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Annomayusa. ViccnenoBaHsl MPOLECCHl CBAPKH C TOCIEAYIONINM yIPABIAEMbIM OXJIAXKACHHEM MOTHONPOGUIBHBIX PEIBCOBBIX CTHIKOB, MPOBOAUMBIM
IyTeM MPOIYCKaHHs UMILY/IbCOB IIEPEMEHHOIO AEKTPHUYECKOT0 TOKA I0CIIE CBAapKU. M3yueHo BIMsHIE PEKHMMOB CBApKH Ha KaUECTBEHHbIE I10Ka3a-
TEJM CBapHOTo cThika. CBapKy MMPOBOMIIM HAa MAIIMHE JUIsl KOHTAKTHOH CThIKOBO# cBapk MCP-6301 B ycioBusIX peibCOCBAPOYHOTO HPEAMPUSITHS
000 «PCII-M» (PCII-29). [lna uccnenoBaHus BbIpe3and o0pasibl HOTHONPO(QUIBHEIX penbcoB THIA P65 xareropun AT350 mmmHoit 600 M.
VrpasieHue pexuMaMu U30TEPMUYECKOH BBIIEPHKKHU MOCIIE CBAPKU OCYILECTBIISIN C TIOMOIIBIO EPCOHANIBLHOIO KOMITBIOTEPA C M3MEHEHUEM IIPOT-
paMMBbI IpoMsblLIeHHOTo kouTpoiuiepa SIMATIC S7-300 u nporpamMmHOTo obecneueHus Simatic Step 7, II03BOISIOMIETO 3a1aBaTh PEKUMBI yIIPaB-
JISIEMOTO OXJIKACHHMS. YIpaBIstoLIas mporpaMma HamnucaHna Ha rpadudeckom sizbike LAD. Jlnst norcka onTUMasbHbIX PEKMMOB YIIPABISEMOrO
OXJIQX/ICHHS IPOBE/ICH MOJHBIN (hakTopHbIil akcriepument N = 2k, Vcrbitanbl HeTepMOOOpabOTaHHbIE CTHIKM HA TPEXTOYEHHBIH CTATHYECKUN H3rHO
cormacHo CTO PXKJI 1.08.002 — 2009 «Pesbchl Keae3HOA0POKHBIC, CBAPCHHBIC 3JIEKTPOKOHTAKTHBIM CIIOCO0OMY. McrbITaHns Ha CTaTHYECKHii
u3ru6 nposojmiu Ha npecce tuna [IMC-320. OnpesienieHbl 3HAaYEHUs yCUITHSI, BO3HUKAKOWIETO TpU u3rube P, 1 BeJTMYMHA CTPeibl poruba f, »
HPU KOTOPBIX MPOUCXOJNT Pa3pyLIeHHEe KOHTPOJIBHOr0 00paslia M MaKCHMaJbHbIE 3HAYCHHS dTHUX MOKa3aTesIeH, eciu o0pasel] He pa3pyIIuics BO
BpeMs HCIIbITaHUH. B X0/1€ 9KCIIEpUMEHTOB M0JIy4eHbl PErPECCHOHHBIE MOZEIH IS BLIXOIHBIX TAPAMETPOB YCUIIHS IPU U3THOE U CTPENbI poruda.
H3ydena MakpoCTpyKTypa 00pa3LioB U pacipe/ieieHHe TBEPAOCTH METaIa Ha TOBEPXHOCTH KaTaH!s CBAPHOTO CThIKA PebcoB. PaspaboTan HOBBIi
C11oco0 KOHTAKTHOH CTBIKOBOHM CBAapKH, KOTOPBIi I103BOJISET MOJIy4aTh CBAPHOE COEAUHEHHE perbcoB THHa P65 kareropun JIT350 co cBoiictBamu,
npeBocxoasmmu texundeckue Tpedosanns CTO P/ 1.08.002 —2009.
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[ BBEAEHUE

TexHoNOTHHN, 00ECIIeUNBAIONINE TIOTYYCHHE OECCTHIKO-
BOTO KEJIE3HOAOPOKHOTO TYTH BBICOKOTO KayecTBa, HaXO-
JIAT MUpoKoe pactupoctpanenne B mupe [1 — 9]. Tlpu atom
B 3aBUCHMOCTH OT XMMHMYECKOTO COCTaBa CTalM BBIOMpa-
€TCs TEXHOJIOTUYECKHN MPOIECC CBAPKH, KOTOPBIN OIpese-
JISIeT JIMHEHHYIO BETUYMHY M TeMIIepaTypHbIE MOJIsl B 30HE
tepmuaeckoro Brusiaust (3TB) cBapuoro creika [10 — 14].
Br160p TerioBoro pexxuMa 0OCHOBaH Ha UCKJIFOYEHUH MPO-

* Mcenei0Batne BBIIOIHEHO TP (DUHAHCOBOI nojiepxkke PODOU u
Kemeposckoii obmact B pamkax Hay4HOro mpoekra Ne 20-48-420003 p_a
«PazBuTHE (PU3UKO-XMMHUUECKUX M TEXHOJIOIMYECKUX OCHOB CO3/IaHUS
MPUHIMIHATIBHO HOBOTO crocoba cBapku Aud(hepeHInpOBaHHO TEPMO-
YIPOUHEHHBIX JKEIE3HOIOPOKHBIX PEIIbCOBY.

LIECCOB 00pa30BaHUsl CTPYKTyp 3aKalku (MapTeHCHUTa
1 OefHUTA), KOTOpPBIC BRI3BIBAIOT JOMONTHUTEIBHBIC HAMpPS-
JKECHUSI U TPEIIUHBI, NPUBOAAIINE K Pa3pyLICHUIO PEllb-
coB [15]. B cBsi3u ¢ 3TUM 0coboe 3HaueHHe MpUoOpeTaeT
pa3paboTka crnocoOOB CBapku Al KEIEC3HOTOPOKHBIX
PEIBCOB BBICOKOCKOPOCTHBIX MAarmcTpaiei, W3roTOBJICH-
HBIX U3 XPOMUCTOM CTaJIH.

B pabore [16] mpoBemeHO wuccienoBaHuE Tpoliecca
KOHTAKTHOU CTBIKOBOM CBAapKH OIUIABIEHUEM PENIbCOB Ha
obopynoBannn kommanuu Schlatter, ctannonapHol peib-
cocBapouHoii MmammHe GAA 100. IIpouecc KOHTaKTHOM
CTBIKOBOH CBapKU pa3lesiAioT Ha TPU dTana: NepBblil aTarn —
pas3orpeB CBApHBAEMbIX IOBEPXHOCTEH; BTOpOH 3Tam —
(hakTHUIECKas CBapKa; TPETHH ATAIl — OXJIAXKCHNUE CBAPHO-
ro coeauHeHus. IlepBblil 3Tan B CBOIO Ouepesb JEIST elle
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Ha TPU 4acTU: | — KHAMEPEHHOE OIUIABICHUEY; 2 — «IIpell-
BapUTEIBHOE HATPEBAHMEY; 3 — «OTUIABIICHUE. DTall Mpe/-
BapUTEIBHOTO HAarpeBaHUs SIBISETCS OCAJIKON TMOJ TOKOM.
Bo Bpems TpeThero stamna mocie cBapKku IPUMEHSETCS TEP-
MO000paboTKa MOJ0O0HO NPEABAPUTETHLHOMY TIOAOTPEBY IS
CHWYKCHHSI CKOPOCTH OXJIKIECHUS ITOCTIE CBAPKU: TIPOBOJISIT
MPOIMYCKaHUE AIEKTPHUUECKOTO TOKA Yepe3 CBApHOM CTHIK
HECKOJIbKUMU UMITYJIbCaMU. V3 TepMUYeCcKuX IUKIIOB, pac-
CMOTPEHHBIX B HacTosell paboTe, SICHO, YTO UMITYJIbCHI
TOKa TIpEeIHA3HAYCHBI JIUIIH U1 CHIDKEHUS CKOPOCTH OX-
JAXIEHUA. JTO HEOOXOAMMO IS TOro, YTOOBI M30ekKaTh
00pa30BaHUs 3aKaJIOYHBIX CTPYKTYP B METajlle CBAPHOTO
COCAMHCHUS.

Uccnenosarenu [17] mpemaraioT HMCIONb30BaTh COB-
MEIICHHBIC HEMPEePhIBHBIA W MYJbCUPYIONIUN METOIbI
OTUIABTICHUS: M3MEHEHHWEM HWHTCHCHUBHOCTH HAarpeBa IpHU
CBapKe PEryIHPYeTCsl CKOPOCTh OXJIAKCHHUS CBAPHOTO CO-
€IMHEHMUSI, HO TIPU 3TOM CHIDKAETCS TI0JIE3HAsT MOIIIHOCTb,
reHeprpyemMasi B KOHTAKTe MEXKY OTUIaBISIEMbIMU Pelibca-
mu [18].

- METOAUKA NPOBEAEHUA SKCNEPUMEHTOB

Lenbio Hacrosiel paboThl ABIAETCA U3yUYEHUE BIIUS-
HUSL PEXHUMOB CBAPKH C TOCICAYIOUINM YIPABISIEMBIM
OXJIAKJEHUEM TOJTHONPO(UIBHBIX PEIbCOBBIX CTHIKOB,
MPOBOJMMOTO IyTEM MPOIYCKAaHUS HMITYIbCOB TIIepe-
MEHHOT'O 3JIEKTPHUYECKOr0 TOKa IMOCJIE CBAPKU, HA Kaye-
CTBCHHBIC ITOKA3aTelIM CBAapHOTO CThIKa. CBapKy mpo-
BOAMJIM Ha MalllMHE JJI1 KOHTaKTHOW CTHIKOBOM CBapKu
MCP-6301 B ycnoBUsIX PesIbCOCBAPOYHOTO MPENIPUATHS
00O «PCII-M» (PCII-29). J1ns uccnenoBaHus BbIpe3ann
00pa3ibl TOTHONPO(MIBHEIX pelbcoB THIA P65 karero-
puu AT350 punoit 600 M.

VYnpaBieHHe peXUMaMH H30TCPMHUUCCKOH BBIACPIKKN
MOCJIE CBAPKU OCYILECTBISUIN C ITOMOILbI0 IEPCOHATBHOTO
KOMIIBIOTEpA C M3MEHEHNEM TIPOTPaMMBI TPOMBIIUICHHOTO
kxoHTposiepa SIMATIC S7-300. C nomoluipio nporpaMmm-
Horo obecnedeHust Simatic Step 7 HampcaHna mporpaMma,
MO3BOJISIONIASA 3a/]aBaTh PEKUMBI YIIPABIIIEMOTO OXJIAXKIe-
HUs. YIpapisionasl mporpaMMma HamicaHa Ha rpadudec-
koM si3pike LAD. JInsg 3aganus HEOOXOOUMBIX BPEMEHHBIX
napaMeTpoB ObUIM HCIOJBb30BaHbl TaliMepbl (puc. 1). Jlis
BKITIOUCHUSI CBApOYHOTO TpaHCc(HOpMATOpa HCIONIB30BATH
tpurrep M50.0, k xoTopomy Ha Bxonel S u R moxkitoue-
HBI TOCJIEIOBAaTeIbHO M TMapajlieIbHO KOHTAKThI, BKJIIIO-
qaromuecss nmo TtaiiMepam (puc. 1, 6). HopmanbeHo paso-
MKHYTBIH KOHTakT M21.6 Britouaet taiiMep T13 B MOMEHT
okoH4anus ocaaku. Tarimep T13 3amaeT cymmapHoe Bpe-
M LMK yIPaBIIeMOro OXJaKIACHUs, MIPU BKIIOUYEHHOM
taiimepe T13 pene MS55.0 3ambikaeT koHTakTel MSS5.0.
Taiimep T14 3amaer BpeMsl BBIIEPKKH IIOCIE OCAIKH
U pa3MbIKaeT HOPMaJIbHO 3aMKHYTble KOHTakThl MS55.1
MOCPEeACTBOM BKJItoueHus pese M55.1. [locne oTkitoueHust
taiimepa T14 curnan npoxoaut Ha tpurrep M50.0 no mo-
MEHTa OKOHUYaHUs paboThl Tafimepa T22, KOTOpBIN BKITIOUE-
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HueM pene M55.3 pasmbikaeT koHTakT M55.3. DTOT KOH-
TtakT M55.3 3amyckaet Taiimep T23, KOTOpEbIii 3a/1a€T BpeMs
nay3bl MEX/y BKIFOUYEHHSIMHU CBAPOYHOTO TpaHchopmaTopa
U T.I.

Takum o0OpaszoM, H06aBIseTCs] HEOOXOAMMOE KONHYe-
CTBO TailMEpPOB B COOTBETCTBHU C KOJHYCCTBOM HMITYJIb-
COB MPOITyCKAaeMOI'0 HIEKTPHUCCKOTO TOKA Yepe3 CBApHOU
CTBIK. [IJ1s1 BKITIOUCHHST ¥ OTKJIFOUCHUS PEKIMA YIIpaBIIsie-
MOTO OXJIQKICHUS UCIIONB3YETCS HOPMAJIBHO PA3OMKHY-
ThIi koHTakT DB22.DBX160.0.

OTanbl TEXHOIOTHYECKOT0 Mpolecca MOCTPOEHBI U3
YYaCTKOB OIUTABJICHUS, B KOTOPBIX YCTaHABIMUBAIOTCS OC-
HOBHBIE PEXKHUMBI peryaupoBanus. Kax bl yuacTok onpe-
JeNSIeT BEUYMHY OIUIABICHHS S, B KOTOPOM YCTaHABIIHU-
Baercs Hanpsbkenue U, ckopoctu V,, V. (Bnepen, Hasan)

TI2
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Puc. 1. ®parMeHT nporpaMMsbl, OTBEUAIONIHIA 3@ YIIPaBIsIEMOe
OXJIAKJICHHE

Fig. 1. A fragment of the program responsible for controlled cooling
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Tabnuma 1

Pesxxumbl cBapku penbcos P65

Table 1. Modes of P65 rails welding

VYuyacTok 1 2 3 4 5 6 7 8 9 10

S, MM 2,0 | 40 | 30 | 25 | 2,5 | 2,0 1,5 1,5 1,5 1,5

U, % 75 70 55 60 60 65 70 88 88 98
V., mm/c 0,6 1,3 | 08 1,0 1,1 1,2 | 0,7 | 09 1,1 1,2
V., mm/c 0506 | 0505104 )04 ] 05|04 ] 03] 02
Lo A 200 | 300 | 200 | 200 | 250 | 250 | 250 | 300 | 400 | 500
I, A 300 | 450 | 350 | 350 | 400 | 400 | 460 | 500 | 600 | 700
R A 400 | 500 | 400 | 400 | 450 | 450 | 550 | 600 | 700 | 800
I.,A 1200 | 1200 | 1200 | 1200 | 1200 | 1200 | 1200 | 1200 | 1200 | 1200

[Ipumevanue. S =14 mm—nyTs ocanku; V, = 100 MM/c — CKOPOCTb OCAIKH;

S, =6 MM — IIyTh OCAJIKH TOJ] TOKOM.

Y TPaHUILbl TOKOB YIIPABIICHUSA IKOp, I, IpeB [19]. Pexu-
MBI, 110 KOTOPBIM IIPOBOJIMJIA CBApPKY PEIbCOB, IPUBEACHBI
B Tabm. 1.

[t moucka onTUMalibHBIX PEKUMOB YIIPABIISIEMOIO OX-
JIKACHUS B TIEPBOIT CepUU SKCIIEPUMEHTOB MPOBECH 101~
HbIH GaKTOpHBIA dKkcrepuMent N = 2F,

Marpuna IUIaHUpOBaHHs OKcrepuMmeHtoB N = 2k
npu X, =4 (11d yMEHbUIEHHS KOJMYECTBA OINBITOB Ha
BCEX PEXKMMAaX M30TEPMHUUECKOM BBIACPKKHU) MPUBEACHA
HUKE:!

3HaueHus HakTopoB

Ob6pa3zen
X,c X,c X,c¢
1 60 2 30
2 160 2 30
3 60 6 30
4 160 6 30
5 60 2 15
6 160 2 15
7 60 6 15
8 160 6 15

Capky oOpasua 0 mpoBoaminu 0e3
H30TEPMUYCCKON BBIICPKKH.

- PE3YNbTATbI NPOBEAEHHbIX 3KCNEPUMEHTOB
U NX OBCYXXOEHUE

Ha puc. 2 noka3zan o0mmii BUJ] CBAPEHHBIX PENbCOBBIX
CTBIKOB.

Ha puc. 3 mpexncrasnena ocruiorpaMma Impoliecca
CBapKu obOpasna /.

B nmanbHeiimeM HCHBITHIBAIM HETEPMOOOPaOOTaHHBIC
CTBIKH Ha TPEXTOUCUHBIH cTaTIdecKiid m3rud cormacao CTO
PX 1.08.002 — 2009 «Penbchl xKene3HOJOPOKHBIE, CBA-
PCHHBIE DIIEKTPOKOHTAKTHBIM CIIOCO0OM». McmpiTanus Ha

CTaTHUYECKUH 13rud npoBoauian Ha npecce tumna [IMC-320.
KoHTponpHbBIE 00pa3Ibl HCTIBITHIBAIN TIOCIIE CBAPKH U yIia-
JIeHus rpara 6e3 TOMOIHUTENbHOM 00paboTKu CTHIKOB. [Ipu
UCTIBITAaHMSIX Ha CTaTHYCCKHUU TIOTIEPSYHBIA M3THO THHA
KOHTPOJBHOTO 00pa3lia co CBAPHBIM CTHIKOM IO CEpeIHHE
cocranisuia He meHee 1200 mm. Harpysky npukiaasiBanu
B CepeIHE MPOJIeTa KOHTPOIBHOI0 00pasiia B MECTe CBap-
HOTO CTBIKAa C paccTOsiHMEM Mexy ornopamu 1 M. Mcnbl-
TaHMs KOHTPOJIBHOTO 00pa3Iia MPOBOIWIN C MPUIOKECHUEM
Harpysku Ha roJIoBKy. Pe3ynbraraMu uCIbITaHUS SBJISIIOTCS
3HAYEHUs YCUIIMS, BO3HMKAKOIIEro npu msrude P, , kH,
¥l 3HAYEHMS CTPENbl poruba f »> MM, TIDH KOTOPBIX IPO-
UCXOJUT Pa3pylleHHe KOHTPOJIBHOTO 00paslia UM MAKCH-
MaJbHBIC 3HAUEHMs IaHHBIX ITOKa3zaTelel, eciu oOpasen
HE paspylIuics Bo BpeMs ucnbsiTanuil. Ha puc. 4 nokaszano
cpaBHeHHe oOpasna 3 ¢ oOpasioM 0e3 UMITYJILCHOU 00pa-
00TKH. Pe3ynbTaTel UCTIBITAHUN HA CTATHUECKHH TPEXTO-
YEYHBIA U3TU0 MPUBEICHBI HIKE:

Puc. 2. O6mumit Buj nonHonpoGUIbHbIX 00pa3iioB MOCIe CBapKU

Fig. 2. General view of full-profile samples after welding
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Puc. 3. Ocuunnorpamma csapku obpasua /
Fig. 3. Oscillogram of sample / welding
O6pasert P xkH f ., wum Y pe3yabTaThl TOBTOPHOM CEPUHU DKCIIEPUMEHTOB MPHUBEIC-
usr? p?
0 2179 24.4 HBI B Ta01. 4. }
; 5002 174 PesynbraThl BTOpOil cepum 3KCIIEPUMEHTOB TOJTBEPAU-
’ JIM BOCIIPOM3BOIMMOCTD HapalUIeIbHBIX OMBITOB. CHIKe-
2 1882 17.9 HUE TeMIIepaTypbl Hadaja MoJorpesa (To ecTh YBEeIHUCHHE
3 2364 354 napamerpa X,) NPUBENO K YIYYIICHHIO MEXaHHYEeCKHX
4 1970 20,1 CBOMCTB CBapPHOIO CTBIKA PEIbCOB.
5 2107 23,4 H3y4yeHne MakpoCTPYKTYpBl IPOBOIIIIN HA ABYX IIPO-
6 1616 1 JIOTIBHBIX MAKPOTEMILJIETaX CBAPHBIX CTBHIKOB, OJIMH U3 KO-
7 2059 20.9 TOPBIX TONIYYCH 1O 0a30BOW TEXHOJOTWH, UCIIOIB3YeMOIt
’ B HACTOSIICE BPEMsl Ha PEIbCOCBAPOUYHBIX MPENTPUATHSIX
8 2244 31,2 o
P® (obpazerr A), a Bropoii — 1o IpeyiaraeMoMy Crocooy
Tpebopanma CTO 27 (o6pasen B). Tepmoo6pabOTKy CBapHOTO CThIKA A TPOBOIH-

P/ 1.08.002-2009

OKcrieprMeHTa bHbIC 3HAYCHMS MOKasarened oOpas-
a3 (P, =2364xH, f . 35,4 mm) u obpasua 8 (P, =
=2244 kH, f, 0= 31,2 mm) Bbite TpedoBanuit CTO PXK]]
1.08.002 — 2009 (P,, = 2000 xH, j;p =27 Mm).

B xome KkcneprMEHTOB OBLIH MOTYYCHBI PErPECCHOH-
HBIE MOJICJIH JIJIsl BBIXOIHBIX MTAPaMETPOB YCHITUS IIPU U3TH-
0e¢ u cTpenbl poruda. B tabn. 2 u 3 npencrarieH aHau3

aJIeKBaTHOCTH IOJIyYEHHBIX MOJIETICH:

P

it

L, =1926,5-2,05X, +64,38X, +3,2X,, R =0,61;
fnp =15,72-0,04X, +2,37X,+ 0,07X,, R* = 0,51.

dopmupoBaHue OnmaronpusITHBIX MEXaHUYECKUX
CBOMCTB CBAPHOIO COEOMHEHUS IPOU3OILIO B HEKOTOPOM
CTEIEHH U3-32 3aMEIJICHHUsI CKOPOCTH OXJIAXKICHUS B CBSI-
34 C peanusaluell PeXXHMOB U30TEPMHUUYECKON BBIIEPIKKH
(puc. 5).

Jlns moATBep KIAEHHs Pe3y/ILTaToB IPOBEIEHA BIOpas
cepHsi SKCIIEPUMEHTOB, TJI€ MOBTOPHO MPOBEIEHA CBapKa
[OpU PEKUME C HAWIYYIIMMHU Pe3yIbTaTaMd HCILITaHUI,
a TaKKe BBHIOPAH PEKMM YIIPABISEMOT0 OXJIAKICHHS € 00-
jee HU3KOM TeMIIEparypol Hayaja MOHOrpeBa. PeXUMEI

308

T CTAI[IOHAPHBIM WHIYKIIMOHHBIM HarpeBaTeIbHbIM KOM-
TUIEKCOM IS TepMOOOPabOTKN CBAPHBIX PEITbCOBBIX CThI-
koB YUH 001 — 100/PT-C mo pexuMam, HCIOIb3YSMbIM
B Hactosiee BpeMsa Ha npeanpusrusix OO0 «PCII-My.
PexnM MHIYKIIMOHHOI TepMOOOPaOOTKH C TIOJICTYKUBaHH-
€M TOJIOBKH pefibca MPHUBEICH Ha puc. 6. B kauecTtse 06pas-

2500
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1500
£

M3r

Q1000

500

20 30 40

Jups MM

Puc. 4. Pesynbrarsl HCIIBITAHUI HA CTATUUECKUI TPEXTOUSUHBIH U3rHO:
1 — obpaszern 0; 2 — obpazen 3

Fig. 4. Results of static three-point bending test:
1 —sample 0; 2 — sample 3
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Tabnuma 2

AHaJIu3 a/IeKBATHOCTH PerpecCHOHHOIi MoJ1eJIH BJIUSITHUS TAPAMETPOB HMITYJIbCHOT0 KOHTAKTHOTO
MOCJIeCBAPOYHOI0 NOJ0TPEeBa HA YCHJIME NIPH TPeXTOYe4HOM U3rude

Table 2. Adequacy analysis of the regression model of influence of pulsed contact

post-welding heating on the force at three-point bending

IMokazaTenpb 3HaYeHUe MOKa3aTess
Koapduuuent perpeccun b, b, by
3HavyeHue Ko PUIMEHTa perpeccuu -2,05 | 64,38 | 3,20
Kpurepuii Ctbronenra (tq)) 1,55 1,94 0,36
Ta6nnunoe 3Havenue kpurepus CTbromenTa (¢, ) 2,776

Crannaprhas ommbka koddpunuenra perpeccuu (Sb,)

133 | 33,14 | 884

Ocrarounas aucnepens (S7) 31,76
OcraTouHO€e CTaHIapTHOE OTKIOHEHUE (S,) 5,63
CpeHuit KBapaT OTKIOHEHHiT MOZIeNH OT cpenero (S7) 288,06
Kpurepuii 3HaunMoctu perpeccun (kputepuit dumepa F q)) 9,08
Tabnuunoe 3nauenue kpurepust Oumepa (F ;) 6,59

Tabnuma 3

AHaJIU3 a1eKBAaTHOCTH perpeccnomloifl MO/€JIX BJUSAHUSA MAPAMETPOB UMITYJIbCHOTO KOHTAKTHOI'0

Temnepamypa, °C

MOCJIECBAPOYHOI0 NMoAOrpeBa Ha 3HAYCHHUS CTPeEJIbI npomﬁa IPH TPEXTOYCHHOM u3ruoe

Table 3. Adequacy analysis of the regression model of influence of pulsed contact

post-welding heating on the values of bend deflection at three-point bending

Iloxa3arens 3HaueHue noKasaTess
Koapduuuent perpeccun b, b, b,
3HaueHne Ko3(PUIHEHTA perpeccun -0,04 | 2,37 0,07
Kpurepuii CthroeHTa (tcb) 0,82 1,84 0,21
Ta6nnunoe 3navenne kpurepus CrbromenTa (¢, ) 2,776

Crannaprhas ommnbka koddpunuenra perpeccun (Sb,)

0,05 | 1,20 | 034

Ocrarounas mucrepcns (S°) 51072,44
OcraTo4HO€E CTaHIapTHOE OTKIOHEHHE (S,) 225,99
Cpennuii KBaipaT OTKIOHEHUH MOJIETTH OT CPEAHETO (Srz) 564 694
Kpurepuii 3naunmoctu perpeccun (kputepuit @umepa F Cl7) 11,06
Ta6nuunoe snavenne kpurepus Oumepa (F ;) 6,59
1400
a o
1200
1000 o !
800 o
2
600 )__,_,—__z#
400 _—’_F_J—TF_,—
3
200 | | | | | | |
0 50 100 150 200 250 0 50 100 150 200
Bpems, ¢ Bpems, ¢

Puc. 5. I'paduk oxmakaeHus mociie cBapku oopasuos 3 (a) u 8 (6):
1 — nentp mBa; 2 — 20 MM OT 1eHTpa 1Ba; 3 — 28 MM OT IIEHTpa LIBa

Fig. 5. Graph of cooling after welding of samples 3 (a) and 8§ (6):

1 — center of the weld; 2 — 20 mm from the weld center; 3 — 28 mm from the weld center
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Taonuma 4

Pe3y.IIl>TaT]>I BTOpOﬁ CE€PHUH IKCIIEPUMEHTOB

Table 4. Results of the second series of experiments

Pe3ynbTarh! HCTIbITAHAN
3HayeHus PakTopoB .
O6pazen Ha CTaTHYECKUH n3ruod
X,c | X,,c | X, ¢ s KH ) l'lp,MM
10 (3)° 60 6 30 2276 34,2
11 200 4 10 2493 40,2

IIpumedanue. s yMCHBIICHHUS KOJINYCCTBA OIBITOB
Ha BCEX PEKUMAX U30TEPMUYECKOH BhIIEPKKH X, = 4.

“3a CKOOKaMM yKa3aH IOPSAAKOBBIA HOMEp 00pasa,
B CKOOKax — HOMep MOBTOPSIEMOTO.

ua b ucnons3oBanu obpaszer ¢ HaWTyYIINMHU TOKa3aTeIIMU
MIPY UCTIBITAHUSIX Ha cTaTHYeCKUi m3rnd (obpazerr /7).

[Ipu u3yyeHMH MaKpOCTPYKTYpbl METajlla CBApHOIO
COCIMHEHNS, MONYYCHHOTO MO 0a30BO TEXHOJOTHH, IO
00e CTOPOHBI OT LIBa HaOMIOAAEeTCs TEMHOTPABSILASLCS He-
paBHOMEpHAsI 30HA TCPMUYECKOTO BIUSHHUS, ITONyYCHHAs
rocJie TepMuyueckor 00padoTku. JIuHeliHble pa3mMepsl ATOI
30HBI (B OJTHY CTOPOHY OT IIIBa): B TOJIOBKE — 51 MM, B TIeH-
Ke — oT 45 10 62 MM, B ojomBe — 64 MM. DIOKEHBI B Me-
TaJJIe HE BBISIBIICHEL.

Ha npononsHomM Makporemiuiete obpasua b nabmona-
eTcs paBHOMEpHas 30HAa TEPMUYECKOTO BIHMSHUS, MONY-
YeHHas Mociie cBapku. Ha BceM MpOTSDKEHUH CThIKA 30HA
TEPMHYECKOTO BIMSHUS MMECT IIMPHUHY, PaBHYIO (B OIHY

1200
1000

800 -
600 -
400
200

°C

0 68 136 204 272 340
1,2

08

0,6 P

04

P, Mila

0 75 150

Bpems, ¢

Puc. 6. Pexxumbl Tepmuyeckoil 00pabOTKH CBApPHOTO CThIKA A:
a — PeKUM HArpeBa, 6 — PEKUM 3aKaJIKU (OXJIAXKICHUE CHKATHIM
BO3/YXOM)

Fig. 6. Modes of heat treatment of the welded joint 4:
a — heating mode, 6 — quenching mode (cooling with compressed air)
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CTOPOHY OT 1Ba) 22 MM. DIOKECHBI B METANJIEC HE BbISBIIC-
HBI.

TBeprocTh MeTallIa CBAPHOTO IIBA U 30H TEPMHUYECKO-
IO BIMSHMSA Ha NOBEPXHOCTU KAaTaHUs T'OJIOBKM CBAapHOTO
cThika A HaxonuTcs B mpenenax ot 265 HB no 318 HB.
TBeprocTh MeTala CBApHOIO I1IBa U 30H TEPMUYECKOTO
BJIMAHUA HAa TOBCPXHOCTH KaTaHUs T'OJIOBKH CTbhIKA b Haxo-
nutes B ipenenax ot 292 HB go 355 HB. Pacnipenenenwne
TBEPAOCTH METallyla Ha NOBCPXHOCTHU KaTaHHsA CBApHOTO
CTBIKA PEJbCOB MOKA3aHO Ha puc. 7. TBepAOCT OCHOBHO-
r0 MeTaJula Ha IOBEPXHOCTH KaTaHHs TOJOBKU COCTABISET
348 — 354 HB.

CHMXKEHHE TBEPJOCTH METallla TOJIOBKH B 30HE Tep-
MHYECKON 00pab0OTKH CBAapHOTO CThIKA A OTHOCHTEIILHO
HW)KHEH TpaHMIIbI TBEPAOCTH OCHOBHOTO METajlla peibca
nocturaet 24,5 %, a MPOTSHKEHHOCTH 30HBI C TOHMKEHHOU
TBEPLOCTbIO cocTaBisieT 42 MM. CHUXKEHUE TBEPIOCTU B
30HEe TEPMUYECKOTO BIMSIHUS CBapHOro CThika b noctura-
et 14,8 %, npu 3TOM MPOTIKEHHOCTH 30H C MOHMKESHHOU
TBEPAOCTHIO COCTaBISIET 14 MM.

[TpoBeneHHBIC SKCIIEPUMEHTHI MMO3BOJIMIIN pa3paboTaTh
HOBBIH CITOCOO KOHTAKTHOM CTHIKOBOM cBapKH [20], KOTOPBIi
MO3BOJISIET TIOIYYaTh CBAPHOE COCTUHEHUE PEIIbCOB THUIA
P65 kareropun /IT350 co cBoiicTBaMu, IPEBOCXOASIIIAMU
texHuueckue Tpedbosanus CTO PX/] 1.08.002 —2009.

- BbiBOAbI

OKCHEPUMEHTAIBHO IOATBEPKACHO ITOJIOKHUTEIHFHOE
BJIMSIHUE KPAaTKOBPEMEHHOTO BO3AEHCTBUSA DIIEKTPUUECKOTO
TOKa BO BPEMsI OXJIaXKACHHSI PEIICOBOTO CTHIKA TTOCIIE CBAp-
K{ Ha CTaTUYECKUI TPEXTOYCUHBIH H3TH0 O3 TepMHYIECKON
o6padorku mo CTO PXK/ 1.08.002 — 2009 penbcoB Tuma
P65 kareropuu JIT350. IIpoBenenne u30TepMUueCcKoil BbI-
JIEPXKKU TTyTEM TPOITYCKAHUsI YETHIPEX KPATKOBPEMEHHBIX
UMIYJIBCOB (JUIUTENBHOCTHIO 10 ¢) mepeMeHHOro 3J1eKTpu-
YECKOT0 TOKa YePe3 CBAPHOE COCTMHEHIE B MOMEHT OXJIaX-
JeHus nocie cBapku (depe3 200 ¢ mocie ocaiku) MO3BO-
JSIET YAYYIIUTh TOKAa3aTeNd CTaTHIECKOTO TPEXTOUCTHOTO

400

350

300 -

Teepoocms, HB

250 1 ] 1 1 1 1
0 20 40 60 80 100 120

Paccmosnue, mm

Puc. 7. Pactipesienienue TBEpOCTH METaJlIa Ha IIOBEPXHOCTHU KaTa-
HHSI CBapHOTO CTHIKA PEJIBCOB B MOMEPEYHOM HAIPABICHUN CBAPHOMY
COCJIMHEHUIO, M3TOTOBICHHOMY 10 CTaHIapPTHOM TeXHOIOruH (/) U 1o

npeagaraeMomy crocofy (2)

Fig. 7. Distribution of metal hardness on rolling surface of the welded
joint of the rails transverse to a welded joint made according to standard
technology (/) and to the proposed method (2)
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usruba: ycunue usruba P, Ha 25 %, crpeny nporuba f, ,
Ha 49 %.

PazpaboTan HOBBI €IOCOO KOHTAKTHOH CTBIKOBOM

CBapKH PENbCOB M MPOBEACHO €r0 MPOMBIIIIEHHOE OIpO-
O0OBaHME B CTPYKTYPHOM TOAPA3ACICHUN TPEANPUATHS
(CTII) OO0 «PCII-M» (PCII-29).
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WELDING OF DIFFERENTIALLY HEAT-STRENGTHENED RAILS.
INDUSTRIAL TESTING

N.A. Kozyrev, R.A. Shevchenko, A.A. Usol’tsev, A.N. Prud-
nikov, L.P. Bashchenko

Siberian State Industrial University, Novokuznetsk, Kemerovo Re-
gion, Russia

Abstract. The article describes the study of welding processes with the

subsequent control of cooling of full-profile rail joints, produced
by passing alternating electric current pulses after welding. The
influence of welding modes on the quality of welded joint was
investigated. Welding was carried out on a resistance butt weld-
ing machine MCP-6301 in conditions of the rail welding company
LLC “RSP-M” (RSP-29). For research, the samples of P65 type
full-profile rails of DT350 category 600 mm long were cut out.
The isothermal holding conditions after welding were controlled
using a personal computer with a change in the program of the
SIMATIC S7-300 industrial controller and the software SIMATIC
STEP 7, which allows modes of controlled cooling to be set. The

control program was written in the LAD graphic language. To
search for optimal modes of controlled cooling, a complete factor
experiment N = 2 was carried out. Non-heat-treated joints were
tested for three-point static bending according to the state standard
STO RZD 1.08.002 — 2009 “Railway rails, welded by electric con-
tact method”. Static bending tests were carried out on the press of
PMS-320 type. Values of the force arising during bending Pbend
and the bend deflection fpr at which the control sample is dest-
royed, were determined, as well as maximum values of these in-
dicators if the sample was not destroyed during the tests. During
the experiments, regression models were obtained for output para-
meters of the bending force and bend deflection. Macrostructure
of the samples and distribution of the metal hardness on rolling
surface of the rails welded joint were studied. A new method of
resistance butt welding was developed, which makes it possible to
obtain a welded connection of P65 type rails of DT350 category
with properties that exceed the technical requirements of the men-
tioned state standard.
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