HAYYHO-TEXHUYECKWW PA3LEN

27. Lippold Yohn C., Kotecki Damian 1. Welding metallurgl and from Materials solutions’97 on joining and repair of gas tur-
W(—;]dabihty of stainless steels. — W]][ey jnterscience_/ 2005. bine components, Indianapolls, II‘lC[l'dl“l’d7 15-17 5\_'])L. 1997,
302 p. —P.17-22.

28. Casuenxo B. C., Mapkawosa JI. H., [Owenxo K A Bnug- 30. Xapaxmep o0pa3osansia TOPAYMX TPELWMH MPH CEAPKE [iH-
HHE COCTaBA H TOHKOW CTPYKTYPbl IIBOB HA MPOLECCH Tep- TBIX JKAPOMPOUHBIX HHKeeBhx crmasoB / K. A. JOwenko,
MOILTACTHYECKOH Ae(pOpMati 1 0Gpa30BaHms ITOABATHKO- B. C. Casyenxo, H. O. Uepssixos, A. B. 3ssrunnesa // As
BBIX TPELUMH NPH CBAPKE aYCTCHHTHBIX Craneil / ABTomar. Tomat. ceapka. — 2004, — Ne 8. — C. 35-40.
cgapka. — 1994, — Ne 4. — C. 6-10. 31, leccuneep I X, Tlopowskopas MeTanmyprus xaponpouHbix

29. Savchenko V. S., Yushchenko K. A. Mechanism of formation cnnaBo. — YensOunck: Metannyprus, 1988, — 318 c.

and methods of elemination of under-bead microcracks in
multilayer welds with stable-austenitic structure // Proc.

[t has been established that transverse cracks in the weld metal are the main defects of the EB welded joints in single
crystals of heat-resistant nickel alloys. Sensitivity to formation of such cracks in EBW of single-crystal nickel superalloy
18-26 depends, primarily, npon the welding speed, preheating and structural state of the initial metal. The probable cause
of cracking of the weld metal is its structural heterogeneity, which results from peculiarities of the thermal-deformation
cycle of welding, as well as from the initial structural state of metal. The range of the welding speeds, where the cracks
are not formed, has been determined. Increase in the welding speed leads to a growth of quantity of the cracks, and
preheating shifts the critical welding speed towards higher values.

[Mocrynuna B penaxuio 25.07.2007

KOMBUHWPOBAHHASI TEXHOJIOINS BOCCTAHOBJIEHUSA
JIOTIATOK FA3OTYPBUHHbIX ABUITATEJIEN

B U3C um. E. O. flaroHa paspadoraHa BbICOKOIPPEKTUBHAS TEXHO/OMNSA BOCCTAHOBACHIA
I0NATOK rA30TYPOUHHbLIX ABUrarenes.. OHa MoxeTt 6biTb UCI0AL30BAHA B YCAOBHSIX fPON3BOLACTEA
A10NaTOK N5 YCTPAHEHUS - ACMHEKTOB JINTEUHOIo
TIPDOUCXOXKACHUS U TTOBBILLIEHUS. . M3HOCOCTONKOCTU s
YHACTKOB JI0NAaTKY, HANOOAEE NOABENXEHHbBIX U3HOCY =
B YCJIOBUASIX SKCIIYaATALIAY € LEABIO  ApygaHus e :
LIMPOKOTrO CNEKTPA YHUKAIbHbIX CBOUCTB Takux, Kak
XKapo-, KOPPOIUOHHO=, N3HOCOCTOMKOCTE. U 40. Kpome
TOr0, NO3BOJIAET OCYLLUECTBISATL BOCCTAHOBIEHNE 13-
HOLUICHHbLIX JIONATOK TIOCAE. ONPEeaETeHHOIO CPOKA HX
SKCryIyaTaymm.

[TpoyMeHEHNE 3TOV TEXHOIIOMMN-0OECNEYNBAET COX-
PEHEHNE HA BbICOKOM YPDOBHE: NEPBOHaYATbHbLIX PA3-
MEPOB JIONATOK, HECMOTPS HA HA/IIYNe B HUX BHYT-
PEHHNUX KAHATOB 1 [TEPEMEHHBLIV TR0 I CEeHeHMUS.

Takovi spPEexT AOCTUraeTes 6./1aroAapsa MoVIMeHe o

ABYX MPOLECCOB, OT/TNYEIOHIMXCS BbICOKUMY ITOKA3a- : ;
Te/IAMU YAELHON MAOTHOCTI IHEPI N 2 MUKPOMIA3MEHHOMY HAHECEHMIO HA NOBEPXHOCTL JTOTATKM
MPACEA0YHOIr0 MATEPNANA B.BULE META/I/INYECKOrO MOPOLIKA C AHUCTIEPCHOCTLIO YacTeily 50... 150
mikv: S/1C B Bakyyme, PeaHA3HaYeHHOr o 415 Of/1aBACHS HAHECEHHOT 0 NEPBLING CIOCOO0M C/I0F
Aapucanky. YIcrnomib308a8 CUECTEMY TPROMPaMMHOI0 VIPAaBAEHNS TEM/I0BADXECHHENM B IPEAE1aX 3a-
LaHHOV niotan 06paboTkit, MOXHO O/IYHUTL FaPAHTUROBAHHOE OMaBAEHIE HAHECEHHO0 Ci0s
MPUCEOKU U TIPDOMIABIIEHNE OCHOBHOIO MATEDHAA /I0NATKM HA 3aAAHHVIO T/1yOUHY.

Kourakrel: 03680, Ykpauna, Kuer-150, yi. boxenko, 1L,
HMucruryT ssexrpocsapki um. E. O. Iarona HAH Ykpaussr,- ot No 7
Tem.: (38044) 287 44 .06 :
Dakc: (38044) 287 12 83; 287 46 30
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[Ipouece cBapxomaliku MpoOTEKaeT B TeMIIEpaTyp-
HOM MHTEpPBAJIE, ONPEACICHHOM TeMIIEPATypO I1aB-
JIEHHSI IPUMEHSAEMbIX aKTUBHPYIOWKMX BeniecTs. [lpu
CBAPKOMAliKe MPONOJIBHBIX IIBOB TPYO HaMmydllIne
pesynbTaThl [JOCTUTAIOTCS IpPU  TEIUIOBIOKCHUM,
00€eCIIeUHBAIOIIEM TEMIIEpaTypy 3TOrO [poliecca Ha
150...200 °C Bbiure, yem TemrepaTypa IUIABIEHUS
NPUIOS, U CTENEHH MIACTUYECKOH fedopManun Kpo-
Mok (40+10) %.

NMPOU3BOACTBEHHbLIW PA3AEN

TEPUANOB U MapoK cTajlei, 0CODCHHO Tex, KOTOPbIE
MPETEPIIEBAOT HETaTHBHBIC U3MEHEHMS DI [IPEBLI-

HICHKMK HEKOTOPbLIX KPUTHYCCKHUX

reMrieparyp Har-

peBa, 4 W3BECTHBIC CIOCOOBI CBAPKH MM MAHKH HE
MOTYT 00CCHEUMTh HEOOXOMMBIC YCIOBHS Ui K-
4EeCTBEHHOTO (POPMUPOBAHHUA IIBOB.

L.

[lavoe A. H., booanckos B. A. TIpoexTuporanue u 3KCrly-
aTaumus BBICOKOYACTOTHRIX YCTaHOBOK. — J1.: Malnuoctpo-
enue, 1974, — 280 c.

HceneioBanms mokasany, 4to, Kak MpaBuiio, MpH 2. Vemanosku nuftykumontoro narpesa / A. E. Cnyxouxuit,
i 30 % B. C. Hemxog, H. A. ITasnos, A. B. bamynep. — IL.: Ducp-
0Ca AK€ HC MCHCC : o TJIOLIAZHW METallJia C(l)()pMH— romzaar, 1981, — 328 c.
POBABLIErocs LIBA IIPEJCTaBISIOT co0OH 0bpa3oBaB- 3. [lavos A. H., Jlywun M. B., Heanos B. H. Bpicokouactor-
wrecst obmme 1 obeux kpomox sepaa OM. Tlpu nas csapka meraynos, — JL: TommTexmmca. 1991, - 240 c.
4. Pismenny A. S. High-frequency welding of metals. -
OCThIBaHUN H (HOPMHPOBaHHWM WIBA TAKKE BCTpEYa- sterdam: Harwood Acad. Publ., 1997. — 150 p. — (Welding
101est ToHkKe (MeHee 10 MxM) QparMenTsl HEBbIAB- and Surfacing Rev.; Vol. 7, pt 1).
NEHHOH 3aKPHCTA/UIM30BABIIEHCS IPOCIONKY, sBIs- O [ paoun B @. Meraanoseienne Crapkin miapienen. —
& i Knes: Hayk. aymxa, 1982. — 416 c.
IOMIEHCA CTIIABOM MPUMEHSAEMOro Mpuros, obdora- 6. [Llubikog A. A. Cupasounui TepMucra. — M. Mawrns,
wennoro OM KpoMOK. 1956. —332c.
npOBCﬂCHHbIC UCTIBITAL IS 06pa3u0}3 Ha Mpou- 7. Jebeoes B. K., Tabenes B. /., HHiucowennorn 4. C. Croikopas
naika roj AaBJICHMEM CTalbHbIX TPYOONpoBOIOB // ABTO-
HOCTH MPpH CTATHYCCKOM PaCcTsKCHHHN MOoKa3alld, 4TO MaT. cpapka, — 1983. — Noe 9. — C. 25-27.
OHa pPaBHA OM. 3uauenus yria H3rnoa 06pa3uQB 8. QDuzuueckoe Mg[[enmpo/BaHue }(—)IC?‘HKM npu r;mlee UK ragi-
BT el v " > KE-CBAPKE T Berbix / B K Jlebener, A. C. LTiucumennbIi,
LBH'JULJ‘TBL o BBICOKOVH HIACTHHHOCTH COBNM- O.T. IéacaTEZtH, M. E. lunnos // Tam we. —1993. No 8.
Henus. CriocodoM cBapKOIIaiKK MOIKHO MOITY4aTh CO- — (. 17-20.
SAMHCHNISA, HMEIOUIME BLICOKUE CTaOHMIIbHBIE MOKa3a- 9. Hebeoes B. K., Tabenes B. /., IZLICb.II(’/'///bIZ7 A. C Vuaapuoas
i PRt BA3KOCTb CTHIKOBBIX COCMHMHEHUHI, MasHHBIX C [IIACTHIeCKHN
R R0 BESKOCTH. LEDOPMUPOBAHUEN OCHOBHOIrO McTanaa // lam ke, — [993.
M3 M31I0KEHHOTO BBILIE CICAYET, HTO criocob — No 8 — (C.29-31.
CBapKOMAMKKH MOXKET OBITH MOJOKEH B OCHOBY Npo- 0. Hucomennoiti A, C., [Lunnos M. E., Byoceneyxuti A. 1. pn-

MBIIUIEHHOH TEXHONOTHH MPOW3BOACTBA METaIUIM-
YCCKHX H3JACIUH HE TOJBKO M3 MAaTEPHANiOB, OOLIUHO
coeiMHsicMblX criocoboM BUYC, HO M M3 HOBBIX Ma-

MEHEHUE HHAYKUMOHHOH CRApKOMaMI 118 COCANNCHKA
Tpy6 He@TsHoro coprtamenTa // Tam ke, — 1995 — No |2
— C. 35-38.

The procedures for studying the processes of braze-welding of longitudinal welds of pipes by the method of contact heating
and heating of the edges being welded by electric current passing along them are presented. The results of metallographic
mvestigations of pipe welds produced by these methods are given.

Hoctynuia B pejakuuo 22,02 2007
B OKOH4aTelIbHOM BapuanTe 14.03.2007

AYrOBAS HA‘I'IﬂABKA LWITOKOB rugPoLUnINHAPOB

PaspaboraHa nopotiikosas npososoka [11-Hn-30X20MH u TexHoRomia SAeKTRoayFOB0N Ha-
T/1aBKN LUTOKOB rAPR0LINHAPOB PA3JTAYHBIX MEXAHNIMOB Y1 MALLNH ~— KPENEr LUAXTHEIX ITPOX04 -
YECKNX KOMOaVIHOB, KapbEPHbBIX ABTOCAMOCBA/IOB U T.. 4.

LLITOKY riapoLmmHapOB U3roTaBInBanT 3 cranest tiuna 30X u ans 3aLunTsl OT KOpposumi X
pPabo4yI0 MMOBEPXHOCTL XPOMUPYIOT. 110 MPEAIOXEHHON TeXHOMNORAM HATIIABKA U3HOLLIEHHEIX LUTO-
KOB MOXET MPOU3BOANTLCH TOCAE NPEARAPUTESIbHOV MEXAHUYECKOM 06pABOTKI PAa60Yert mose-
XHOCTU M1 HEIOCPEACTBEHHO 10 XPOMOBOMY E/TbBAHNYECKOMY- MOKDLITINO.

LLIToKM HarnasAsioTCs B OONH 04 rog @acom AH-2611.-Pa3paboTraHHas rnogoLIKoBas rpo-

BO/IOKa 00eCneYnBaeT rosiyYeHNe HarIaB/IeHHOro MerTassia CUucTremsl ieruposaHig Fe—-Cr-INi-Mo,
0OA8[AI0LUETO BbICOKOV KOPPO3MOHHON CTOUKOCTRIO B MTEPBOM HAMIaBIEHHOM Goe. Llnigoska
HanMIaB/IEHHOY MOBEPXHOCTY 0OEcrevnBaeT HeobXo0auMyI0 YHUCTOTY, & BhICOKAsS KOPPO3UOHHAS
CTOHKOCTL HAMIAB/IEHHOIO CJIOH NCKITIOYAET OAEPALINIO XPOMUPOBAHNSA. VIMERTCS OfbIT HAM/IABKMN
LITOKOB ANAMETOOM 70 MM U BbILLIE.

Konrakrnl: 03680, Yxpanna, Knes-150, yi. bowxenko; 11,
Hrcturyt snexrpocapxu um. E. O. [Tatona HAH Yipaunsi; o1a. Ne 2
Ten./dakc: (38044) 287 63 57
E-mail: ryabtsevi@paton. Kiev.ua
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TOHKOCTEHHOM KOHCTpYkUuM TonmuuoH 0,1...1,0 MM
Ha Becy 0€3 MOJKIAA0K; IPOCTOH M KOMMAKTHBIA HC-
MONMHUTENbHBIH MEXAHHU3M (CBapOdHAs FOPEKa).

CozpanHple TexHonorus u anmnaparypa ans JATC
MOTYT CIYXKHTh OCHOBOH pa3pabOTKM aBTOMATH3U-
POBAHHBIX YCTAHOBOK AJIs1 CBApKHM KpPYyIHOrabapwur-
HBIX TPEXCJIOWHBIX HM3OCNMHA M3 KOHCTPYKTHBHBIX
3neMeHToB. HeOombiire pazMepsl CBAPOIHOM BAHHEI
TOUEYHOTO COSAUHEHMS 03BOJAIOT BhINONHATE JJTC
BO BCEX MPOCTPAHCTBEHHEIX TOJIOKCHHMSX.

1. Kopuuenxo A. H., Kaokesuy 4. M. PazpaboTka u npumete-
HHUE TMAsHBIX PELICTUATHIX ¥ COTOBBIX KOHCTPYKLMH B aBMa-

NPOW3BOACTBEHHbIA PA3LEN

HUOHHOH Texuuke // AsToMmatr. capka. — 2005, — No 12.
— C. 18-25.

. JKapos M. B. TexHOnorys Ipox3BoACTBa OpedPEHHbIX aB1a-

LUHOHHBIX DaHeNel cioknoi Gopmbr // TeXHONOrUA Maliu-
Hoctpoenus. — 2006, — Ne 8. — C. 31-33.

. Mocsizun A. C. TexHonornueckui npouecc cOOPKH CBAPHbBIX

cotobnoxos // Tam sxke. — 2006, — No 5. — C. 36-37.

. Hanun B. II., I'naokos FO. A. KoHCTpYKUMH C 3aMONHATE-

aem: Crpasoynuk. — M.. MawnnocTpoenne, 1991 —
271 c.

 Kapxun B. A., Xomuy [I. H. Muyunmuzauusi OOTOHHOH
/i

SHEPrUM 0pPH UMITYJIbCHOH cBapke // Csapodu. Hp-BO. —
2006. — Ne 10. — C. 3-6.

. Baznep B. A. TepMOUMKIMPOBAHHE MIPH CBAPKE BOIb(PAMO-

BbIM dnexTposom // Tam e, — [980. — Ne 2. — C. 4-6.

Considered arc the features of arc spot welding application in manufacture of a three-layer panel with a cellular filler
of high-alloyed steel. A possibility is denionstrated of process implementation with one-sided access to the item and
under constricted conditions without application of considerable forces for compression of the structural elements being
joined, as well as at joining of thin-walled metal 0,1...1,0 mm thick in the gravity position without a backing.

MMoctyruna 8 pemaxuuro 05.11.2007

CBAPKA KPYITHOIABAPUTHbIX UMUTATOPOB
KOCMHNHYECKUX YCI10BUN

Pagpaborana TexHonoris CBapKuM 47151 USrOTOBAEHNN KaMeps! BepTI//Kaﬂbe/X UCTILITaHN, ApPEACcTas/Is-
0LUEH COOOE LMMMHAPYECKni cocyn anametpom 16000 mm, amHov =~ 50000 mm u-06bemom ~-10000 wM.
Kamepa npeaHasHa4eHa [4is UMITaLnm KOCMUYECKUX YCAOBUK N NCOILITAHWU B-2TUX YC/IOBUSIX PA3NIHbIX
nagenuil 8 BEPTUKAILHOM [TO0XEHUU., VIMUTATOP KOCMOCA COCTOUT U3 UNAUHAPUYECKOU HacTu, MU3ro-
ragnvsaemoni na cram O3X13A1 19 (HC-46) TonwmHow 20 mMm, 4BYyX AOHBILLEK 13 CTa/Iu 72)( 7 8H 107 rosamHou
24 mm 1 cinoBoro Habopa uz cramu 09 2C ronwmHov 4o 30 mm. :

JaroToBKN LUMINHAPUYECKON YACTu Kamepsl (obeyaviku 1/4 puamerpa) nsrorasinBan B 3aBOACKNX
YCHOBUAX BMECTE C CU/IOBbLIM HaOOPOM ¥ TTIOCTAB/IS/IN HA MOHTAXHYO IOLULEAKY:-Ha MOHTEXE BEPTUKAIbHbIE
1Bk 0BeYaek inHOV 4000 mm BbirionHsmm SLIC nposonokor Ce-05X15HQAIG (YC-31) rog @awocom AH-45.
Lng CBapKI rOpHU30OHTAIEHBIX LLIBOB HA BEPTUKA/ILHOH I1/10CKOCTY FIPU HAPAaLLMBAHMY 06E4AEK UCIO/1b30Ba/ N
anexkTpoasl AHB-24.

Saroroskn [oHbitliex 13 craam 12X18H 10T ceapusaiu B 3aBOACKUX yCﬂOBMF/X SkpaHb/ 10 KOTOPBLIM
RPORYEKAETCH XULKUL reaus 47151 UMUTauum TeMrieparyp KOCMOCA; U3rOTAB/INBAIN U3 CIIIaBa MHBAP M
CHAPMBANN aDIOHOAYI OBbIM CrIOCOOOM. KaYeCTBO LIBOB KOHTDOMNPOBAIN PEHTIEHOM, BAKYYMHYK M/1I0CKOCTL
— [ENUEBLIM TeYencKkaTenem. :

Konrtakrer: 03680, Ykpauna, Kues-150, yi. boxenko, 11
UncturyT anexrpocsapku M. B. O. [larona HAH Yxpaunsr, ot Ne 19
Ten./daxc: (38044) 289 90 87, 287 10 88
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