 mnst tBeproctu o bpunestio H = HB [22].

Y BBICOKOIIPOYHBIX MaTEPUaJIOB NPENeNbl TeKy4eCTH U
MPOYHOCTH OTIUYAIOTCSH HECYIISCTBCHHO (MMEETCS Malioe
YOpoOYHEeHHe), modToMy B popmyse (1) MOXKHO BMECTO OB
HCTIONB30BaTh OT.

Hunst muxpomeepdocmu o Bukkepcy Koppensnuii Tua
(1) B nmTepaType HET, MOPTOMY MOXKHO KOHCTAaTHPOBATH
JIUIIB, YTO COOTHOIICHHE MPEeNIOB TEKYUYeCTH B yJ4acTKax
1, 2 u 3 moxer ObITh 285/482/402 = 1/1,69/1,41.

Hcnonp30BaTh peaen TeKy4ecTH HAIUTABOYHOU MTPOBO-
JIOKM B Ka4eCTBE €IMHHUIBI B BBIIMICIIPUBECHHOM COOTHO-
IIEHWH HEBEpHO, TaK KaKk B TIPOIECCEe pAaCIUIaBICHUS,
YaCTMYHOTO CMENIMBAHHUSI C OCHOBHBIM MaTe€pHalioM U
OBICTPOTO OXJIKAECHHSI MEXaHWYEeCKHE CBOWCTBA MOTYT
CYyIIECTBEHHO U3MEHUTHCS.

B cBsa3u ¢ atumm mpoGiemMaMu HyKeH WHOH, Oosee
0OBEKTUBHBIA M HALEJICHHBIH Ha MpsAMOE IMOJyYeHHE Ipe-
JieNia TeKy4eCTH METO/.

3. PacyeTHOe M3yyeHue CBA3U NOKanbHOMN
TBepPAOCTHU U NOKaribHbIX MeXaHM4YeCKUX CBOMCTB

B ,Z[aHHOﬁ pa60Te npeajaracTes MucrnoJb30BaTb AJIA U3-

MEpEeHUs] TBEPJOCTH aJMa3HbIi KOHyC PokBenna, KOTOpBIH
BIABJIMBAETCA B TOBEPXHOCTh ycmiaueM a0 1 kH, 9ToObr
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MOJYYUTh OTIEYaTKH HeOOdbImoro amamerpa (oo 1 mm)
W XapaKTepHU30BaTh MEXaHWYECKHUE CBOMCTBAa MaTepuana
B 30He TyOomHO# 0,5-1 MM. Takol AHUCKPETHOCTH BIIOJTHE
JIOCTATOYHO JUIA WCCJIICIOBAaHHUS CBApHBIX COCTUHCHUI
B Pa3JIMYHBIX ydacTKax.

Bynem cuuraTh, 4TO NMOBEJCHUE CPEAbI B 30HE BHEIpe-
HUS HHACHTOpa (KoHyca PokBemia) COOTBETCTBYET MOICIH
W30TPOITHOTO MAEAIBHOTO YIPYTOMJIACTHYECKOTO Tena, C
3aJaHHBIM TIpEIeJIOM TEKy4decTH ot. B pacuerax paccMmor-
peH nuanasol ot = 800...2000 MI1a.

Yupyrue cBoiicTBa cTajel pa3HBIX MapoK BapbUPYIOT-
Csl HE3HAYUTENHHO, TIO3TOMY MOJKHO IIPHHSTH B pacderax
Moxyns ynpyrocta E = 200 I'Tla, a koaddumment Ilyacco-
Ha 1 = 0,30.

YuuTeiBasi OCEBYI0O CHMMETPHIO 3aj1aud, OyneM pac-
CMaTpuBaTh IJIOCKYI0 MOJENb B IOCTAHOBKe axisymmetric
(makeT kKoHe4uHO-3NIeMeHTHOTO ananu3a ANSYS) (puc. 3).

Puc. 3. Koneuno-asineMeHTHas: MOZEIb 3a1a4l

Fig. 3. The finite element model of the problem

Ha puc. 3: 1 — anMa3sHblii KOHYC C YIJIOM PacKpbITHS
120° u pagmycom B BepmmHe 0,2 MM, 2 — 30HA TUIOTHOU
pa3duBKH (pa3Mep KOHEYHOro 3jeMeHTa 25 MKM), 3 — 30Ha
rpy0oii pa3duBku (pazMep KoHeYHOTo 31emeHTa 100 MKM).
Ha moBepxHocTH A 3a/aHa 3ajieka, K aIMa3HOMY KOHYCY
IPWIOKEHO ycunue P.

[To nuTepaTypHbIM JaHHBIM ajiMa3 MOXXHO CHHTATh
yOpYyruM TenoM ¢ Moxyinem ynpyrocta £ =900 I'Tla u xo-
s unmentom Ilyaccona p = 0,2. TpeHuem Ha MOBEPXHO-
CTH KOHTaKTa KOHYCa U CTalli NpeHeOperay.

Pacuer amarpamMMbl MHAEHTHPOBAHUS IPOBOAMICS B
HEJIMHEHHOM MOCTaHOBKE B IPEAIOJIOKEHHH OOJBIIMX IIe-
pememennii u pepopmarmii, omus large displacement
(borviuue nepemewenus). Ycwiue P onpenensiiock U3 pac-
yera MKD npu 3a7aHMM KHHEMAaTH4ECKOTO Harpy>KeHUs
(nmepeMernieHust KOHyca 1o nmporpamme, puc. 4). B pesymnbTa-
Te pacdera Ha dTane OT 0 10 Umax MOTYYEHBI JHarpaMMbl
UHJCHTUpOBaHuUs (cM. puc. 4).

MO>KHO OTMETUTb, YTO NPH YBEIMYCHUH MpPEeia TeKy-
4eCTH MakcuMalibHble nepeMelieHuss Umax YMEHBIIAIOTCS
HETIPOTIOPIHOHAIBHO.
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Puc. 4. JlnarpaMMbl MHAEGHTUPOBAHUS U IIpOrpaMMa HarpyXeHHs
Uil 00pasioB ¢ mpenenamu Tekydectw or: 1 — 2000 MIla;
2 —1600 MIIa; 3 — 1200 MIIa; 4 — 800 MIIa

Fig. 4. Indentation diagrams and the loading program for the samples
with yield stress oT: 1 — 2000 MPa; 2 — 1600 MPa; 3 — 1200 MP4;
4 — 800 MPa

B pesynpraTe pacyeToB MOJTydEHBI THAMETPHI OTIICUAT-
koB D, KoTOpBIE MPUBENEHBI HA PHUC. 5 VISl pa3InuHBIX Ma-
TEpUAJIOB C TIpefeNaMH TEKy4ecTH GT M TpeX YpPOBHEH
Harpy3ku P Ha uHzAEHTOpE.
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Puc. 5. 3aBucuMocTH npefiena TEKy9IecTH OT AUaMeTpa OTIeIaTKa.
Ha Bpe3ske — cxema onpefienieHHs AUaMeTpa OTIevaTKa mocie
pasrpysku

Fig. 5. The dependence of yield strength from the indentation
diameter. On the inset: the scheme of determining the diameter
of the print after unloading

Bo Bcex PACYCTHBIX ClIyHdasax ObLIN OIIPCACJICHBI BCIN-
YHHBbI YCHOBHOP'I TBEPAOCTHU

HS = 4P/(nD?). 3)

Ha puc. 6 npuBenena 3aBUCUMOCTh TBepAocTd HS ot
npezaena Tekydect o1. OKas3anaoch, 4YTO NMPHUI0KEHHOE YCH-
nie 371eck He urpaet ponu (B quamazone 250—1000 H). Bee
TOYKH JIOKATCA Ha JIMHCHHYIO (TapUPOBOYHYIO) 3aBHCH-
MOCTB ¢ ypoBHeM JoBepust R? = 0,9991

or ~0,418 HS. 4

HeGonbiune OTKIOHEHHS O0YCIIOBJICHBI MOTPEIIHOCTS-
MH CHSTHs TapaMeTpoB OTIEYaTKOB ¢ Je(hOpMHUPOBAHHOM
CETKH KOHEYHBIX DIIEMEHTOB IOCIE OKOHYAHUS PACUETOB
(cm. puc. 5).

Taxum 06pa3om, cuuTasi MOBEICHHE MaTepuaia B 30He
CBapKd HJCATBHBIM YIPYTOIUIACTHYECKHM, MOKHO MO H3-
MEPEHHOMY Ha WHCTPYMEHTAIBHOM MHKPOCKOIIE J[HAMETDPY

BMSTHHBI OT ajMa3HOH mupamuibl Pokxseinia ¢ M3BECTHBIM
YCHJIMEM pacCuuTaTh BEJMUMHY TBeprocTd HS u mno 3aBu-
cuMOCTH (4) BBIYUCIUTD IMPEENl TeKyYeCTH B U3MEPSIEMOM
y4acTKe.

2500
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2 1000 & aP=0.5kH
3 & -
5 XP=0,25kH
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0 1000 2000 3000 4000 5000 6000

Teepaocts HS, MIla
Puc. 6. 3aBucumocts TBepaocT HS oT npenena rekyuectu ot

Fig. 6. The dependence of HS hardness on yield strength ot

Ha puc. 7 noka3anbl KapTUHBI UHAEHTUPOBAHUS HOJIH-
POBAaHHON NOBEPXHOCTH B TPEX 30HAX CBAPKU C YCHIHEM
P =1 xH. U3mepenuss auaMeTpoB OTIEYATKOB MPOBEACHO
Ha MuKpockorie MUM-1 (morpemHocTs U3MEpeHus paccTo-
stamid 0,01 Mm).

Puc. 7. Otnievatku: a — oOmmii BUA; 6 — y9acTok 1 (quamerp
0,87 Mmm); 6 — ydacTok 2 (quametp 0,59 mm); 2 — ydacTok 3
(mmamerp 0,68 Mm)

Fig. 7. Prints: a is general view, b is area 1 (a diameter of 0.87 mm),
cis area 2 (adiameter of 0.59 mm), d is area 3 (a diameter of 0.68 mm)

TBepmocts Marepmana B ywactkax: 1 — HS =1682
MIla, 2 — HS = 3658 MIIa, 3 — HS = 2754 MIIa. Ucnons-
3yst (4), TOJTy4MM Ipesielibl TEKY9eCTH B yyacTkax: 1 — o1 =
703 MIla, 2 — o1 = 1529 MIla, 3 — o7 = 1151 MIla.

OTUMH 3HaYEHMSAMH BOCIIOJIb3YEeMCs IIPU pacdeTax He-
YIPYroro IOBEJIEHUS CBapHOTO COEJUHEHUS NpH H3rude
(cM. pasz. 5).
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OTMETHM TaKKe, YTO MCCIICIOBAINCH CBA3H TBEPAOCTH
C HANPSHKCHUSAMH TEKYYCCTH U XaPaKTCPUCTHUKAMH YIPOUHE-
HUS, B YaCTHOCTH, B padote [21] mis amroMHHHEBOTO CIUIaBa,
91O TPeOOBAIO TPOBEACHUS MEXaHWYCCKUX HCIIBITaHW 00-
Pa3loB, BEIPE3aHHBIX U3 YUaCTKa HarUiaBku, 3TB 1 0OCHOBHOTO
Martepuania. [Ipy HaTM4YMK TAKUX MPSMBIX JaHHBIX, OUYCBHUIHO,
HET HEeOOXOIMMOCTH HM3MEpATh TBEPJOCTb MPU MPOBEACHUH
PaCUCTHBIX HCCIICIOBAHUI TPEICTbHBIX HATPY30K.

4. TpexTo4eyHbIN M3rné obpasLoB CBapHbIX
coeANHEHUN

Ha yHuBepcanpHOl ucnbiTaTenbHON MamuHe Instron
5882 ObUIH TIPOBEACHBI UCTIBITAHUS O0pPAa3LOB C HAIIABKOM
(cM. puc. 1, @) Ha usru6 (puc. 8). IlorperHocTts onpesese-
HUS NIepeMeIleHHH TpaBepchl 1 MKM, a MOTPEeIIHOCTh U3Me-
peHust ycunus Bo BceM auanaszoHe a0 100 xH menee 10 H
(maHHBIC TPOM3BOIUTENS).

Puc. 8. ®oTo ucnbiTanus 00pasnos Ha Instron 5882

Fig. 8. The photo of testing samples using the Instron 5882

Pagnyc ONMOpHBIX POJMKOB 5 MM, PAaCCTOSIHUE MEXIY
onopamu 80 MM, mupuHa o6pasnoB 10 MM, BeicOTa 8 MM,
CKOpOCTh JIBIDKeHHUsT TpaBepchbl 10 mMM/MuH. Jlnarpammbl
«ycmme P — mporu6 Uy npuBeneHs! Ha puc. 9 (mepemere-
HUsI, BBI3BAaHHBIE KOHEYHOW JKECTKOCTHIO MaIIWHbI, HCKIIO-
4YeHbl). 37eCh U HWXKE TMOCIIe 3HaKa + MPHUBEACHO CpeIHe-
KBaJIpaTUYECKOe OTKJIIOHCHHWE II0 HWCIBITAaHUAM  IIATH
00pas3IoB.

14

0 5 10 15 20
U, MM

Puc. 9. Jluarpammbl u3ruba: TUHUH — SKCIICPUMEHT,
TOYKH — pacyer (pas. 5)

Fig. 9. Diagrams of bending: lines show the experiment,
dots show the calculation, p. 5
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Amnanu3 rpaguKoB Ha puc. 9 mokasai, 4To 00pasIsl Je-
MOHCTPHPYIOT Pa3BHTOE YIPYroIUIaCTHYECKOE MOBE/ICHHE.
MoHOTOHHOE yCTOW4YNBOE e(OPMUPOBAHUE MPOHCXOIUIO
1o npexeabHoro yeuaus (12,5 +0,11) xH, 3arem HaGmro0-
JIaJIOCh TaJIeHue Harpy3KM H3-3a Pa3BUTHS IUIACTHYECKUX
nedopmanuii (00pa30BaHUE MIACMUUECKO20 ULAPHUPA NPU
useude). IlepemerneHns mpu TpeNeNbHON Harpy3ke CocTaB-
ot okoio (7,51+0,32) MM. B HEKOTOPBIX HCIIBITAHHUSIX
HaOMIOAN0Ch BO3HUKHOBEHHE HEOONBIINX TPEIIMH HA TPAHH-
1[aX CIUIABJICHHS, HO OHM HE OKAa3aJM 3aMETHOTO BJIMSIHUS Ha
BUJ] AWArpaMM H3ru0a 1 BeJMYHHbBI PE/ICTbHBIX HATPY30K.

5. MogenupoBaHue npouecca nsruba
¢ nomouwbio MK3

C y4eToM HaJIH4us ABYX INIOCKOCTEH CUMMETPHHU 3a/ia-
4n (cM. puc. 8), B TPEXMEPHOM MOJICITHPOBAHUH U B pacdeTax
HaIPSDKCHHO-1e(OPMHUPOBAHHOTO COCTOSIHHSI HCIIOJIb30BaHa
1/4 gacte obpasna (puc. 10, maker ANSYS) ¢ cooTBeTcTBY-
FOLLIUMH KAHEMATHIECKAMH TPAHIMYIHBIMU yCIIOBHSIMH.

E3TB
[CJHannaska
B Onopst

B OcnosHoit

marcpuai

0

Puc. 10. Mogens (@) u cetka (6) KOHEUHBIX 3IEMEHTOB

Fig. 10. The model (@) and finite element mesh (b)

Ha puc. 10, a mudpamn obo3naueHo: 1 — Harpyxaro-
M ¥ OTIOPHBIH POJIMKH, 2 — OCHOBHOM Marepuall, 3 — 30Ha
TEPMHUYECKOTO BIHMAHUS, 4 — HaIlUTaBJICHHBIA MeTam. Toim-
IIMHA MOJEIH 5 MM, BeICOTa oOpasna 8 MM, mmHa 50 MM.
Koneunsie anementsl Tuma SOLID186 (20 y3noB, kBampa-
TH9Has (YHKOWS TepeMEIICHUH, JIMHEHHOe W3MEHEHHE
HarpspkeHuit 1 nedopmanuii mo oovemy semenra). OOrmee
KOJIMYECTBO CTeneHeld cBoOoabl 3amaun okoio 300 Teic.
Jl71s1 mosrydeHust yCTOMUMBOrO pEIIeHus ar o nepeMele-
HUSIM Harpyskaromiero posinka osi1 250 MkM (nepeMereHne
15 mm 3a 60 maroB). bonee Toro, cerka KOHEUHBIX JIEMEH-
TOB HaIUIaBJIeHHOTO MeTaia, 3TB u ocHOBHOTO MaTepuana
nMena o0mre y3iIbl Ha IIOBEPXHOCTSIX KOHTAKTa.
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Puc. 11. DxBuBaneHTHsle 10 Musecy HanpsbkeHus B Mojenu B MIla, nepemenienue 6 MMm. MakcumaibHble HaIpsKEHUS.
pasusr 1550 MITa

Fig. 11. Equivalent (von-Mises) stresses in the model, MPa, for a 6 mm displacement. The maximum stresses are 1550 MPa
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YiuneHue npu u3rude, MM

Puc. 12. uarpammser m3ruba: 1 —h = 4,5 mm; 2—h =3,0 mm; 3 —h = 1,30 M
4 —h=0,8 mm; 5 — ricxoaHas riactiuHa 6e3 yCHIIEHUs Ba

Fig. 12. Diagrams of bending: 1 —h =4.5mm; 2 —h = 3.0 mm; 3—h = 1.30 mm;
4 —h =0.8 mm; 5—is the initial plate without joint reinforcement

s aroii menn monens Obina coxpaHeHa B ANSYS B
moxayie SpaceClaim ¢ omimelt share topology (o6vedunen-
HAsl MONOA02USL).

YuuteiBas NpUOINKEHHOCTD PEIISHHUS 33124 MEXaHUKH
JnedopmupyemMoro Tena METOJOM KOHEUYHBIX JJIEMEHTOB U
OTCYTCTBHE TOYHOTO PEIICHHS TPEXMEPHBIX YIPYTOIIACTH-
YEeCKMX 3a/lad HEOJHOPOJHBIX TeNl C KOHIEHTPAaTOpaMu
HanpsoKeHu#, OylneM JO0Ka3bIBaTh YCTOHYHMBOCTH PEIICHHS
TPaJIMIMOHHBIM CHOCOOOM TIOCIIEIOBATENHFHOTO HM3MeEJIbye-
Husg KO. Jns tpex 3amad, B xotopeix KO umenu cpennue
pasmeps! 2, 1 u 0,5 MM, MakcUMasbHbIe YCWIHSA Pmax Tipu
TPEXTOYEYHOM M3rnde CTanbHON Oalki M3 OCHOBHOTO MaTe-
puana (0e3 HarutaBku) ¢ mpeznenoM Tekydectd 1150 MIla
paBHbl cootBercTBeHHO 10,25, 10,38 u 10,36 xH. Bpemst pe-
HIeHust cocTaBuiIo cootBeTcTBeHHO 0,25, 1,15 1 9,85 muH.

MOXHO OTMETHTh, YTO MaKCHMaJIbHbIE YCHJIMS M3rnba
6aiox ¢ cerkamu KO ¢ pasmepamu 1 n 0,5 MM oTimyaroTcst
MeHee, yeM Ha 0,2 % (ZOCTHUTHYTa CXOIUMOCTh). B cBsizn
COTUM B JaIbHEHIIUX pacdeTrax cpegHue pasmepsl KD
MPUHSTHI paBHBIMU 0,5 MM.

Ha puc. 11 mokazaHo pacmpeneneHre SKBHBAICHTHBIX
HanpsDKeHUH, orms elemental mean (cpednee no snemenmy),
B 00paslie B IIPEIEIbHOM COCTOSIHIM, TIepEMEIIEHNE 6 MM.

HecnoxxHO 3aMeTUTh, YTO BCE YYacCTKU Harpy>KeHbI
6J'II/I3KI/IMI/I K COOTBCTCTByIOHII/IM Hpez[enaM TeKy‘-IeCTI/I
HanpsokeHusMud. Ha puc. 9 pacdeTHas auarpamMma Xopo-
1o COFHacyeTCﬂ C 3KCHepI/IMeHTaJ'II)HBIMI/I }:[I/IanaMMaMI/I
n3ruba.

6. OueHKa NPOYHOCTU reoMeTpU4YecKomn
HeoAHOPOAHOCTM B y3ne nepexoaa
«CBapHOM LWOB — OCHOBHOW MeTans»

B paccmaTtpuBaemoii HaMHu 3ajade YCHJIICHHE IIIBA CO-
3/1aeT KOHILEHTPAIMIO HANPSDKEHHH B y3Je Mepexoaa OT
HAIJIaBJIEHHOTO K OCHOBHOMY Metamny (cM. puc. 1, 6,
CTpeJiKa), MPU 3TOM YIoJ Mepexo/ia COCTaBiseT okouo 90°.
B cratbe [23] Ha mpuMepe XpYyNKUX MarepualioB paccMOT-
PEH TaKoi e YroJ, KOTOphIi 110 KOHIIEHTPAILMH HarpsiKe-
HUI CpaBHHUM C TPEIIMHON. /)i ycTpaHeHus 3TOro KOHIICH-
TpaTopa HeoOXoJuMa MeXaHu4ueckas o0paboTKa CO CHSITH-
€M YCHJICHHS IIIBa.

B nanHO# paboTe MpoBEIEHO KCIEPHMEHTAILHOE HC-
CITeTOBaHHE BIMSHUS BBICOTHI YCHJICHHS mBa N Ha BenWdu-
Hy TIpeJeNpHOH HAarpy3ku TIpH H3rHOe 10 CcXeMe
(cM. puc. 4). Tuarpammel u3ruda npuBeIeHbI HA puc. 12.
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AHanu3 auarpamMm 1okasai, YTO HAUBBICIICH MPEeJIeIbHON
Harpyskoir (12,5 kH) oOmamaer wucxomHoe coelMHEHHUE
¢ h=4,5 mM. YMeHbIneHre BBICOTH yerieHus mBa 1o 0,8 MM
CHIDKaeT MpeNeNibHy 0 Harpy3ky 1o 12 xH, ogHako Harpyxe-
HHE CONPOBOXKIAETCS 00Pa30BaHUEM JIOKAJIbHBIX TPEIIHH (OT-
pakaroTcs CKaukaMHM Ha JuarpaMMmax «Harpyska— yJJIiHe-
HHE», pHC. 12), KOTOpbIe HE MPHUBOIAT K KaTACTPOPHISCKOMY
paspyuenuto. [TonmHoe cusitre ycunenus mea (h = 0) mpuso-
1T K oOpazoBanuto Tperunsl B 3TB npu Harpyske 11,5 kH.

Takum oOpa3oM, U3-3a YHPYTOIUIACTUYECKOTO BHAA Pas-
pYIICHHS KOHIICHTPATOp HampshkeHWH B Buzae yria B 90° He
OKa3bIBaeT BIIMSHUS Ha MpefesbHylo Harpysky. Otcioza cie-
JIYET, 4TO CHSTHE YCUJICHUS IIBA HEPAIMOHAIBHO I YIPYTO-
IUIACTUYHBIX MAaTepPHANOB KaK C TEXHHYECKOH TOUKH 3PEHMS,
TaK ¥ ¢ 3KOHOMUYECKOH (JIOMOIHUTEIBHBIE TPYA03aTPaThI).

7. BbiBogbl U peKoMmeHaauumn

B pabote nokasaHo cnexyolee:

1. CsapHoe coenuHEHHE B pacyeTax HaNpsKEHHO-
Je(pOpMUPOBAHHOTO COCTOSIHUS 3a IpENeslaMH YIPYroCTH
MOJKHO 3aMEHUTh KOHCTPYKLHEH M3 TpexX y4acTKOB C pas-
JIMYHBIMU TIPEJIeNIaMU TEKY4YECTH B HHX.

2. BpammmBas anMasHylo nupamuay Poksemna B
CTallb W U3MepsAd JuaMeTp oTHedaTka M TBepAocTh HS,
MOJKHO OIpeNeNuTh IpeAes TEeKydyecTH OT Marepuaia B
30HE MHACHTHPOBAHUS, CUMTAs MaTEpHANl MICATBHO YIpY-
rormiacTuueckuM. Pacuer mporiecca HHIASHTHPOBAHUS C I10-
mompio MKD mnokasai, uto ot = 0,418-HS.

3. TIlpenenbHyio (MakCUMalbHYIO) Harpy3Ky IpH U3-
rude CBapHOTO COEAMHEHHS MOXHO ONPENeNHTh PacyeToM
MKD (xuHEMaTHYECKOE HATPYKCHHE) C YIeTOM KOHQUTY-
panuy y4acTKOB M 3HAYCHUH MPEAENOB TEKY4YeCTH MaTepH-
OB B HHUX, IOJyYEHHBIX II0 H3MEPEHUSIM TBEPAOCTH.
Omunbka MporHo3a MpeAeIbHONH Harpy3Kd B pacCMOTPEH-
HOM ciydae He rpeBbicuia 2 %.

4. YacTtuyHOE CHITHE HAIIABIEHHOI'O MeTajula He NpH-
BOJUT K POCTY IIPEACIbHON Harpy3KH CBapHOTO COCIMHCHHUS
TIPH MCTIOB30BaHNN CBAPOYHOM TPOBOJIOKH M3 MaJlOyIJIepo-
JIUCTOH BBICOKOIUIACTUYHOM cTanu. bosee Toro, Mpoucxoaut
CHIDKeHHe TpoyHocTH Ha 4-5 %. [Ipu mosHOM CHATHM ycuiie-
HUS IIIBa BO3MOYKHO 00pa3oBaHue TpenwH B 3TB.
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5. Ilpu mpakTHUECKOM HCIIOIb30BaHUH IpEIaraeMo-
rO 10JIX0/1a HEOOXOMMO OCYIIECTBUTH CIIEAYIOLINE ATAIbI
(asropuT™ padoT IS OLIEHKH MPENSIEHON HAaTrPY3KH):

e BEHINOJIHEHUE CBAPOYHBIX PadOT (PEKOMEHITyeTCs HC-
MOJIB30BaTh pOOOT);

e Hape3ka 00pa3loB (C OXJIAXKICHUEM BO M30CKaHHE
Ype3MEPHOTO PA30TPEBA);

e nuM(pOBKA HCCIEAYEMBIX TOBEPXHOCTEH (CHsTHE
HaKJIENaHHOTO c0s TomuHoH 10 100 MkM);

e JIOKaJIbHOE MHICHTHPOBAaHHE (BO3MOXKHO HCIIOJB30-
BaHWE CTaHIAPTHBIX TBEPJOMEPOB WM YHHBEPCAJIBHOMN
UCTIBITATEIbHON MallIMHBI ¢ KOHTPOJIMPYEMBIM YCHUIIMEM Ha
HHJICHTOPE);

e W3MEpEHHE ANAaMETPOB OTHEYATKOB (PEKOMEHIyeTCs
WHCTPYMEHTAIBHBIIT MUKPOCKOIT) U OIpEJeNIeHHe COOTBET-
CTBYIOIIMX MPEENOB TEKYUYECTH 0 3aBUCUMOCTH (4);

e BBCICHHE ATUX MPEICIOB TEKY4ECTH B HCXOJHBIC
nauueie (610K Engineering Data) ans pacyetoB B makere
ANSYS Workbench;

e TIPOBEACHHE DPACUYETOB 3aBHCHUMOCTH HArpy3KH OT
nepeMerieHnss ¢ (UKcanued MaKCHMaJIbHOTO 3HAYCHUS
(cMm. puc. 9).

B kauectBe 3amaum Oymymiero MccielOBaHHS HHTeE-
PECHO paccMOTPETh NMPOYHOCTH CBAPHBIX COCAMHEHWH BBI-
COKOIIPOUHBIX MANONIACMUYHLIX CTAeH, KOTOphIe pa3py-
IIAIOTCSl TIPH OTHOCHUTENILHO HEOONbINUX AedopMalusix B
Iporiecce HarpyKeHus coeninHeHni. s sTod nenm mua-
HUpyeTcs: ucnoyb3oBath MKD B siBHOIT dopme ¢ ncmonb-
30BaHMEM TEXHOJIOTUHM yJaJIeHUs DPa3pyLICHHBIX KOHEY-
HBIX 3JIEMEHTOB.
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