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EJIEKTPOILIJIAKOBE 3BAPIOBAHHSA TUTAHY 3 EJIEKTPOMAT'HITHUM
BIIJIMBOM HA KPUCTAJII3BAIIIIO METAJIY HHIBA

Anoranis. Po3rnsHyTo MeToJ BIUIMBY Ha MPOLEC E€JIeKTPOLUIAKOBOIO 3BAapIOBAaHHS,
CIpSMOBAaHMN Ha ONTHUMI3aIll0 CTPYKTypH MeTainy ImuBa. [lokasaHo, 1m0 eQeKTHBHUM
IHCTPYMEHTOM KepyBaHHs KpucTanizauieto metany npu EII3 € 30BHIMIHI MarHiTHI MO, SK1
JO3BOJIAIOTh  3JIIMCHIOBATH OE3KOHTAKTHUM CWJIOBUH BIUIMB Ha 3BaplOBajbHY BaHHY.
HaBeneHo ekcrnepuMeHTalbHI JaHi OO CTPYKTYpOyTBOpeHHs Mertanmy mBa mnpu EII3
TUTAHOBUX IUIUT TOBUIMHOIO 120 MM MiJl BIUTMBOM MOCTIHHOTO Ta IMITYJIbCHOTO TTOTIEPEYHOTO
MarHiTHOTo nouig. BctaHoBneHo, 1o iMmnyascHe MarHitHe nosne inaykuieto 0,06 Ta go3Bomsie
TOMOT'€HI3yBaTU 1 MOAPIOHIOBATH CTPYKTypy MeETaly IIBa NIpU 3MEHIIEHHI B 2,6 pasu
CepeHbOT0 PO3MIpy 3€pEeH MeTaly.

KirodoBi cioBa: eNeKTpONUIaKOBE 3BAapIOBaHHS, TWUTAH, MAarHiTHE II0Jie; 3BapHHUH IIOB;
MaKpOCTPYKTypa

Igor Protokovilov, Ph.D.; Vitalii Porokhonko, Ph.D.; Muzaffar Abralov, Ph.D.
ELECTROSLAG WELDING OF TITANIUM WITH ELECTROMAGNETIC
INFLUENCE ON WELD METAL CRYSTALLIZATION

Abstract. The method of influence on the process of electroslag welding, aimed at optimizing
the structure of the weld metal, is considered. It is shown that external magnetic fields, which
allow non-contact force influence on the welding pool, are an effective tool for controlling
metal crystallization during welding. Experimental data on the structuring of the weld metal
during the ESW of titanium plates with a thickness of 120 mm under the influence of a DC
and pulsed transverse magnetic field are given. It was established that a pulsed magnetic field
by induction of 0.06 T allows to homogenize and refine the metal structure of the weld while
reducing the average size of the metal grains by 2,6 times.
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Enextpomnakose 3BaptoBaHHa (EL3) € edextuBHUM crnocoboMm  3'eHaHHSA
TOBCTOCTIHHUX BHPOOIB Ta KOHCTPYKIIH, SKHH TO3BOJISIE 3'€HYBATH 3a OJUH Tpoxin 0Oe3
PO3pOOIEHHS KPOMOK €NIEMEHTH 3 TOBIIMHOIO cTiHKH Bix 30 1o 350 mm i Oinmbiue [1-3]. Tlpu
TOBIIMHI CTIHKM TOHAaJ 120 MM ILie NpPakTMYHO €AMHMNM CHOCiO, SIKUM MOXHa 3BapuUTU
KOHCTPYKIIi 31 cTaji, TATAHOBHX CIUIAaBIB Ta IHIINX MaTepialiB.

OcHoBHUMH KOHKYypeHTHHMH niepeBaramu EILI3 €: BUCOKa MpOAyKTHBHICTIO MPOIIECY
3BapIOBaHHS (HAampUKIaA HIBUJKICTh 3BaplOBaHHsS IUIMT 3aBTOBIIKM 120 MM CTaHOBUTH
2...2,5 m/ron); HaailHICTH Ta BIAHOCHO HM3bKa BapTICTh 0OJaJHAHHS, 10 BUKOPUCTOBYETHCS
(mpouec He moTpeOye BUKOPUCTAHHS TPOMI3AKMX Ta JOPOTMX BaKyyMHHX Kamep, SK,
HANpUKIAJ, TIPU E€JIEKTPOHHO-TIPOMEHEBOMY 3BapIOBaHHI); IIUIbHA CTPYKTypa METally IIBa
0e3 1op, NUIAKOBUX BKJIIOUEHb, HECIUIABICHD Ta 1HIIUX A€(EKTIiB; BIACYTHICTh BUIAPOBYBAaHb
B TIpoIeCi 3BapiOBaHHSA JIETYIOUMX KOMIIOHEHTIB CIUIaBY; MOJKJIMBICTh BUKOPHCTAHHS
HPUCAKYBAJIBLHOIO MaTepially aHAJIOTIYHOTO 3a XIMIYHUM CKJIaJIOM METaly, L0 3BapIOETHCS.

[Torpu 3a3naveni nepesaru EI3 Mae 1 meBHI HEMOMIKH, SK1 MOB'S3aH1 3 MOTIPIICHHSIM
MEXaHIYHUX BJIACTUBOCTEN 3BApPHOTO 3'€THAHHS 4epe3 KPYMHO3EPHHUCTY CTPYKTYpPY MeETaiy
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IBa, TEPErpiB OCHOBHOTO METaly Ta HECHPHUSATIMBI CTPYKTYpHI TEPETBOPEHHS B 30HI
TEPMIYHOTO BIUIUBY.

VY 3BSI3Ky 3 IHMM aKTyaJlbHUM 3aBJaHHAM € pO3pOOJICHHS METOJIB BIUIUBY Ha
dopmyBanHs Merany mBa EIII3 3 meroro moapiOHEHHs 1 TOMOTeHi3amii HOro KpuUCTaIigyHOl
Oy10BH.

OnHuM 3 eeKTHBHUX 1HCTPYMEHTIB BIUIMBY Ha KpHcTamizamito merany npu EIL3 e
3aCTOCYBaHHS 3OBHIIIHIX MAarHiTHUX MOJiB. DI3MYHUNA MEXaHi3M BIUIMBY 30BHIIIHHOTO
Mar"iTHoro mnojis Ha npouec EII3 monsrae B ioro B3aeMojii 31 3BaproBaIbHUM CTPYMOM.
Bnacnigok Takoi B3aemojii B po3IiaBax IIAKOBOI 1 METajeBOl BaHH YTBOPIOEThCS 00'eMHa

eJIeKTpOMaruiTHa cuia Fe, sika MPU3BOAUTH JI0 CHUIIOBOI JIil HA PO3ILIAB 3BAPIOBAILHOT BAaHHH.
BenuuuHa Ta HanpsAMOK Jii 3a3HAYEHOT CHJIM BU3HAYAIOTHCS BEKTOPHUM JOOYTKOM ILIIBHOCTI
CTpYMy B pO3IUIaBi j Ta iHAYKIil 30BHINIHBOro MaruitHoro nosst B: Fe= jx B.

B po6ori [4] po3risiHyTI pi3HI BapiaHTH CTBOPEHHS 30BHIIIHIX MarHiTHUX MHOJIB Y
3BaproBagbHOMY 3a30pi npu EII3. TlokazaHo, mo HaWOIIBII TEXHOJOTIYHUM BapiaHTOM €
BUKOPUCTAHHS MONEPEYHOr0 MArHiTHOTO IMOJISl, CHJIOBI JiHIi SKOTO Opi€HTOBaHI B IUIOMIMHI
HIONEPEYHOT0 Mepepi3y 3BaploBaNIbHOI BaHHU. Take 1mojie MOYKHA CTBOPUTH IPH PO3TAITyBaHHI
MIOJIIOCIB €JIEKTPOMArHITY 3 NMPOTHWICKHUX OOKIB 3BAPIOBAIBHUX KPOMOK OUIS IUIAHOK, IO
dbopMyroTh O0OKOBY TTOBEpXHIO I11Ba (puc. 1).
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Puc. 1. Cxema eleKkTpONUIAaKOBOTO 3BAapIOBaHHS IUJIABKUM MYHAIITYKOM B
NONIEPEYHOMY MAarHiTHOMY IO (@) 1 30BHILIHIM BUIJIA €NEKTPOMArHiTHOTO MPUCTPOIO (0):
1 — muTa, SKy 3BaprOIOTh; 2 — (OPMYyIOUH TUIAHKU; 3 — €JIEKTPOMArHITHUNA TPUCTPIi; 4 —
3BapHUI II0OB; 5 — MeTajieBa BaHHA; 6 — IIJIAKOBA BaHHA; 7 — IUIABKUM MYHAIITYK; 8 —
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Puc. 2. HampsMok BekTOpiB IHAYKII Mar"iTHoro moys B, cumu crpymy [ i
esiekTpoMarHiTHoi cuin Fe ipu EILI3 B monepedyHoMy MarHiTHOMY IO

I[OCTaTHBO KOMIIAKTHUMHU € GHGKTpOMaFHiTI/I 3 OAHOCTPUKHCBHMU CCPACYHUKAMU

puc. 1. Takuii mpucTpiii CTBOPIOE MarHiTHE TIOJIe, CHUJIOBI JIiHII SKOTO TEPIECHAUKYJISIPHI
3BapIOBAIbHUM KpOMKaM. B naHomy BHIIaAKy, B AEKapTOBIM CHUCTEMI KOOpAMHAT (X, ), Z)
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IeKTPOMArHiTHa CHJIa MaTHMe CKIanoBi Fe = (— jZBy,O, ijy) (puc.2). Tobro, 3

ypaxyBaHHSIM TOTO, IO OChOBA z-CKJIAJ0BA CHJIM CTPYMY 3HAYHO OiJbIIe HiXK MOIEPEYHA X-
CKJIa/IOBa j:> jx, OCHOBHA KOMITIOHEHTa €NEKTPOMArHiTHOI CUIM OyJe CHpsSMOBaHa BIIOMEPEK
KPOMOK, IO 3BaplOIOThCA (B3MOBXK OCi X, puc. 2). Y pa3i BHUKOPUCTaHHS MOCTIHHOTO
Mar”iTHOTO TOJS 1 3MIHHOTO CTPyMy 3BapiOBaHHs II¢ TMPHU3BEAC 10 YTBOPEHHs BiOparii
pO3IIaBy BaHHHU BIIOTIEPEK 3BAPIOBATBHUX KPOMOK 3 YAaCTOTOIO cTpyMy 3BaproBaHHs (50 I'm).
Taki 3BOPOTHO-TIOCTYTAJBHI PYyXH PO3ILIABY CIHPHUSIIOTH MOJAPIOHEHHIO CTPYKTYpHU METaIy
mBa. [lonepeuna BiOpallisi B 3BaprOBAIbHOMY 33301 TaKOX 301IbIIYy€ MPOIUIABICHHS KPOMOK
OCHOBHOTO METally, 10 J03BOJISIE 3HIXKYBAaTH MIOTOHHY €HEPIiio 3BapIOBaHHS.

ExcniepuMmeHTanbHi JOCTIKEHHST MPOBOJWIN TPU 3BAaPIOBAHHI MMOKOBOK TOBIIHMHOIO
120 mm 3 Texniunoro tutany BTI1-0. EII3 3gilicHioBanM 3 BUKOPUCTaHHSM IIJIaBKOTO
MyHIITyKa 3 TuTany BT1-0 3 n1BoMa kaHajmamu JUist 3BaprOBaJIbHUX JIPOTIB A1aMETPOM 5 MM.
BukopuctopyBaimm propuaHo-xnopuaanii ¢uroc AH-T4. Excnepumentu mnpoBoauiu 6e3
3aCTOCYBAaHHSI 30BHINIHBOTO MAar”iTHOro mouns (ekcrm. Nel), a TakoX 3 BUKOPHUCTaHHSIM
MOCTIMHOTO 1 IMITYJIbCHOTO TOTIEPEYHOTO MarHiTHOTO Toutst (ekcr. Ne2, 3). B ycix Bumaakax
3BapIOBaIbHUN 3a30p cTaHOBUB 30 MM. PexxuMu npoBeleHHX EKCIEpUMEHTIB HaBeleHl1 B
Tabnuill. 3 OTpUMaHUX 3BapHUX 3'€HAHb BUTOTOBIISUIM TTO3/I0OBXKHI TEMIUICTH VIS aHAJi3y
CTPYKTYpH METaIy.

Taomuus. Pexxumu EI3 TUTaHOBBIX 3ar0TOBOK Oom.=120 MM

Ne Uz, B L, A Vipory, M/TOZ | Vis, M/TOL 30BHIIIIHE MaTHITHE I10JIE
THII TI0JIS B, Txa
1 22-24 3600 100 2,0 - -
2 18-19 3800 140 2,4 IOCTIMHE 0,04
3 22-23 3550 150 2,2 IMITYJIbCHE 0,06
tinn=1 ,5 C,
tnaysn= 10 ¢

Ha puc. 3 HaBeieHO MaKpOCTPYKTYpH OTPUMAHUX 3BapHUX 3'€IHaHb. B ycix BHIaaKax
CTPYKTypa MeTaly mliiibHa, 0e3 Top, NUIAKOBMUX BKJIIOYEHb Ta iHmMX aedekris. J[oOpe
TIOMITHI CTPYKTYPHI 30HU 3BapHOTO 3'€IHAHHS: OCHOBHUN METaJl, 30Ha TEPMIYHOTO BILIUBY,
MeTaJ 1IBa.

Mertan mBa, OTpUMaHOro O€3 eJNeKTPOMArHiTHOTO BIUIMBY, XapaKTepU3YEThCS
CTOBITYACTOIO CTPYKTYPOIO 3 KPYITHUMHU KPUCTAIIITAMU BUTATHYTUMU B HAMPSIMKY BiJIBEJICHHS
tera (puc. 3 a). Taka CTpyKTypa € TUIOBOIO IJIsl JIMTOTO METany 1 (OpMYeEThCS B YMOBax
BEJIMKOT0 00'eMy METaJeBOi BaHHU 1 BIJIHOCHO HU3BKOI HIBUIKOCTI OXOJOKCHHS PIIKOTO
MeTany, ki xapaktepHi nporecy EIL3.
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Puc. 3. MakpocTpykTypa 3BapHHX 3'€qHaHb, OTpuMaHux Tpamumiiinum EI3 (a) 1
EII3 B nocriitHOMY (0) 1 iMITyTbCHOMY () TIOTIEPEYHOMY MarHiTHOMY ITOJTi
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Ha puc. 4 npeacrasieHi pe3yiabTaTH aHATI3y MaKpPOCTPYKTYpHU METally, OTpUMaHi 3a
JIOTIOMOT010 TIporpamHoro 3abesneuenHss MIPAR. Anaini3 oTpuMaHUX JaHUX CBIAYHTH, IO
MeTaj IIBa, OTPUMAHOTO MiJ BIUIMBOM IMITYJILCHOTO MarHiTHOro moust iHmykiieo 0,06 Tx
XapaKTepU3yeTbCss OUTbII JIpiOHO3EPHUCTOI0 CTPYKTYPOIO, Y MOPIBHSAHHI 3 METajJOM MIBa
tpaauiiiitnoro EIIII. Tak, cepemniii po3Mip 3epHa (€KBIBaJCHTHUH 1iaMeTp) B MO
makpomnutipa tpaguiiitHoro EI3 cranoButh 1,91 MM B TOH wac sk Hpu 3acTOCyBaHHI
IMITyJIbCHOTO MarHiTHoro mnojist — 0,74 MM, T06TO B 2,6 pa3u meHmuii. B pa3i 3acTocyBaHHS
nocriitHoro mouis iHaykuieto 0,04 T moapiOHEHHS CTPYKTYpH BiAOYIOCH MEHIIOK Mipoto. B
IbOMY BHUTIAJIKy CEPEIHIN po3Mip 3epHa cTaHOBUB 0,86 MM.

160 T 400 450

140 min 0,078 mm
max 4,75 mm

mean 1,912 mm
120 300

min 0,08 mm 400 min 0,078 mm
max 4,09 mm max 2,73 mm
mean 0,86 mm mean 0,74 mm
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a o 8
Puc. 4. Po3noain 3epeH B moii Makponutida 3BapHOTO 3'€JHAHHS MO iX pO3MIpy: a —
tpaauiiine EI3; 6 — EII3 B monepeunoMy mocTiiiHoMy Mar"iTHomy modii; ¢ — EII3 B
HOTNIEPEYHOMY IMITYJILCHOMY MarHiTHOMY IOJIi

MeHmmii BIUTMB TOCTIMHOTO MAarHITHOTO TIOJS Ha CTPYKTYPOYTBOPEHHS MeETaly
MOSICHIOETBCST TIEPIIT 32 BCE MEHIIMM 3HAYCHHSM 1HAYKIT Mar”iTHOrO TOJs, 4Yepe3 IIo
3MEHUIYEThCS €JIEKTPOMAarHiTHa CUiIa, 1o i€ Ha pinkuil meran. KpiM Toro, npu iMImyabCHiH
nii MarHiTHOTO TOJIsA BiAOYyBarOThCA TiIpoauHaMiuHi "ymapu" Ha (GpOHT KpuCTami3aiii B
MOMEHT BKJIIOYEHHS 1 BIAKIIOYEHHS MArHITHOTO TIOJIsA, SIKi CHPHSIOTH MOIPiOHEHHIO
CTPYKTYypH IIIBa.

3arajiom, MeXaHi3M MOAPIOHEHHS CTPYKTYpH MeTaly IIBa MiJ BIUIMBOM MarHiTHOTO
MoJisi TMOB'I3aHUW 3 pyHHYBaHHAM a00 YacTKOBUM OIUIABJICHHSIM/PO3YMHEHHSIM T1JI0K
3pOCTAlOYMX JICHAPHTIB IiJ] BILIABOM €JIEKTPOMArHiTHOI BiOpallii i MOTOKIB PiIKOTO METaly.
[HTEeHCUBHICTh MOAPIOHEHHS METATy 3aJeKUTh BIJ BEIMYMHHM 1HAYKII MarHiTHOTO IIOJIS,
YacTOTH 1 TPUBAJIOCTI IMITYJIbCIB HOTO Mii.

TakuM YHMHOM EKCIEPUMEHTAIBHO JOBEJACHA MOJKJIMBICTP TOMOTEHI3aIli 1
noJpiOHeHHs CTPYKTypH Metaiy mBa npu EII3 TutaHy nuisxom 3acTOCyBaHHS IMITYJIBCHOTO
MOTEPEYHOr0 MarHiTHOTO MOJsl.
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