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robotic welding of a heterogeneous nickel-based alloy

Oco0ennoctTu popMHpoOBaHUS MUKPOCTPYKTYPbI OKOJIOIIOBHOI 30HbI
NpHU poOOTU3HPOBAHHOM CBApPKe reTePOreHHOro CIJIaBa HA OCHOBE HUKeJIS
A. Y. Medvedev *, R. V. Nikiforov, V. R. Galimov,

O. V. Murugova, M. P. Savichev, B. O. Bolshakov

A. 0. Meoseoes *, P. B. Huxughopos, B. P. 'anumos,
0. B. Mypyzoea, M. I1. Casuues, b. O. borvuwakos
Ufa State Aviation Technical University, Marx Str. 12, Ufa, 450008, Russia

" medvedev.ay@net.ugatu.su

Y pumcknii rocynapcTBeHHBIH aBUALMOHHBIN TeXHUYeCKHi yHuBepeuTet, Poccus, 450008, Ya, yn. K. Mapkcea, 12
" medvedev.ay@net.ugatu.su

ABSTRACT

This article discusses with the problem of welding a limitedly weldable superalloy EP718 (KhN45MVTYUBR), which are
widely used in the aviation industry and power engineering. Domestic and foreign experience of welding this alloy is
considered: common types of welding for EP718 and its foreign analogue Inconel 718, parameters of welding regims,
ensuring the formation of a defect-free butt double-pass welded joint are given. After a series of welding experiments,
X-raygraphics control of welded joints, metallographic and SEM-analysis of microsections were carried out, and the
microhardness of the base metal and weld was measured. In the 1st pass of the weld, a mainly disoriented comminuted
structure was obtained, in the 2nd pass the structure is more equiaxed, which is most likely caused by an increase
in the stiffness of the welded joint after the 1st pass and a large space for free temperature deformation between
the welded edges. The microstructure of the near-weld zone was a partially remelted cold-worked layer as a result of
milling, the grain size of which was 57 times less than the grain size of the base metal and amounted to 5-10 microns.
Obtaining such a fine-grained structure when welding in a welded joint increases the resistance of welded joints against
the formation of hot cracks during welding.
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AHHOTALUS

PaccmaTtpuBaeTcs npobaema cBapKM OFPaHUYEHHO CBAPMBAEMOTO ¥KapoMpOoYHOro KenesoHuKenesoro cnaasa JM718
(XH45MBTHOEP), WMPOKO NPMMEHAEMOro B aBUALMOHHOM MPOMBbILWIEHHOCTU U SHEpreTuke. PaccMoTpeH OTeYyecTBeH-
HbI/ 1M 3apybekHblil ONbIT CBAPKM AAHHOrO ChnaBa: NpPUMBeAEHbl PacnpoCTpaHeHHble BUABI cBapKu ansa 3M718 u ero
aHanora Inconel 718, napameTpbl peXMMOB CBAapKK, obecneumnsarolme dopmmnpoBaHne b6es3aedeKTHOro CTbIKOBOrO
OBYXMPOXOAHOIO CBapHOro coeauHeHua. [ocne npoBefeHMA CepuUn CBAPOYHbIX IKCMEPUMEHTOB Obln ocyliecTBiaeH
peHTreHorpadu4ecKknin KOHTPOIb CBAPHbIX COeANHEHUN, meTannorpapuyecknii 1 PIM — aHanns mmkpownndos, nsme-
peHa MMKPOTBEPAOCTb OCHOBHOIO MeTasizla U cBapHOro wea. B 1-m npoxoze cBapHOro LWea 6bin1a nosyYyeHa B OCHOB-
HOM [e30PMEHTUPOBAHHANA M3MebYeHHasA CTPYKTypa, BO 2-M NPOXo4e CTPYKTypa 6onee paBHOOCHasA, YTO BEPOATHee
BCErO BbI3BAHO NOBbIWEHMEM ¥KECTKOCTU CBAPHOIO coeauHeHuA nocae 1-ro npoxosda U 60bWMM NPOCTPAaHCTBOM A/1A
cBoboaHOM TemnepaTypHoON aedopmaunmn Mexay CBapuBaembiMM KPpOMKaMU. MUKPOCTPYKTYPa OKOJIOLLIOBHOM 30HbI
npeactaBasana cobon YaCTMYHO MepeniaBAeHHbI HarapToBaHHbIN B pe3ynbTate ¢pe3epoBaHUA CNOM, pasMep 3epeH
KOTOPOro MeHblle pa3mepa 3epHa OCHOBHOro MeTanna B 5—7 pas u coctasnan 5-10 mKkm. MonyyeHne nogobHon men-
KO3ePHUCTOM CTPYKTYpPbl NpK cBapKe B OLLI3 noBbIWaeT CTOMKOCTb CBapHbIX COEANHEHUI NPOTMB 06Pa30BaHMA ropAYMX
TPELLUMH NpU CBapKe.

KJIIOYEBBLIE CJIOBA

aponpouHble HMKeneBble cnaasbl; cnaas XHA5MBTHOBP; po6oTrM3npoBaHHanA cBapKa NAaBALMMCA 31EKTPOLOM C MOo-
nepeyHbIMK KonebaHUAMU; MUKPOCTPYKTYPa OKOJIOLLIOBHOM 30HbI.
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BBenenne

['eTeporeHHble CIJIaBHI Ha OCHOBE HUKEIs
MPUMEHSIOTCS B aBUACTPOCHHUHM U DHEPTEeTHKE
JUIS. M3TOTOBJICHUSI HATPY>KEHHBIX JeTajed u
y37I0B, pabOTaIONINX MPU BBHICOKUX TeMIepaTy-
pax. OMHUM U3 TPUMEPOB MATEPUATIOB JTaHHOU
TPYIIIBI SBJISIETCS] IPUMEHSIEMbIN [IPU TEMIepa-
typax 10 700 °C (kparkoBpemeHHO 110 800 °C),
crutaB Inconel 718 m ero poccuiickwii aHajor
XH4ASMBTIOBP. Ero npumenenue ajis M3ro-
TOBJICHUSI CBAapHBIX KOHCTPYKIUU OCJIOXKHEHO
CKJIOHHOCTBIO K 00pa30BaHUIO TOPSYUX TPEITUH
Pa3JIMYHON MPUPOABI, IPUYEM HE TOJIBKO B Me-
TaJlJle 1Ba, HO U B okoJjomoBHOW 30He (OILLI3),
a TaK)Ke POCTOM 3€pHA U Pa3ynpOYHCHHEM Me-
tayuia B OLI3. B tabn. 1 npeacrasieH xuMmude-
ckuii coctaB cruiaBa JI1718 u ero 3apydexHOrO
anazora Inconel 718.

Jlns cBapku paccMaTpuUBaeMoro cIjilaBa B
aBUa- U JBUTATEIIECTPOCHUH IPUMEHSIIOTCS TE€X-
HOJIOTHH 3JIEKTPOHHO-Ty4eBoi cBapku (DJIC) u
PYYHOH aproHOyrOBOM CBApKH HEIJIABSIIUM-
Csl DJIEKTPOAOM C TPUCATOYHON MPOBOJOKOI
(ApJC). Texuonorus DJIC (6maronapst BEICOKOH
KOHIIEHTPALIMK TEIJia B UCTOYHUKE) MO3BOJISAET
(hopMUpOBATh MEIKO3EPHUCTOE CTPOSHUE IIBA,
OJTHAKO €€ LIMPOKOE MPUMEHEHUE OCI0KHEHO
CIIEAYIOIIMMU aclieKTaMu: TpeOyeT TPyA0eMKOil
MOJTOTOBKH KPOMOK; CIIOYKHO TPUMEHSITh Ha KPU-
BOJIMHEWHBIX TPAEKTOPHUAX CBapHBIX IIBOB [4].

Pyunas Ap/IC ¢ mpucagodyHbiM MaTepua-
JIOM OCYUIECTBIISIETCS Ha MAaJIbIX CKOPOCTSIX B 3
1 OoJiee TPOXO/IOB TIPH 3ATIOTHEHUU PA3ICIKU C
TOJNUIMHON MeTanna 4—5 MM. DTO NMPUBOAUT K
MHOTOKpaTHOMY HarpeBy MeTajlja B 30HE I1Ba U
OII3, u, KaKk cIeACTBHE, HAKOIJIEHHUIO OCTATOY-
HBIX HaINpsOKEHUH, pocTy pasMepa 3epHa. On-

HAKO, MPHUMEHEHHE TOMOTEHHBIX TPUCATOYHBIX
MaTEpUaJIOB CYIIECTBEHHO CHHUXACT MEXaHH-
YeCKHE XapaKTePUCTUKH CBAPHBIX COEAMHEHUHN
npu pabounx Temneparypax [5].

PaccMOTpuM OCHOBHBIE IApaMeTphbl PEXKU-
MOB CBapKH, Ha KOTOPBIX BO3MOXKHO TOJyde-
HUe 0e371eeKTHOr0 CBApHOTO COCIWHEHUS W3
TOHKOJIUCTOBBIX TUIacTUH cruiaBa JDII718 u ero
ananora Inconel 718, mpencraBieHHbIE B HAY4-
HBIX CTaThsIX U TuTeparype. B Tabmn. 2 moka3aHbl
napaMeTpbl peKMMa CBapKH CTHIKOBBIX CBAPHBIX
coenunenuit DI1718 u ero aHajora B 3aBUCHUMO-
CTH OT CII0c00a CBapKH.

Ha ocHoBanum wumerommxcs 3apyOexHbIX
PEKOMEHAAIU CBapKa CTHIKOBBIX COCIUHEHUM
TONIMHON 4 MM U3 cIjiaBa-aHajora Inconel
718 MOkeT OBITh OCYIIIECTBIIEHA MHOTOCIIOMHOMN
Ap/IC mocTosHHONM nIyroi ¢ IOTOHHOM 3HEp-
rueit He Menee 400 x/[x/M 3a mpoxon B 2 MM
IpHU CKOPOCTH CBAapKW HE MeHee 24 M/4, MHO-
rocnoiiHot Ap/IC uMIyabCHON 1yroi ¢ MOroH-
HOM 3Heprueil He MeHee 360 k/[x/M 3a mpoxon B
2 MM MpH CKOPOCTH CBapKu He MeHee 15 m/4. Ha
OCHOBaHUU 3apyOeKHBIX TaHHBIX U COOCTBEH-
Horo ombita, npuMeHenue CIID — cBapku (mia-
BAIIUMCS DJIEKTPOJIOM B MHEPTOM Ta3e) C More-
PEUHBIMU KOJEeOaHUSIMU OOECIEUUT CHHKEHUE
noroHHoil sHeprun a0 30% MO CpaBHEHUIO C
MHorocyoiHoi Ap/IC uMnynbCHON Ayrou, mo-
3BOJIUT CHU3UTH CKOPOCTH POCTA 3€PHA, MaICHUE
MJACTUYHOCTH B TEMIEPATYPHBIX HMHTEpPBaJiax
XPYIKOCTH U MMHUMAJIBHOI'O YPOBHSI OCTaTO4-
HbIX HanpsbkeHuidd B OIL3. ®opmupoBanue mno-
JOOHOW H3MENTBUYEHHOW CTPYKTYPBI CIIOCOOHO
00ecreuynTh MOBBIIIEHHE CTOMKOCTH CBapHBIX
COEIMHEHUH MPOTUB 00pa30BaHUsI TPELIUH MPU
BBICOKHUX TemIiepatypax [15, 16].

Tabnuna 1
Table 1

Xumudeckuii cocras ciiaBa JI1718 [1, 2] u Inconel 718 [3]

Chemical composition of EP718 [1, 2] and Inconel 718 [3]

CruiaB CopneprkaHue IeMEeHToB, %

C Si Mn Cr | Ni | W [ Mo Mg Nb Al Ti Fe B P S TIpoune
AM718 |<0,1 |<03 |<0,6 |14-|43—|25-[4- [0,001-]08- |0,9-|1.9- [Ocr |<0,008 | <0,010 |<0,015 | Zr<0,02;
16 |47 |35 |52 |05 1,5 14 |24 Ce<0,3
Inconel | <0,08 |<0,35 | <0,35 | 17— | 50— - 12,8 - 4,75-10,2— 1 0,65— | Ocr. | 0,006 | <0,015 | <0,015 | Co<1,0;
718 21 |55 33 550 |08 1,15 Cu<0,3
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TaOnumna 2
Table 2
IlapamMeTpbl CBapKH CTHIKOBBIX cBapHbIX coennHenuii 11718 u Inconel 718
B 1kz 111 pa3/inyHbIX c1I0CO00B CBAPKU
Welding parameters for butt welded joints of EP718 and Inconel 718
for various welding methods
Cmias Croco0 [Tpucanounsrii TonmuHa, IToronnas CxopocThb Uctou-
CBapKH Marepuan MM SHEprus, CBapKH, M/4 HUK
kJIx/m
MIG,
DI1718 UMITYJIbCHAS DI1533, 01,2 5 250-430 12-20,5 [6]
nyra
SJIC - 2 77 79 [7]
QJIC - 4,5 60 25,2 [8]
OJIC - 13 225 46,8 [9]
ApJIC ERNiFeCr-2, 01,6 2 400-900 24-36 [10]
ApJIC ERNiFeCr-2, 91,6 2 840 36 [7]
ApJIC - 2 264 22 [11]
ApIC,
UMIYyJIbCHAs - 1,33 137-160,6 12,2 [12]
yra
Ap/C,
Inconel 718 |\ nvmecras - 2 360 14,5 [11]
yra
ApJIC,
HAMITYJTbCHAS WI18P 2,3 300 - [13]
yra
ApJC, 120-175
HUMITYJIbCHAS ERNiCu-7 5 Ha KaXJIbIH 16 [14]
ayra u3 4 Ipoxo0B
ApJIC, 109-160
UMIYyJIbCHas ERNiCrCoMo-1 5 Ha KaXbIi 20 [14]
Jyra u3 4 IPOXOI0B
ApJIC, 109-160
HMITYJIbCHas ERNiCr-3 5 Ha KaXXIbIN 20 [14]
yra 13 4 IpoxoJ0B

L]envio 0annoii pabomwi ABIAETCS CHIDKCHHE
CKJIOHHOCTH K TPEIIMHOOOPAa30BaHUIO NPU HU3-
TOTOBJIEHUM KOHCTPYKIMM U3 ciuiaBa JDII718 ¢
MHOXKECTBOM CBAapHBIX IIBOB 3a c4eT (OPMHPO-
BaHUs MeNKo3epHUCTON cTpyKTypbl O3 MHO-
TOCJIOMHBIX CBAPHBIX IIBOB, MOJYYEHHBIX POOO-
tusupoBaHHoi CIID-cBapkoil ¢ MonepeyHbIMU
KoJIe0aHUSIMU TUIABAIIETOCS SIEKTPO/Ia.

1. ITocTanoBKa 3KCNIEPHMEHTA

CIID ¢ monepeyHbIMU KOJICOAHUSMHU TIIABS-
IIErOCsl IEKTPO/a MPOBOIWIA B HUMITYJILCHOM

n 2021. Vol. 3, No. 1(3)

pEeXHMME CBapOYHOTO TOKAa Ha POOOTU3UPOBAH-
HOM koMmIutekce: pobor ABB IRB 1600 ¢ 6mo-
koM ympasienus IRC 5, ucrounukom nutaHus
EVOMIG 350 ¢ cuHepreTMyeckuM yIpaBlie-
HHUEM, NPHUCIOCOOIIEHUEM MJIsi CBApKH JIMCTO-
BBIX 3arOTOBOK C IOjladyell aproHa ¢ oOpaTHOI
CTOPOHBI IIBa. JIMCTOBBIE 3aroTOBKM M3 CILIa-
Ba OII718 uMenu TONILMHY 5 MM B COCTOSSHUHU
noctaBku. [lpucanounas npososoka — DI1533
?¥1,2 MM B 3aKkajieHHOM cocTostHUU. CBapka mpo-
BOJIMJIACh C MOIMEPEYHBIMH KOJICOAHUSMU TOpe-
KM OTHOCHUTEJIBHO TPAEKTOPHUH I11Ba B 2 MPOX0/a.
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Caapka npoBOJWIIach B pexXUME root, IOroHHast
sHeprus 3a 1-i mpoxon — g, =250 xJ[x/m, 3a 2-1 —
g, = 430 xJ[X/M COOTBETCTBEHHO.

HomuHaneHBIN 3a30p MEXIy CBapUBacMbl-
MU mactuHaMu coctasirsia 1,0 mMm. IToaroroska
CBapMBaeMbIX KPOMOK OCYILECTBIISAIACh Ha ppe-
3epHOM cTaHke. [lepen cBapkoii Hcnoab30Baiach
MPUXBAaTKa 10 TOPIAM IJIACTUH C OCIEAYIOIUM
BBIOOPKO# 10 BBICOTHI 1,0+£0,5 MM.

Iloozomoska  muxpoutnugos.  Ilonroros-
Ka IIM¢OB MOJ MaKpO- U MUKPOCTPYKTYPHBIN
aHaJIU3 OCYLIECTBIISJIACh B HECKOJIBKO 3TaIlOB:
MEXaHMYECKOM NUIM()OBAHUM M TOJUPOBAHUU
C HCIIOJIb30BaHHWEM aOpa3uBHBIX MaTepuasioB U
XUMHYECKOM TPaBIICHUH JJIsl BBISIBICHUS CTPYK-
TYpHBIX COCTaBIISIIOIIMX. PeakTuB Juisd Tpasie-
HUS — PEAKTUB «A», KOTOPBIA UIMEET CIIETyOIIUN
cocras: Bofa (H,0) — 20 cm’, meansiii kynopoc
(CuSO,) — 4 1, conanas kucnora (HCI) — 20 cm’.
Bpewms tpasnenus — 3—10 c.

Memannoepagpua. MUKPOCTPYKTYpY IILIH-
(OB WCCIEIOBATM C IMOMOIIBIO AJIEKTPOHHOTO
Mukpockomna Olympus GX51u pacTpoBoMm 37eK-
TPOHHOM MHUKpockore JSM-6490LV.

Usmepenue muxpomeepoocmu 1o Buxkep-
cy (HV) mpoBomunu na Mukpomerpe-5101 ¢
MUPAMHUIAJIFHBIM aTMa3HbIM HHJIEHTOPOM O
Harpy3koid 1 H (100 r) anma3Hoi ueThlpexcTo-
POHHEW TUPaMUIBI C YIJIOM MEXIy TpaHIMH,
paBHbIM 136° B TeueHue 10 c. OxoHuarenbHas
00paboTKa MHUKPOIUIATHI TI€pell H3MEPEHUEM

a

MUKPOTBEPIOCTH 3aKJI0YAJIach B MOJUPOBKE €€
MOBEPXHOCTH anMaszHou nactoit AFM 1/0.

Penmeenozpaghuueckuii konmponsb 0CymecT-
BJIsIJICS Ha anmapare Apuna-05-2M: HanpsbkeHue
150 kB, Tok 1 MA; 4yBCTBUTEIBHOCTh CHUMKA
0,1 mm no kanaBouHomy 3tasiony Nel Fe u 0,1
1o mpoBosiouHoMy 3Tanony 12 (Fe).

2. O6padoTKa pe3yJbTATOB IKCIIEPUMEHTOB

[IpencraBiena MakpOCTPYKTypa ABYXIPO-
XOJTHOTO CBApHOTO IIIBA, BBHIMOJHEHHOTO IMPHCA-
nouHoi nmpoBosiokoit DI1533 (puc. 1, a), u BHeI-
HUW BUJ JUUEBOM CTOPOHBI LIBa Mmocie 1-ro
(puc. 1, 6) u 2-ro npoxonos (puc. 1, ).

Ha makpoctpykrype (puc. 1, a) ordyernusa
BUJHA JIMHUS CIUaBieHus. brmaromapsi ucmonb-
30BaHMIO MOTIEPEYHBIX KOJICOAHUH TOPEIIKH, yaa-
JIOCh TOOUTHCS MUHUMAJILHOM BBICOTHI OOJIUIIO-
BOYHOTO BaJIMKA I11Ba, KaK 3TO BUIHO Ha puC. 1, 6.
[Ipu sTOM, TpOBENEHHBIE MUKPOCTPYKTYPHBIC
HCCJIEJIOBAHUS M PEHTreHOrpauuecKkuii KOH-
TPOJb CBAPHBIX COCAMHEHWI HE BBIABHIU JIE-
¢exToB B cBapHOM miBe 1 3TB.

Ha puc. 2, a nokazaHa MUKpPOCTPYKTypa
OII3 nocne 1-ro mpoxoma. MukpocTpykrypa
OUI3 npeacrasisieT cOOOW YaCTHUHO MEPEILIaB-
JICHHBI HarapTOBaHHBIA B pe3ynbrare (dpese-
pPOBaHUs CJIOH, pa3Mep 3epeH KOTOPOro MEHbIIIe
pasMepa 3epHa OCHOBHOrO Metayuia B 5—7 pa3
u cocrasiser 5—10 mxm. [Ipu 3TOM mpoTsKEH-
HocTh OIII3 He npesbimaer 50-100 MkM.

JInuesas ctopoHa ImBa nocie 1-ro npoxoza

A h*" T e, T
4, A k¥
__.Lm N ’a\ e Ly At e

o

Puc. 1. Makpouuud IBYXIpOXOIHOTO CBAPHOTO ITBA, BEITIOTHEHHOTO MpHUCcanoqHOi mposonokon 11533 (a),
Y BHEUTHUH BU]I JINIIEBOH CTOPOHHI IMIBa mmocie 1-ro (6) u 2-ro mpoxoos (8)

Fig. 1. Macrosection of a 2-pass welded seam made with EP533 filler wire (@), and the appearance
of the face of the weld after the 1st (6) and 2nd passes (6)

2021. Vol. 3, No. 1(3)
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Puc. 2. Mukpocrpykrypa OILL3 mocie 1-ro npoxona («) ¥ cBapHOTO IIBa MOCIIE 2-X MPOXOA0B (6)

Fig. 2. Fusion zone after the 1st pass () and welded seam after 2 passes (6) microstrucrure

Ha nmepBom mpoxome cBapHOro miBa
(puc. 2, 6), umeetcs Oounblas 0N JA€30PHEH-
TUPOBAHHOW M3MEJBYEHHON CTPYKTYpPbI, HAJIH-
Yye KOTOPOH MOXET ObITh BBI3BAHO IPHUMEHE-
HUEM TeXHUKH TOMEPEYHbIX KoJeOaHuii, B X0/
KOTOpPOM pacCIUIaBJIEHHbI METal IMOCTOSHHO
NepeMenInBaeTcs Uil TePMOMEXaHHUYECKOM BU-
Oparueil pacriaBa MpuU UMITYJIBCHO-TYTOBOM
cBapke. [Ipu 3ToM, 00bEM pacIUIaBIICHHOW CBa-
pPOYHOW BaHHBI B KOHKPETHBIX YCJIOBHUAX, OYe-
BHUJIHO, CYIIECTBEHHO MEHBIIE, YeM IpU apro-
HOJIyTOBOM CBapKe HEIIaBSLIUMCS 3JIEKTPOJIOM.
Bo 2-M npoxoze cTpyKkTypa 1iBa 6osee paBHOO-
CHasi, YTO BEPOATHEE BCETO CBSI3aHO C MOBBIILIE-
HUEM >KECTKOCTH CBapHOTO COEIMHEHUs IOCiie
I-ro mpoxona U OOJBLIUM MPOCTPAHCTBOM JJIS
CBOOOIHOM TemmepaTypHOi nedopmManuu Mex-
1y cBapuBaeMbIMu KpoMmkamu [17, 18].

[TpyuymHO¥ OONBIIMX peTaKCaIlMOHHBIX CBa-
POYHBIX HANPSHKEHUI MOXKET BBICTYIATh YBEJIH-

macmrab x20 / Scale x20

a

YEHHE JI0JIU KUAKOTO MEeTalljia B TBEPA0KUIKOM
COCTOSSHUM H3-32 HMHTEHCU(DUKAIIMHU BS3KOTO
CKOJILKCHUSI 3€PEH BIOJb WX TPAHMI], KaK ITO
SKCIIEPUMEHTAJIBHO J0Ka3aHo B pabortax [16,
18], 4TO MPUBOAUT K CHUYKEHHUIO CBAPOUYHBIX Ha-
NPSDKEHUH M TeM CaMbIM YMEHBIIACT BO3MOXK-
HOCTb BO3HUKHOBEHHS M PACIIPOCTPAHEHUS «TO-
PAYNX» TPEIIHH.

Takum 00pa3oM, BHEIPEHHE POOOTHU3HPO-
BAaHHOW CBapKH IJIABALIUMCS 3JEKTPOIOM C TIO-
MEPEYHBIMU KOJICOAHUSIMU TIPU CBapKe CILIaBa
OlI1718 tommuuoit 5 MM B3ameH pyunoit ApJIC
MO3BOJISIET CHU3UTh KOJIUYECTBO MPOXOAOB C 3
J0 2-X MpPU YMEHBIICHUH BBOAMMOMN IOTOHHON
sHepruu Ha 31%.

Ha puc. 3 mnokazaHa MUKPOCTPYKTY-
pa cBapuoro mBa u OII3 mnocne Tepmo-
00pabOTKH, BKIIFOUABIICH 3aKajKy IPU TEMIIS-
patype 1050 °C u ctapenue (780 °C/54 15 mun)
[19, 20].

macmrad x50 / Scale x50
o
Puc. 3. Mukpoctpykrypa OLI3 (a) u cBapHOTro 1IBa (6) mocie TepMoodpadoTKu

Fig. 3. Fusion zone (a) and weld (6) microstrucrure after heat treatment

2021. Vol. 2, No. 1(3)
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Ha puc. 4, a nokazaHa MUKpPOCTPYKTypa
OLI3 mocne cBapku 2-X IPOXOIOB, IMOJYYEH-
Has pacTpPOBOM SJIEKTPOHHONM MUKPOCKOIIHEH.
Ha ne#t oT4eTIMBO BUIHBI paCTyIIUE JEHIPUTHI
[0 HANPABJICHUIO TEMIIEPATYpPHOTO T'PaJUEHTA.
Ha puc. 4, 6 nokazana mopdonoruss MUKpPO-
ctpykrypbl O3 mocne TepmoobpaboTku. Ha
HEM 3aMETHBI 3epHa, HECKOJIbKO YBEIMYMBIIH-
ecst B pazmepe mociie TepMooOpabOTKH U HEKO-
TOpbIE YACTUYHO PEKPUCTATIM30BaHHBIE B IIPO-
1[ecce CTapeHusl.

X700

20pm 10 49 SEI

PentrenorpagupoBanue u aHaiIu3
KponutudoB TOciae TepMOOOPaOOTKH IOKa3all
OTCYTCTBHE 1€()EeKTOB KaK B CBAPHOM IIIBE, TaK U
B OLL3. [ToryuyeHnue nogoO6HON METKO3EpPHUCTON
CTPYKTYpHI 1pu cBapke B O3 nosImiaer cToii-
KOCTh CBapHBIX COEJIMHEHUH MPOTHB 00pa3oBa-
Hus TpemuH npu 650—-800 °C [7].

B Ta6un. 3 mokasan cpeaHuii pasmep 3epHa U
MHKPOTBEPAOCTh 00pasIa.

MH-

Puc. 4. Mopdosnorus mukpoctpykrypsl OII3 nocie cBapku 2-x mpoxo10B (a)
U mocie TepmMooOpaborku (6) 1o pesyiabraram POM

Fig. 4. The morphology of the microstructure of the fusion zone after welding of 2 passes (a)
and after heat treatment (6) according to the results of SEM-analyses

Tabnuna 3
Table 3
CpenHuii pa3mep 3epHa 1 MUKPOTBEPI0CTH 00Pa3IoB
Average grain size and microhardness of samples
CocrosiHue obpasua Cpennuii pazmep MuxkpoTBepIOCTh MuxkpoTBepIOCTh
3€pHa, MKM OCHOBHOro meramia, HV cBapHoro mBa, HV
[ocne cBapku 65,7 256 291
2-X MPOXOZI0B
[Tocne TepMooOpadboTKH 77,9 433 417
o pexxumy BUAM
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IIpenanonoxuTenbHo, MNPUIMHOW HE3HAYH-
TEJIHLHOTO POCTA 3€PHA SBIISETCS MPOIIECC HETIOJ-
HOI\/’I perI/ICTaJ'IJ'II/ISaL[I/II/I, HpI/I BBITIOJTHCHUHN KaXK-
JIOTO MOCJEAYIOIIEr0 CJIOS MPEAbIAYIIUN CIION
[1Ba MIPETEPIICBACT HOPMATH3AIIHIO U OTITYCK.

BriBoabl

1. Hcnonp3oBanue nByxnpoxonsoit CIID
C MONEPEYHBIMU KOJIEOaHUSMHU MTO3BOJISET MOTY-
YaTh KaU€CTBEHHBIE CBapHbIE MIBHI crijiaBa D[1718
TOJILIMHON 4 MM 3a J1Ba NIPOXOAA MPU ITOrOHHON
sHepruu 250 u 430 xJIx/M 3a 1-it 1 2-it mpoxoabl
coOTBETCTBEHHO. [lonmyueHHbIil pe3yabpTar nep-
CIIEKTUBEH C TOUKHU 3PEHHUSI CHU)KEHUS DHEPIOB-
JIO’KEHUSI, OCTaTOYHBIX CBAPOUYHBIX JeGopManuii
U KOpOOJIeHUH, MOCKOJIbKY 10 MMEIOLIUMCS 3a-
py6exubIM pexomeHaanusam Ap/IC coennnenuii
TOJIIIMHON 4 MM 13 crutaBa-aHasora Inconel 718
JOJKHA OCYIIECTBIATHCA C MOTOHHOM 3HEp-
rueit He menee 360...400 xJlx/mM 3a mpoxom.

2. B 1-M mpoxoze cBapHOro IiBa, IOJIy4YeH-
Horo CIID ¢ momepeuyHbIMH KOJICOAaHUSIMU, MH-
KPOCTPYKTYpa Obl1a B OCHOBHOM JI€30PHEHTUPO-
BAHHOM M3MEJIBYEHHOM, 8 MUKPOCTPYKTYpa 2-TO
npoxona — Oosiee paBHOOCHOM, YTO, BEPOSITHEE
BCET0, BbI3BAHO TOBBIIIEHUEM JKECTKOCTH CBap-
HOT'0 COeAMHEHM s TocIe 1-ro mpoxoaau 0oabIIuM
MIPOCTPAHCTBOM JJIsl CBOOOHON TeMIIEpaTy pHOM
nedopMaruu Mexx 1y CBapuBaeMbIMU KPOMKAMH.

3. MukpoTBepAOCTh OCHOBHOIO MeTaj-
Ja TOCNe CBapKuh 2-X MPOXOIOB COCTaBHIIA
256 HV, cBapnoro mBa — 291 HV. Mukport-
BEpIOCTh OCHOBHOI'O MeETaJljla IOC]E€ CBapKu
2-X MPOXOAOB U TEPMOOOPAOOTKH MO PEXKUMY
3akanka npu temneparype 1050 °C + crape-
Hue (780 °C/54 15 mwmH) cocrabisina 433 HV,
cBapHoro mBa — 417 HV cooTBeTCTBEHHO.

4. TIlonyuenHas MuKpocTpykrypa OLI3
MMesa MEIKO3EPHUCTYIO CTPYKTYPY U SIBJISIACH
YacThI0 HAarapTOBAaHHOTO B pe3ynbTaTe (pese-
pOBaHM CJI05, pa3Mep 3€peH KOTOPOro MEHBIIIE
pa3Mepa 3epHa OCHOBHOIO MeTaJlila B 5—7 pa3 u
CcOCTaBJIs1 66 MKM IOCJIE CBApKU 78 MKM MOCIIe
PEKOMEHIOBaHHOM ~ TepMooOpaboTku. Ilomy-
YeHHE TOA00HON MEIKO3EpPHUCTON CTPYKTYpPbI
npu cBapke B OILI3 noBeImaeT cCTOMKOCTh CBAp-
HBIX COEIMHEHUH MPOTUB 00pa30BaHMsI TPEIIUH

npu 650-800 °C.
BbaarogapuocTun

Hayunoui xonnexmue o6aacooapum 3a no-
MOWb 8 NPOGeOeHUU MemanioepaguyecKux
uccneoosanuti xonnekmuevl L[KII «Hanomexy

n 2021. Vol. 3, No. 1(3)

@I'BOY BO VIATY u xagheopvl coepemenmvix
Memo008 C8aAPKU U KOHMPONS KOHCMPYKYULL
Ha 6Oaze 000 «Ammecmayuonnsiti Llenmp
CsapxaTexCepsucy 3a npedocmasnennoe 0060-
PYO0BaHUE U KOHCYIbIMAYUOHHbBLE YCIY2U.

Cnucok auTeparypbl

1. TY 14-1-1059-74. JIuctsl U3 cruiaBa Ma-
pok XH45MPTIOBP-B/](D11718-B/1), XH45M-
BTIOBP-U(DI1718-NUM1). Texuuueckue ycio-
Bus. 10 c.

2. JKapompouHblii CIJIaB Ha KEJIe30-XpOo-
Mo-HuKeneBoi ocHoBe / b. C. JlomGepr u np. //
[Tarenr P® 2084552, MIIK C 22 C 19/05.
Ony6:7. 20.07.1997.

3. Fathollahzadeh H. Development of a
weldability testing system to quantify hot
cracking susceptibility of Iinconel 718 pre-
welded sheets // Université de Montréal, 2015.
P. 100.

4. Sorokin L. I. Electron beam welding of
heat-resistant alloys / Welding production. 1998.
No. 5. P. 9-15.

5. Sorokin L. I. Stresses and cracks during
welding and heat treatment of heat-resistant
nickel alloys // Welding production. 1999.
No. 12. P. 7-12.

6. Atroshchenko V. V., Nikiforov R. V.,
Murugova O. V. Development of technology for
robotic consumable electrode welding of EP718
alloy joints // Welding and diagnostics. 2020.
No. 4. P. 46—49.

7. Effect of Welding Processes (GTAW
& EBW) and Solutionizing Temperature on
Microfissuring Tendency in Inconel 718 Welds /
M. Agilan et al. / Materials Science Forum.
2012. V. 710. P. 603—607. DOI: 10.4028/www.
scientific.net/MSF.710.603.

8.Isaev L. S. Investigation of the welded joint
of the heat-resistant alloy KhN45SMVTYUBR-ID
in electron beam welding // Bulletin of Samara
State Technical University. Technical Sciences.
2016. No. 4 (52). P. 123—-129.

9. Electron Beam Welding of Inconel 718 /
V. Patel et al. / 48th SME North American
Manufacturing Research Conference, NAMRC.
Procedia Manufacturing. 2020. V. 48. P. 428—435.

10. Jose P. J., Anand M. D. Comprehensive
Analysis of TIG Welded Inconel-718 Alloy for
Different Heat Input Conditions // International
Journal of Engineering & Technology. 2018.
No. 7 (3.6). P. 206—209.



< MATED >

11. Control of Laves phase in Inconel 718
GTA welds with current pulsing / G. D. Janaki
Ram et al. // Science and Technology of Welding
and Joining. 2004. V. 9, No. 5. P. 390—-398. DOI:
10.1179/136217104225021788.

12. Solidification Cracking of IN 718 TIG
Welds / Myriam Brochu et al. / 13th International
Conference on Fracture, Beijing, China, June
16-21,2013. P. 1-10.

13. Gregori A., Bertaso D. Welding and
deposition of Nickel superalloys 718, Waspaloy
and single crystal alloy CMSX-10 // Welding in
the World. 2007. V. 51, No. 11-12. P. 34-47.

14. Effect of filler wires and direct ageing
on the microstructure and mechanical properties
in the multi-pass welding of Inconel 718 /
K. Devendranath Ramkumar et al. // Journal
of Manufacturing Processes. 2015. V. 18.
P. 23-45. DOI: http://dx.doi.org/10.1016/j.
jmapro.2015.01.001.

15. Sxymmu b. ®. Pa3paborka HayuHBIX
OCHOB U CIIOCOOOB 00€CTIeYeHHsI TEXHOI. TPoU-
HOCTH CBapHbBIX COCIUHEHHU KpYIHOTabapHT-

HBIX KOHCTPYKIIMH W3 CTajeil M CIUIaBOB OTpa-
HUYEHHOW CBApUBACMOCTH // TUCC. ... I-pa TEXH.
Hayk. MockBa: MI'TVY um. H. O. baymana, 2000.
414 c.

16. Makapos 3. JI., SAxymun b. ®@. Teopus
CBapUBAaEMOCTH CTajed U cruiasoB. M.: MI'TY
uMm. H. O. baymana, 2014. 487 c.

17. Adam P. High strength alloy welding
for gas turbines // Heat-resistant alloys for gas
turbines, 1981. P. 388—408.

18. Sorokin L. I. Formation of hot cracks
in the near-weld zone during welding of heat-
resistant nickel alloys (review). Part 1. // Welding
production. 2005. No. 8. P. 12—16.

19. Sorokin L. I. Weldability of heat-resistant
alloys used in aircraft gas turbine engines //
Welding production. 1997. No. 4. P. 12—18.

20. IMapmykos JI. U., I'mnebmytaunos @. 3.
DJNEeKTPOHHO-Ty4eBasi CBapKa M JIOKAaJbHAs Tep-
M000OpabOTKa CBapHBIX IIIBOB U3 KAPOIPOUYHBIX
cruiaBoB // Tpymet BUAM. 2017. Ne 5 (53).
C. 23-32. DOI: 10.18577/2307-6046-2017-0-5-
3-3.

2021. Vol. 3, No. 1(3)



