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BJIMSAHUE HCTOYHUKA HAT'PEBA HA JIETUPOBAHUE
HAIVTABJIEHHOI'O METAJLJIA TTPU ITIOJIYYEHUM
COEIUMHEHUMHU BBICOKOJIETUPOBAHHBIX CTAJIEU

MamananueB P.A., KyckoB B.H., l'innckuii A.A.
®@I'bOY BIIO «Tomenckuil 20cy0apcmeeHHblil Hehme2a306blil YHUSEPCUMEM ),
Tiomenw, e-mail: vnkuskov@yandex.ru.

Tur MCTOYHMKA MUTaHKS IPAKTIHIECKH He BIMSET Ha CTEIeHb IIePeXo/1a JISTHPYIONINX JIEMEHTOB B HAILIABJICHHBIH
MeTaI (B Ipeesax NOTrPEIIHOCTH H3MEPEHUit ), 3a HCKITIOUCHHEM HCIONB30BaHus d1ekTponos 1J1-9, korna coneprxanue
3JIEMEHTOB B HAIUIABJICHHOM METaJlIe PU cBapke ¢ Bbinpsimureaem BAY-506 na 0,3—1,3 maccoBbix % Bbiue. [Ipenmy-
IIECTBO MHBEPTOPHOIO HCTOYHHKA MUTAHHS, 00SCIIEUNBAIOIIEr0o OOJIBIIHIA IIePEXO] JISTUPYIOIIHX IeMEHTOB, HaOoa-
€TCsl B CITy4ae MOJTyueHHs CBAPHOTO COSIMHEHHs Ha TOBbIIeHHOM Toke 140 A. C yBennueHueM 3h(EeKTUBHOI TETIOBOM
MOIIHOCTH CTENEHb IIepexX0/ia JIETUPYIOIHX IEMEHTOB B HAILIaBICHHBII METaJLT U3MEHSETCS B IIpe/iesiaX MNOrPelHOCTH
M3MEpEHUH, 3a UCKITIOUEHUEM TOJTydeHHs coeuHenuit anexkrpogamu 1JI-9 u O3JI-8. B aTuxX ciyuasx paszinuue KOoH-
LEHTPAIUK MOXeT HocTUrarh 4,6 Macc. %. MakcuManbHOe ComepKaHHe XpoMa M HUKEIIs B HAILIaBICHHOM METalIe BO
BCEX CITydasix HaOmonanu rpu ceapke riactid u3 cramu 12X 18H10T npu ucnions3oBanuu anekrponoB OK 61.30 u Feji
ER-308, a npu coeaunennn miactiH u3 cramu 20X13 — korna npumenu snekTpozst LJI-9.
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THE INFLUENCE OF A SOURCE OF HEATING FOR ALLOYING THE WELD
METAL UPON RECEIPT OF THE CONNECTION OF HIGH-ALLOYED STEELS

Mamadaliev R.A., Kuskov V.N., Galinskiy A.A.
FGBO of higher professional education « Tyumen State Oil and Gas University»,
Tyumen, e-mail: vnkuskov@yandex.ru

Type of power source does not influence the degree of alloying of the weld metal (within the measurement
error), except for the use of electrodes LIJI-9, when the content of elements in the weld metal during welding rectifier
TPL-506 0,3-1,3 mass % higher. The advantage of inverter power source, providing greater transition alloying
elements is observed in the case of welded joints at high current of 140 A. With the increase of the effective thermal
capacity of the power transition alloying elements in the weld metal varies within the measurement error, except
for the preparation of compounds of the electrodes and the IJI-9 RLA-8. In these cases, the difference may reach a
concentration of 4,6 wt. %. The maximum content of chromium and nickel in the weld metal in all cases observed
when welding steel plates 12X18H10T using electrode OK 61,30 Feji ER — 308, and when connecting steel plates

20X13 — when applied electrodes 11JI-9.

Keywords: chromium, nickel, manganese, steel 12X18H10T, 20X13, welding rectifier, inverter power source, current
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MarepuaJibl 1 METOABI HCCTETOBAHUS

B pabore ucnonb3oBamy TPaAULUOHHBIA BBIIPS-
mutenb BJIY-506 u uaBeprop Handy TIG 180 AC/DC
Control Pro mpu cune capounoro toka 60, 80, 100 A
(M3 MHTepBaja 3HAYCHUI, PEKOMEHJIOBAaHHBIX 3aBOJIOM-
H3TOTOBHUTENIEM HJIeKTpoaoB) [1-2]. M3MeHeHue CHIIBI
TOKa OTPaKaeTcsl Ha MPOTSHKEHHOCTH 30HBI TEPMHUIECKO-
TO BIVMSHUS M JIOJDKHO BO3/ICHCTBOBATh Ha COJCpIKaHUE
9JIEMEHTOB B HAIUIABJIEHHOM MeTalljle, YTO MOXET IpH-

BECTU K U3MEHEHMIO €ro CTPYKTypbl. IlnacTunbl cranei
12X18HI10T u 20X 13 cBapuBaiu BCTHIK, MApKH U XUMHU-
YECKHH COCTAaB MCCIIEAOBAHHBIX JIEKTPOJIOB TUAMETPOM
3,2 MM TpuBeieHsI B Tabn. 1-2.

Jlnst ompeneneHus XMMHUYECKOTO COCTaBa HAIIaB-
JICHHOTO MeTaJlla W JIeKTPOAHBIX CTEPXKHS W ITOKPHI-
THUSI MCIIOJIB30BAJIM PEHTTEHO(TIOOPECIIEHTHBIH aHaIn3
(PDA) 3aunmenHoro mmBa Ha crekrpomerpe X-MET
5000 ¢ makerom nporpamm X MET. [lepen npoBeneHnem
P®A moBepxHOCTH HCCIIeyeMbIX 00pa3oB nutigosanm.

Ta6auna 1
XUMHUYECKUN COCTAB JIEKTPOIHBIX CTEPIKHEN
Mapka snekrpoga | C, % Si, % Mn,% | Cr,% Ni, % | Nb, % S, % P, %
OK 76.35 0,09 0,11 0,5 0,03 — — 0,011 0,010
O3J1-6 0,09 0,7 1,42 20,9 11,51 0,52 0,015 0,010
YOHHU-13\HXK 0,11 0,09 0,64 10,45 0.4 — 0,025 0,030
1J1-9 0,08 0,36 1,71 17 11 0,9 0,010 0,020
Feji ER-308 0,06 0,5 2,04 18,95 9,77 0,01 0,02 0,03
OK 61.30 0,05 0,05 2,03 19,55 9,66 0,02 0,01 0,02
O3J1-8 0,6 1 1,92 17,58 8,33 0,01 0,018 0,025
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Tabaununa 2
XUMUYECKUN COCTAB AJEKTPOIHBIX MOKPHITUN
Mapxka snexrpoma | Si, % | Mn, % | Cr,% | Mo, % | Ca, % Ti, % V., % Fe, %
OK 76.35 0,6 3,1 8,5 0,89 28,97 7,7 0,084 8,5
03J1-6 1,44 3,67 3 0,07 32,97 3,24 0,074 6,2
YOHU-13\HX 2,1 9,4 21,08 1,08 21,76 6,9 0,09 40
1JI-9 0,87 9,4 25,19 0,87 33,08 8,9 0,075 38,18
Feji ER-308 0,8 4,94 15,95 0,19 25 21,03 0,93 27,33
OK 61.30 1,5 4,69 17,16 0,35 20 7,01 1,03 41,07
03J1-8 1,6 2,56 2,5 0,02 30 4,10 0,05 1,86

D(hGEeKTUBHYIO TEIUIOBYI0 MOIIHOCTh HCTOYHHKA
HarpeBa ONpeiessiIa 10 mapaMeTpam ayru [3]:

0, =nUl,

rae O, — >(dexTrBHas TemoBas MOIHOCTL TyTH, BT;
N — addexrususiii KI1JI cBapounoit nyru (quist pyuHoit
nyroBoi cBapku mpuHsi M =0,7); U — HampsbkeHHe
nyru, B; I — cBapouHblii TOK, A.

VHBepTOpHBI UCTOUHHMK 007aaeT OGobliel Beu-
4ynHol O Ha 12 % 110 CPaBHEHHUIO C BBIIPIMHUTENEM.

Pe3yJ'll>TaTbI HCCJICAOBAHUSA
U UX 00Cy:KIeHne

B Tabm. 3 mpuBeneHs! pe3yynbTaThl Onpee-
JICHUsI XMMHUYECKOTO COCTaBa HAILIABICHHOI'O
MeTaia.

Ta6auua 3

Coz[epncaHI/Ie JICTUPYIOIIUX 3JICMCHTOB B HAIIJIABJICHHOM MCTAJLJIC

XUMHYECKUI COCTaB HAIUIABJICHHOIO MeTasnia, %

o Srextpor Co. ToK. BIIY-506 Handy TIG 180 AC/DC

Ct | Ni | Mn cr [ Ni [ Mn
Jnst ctamu 12X18HI10T

1 |Feji ER-308 60 18,28 9,56 1,19 18,18 9,76 1,1
2 80 18,36 9,86 1,02 18,6 9,9 1,01
3 100 18,31 9,82 0,94 18,55 9,88 0,9
4 |O3JI-8 60 17,2 8,97 1,69 17,29 9,11 1,46
5 80 17,14 8,54 1,92 17,08 8,41 1,92
6 100 17,02 8,43 1,99 18,5 8,29 1,95
7 |OK 61.30 60 19,16 9,75 0,78 19,42 9,59 0,8
8 80 18,82 9,65 0,85 18,77 9,65 0,86
9 100 18,75 9,68 0,88 19,2 9,65 0,83

Host ctamm 20X13

10 | VOHU-13\HX 60 13,2 0,48 0,39 13,14 0,4 0,39
11 80 13,06 0,46 0,6 12,84 0,39 0,54
12 100 12,67 0,39 0,39 12,54 0,42 0,31
13 | 1JI-9 60 17,49 11,2 1,17 16,16 9,5 0,86
14 80 16,26 9,8 1,03 15,11 9,75 0,67
15 100 13,50 10,5 0,58 12,5 10,4 0,26

Ha puc. 1-3 nmpuBeneHs mpuMepbl 3aBUCH-
MOCTeH coziepKaHusl JETUPYIOIINX JIEMEHTOB
B HaIJIaBJICHHOM MeTauie oT 3(dexkTuBHOI
TEIJIOBON MOIIIHOCTHU AYTH.

B HaruiaBieHHbIN MeTall MEePEXOAuT Tpe-
OyemMoe KOJIMYEeCTBO XpOMa, JOCTATOYHOE IS
oOecrieueHusI KOPPO3UOHHON CTOMKOCTH Me-
tayua mBa [4]. IIpu stom crams 20X13 umeer
MapTeHCUTHYI0O WIN (heppUTO-MapTEHCUTHYIO
(B3aBHCUMOCTH OT CKOPOCTH  OXJIQXK/ICHMS)
cTpykrypy, acranp 12X18HIOT — aycrenur-

Hy10. THIT ICTOYHUKA MTUTAHUSI TIPAKTUYECKH HE
BIIMSICT Ha CTETICHb MEPeX0/1a JITHPYIOLINX dJle-
MEHTOB B HAIUIaBJICHHBIH MeTayul (B Ipenesax
HOTPENIHOCTH N3MEPEHHHT), 32 HCKITFOUSHHEM UC-
oJb30BaHus 3nekTponos LJI-9. B stom ciydae
COlep)KaHME OJIEMECHTOB B HAIUIABICHHOM Me-
TaJuIe mpu cBapke ¢ Beimpsamurenem BJIY-506 na
0,3—1,3 maccoBbix % BbIIe. MHUHMMAJIGHOE U3
yKa3aHHBIX 3HAYCHUI HAOIIOIACTCs TIPH IIEPEX0-
JIe MapraHIa, cojiep’kaHie KOTOPOTo B METalie
HeBeMKO. [IperMyIecTB0 MHBEPTOPHOTO HC-
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TOYHHKA IUTaHKUs, 00ECIIEYMBAIOIIETO OOIBIINI
TIEPEXOJ] JICTUPYIOIINX ICMEHTOB HAOIIOIACTCsI

B CJIydae IOJIyYCHHUS] CBAPHOIO COCAMHEHHs Ha
MOBBIIIIEHHOM TOKe 140A.
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Puc. 1. 3asucumocms codepoicanust 1e2upyiowux d1emMenmos 6 HanideileHHOM Memaiie
om 3¢hhexmusHoU Menio8ol MowHocmu oy2u npu noayyenuu coeourenuil cmanu 12X18HI10T
anexmpooamu O3JI-8

C yBemnuenneM 3((HEeKTHBHOW TEIIOBOM
MOIIHOCTH CTENEHb IIepexoia JIErHPYIOLINX
3JIEMEHTOB B HAIUIABJICHHBIA METaJsT U3MEHS-
eTcsl B Ipefenax MOIPEUIHOCTH H3MepeHuil,
32 MCKIIOYCHHEM TIOJNyYCHHs COCIUHEHUM
anektpogamu LIJI-9 u O3JI-8. B atux ciyda-
SIX pa3Iu4ue KOHLIEHTPALUN MOXKET JOCTUraTh

4,6 macc. %. Crrabas 3aBUCUMOCTh CTCIICHH TIe-
pexo/ia SIEMEHTOB OT Q, MOKET ONPENENATHCSA
COCTaBOM 3JIGKTPOJIHOTO IOKPBITHS, & TaKKe
MaJIbIM HMHTEPBAJIOM HCCIIeIOBaHHBIX 3Hade-
HUH 3QPEKTUBHBIX MOLIHOCTEH, KOTOPBI OBLI
BBIOpaH B COOTBETCTBHU C PEKOMEHIALIMSIMHU
3aBO/1a-M3TOTOBUTEIIS HIIEKTPOJIOB.
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Puc. 2. 3asucumocms codepoicanus Xxpoma 6 HaniagieHHoM memaiie om dPGexmusHol meniosou
MowgHocmu oyeu npu noayderuu coeouneruti cmanu 12X18H10T snekmpoodamu OK 61.30
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Puc. 3. 3asucumocmo codepoicanus Xpoma 6 HaniasIeHHOM MemaJiie Om 3PPexmueHol menioeol
MowHocmu oyeu npu noayyenuu coeounenuu cmanu 12X18HI10T snexmpooamu Feji ER-308

MakcumasbHOe CofepKaHue XpoMa 1 HUKe-
75 B HAIUTABJICHHOM METajule IPH CBapKe ILIa-
ctrH m3 cramm 12X18H10T mabmromamu B ciry-
yae ucnonb3oBanus dekTponoB OK 61.30 u Feji
ER-308, anpu coeauHEHUH TUIACTHH M3 CTaJIU
20X13 — xorma npumenmu snektpoasl LUJI-9.
B ykazaHHBIX ClIydasix XpoM IMEpeXonuil Kak M3
NEKTPOIHOTO CTEPIKHSI, TaK U U3 IOKPBITHS; HU-
KeITb — TOJIBKO M3 CTEPIKHsI, T.K. OH o0ajaer ma-
JIBIM CPOJICTBOM K KHCJIOpOAY [5] ¥ mpaKkTH4eCKu
HE OKUCJIETCS B IPOLIECCE CBAPKH.
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