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ABSTRACT

This article presents the development of a numerical model for describing the penetration shape
during pulsed-arc GMA welding of EP648 superalloy butt welded joints with a thickness of 2 mm
on a copper backing. The model takes into account symmetrical and asymmetrical edge grooving,
the energy characteristics of the pulsed arc with a 1 mm diameter consumable electrode, and heat
dissipation into the copper backing from the reverse side of the weld. Based on the simulation
results, it was found that during robotic pulsed-arc GMA welding of 2 mm thick EP648 superalloy
butt welds with a symmetrical 30° edge preparation, the heat transfer into the copper backing is
approximately 0.117Q (where Q is the total input effective power, in W) and is symmetrical relative
to the joint. During robotic pulsed-arc GMA welding of 2 mm thick EP648 superalloy butt welds
with an asymmetrical 50° edge preparation, an asymmetry is observed toward the edge with a
preparation — 0.135Q versus 0.08Q toward the edge without a preparation. The analysis of the results
also showed that a double Goldak ellipsoid heat source can be used to describe the penetration
shape during pulsed-arc GMA welding of joints with a symmetrical edge grooving of 30° and an
asymmetrical edge grooving of 50°. However, this heat source model only approximately describes
the heat transfer process in the near-affected zone and the near penetration zone from the edge.
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AHHOTALIMA

B crarbe npezacrasnena pazpaboTka YMCIEHHOW MOAENHU JUIsl OMUCAaHUs (OPMBI MPOTUIABICHUS TTPU
UMITyJIbCHO-AYroBoii GMA-cBapke CTBIKOBBIX CBapHBIX COEIUHEHHM M3 KapOIpPOYHOIO CIUIaBa
OI1648 TonmuuHoN 2 MM Ha MEIHOM MOAKIIAJKE, KOTOpas YYUThIBAJIa: CHMMETPUYHYIO U HECUMME-
TPUUHYIO pa3lelKy KPOMOK O] CBAPKY, SHEPreTUUECKHE XapaKTePUCTUKN UMITYJIbCHOM JYTH C Ijia-
BAILIUMCS JIEKTPOJIOM AMAMETPOM 1 MM M TEIUIOOTBOJ B MEIHYIO MOAKIAAKY C OOpPaTHOW CTOPOHBI
mBa. o pe3ynasraram MOAETUPOBAHMUS, BBISICHIIN, YTO NMPH POOOTU3UPOBAHHON MMITYIIbCHO-IYTO-
BOM CBAapKe CTBHIKOBBIX CBAPHBIX COCMMHEHUN cruiaBa Mapku JI1648 TonmuHON 2MM ¢ CUMMETpHUY-
HOM paznenkoil kpomok B 30° BeIMYMHA TEIUIOOTAAYU B MEAHYIO MOJKIAAKY COCTABIISIET MOPSJIKA
0,117Q (rme Q -o6m1ast BBoguMas 3¢ GHeKTHBHAS MOIIIHOCTh, BT) M CHMMeTpHUYHA OTHOCUTEIBHO CTHI-
ka. [Ipu poGOTH3MPOBAaHHON MMITYIbCHO-IYTOBOW CBapKe CTHIKOBBIX CBAPHBIX COCIMHEHUH CIlIaBa
Mapku DI1648 TonmuHOM 2MM ¢ HECUMMETPUIHOM pa3ieikoi KpoMok B 50° HaOmromaeTcss acuMme-
TpHS B CTOPOHY KpOMKH ¢ pazaenkoit — 0,135Q npotus 0,08Q co cTopoHBI KpPOMKH 0€3 pa3aenKu Mo
cBapKy. CTeneHb aCCUMETPHHM IO MOKA3ATEI0 UHTEHCUBHOCTH TEIUIOOTIA4YX B MEAHYIO MOAKIAAKY
cocrasinsier 0,37/0,63 B CTOpOHBI KpOMKY ¢ pazzenkoid B 50°. Takke aHanmu3 pe3ylbTaToB MOKa3all,
YTO I ONMHUCaHUs (POPMBI MPOIUIABIICHUS TIPH UMITYJIbCHO-TyroBo GMA-CBapKu COETUHEHUN C
CUMMETPUYHON pazfenkoil kpoMok B 30° 1 HeCUMMETpUYHOU pa3aenkoid 1 kpoMku B 50° MOXKHO
HCIIOJIb30BaTh MICTOYHUK HAarpeBa TUIa ABOMHON amumncony [onmaka, oqHako, Takasi MOJIEIb UCTOY-
HUKa HarpeBa JIMIIb TPUOIMKEHHO OMHICHIBAET MPOLIECC TEIUIONEepPeIaul B OKOJIOUIOBHOM 30HE 1IBA U
BOJIM3H K 30HE MPOIUIABIEHUS CO CTOPOHBI KPOMKH.

KJIFOYEBBIE CJIOBA

NmnynscHas GMA-cBapka; xaponpouHblil HUKeneBbli criaB O11648; ceapounas nposonoka O11533;
KOHEYHO-3JIEMEHTHOE MOJCIINPOBaHHUE.

Beenenue Hcnonb3oBaHue pOOOTHU3UPOBAHHON HM-

CmtaB mapku 211648 oTtHOCHTCS K Kapo-
MIPOYHBIM JTUCIIEPCUOHHO-TBEPACIOIIUM HHKE-
JIEBBIM CIUIABAM M NpEAHA3HA4YEH IS U3rOTOB-
JeHUsl JeTajeil Ta30TypOMHHBIX JIBUTaresneit
(I'TH), nuckoB, KOPIMYCHBIX JeTaneid W BBICO-
KOHarpy>K€HHbIX Jeraneil. J[Jiss M3roToBIICHUS
KOpIyCHBIX y3710B U3 D11648 ¢ TonmmHoi cTeH-
KU 2—4 MM TpaJULMOHHO MCIOIB3YIOT PYUYHYIO
niu aBTomarusupoBanHyio TIG-cBapky (cBapky
HEIUIaBSIIIUMCSL 3JIEKTPOJIOM), B PEIKUX CIy-
yasx HUCmonb3yloT PAW-cBapky (M1a3MeHHYIO
CBapKy) C TMPHUCATOYHON HHUKEIb-XPOMOBOU
npoBosiokoit [1, 2]. Onnako, npu TIG-cBapke
okostommoBHas 30Ha (OII3) cBapHBIX coenuHe-
HAA HMMEET KPYyHMHO3EPHUCTOE CTPOEHHE, UTO
MPUBOAMT K CHIDKeHUIo TuiactuyHoctu OI3 u
MOBBIIIEHUIO BEPOSITHOCTU 0Opa3oBaHUs rops-
qux TpeuuH [3].
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nyabCcHO-1yroBoii GMA-cBapku oGecnieunBaeT
Ba)KHbIE IPEUMYLIECTBA:

— TMIOHMKEHHOE YHEPTOBJIOKCHUE;

— BBICOKHE MEXaHUYECKUE XapaKTePUCTUKU
CBapHBIX COeMHEHUH [4].

Ha ¢opmy mporaBieHus BIUSIOT KaK SHEP-
TFeTUYECKUE MMapaMeTphbl CBAPOYHON TyTH, TaK U
CTPYKTYPHOE COCTOSIHUE KPOMKH IIOJI CBapKy.
brio Taxke ycranoBieHo [4, 5], 4To MoAroToB-
Ka KPOMOK TOf] pOOOTH3MPOBAHHYIO HMMITYJIb-
cHo-1yroByro GMA-cBapKy BIUsIE€T Ha pa3Mep
3€pHa OKOJOLIOBHOM 30HBI. Hammume mnpors-
keHHOTO (He MeHee 200 MKM) HaKJIEHIaHHOTO
CJI0s1 KpOMKH oOecrneunBaeT noiayuenue B O3
MHUKPOCTPYKTYPBI C pa3MepoM 3epHa MEHBIIIE,
4eM y OCHOBHOTO Meraiuia. Takum o0pasowm,
BBIOOP HSHEPreTHYECKHX MapaMeTpPOB CBapKH,
a TaKke y4yeT HaIpsHKeHHO-Ie(hopMHUpOBaHHO-



IO COCTOSIHUSI KPOMOK OTKPBIBA€T MyTh K IOJIY-
YEHHUIO KaUE€CTBEHHBIX CBAPHBIX COCIUHEHMI C
TpeOyeMbIMH MEXaHHMYECKUMHU XapaKTepUCTH-
KaMH.

Jns mopmenupoBaHus (popMbl TpoILIaBIie-
HUS UCHOJIB3YIOT JHOO AIUIMIICOUTAIBHBIA HC-
TOYHUK Harpesa [ongaka WM OBEPXHOCTHBIN
HCTOYHMK HarpeBa [aycca (¢ HopmasibHO-pac-
IIPEJIETIEHHBIM 110 TOBEPXHOCTH TEIUIOBBIM I10-
TOKOM), a TaKkKe KOMOMHALIUIO AJUTHIICOMIANb-
HOI'0 MCTOYHHMKA Harpesa [oigaka u TMHEHHOTO
HCTOYHMKA Harpesa (C pacupenesIeHueM 10 yc-
JIOBHOM JIMHUU TEIUIOBBIM IIOTOKOM) B Cllydae
HernonHoro mnporutaiaenus npu GMA/MAG-
CBapKH, KaK MOKa3aHo Ha puc. 1.

KomOuHupOBaHHbIE HMCTOYHHMKHM HarpeBa
HanboJee TOYHO OMMCHIBAIOT (HOpMY IMPOILIAB-
nenus. OgHAKO MOJENMPOBAHKUE IO TaKOM Me-
TOAMKE COMPSIKEHO C OOJBIIUM KOJIMYECTBOM
k03 dunrentoB (ot 2 10 5 u Oosee) B ypaBHe-
HUU OIMCAHUS TEMJIOBOIO IOTOKA U HECKOJIBKO
CHIDKAeT YHUBEPCAIbHOCTh JAHHOIO TOAXOAA.

AnBTepHaTHBHBIM METOAOM MOJEIMPOBaA-
HUS (DOPMBI IPOTIIIABICHHUS SIBIISETCS UCIOIB30-
BaHHE YNOOHBIX MPOTPAMMHBIX MPOAYKTOB Ta-
kux kak ANSYS u ABAQUS. OcoGeHHOCTBIO
JTAHHBIX TPOTrpaMM SBJIseTCs (OPMHPOBAHUE

MATED

COBOKYITHOCTH MMKpPOOOBEMOB, KOTOpBIE Ha-
IISIAHO WIUTIOCTPUPYIOT W3MEHEHMsI HalljIaB-
JIEHHOTO CJIOA C y4€TOM 3aJaHHOM CKOpOCTH,
TEMIIEPATYPBI IPOLECCA U IPUPOIBI MaTepHaa.
Taxoit moaxo/ OBLT YCIENTHO peanu30BaH B pa-
oorax [7, 8].

Ha mpaktuke s oOpa3oBaHUS paBHO-
MEpPHOTO ¥ CTa0WJIBHOTO TpoBapa Mpo-
JOJbHBIX IIIBOB YAacCTO IPUMEHSIOT MEIHBIE
MOJKJIAAKHY, IJIOTHO HIpPUJIETalollue K CBapu-
BAEMBbIM KpOMKaMm. MHTEHCUBHBIN TEMIOOTBOL
B MEIHYI0 NOAKIAAKy (TpaHUYHBIE YCIOBUSA
yYpaBHEHHs TEIJIONPOBOAHOCTH 4 poma) obe-
CIIEUMBAET CTOK TEIUIOTHI M W3MEHSET I'paju-
€HT TeMIIepaTypsl B HWYKHEW 4aCTH CBAPOYHOU
BaHHBL. Kak mokazaHo B omHON u3 pador [9]
BEJIMYMHA TEIJIOOTIA4YU B MEIHYIO IOJAKIAIKY
nocruraer 0,21 g, ...0,355 g, (rne g, — morow-
Has ’Heprus npu csapke, J[x/m) Mcnonbs3osa-
HUE MEIHOM NOJKJIAJKU CYLIECTBEHHO BIIUS-
€T Ha F€OMETPUIO CKBO3HOI'O IIPOIUIABICHUS U
BEJIMYMHY OCTAaTOYHBIX HANPSKEHUM CBApHOTO
coeauHenus. Takum oOpaszom, QaxkTuyeckoe
COCTOSIHME CBApHOIO COEIMHEHUS B Cllydae
HCIIOJIb30BAaHUSl MEIHBIX TOAKIALOK MOMKET
CWJIBHO OTJIMYATBLCS OT PE3YJIBTATOB MOAEIUPO-
BaHUA.

(DGaussian surface

heat source

(@Peak linear attenuation
cylinder heat source

a

Puc. 1. KomOnHMpOBaHHBIN HCTOYHKK HarpeBa () U pacipesieneHue
Y COTIOCTABIICHHS M30TEPMBI IIPOIUIABICHHS C MaKpOUILTH(OM
CBapHOIO COETUHEHUS U3 KOHCTPYKLIMOHHOM cTanu [6)]

Fig. 1. Combined heat source (@) and distribution and comparison
of the penetration isotherm with a macrosection of structural steel welded joint [6]
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JIyist cBapKy TUTABSIIIUMCS DJIEKTPOAOM CTa-
IMOHAPHOW Jyrod MpH CBapKe YIIEPOIUCTHIX
Y HU3KOJICTUPOBAHHBIX CTaje 3PEeKTUBHOCTH
nepefayu Terja OT AYrd W3Jenuio Oblia Je-
TaJbHO HCCIENOBaHa, HANpUMEp, B paborax
[10, 11]. OgHako pe3ynabTarhl, MOJTYYEHHbBIC JI5
CTAIlMOHAPHOW OYTH, MOTYT OBITH HEMpUMe-
HUMBIM I UMITYJIbCHOM ayrH. Tak, B pabote
[10] coobmiaercs, YTO IPU UMITYJILCHOM CBapKe
3HAYEHHS] MOIIIHOCTU U MOTOHHOW SHEPTUH OT-
JUYHBI OT TAKOBBIX, MOJy4aeMbIX MPH CBAapKe
CTallMOHApPHOU JyroH, a B padore [11] addek-
TUBHBIM KOA(PQOUIIUEHT TMOJE3HOTO JCHCTBUS
(KTI/I) mporecca uMITyIbCHOM M CTallMOHAPHOM
JyTU OTIMYAeTCs 1o 3HadeHuto. Kpome Toro, Ha
s dexruBnbii KIIJI npomecca Biusitor husu-
YECKHE CBOMCTBA 3JIEKTPOAA U Ta30BOU CpPEIbI,
HanpuMep MpH CBapKe B aproHe U YIICKUCIIOTE
saddexruBnblil KI1J[ vHe coBmanaet [12]. [ToaTo-
My orieHka 3¢ dexruBroro KII/ sBusercs Bax-
HBIM STaroM.

Hecmotpst Ha 60mbII0€ KOIMYECTBO PaboT
[13—18], B KOTOpBIX MpencTaBIeHBI Pa3padoT-
KM MaTeMaTHYeCKHX MOJeJell pacrpeneneHus
TemneparypHsix nojiei npu GMA-cBapke, HU
B OJIHOM M3 HUX HE YUUTHIBAIOTCS CIEAYIOLINE
JnaHHble: 1) TernaooTaaya B MEIHYIO MOJIKIIAJIKY,
KOTOpasi B 3HAYMTEIHLHOW Mepe BIHUSET Ha pac-
MpeielieHHe TeMIepaTypbl ¢ 0OpaTHON CTOpO-
HBI IBA JJ15 TOHKOJIMCTOBBIX CBapHBIX COEIMHE-
Hu# (TommuHoM 1,5-2,0 Mm); 2) 3¢ deKkTUBHBII
KII/ narpeBa npuaumarot paBHeiM 0,8—0,85 u
HE3aBHCSIINUM OT peKHMOB CBapkH; 3) paccMma-
TPUBAIOT TOJBKO CBAPHBIE COCAMHEHUS C CUM-
METPUYHOU pa3IeIKOi KPOMOK.

CBapka HHKEJEBBIX CIJIaBOB MaJbIX TOJI-
uwH (1,5-2,0 MM) Ha IPOU3BO/ICTBE BBIMOIHS-
eTcs 00BIYHO 0€3 pasnenku KpoMok. OHako,
Kak rmokaspiBaroT ganubie 111 1.4.75-2000 [19],
(dbopMupoBaHHE KPOMKH MOXKET CYIIECTBEH-
HO YJIYYIIUTh Ka4€CTBO CBAPHBIX COCIUHEHUH.
[Ipu 5TOM B yCIOBUAX BBICOKOM aBTOMAaTU3AIUU
Mpolecca CBapKd Tropaz0 MEHEE TPYI0EMKO
o0ecreunTh KOHTPOJIb W MOCTOSIHCTBO TaKOTO
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BO)XHOTO Tapamerpa COOPKH TOJ CBapKy Kak
CBapOYHOIO 3a30pa.

[TosTomMy B naHHO# pabote Obl1a Mpeanpu-
HATa IOMbITKA C UCIOJIb30BAHUEM YHCICHHON
MOJIEJIM OXapaKTepU30BaTh OCOOEHHOCTU TEM-
NepaTypHOro 1o npu cBapke cruiasa J11648
TOJIIIIMHOM 2 MM € IPEBAapPUTEIBLHON OJTOTOB-
KOW KpOMOK U HCIOJIb30BaHUEM MEJHOW IOJ-
KJIaJkd. B kauecTBe ymia pa3fenku KpOMOK B
cootBercTBuU ¢ [I1 1.4.75-2000 [19] BBIOEpEM
BapHaHT CUMMETpUYHOM pa3nenku B 30° u ¢ He-
CUMMETPUYHOMN pa3zenkoi B 50°.

1. MarepuaJibl 1 METOAUKHU

B sToM pasznmene ctarbu mpencTaBlieHA MH-
dbopmarus 0 CBapOYHBIX IKCIEPUMEHTaX, CBe-
JIEHUsI O CBOICTBaX OCHOBHOIO Marepuaia u
CBapOYHOI MPOBOJIOKH, HACTPOMKAX MOAEIUPO-
BaHMS U TPAHUYHBIX YCIOBUSIX MPU MOJIEIUPO-
BaHMU.

1.1. Onucanue ceapouHblX dKCNEepUMeHmos
U MemoOuKU MOOenUpOBaAHUs.

DKCIIePUMEHTBI OCYIIECTBIBUIUCH HA POOO-
TU3UPOBAHHOM CBAPOYHOM KOMILIEKCE Ha 0aze
manumnyisitopa ABB IRB 1600, 6onee nmoapo0-
HBIE€ XapaKTePUCTUKU 000pYyI0BaHUS IIPEICTaB-
neHsl B padote [20].

[Toronnas sHEpTHUs IPH CBApKE B 3aBUCHUMO-
CTH OT THIA Pa3IeIKH KPOMOK COCTaBUJIA: JJIS
00pasIoB ¢ IByCTOpOHHEH pazmenkoir 30° — He
npesbimana 100 J[x/mm (pexxum Ne 1), anst 00-
Pa3IoB C OJIHOCTOPOHHEH paznenkoit 50° — He
npesbimmana 125 Jhx/mm (pexum Ne 2).

PoGoTusupoBanHass ~ WMITYJIbCHO-AYTOBAst
GMA-cBapka OCYIIECTBIISIIACH HA CTBHIKOBBIX
CBapHBIX coeAnHeHusx cruiaBa 11648 Tomuu-
HOM 2 MM C NpeABapUTENbHON MOArOTOBKOU
KPOMOK U HCIIOJIb30BAHUEM MEIHOMN MOAKIIA[-
ku. Ha puc. 2 nmoka3zanbl reoMeTpHUYECKHUE Ma-
paMeTphl TOATOTOBKH KPOMOK IO CBapKy. [ eo-
METPUYECKHE TapaMeTphl MOATOTOBKH KPOMKHU
JUISL CBApPHOTO COEIUHEHHUS C JIByCTOPOHHEH
pa3aenKoi KpOMKU MPEeACTaBIeHbI Ha pUC. 2, a,
a I OTHOCTOPOHHEH — puc. 2, 0.
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Puc. 2. FeOMeTpI/IIIeCKI/Ie napaMeTphbl MOATOTOBKH KPOMKH IJIsI CBAPHOI'O COCAUHCHU A

Fig. 2. Geometric parameters of edge preparation for a welded joint

Bepudukanus ynucieHHbIX TeMIepaTypHbIX
Mojienel B OOJIbLIMHCTBE CIIy4aeB OCYIIECT-
BJISIETCSI TIO COTMIOCTABIIEHUIO TEPMUUYECKUX I~
KJIOB C TEPMOIIap, YCTAHOBJIEHHBIX HA CBAPHBIX
o0pa3uax BOJIM3M K CBApHOMY ILIBY BJOJb WU
MOTIEPEK CBApPHOTO I1IBA, M y3JI0B KOHEYHO-3J1e-
MeHTHOM ceTku 3D-monenu [26]. Takoi monu-
XOJl YHUBEpPCAJIEH, OJHAKO, PE3YyJIbTaTbl Moje-
JUPOBaHUS TEMIIEPATYpPHON 3a/laud HaIPSIMYIO
3aBUCAT OT TOYHOCTU YCTAaHOBKHM TepMoIap,
yCTpOHCTBa MpeoOpa3oBareisi CUrHajla ¢ Tep-
Momnap WM LU(PPOBOTO U3MEPUTENs TeMIlepa-
TYpBl, @ TaK)KE KJIacca CBapUBAEMbIX MaTepHa-
noB. BenencrBue yero, mpu cBapke coeIMHEHUI
B pa3/ielKy MaTrepuasioB, 00JadaroluX HU3KOU
TEIUIONPOBOITHOCTBIO, TAKUE KaK HHUKEJIEBHIE
CIUIaBbI, PE3YJIBTAThl U3MEPEHUSI TEMIIEPATYPBI
C TepMoIIap, YCTAHOBIIEHHBIX 110 BHEIIHEH CTO-
POHE 111Ba, MOT'yT HE COOTBETCTBOBATH JICHCTBU-
TEJIbHOCTH.

B pabote mpemnoxeHa apyras MeETOIUKa
Bepu(UKaLus TeMIepaTypHbIX MOJIeH Tpu Mo-
JeIUpoBaHun cBapku. OHa OCYyIECTBISAETCS B
HECKOJIBKO 3TaroB:

1) mpoBeaeHue CcBapku B pasienKy Jyis
ornpezeneHuss o0bemMa HaIIaBIsIeMOro MaTepu-
ana;

2) npoBeACHME HAIUIABKM Ha IUIACTUHY Ha
TEX XKe peKUMax, YTO U CBapKa Ha Jtarne |;

3) ocyliecTBIEHHE TEPMOMETPUPOBAHUS B
IIPOLIECCE HAIUIABKH;

4) KOHEYHO-3JIEMEHTHOE MOJEIIMPOBaHUE
npolecca HallaBKU Ha IUIACTUHY:

4.1) nmon6op ko3 purmentos (A, B u C) no-
JTY3JUTUTICOUIATBPHOTO UCTOYHHKA Harpesa [or-
JaKa;

4.2) mogbop pazmMepa KOHEUHO-3JIEMEHTHOM
CETKHU.

5) KOHEYHO-’JIEMEHTHOE MOJEIUPOBAaHUE
Ipolecca CBapKU B pa3JIeNKy:

5.1) xoapdunuentsr (A, B u C) momyan-
JUTCOUIAIBHOTO HMCTOYHWKA HarpeBa [omna-
Ka OCTaBajUCh TAaKUMH K€, KaK W IS dTamna
4.1.

5.2) pa3Mmep KOHEUHO-DJIEMEHTHOW CETKH
OCTaBaJICS TAKHMM K€, KaK U JyIs otana 4.2.

6) COIOCTaBIEHHE PE3YIbTATOB KOHEYHO-
3JIEMEHTHOTO MOJIEJIMPOBAHMS MpOLEcca CBap-
KU B Pa3/ieNKy ¢ Makpouutudamu CBapHBIX CO-
€IUHECHUMN.

Jns ciydass HaAtUTaBKM BaJIMKa HCTOYHHK
Harpesa 3a/1aBajicsl Ha HallJIaBJIsIEMbIH BAJIUK, a
B cllydae CBapKH — MO 00bEeMy MeTajia cBap-
HOro mBa. B 3ToM ciydae BO3MOXXHO Hambo-
Jjee TOYHO COBIAJCHHE TEPMUYECKUX IUKIIOB

(cm. puc. 3).

B npouecce TEPMOMETPUPOBAHUS
ObUIM  ONpEAENeHbl W OCTAaBAINUCh IOCTO-
SHHBIMU ~ CJIEAyIOIHe KOAPPUIUSHTB  IJI-

nuncouga lommaka Kak s HaIUIaBKU, Tak
u s ceapku — A = 0,0062; B = 0,0033;
C1=C2=0,0013.
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Puc. 3. [Tapamerps! 2JuMIICONIAIBHOTO UCTOYHUKA HarpeBa [onaka npy Hamaske (a) u cBapke (0)

Fig. 3. Parameters of the Goldak ellipsoidal heat source for surfacing (a) and welding (6)

1.2. Mooenvb noosudxcrnoco ucmouyHuka Ha-
epesa.

KoMmbloTepHYI0 TEpMHUECKYIO 3a/1ady pe-
[IaJId METOJAOM KOHEYHBIX JJIEMEHTOB B ITAKETE
ANSY S/Multiphysics ver. 19.2. B xauecTBe uc-
TOYHHMKA HarpeBa UCIOIb30BAIH KIIACCUYCCKYIO
MOJIeNIb JIBOMHOTO 3jutknconyaa lommaka (cwm.
puc. 4).

MareMaTrudeckoe MOJICITHPOBAHHUE JTBOMHO-
'O SJUTUIICOU/IA JUTS CTAIMOHAPHOTO MCTOYHHUKA
CBapOYHOTO TEIUIa MOYKHO MPEICTaBUTh CIEAY-
oM oopaszom [28]:

q,x 3 2=4xy2)+tq.xyz2, (1)

rae q'fn g.— 00bEMHBIE TIIOTHOCTH PACITIpEIee-
HUs TeIula B IIEpeAHEN U 3aJHEN YaCTU MOZEIIH,
ua,b, ¢, M ¢, — COOTBETCTBCHHO LIMPUHA, Iy~
OWHa M JAJIMHA NepeaHell U 3aJHel yacTu pac-
IJIaBJICHHOW BaHHBI.

JI7151 TOUKM BHYTPH IIEPBOTO MOy JUIUIICOU-
J1a, PACIIOJI0KEHHOM B MEpEHEN YacTH CBapOY-
HOI BaHHBI, TEIVIOBOM MOTOK OINpPEAEIISICA IO
CIEAYIOLIEMY BBIPAKEHUIO:

&3(£,0)
qf(xy z) = bcn\/_

rie ];.— YacTh TETJIOBOTO IMOTOKA B MEpPEAHEH ya-
CTH BaHHBI; @, b, ¢ — IOTyOCH AIHUTICOU/IA.

32 3y sznf
a » J?

},x >0, (2)

Yy

A,
7,
“ \

\

A
F

-3

Puc. 4. [TomysniunconanbHeIA UCTOUHUK Harpesa ['ommaxa [21]

Fig. 4. Goldak’s semi-ellipsoidal heating source [21]
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Jnst Touek (x, y, z) BHYTpU BTOPOTO MONIY-
JUIAIICOUA B 3a/{HEN 4aCTU CBAPOYHON BAaHHBI,
TEIUIOBOM MOTOK OMMCHIBAJICS BBIPA)KEHUEM:

3x? 3y2 3(271/[)2

643 TE &
q;(x,y,z)=%{ ], <0,(3)

rie f — TEeIIOBOM MOTOK B 3aHIOI0 YaCcTH CBa-
POYHOM BaHHBI.
B pacuerax npunsanu ff/fz =1/3 o pexomeH-
JarysM B paboTe ISl HUKEJIEBBIX CILIABOB [26].
BBoaumast MOIIHOCTH ompenensiach Io
CJIEIYIOLEMY BBIPAKEHUIO:

Q=n,1, U, @)

MATED

e M, — 9pdEeKTUBHBIA KOI)PUIMEHT TTOTIE3HO-
ro IEUCTBHUS AYTH; Icp — CHJIa TOKa, A; Ucp — Ha-
IpsDKEHUE Ha ayre, B.

1.3. OcnosHou mamepuan u c6apo4nas npo-
80710Ka.

OCHOBHOI Marepuan NpPeACTaBIsT co0oit
miIacTUHbI cruiaBa DI11648 Tommmuon 2 MM. Xu-
MHUuYeckui coctaB cruiaBa J11648 u cBapouHoit
nipoBoJioku D11533 mpencrasien B Taodm. 1.

Ha puc. 5 noka3ana 3aBUCUMOCTH TerIohu-
3MYECKUX CBOMCTB OT TEMITEpPATypPhI IS CIIaBa
Ol1648.

Taonnua 1. Xummnueckuii coctas crnasa 911648 mo 'OCT 5632 u cBapounoii mposonoku DI1533 [22, 23]

Table 1. Chemical composition of the EP648 superalloy according to GOST 5632 and EP533 welding wire [22, 23]

CopneprkaHue 3J1eMeHTOB B %

Cnas

C | Si |Mn| Cr | Ni w Mo |Mg|Nb| Al Ti Fe B P S

IIpoune

OI1648 |<0,11<0,41<0,5|32-35|OcT.|4,3-5,3|2,3-3,3| —

0,5-1,1{0,5-1,1]<4,0{<0,008]<0,015[<0,01 | V=0,5-1,1

3I1533 |<0,11<0,3<0,5]119-22|OcT.| 7-9 -9 | -

3,3 <3,0{<0,005[<0,015(<0,01 -

—
2300 O» Gvi
8200 a) *E » 6) ?c 0 6)
- 300 \\'G":e _905
2000 = o4 \-’s:
g S
\(5)71-33 ."-'S‘:: -00
>"1"J-3 e o0
G = g
:-_. 7601 Is) 1€ @ o
D ... O O
QH;-J g.: E 50
- s L
oo 80 1200 1600 200 '._qc: ; . o . 800 1200 . s 000 I > o 500 200 1200 1600 2000
€00 1000 1400 200 00 1000 1400 200 800 1000 1400 1800
. Temperature, °C Temperature, °C Temperature, °C
g pron
8700 O» — P
_ 2) - 0 ©O. e)
2600 *
8400 =
‘§. 8550 D’, 'gj 20
(<)) < =
= a5 e = &0
__g,:;s = _g: i
[ <] .U 56
< S
as o ©
[} = Q 520
0 o 8 o
s — 1 U d
LEE [+ S 440
i ©
o = e = QO o
378 [+ = 5 g g 400 '.I-DI ™ Y - €258
Temperature, °C ~

€00 b 1000 L 1400 e
Temperature, °C

Temperature, °C

Puc. 5. 3aBHCUMOCTB TIOTHOCTH, TEIJIONPOBOJHOCTH M TEIIOEMKOCTH OT TEMIIEPATyPBbI
Juts cruaBa D11648 (a—6) u cBapouHoit mpoBosoku 11533 (e—e)

Fig. 5. Dependence of density, thermal conductivity and heat capacity on temperature
for EP648 superalloy (a—6) and EP533 welding wire (e—e)
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IIpn Temmeparypax BbIIIE YKa3aHHBIX Ha
rpadukax naker ANSYS cam nuHeitHO 3KcTpa-
MOJIUPYET JAHHBIE OT MOCIEAHETO KyCOYHO-JIHU-
HEWHOIO 3aJJaHHOr0 Yy4YacTKa.

1.4. T'eomempus u KoHeUHO-IIeMeHMHAsA
cemka.

3D-Moznenp CBapHOTO COCIUHEHHMsS TIPE-
cTaBjsiIa coOOM TIOCKHE 00pa3Ilbl pa3MepaMu
100x50x2 Mm* ¢ pazgenkoit kpomok. s mo-
JICIMPOBAHUS TTOCJICIOBATEIIHHOTO HAHECCHUS
pacIIaBJIeHHOTO MeTaljla Ha TIOBEPXHOCTh 00-
paslia Ipu HATUIaBKe U B Pa3/ENKy MPHU CBapKe
WCIIONIB30BAIM CTaHAApTHYIO QyHKIMIO «CMep-
TH W poXKaeHus 3meMeHToB» (Birth and Death
Elements), koropasi Mo3BOJIIET WMHUTUPOBATH
«BO3YIIHYIO MPOCIOUKY».

Ha puc. 6 nmokazan o6mwmit Bua 3D-monenu
JUISL pEIICHUs] TEPMHUUECKOM 3a7a4ul TPy MoJie-
nupoBaHuu pobotuzupoBaHHo GMA-cBapku
cruiaa OI1648 ¢ ABycTOpoHHEH pasaenkou
30° (a) m onHOCTOpOHHEH paznenkoit B 50° (6)
C MEIHOM ITOJTKIIaIKOM.

Jlns co3maHus KOHEUHO-RIIEMEHTHOM CETKH
3D-Mozenu cBapHOTO COSTUHEHHUS UCITOJIh30Ba-

JU TEKCAdIPUUECKUNA THUIM 8-y3JOBBIX 3JEMEH-
ToB. Pa3smep snemMeHTOB B 00nacTé CBapHOTO
mBa — 0,15-0,25 MM, B OCHOBHOM MeTajljle —
1,0-2,0 Mm.

1.5. I panuunvle ycnosus.
PaguanyioHHOe M3JIy4eHHME pacCUMThIBA-
aock 1o ¢popmyne [24]:

q2r=8'C0'(T - T;)’ (4)

e C, — nocrosHHas Credana-bonbimana,
C,= 5,67x10*Br/(m*-Tpan’); € — MHTErpaabHbli
k03 pHUIMEHT TyYucTOro TeruiooOMeHa HUKe-
ns; T — Temneparypa moBepxHocTd Tena, °C;
T — Temnieparypa okpyxaroruei cpenpl, °C.

KoHBeKkTHBHas TeIUIOOTIa4Ya ONpeaesiach
o ¢opmyie [24]:

Q=Ah-(T-T), )

rae O — MIIOTHOCTh TEIUIOBOTO MOTOKA MPU KOH-
Bekiuu, B1/M?; h — koa(duIirienTa TermooTaa-
gyu, Br/M? °C; A — momiabr NOBEPXHOCTH, M?;
T — Temneparypa mnosepxHoctu tena, °C; T, —
TeMneparypa okpysxatoieut cpenpl, °C.

2 ANSYS
2019 R2

FEE 15 2024
19:18:04

Feve
2N
Poss L]
W 777

6) ANSYS
2019 R2

FEB 15 2024
20:26:44

e

Puc. 6. 3D-monens coenunenus cruiasa D11648
¢ AByCTOpOHHEH paznenkoit 30°(a) u KOHEUHO-2JIEMEHTHOE pa3OnueHue
B IorepeyHoM ceueHun 3D-mozenu (6)

Fig. 6. 3D-model of EP648 superalloy joints
with a 30° double-sided groove (@) and finite element partitioning
in the cross-section of the 3D model (6)
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[Convection

~

Illustrate use of 4D table for SF command (pressure) loading

ANSYS

a) 2019 R2|
FEB 16 2025

19:08:58

6 ) ANSYS

2019R2
FEB 16 2025
19:42:17

Convection

i

Thermal Contact -~ 2
Conductivity (TCC)

Illustrate use of 4D table for SF command (pressure) loading

Puc. 7. 3ananue rpaHUYHBIX ycloBUE B 3D-Mojieny HamIaBku (@) U CBapKH (6)

Fig. 7. Setting boundary conditions in the 3D model of surfacing () and welding (6)

Kos¢p¢uiueHT KOHBEKTUBHOW  TEILIOOT-
Ja4y OTPENeIIsIN 10 JaHHBIM paboThl [26] 1o
cinenyromeid  3apucumoctu:  h=0,68T-10-2T,
mpu 0<T<500 °C; h=0,231T-82,1, mpm
T>500 °C. KoHBEKTMBHYIO TEIUIOOTAAYY 3a-
JaBajli C BHEIIHHUX IOBEPXHOCTEN ILIOCKOMN
I1acTUHbl. B pacderax mpuHAIu Temmepary-
py mnasneHus cruiaBoB — 1380 °C. Hauanphas
TeMrieparypa T M Temmeparypa OKpyKarouieiu
cpensl T mpu pacdeTax MPUHAMAIACh PaBHON
20 °C. Ha puc. 7 nokaszaHbl 30Hbl CBApHOIO CO-
€IMHEHUs, C KOTOPBIX 3aJaBajla KOHBEKTHBHAs
termootaada ¢ 3D-monmenu HamaBku (a)
CBapkH (0).

I'pannuHbIE yCIIOBHS KOHTAKTa «CBApHOMU
oOpaser; — MeqHasi MOJKJIa/Ka» paccMaTpuBa-
JIMCh KaK CyMMa T€PMHUYECKHUX IPOBOAUMOCTEN
BO3/IYUIHOW TPOCIONKH 0, = MEKIY MHKPOBbI-
CTyIlaMU KOHTaKTHPYEMBIX MaTepuajioB U Me-
TaJIMYECKOTO KOHTaKTa o, . [1o nannbmM pado-
Thl [25] TepMuueckas IPOBOJAUMOCTb KOHTAKTa
NPUOTMHKEHHO MOXET OBITh PACCUUTAHA TOJIBKO
10 3HAYEHUIO 0, 110 popmyIe:

a _ 2;\'303/:[ . (6)

. hCu+ hNi
CpenHsisi ~ BeMYMHA  MHUKPOHEPOBHO-
cTell Ra Ha TMOBEPXHOCTH o0Opaslia COCTaBUIIA
h,= 0,66 MKM, a Ha NOBEPXHOCTH — MEIU
h.=2,90 wmxm. 3aBucumocts B Temo-

npoBogHocTH Bo3ayxa M7) = 0,0001T+
+0,0185 Bt/(M'Tpan) B HHTEpBaje TEMIIEpaTyp
20-800 °C npuHsUHM 110 TaHHBIM padoTHI [25].

Jns ucnosib30BaHMsS PacUETHBIX BbIpaxe-
HHUI KOHTAKTHOM TEPMHUYECKOW MPOBOJIUMOCTH
B KauecTBE IPaHUYHBIX YCJIOBUH KOHTaKTa 3a-
JaBajicsl KOHTAKT MEXAy IUIaCTUHOM W MOJ-
kimankoil. Peammsammsa kontakra B ANSYS/
Multiphysics ocymiecTBisiach yepe3 MEHIO Me-
Hemkepa koHtakTa (Contact Manager), B KOoTo-
POM 3aJaeTcsl KOHTaKT MEKIY LEIeBOM MOBEpX-
HocThlo (Target surface) u kontaktHo# (Contact
surface). B kauectBe Target surface BwIOpasm
HIDKHIOIO TpaHb cBapHOro oOpasma, a Contact
surface — MOBEPXHOCTh MEIHOW TUTACTUHBI (CM.
puc. 7, 6). KonagykTuBHas Terwionepeada Mex-
Ty KOHTaKTUPYEMBIMH ITOBEPXHOCTSIMH paccyu-
ThIBajack mo gopmyse [24, 25]:

q=TCC(T-T), (7)
rae TCC — ko3 GUIHMEHT KOHTAKTHOTO TEPMHU-
YECKOTO COTPOTHUBIICHUS, OOpaTHBIN BEITUYHHE
NPOBOMMOCTH; T, — TeMIEparypa B y3jax KOH-
TaKTa IENIEBOH MOBEPXHOCTH; T — Temmeparypa
B y3J1aX KOHTAaKTa KOHTAaKTHOM MOBEPXHOCTH.

B pesynprare pacueTtoB ObLTH TOTYYESHBI
CIEIYyIOIINe 3HAUYEHUsT KOHTAaKTHOM TepMmuue-
ckoii posogumocty o (T)=9100+28T.

Jlnst yMEeHBIIIeHHsI BPEMEHH PacdyeToB MpH
MOJICIUPOBAHUN HAIUIABKA HE  YYHUTHIBAIH
KOHTAaKTHYIO TeIUIonepeaadyy MeIHOW Mof-
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MATED

KJIQJIKA CO CBApOYHOM OCHACTKOM 3aMEHUB €€
KOHBEKTHBHOM TEIUIOOTAAUue TOM K€ BEIHU-
YUHBI, YTO U MOBEPXHOCTEH CBAapHBAEMBIX 00-
pasuoB — h=0,68T-10-2T, mpu 0<T<500 °C;
h=0,231T-82,1, mpu T>500 °C.

MonenupoBaHue MPOBOIUIOCH B 2 ATara:

Oman [. UMmutanusg HaIUIaBKU BaJdKa HC-
TOYHHKOM HarpeBa IMPOBOIMIACH C IMOMOIIBIO
Heat generation (00beMHBIH HCTOYHUK). []71s1 Ha-
TJIABJICHUS TIPUCAIOYHOTO Marepuaja MCIOib-
3oBajiach TexHuka «Birth and Death Elementsy
(cMepTH U POXKICHUS DIIEMEHTOB).

Oman 2. OcteiBanue B TeueHue 60 cex.

1.6. Oyenxa s¢hghexmusnoco KII/ npoyec-
ca.

Jns onenku s dexrtunoro KIT/ mpormec-
ca CBApKH IUIABSIIUMCS AIIEKTPOJOM aBTOPAMHU
HACTOSIIEeH cTaThi ObUIM MPOBEACHBI dKCIIEPH-
MEHTBHl TI0 KaJOPUMETPUPOBAHUIO, TPEICTaB-
JIieHHbIe B pabore [26]. B xome skcriepuMeHTOB
OBLIIO YCTAaHOBJIEHO, YTO TMOTOHHAs YHEPrusl Ha
npoxon npu GMA-cBapke B UMITYJIbCHOM pe-
)uMe coctaBist 158—172 Jx/MM mpu cBapke
ToNIMHBI 3 MM Ha 1 poxoa u 4 MM Ha 2 IpoXxo-
na. [lo cpaBHEHUIO CO CBapKO B OAMH MPOXOJ]
M0 PEKOMEHJYEeMbIM peXHMaM JIaHHOE 3Haue-
Hue Ha 185% Huxke, yeM npu GMA-cBapke u

50

Ha 115% Huxe, yeM npu cBapKe HEMJIaBAIIUMCS
anekTponoM. Ilo cpaBHeHHIO ¢ py4HOU CBap-
KoM B 3 mpoxoJia TONIIKUHBI 4 MM JBYX MPOXOJI-
Hasi cBapKa 00ECIIeYMBACT TEIUIOBIIOKEHHUE Ha
75-90% nuxe Ha npoxon. Kpome Toro, 1o cko-
POCTH COEIUHEHUSI MOKHO OTMETUTh, YTO IIPO-
U3BOJIUTEIBHOCTh pa3pabOTaHHBIX TEXHOJIOTUH
o0ecrieyrBaeT ABYKPATHBIN IPUPOCT 10 CpaBHE-
HUIO CO CBApPKOM HEIUIABSIIMMCS IEKTPOJIOM U
TPEXKPATHBIN 10 CPABHEHHUIO C PYYHOU CBAPKOM
10 JIAaHHBIM, TMPEJCTAaBICHHBIM B pabote [26].
[Tockonbky 3Ha4eHus 3(PpPEeKTUBHON MOLTHOCTH
Harpesa (Q UCIIOJIb30BajIM B KAYECTBE BXOIHOTO
napaMmerpa Ipu MOAEIMPOBAHUH TEIUIOBBIX I10-
J€ OT ABMXKYLIErocsi ICTOUHUKA HarpeBa Mpu
HaIlJIaBKE U CBapKe.

B cootBercTBUU C pe3yabraTaMu pabOTHI
[26] nns pacueroB npuHumaeM N=0,85 s pe-
xuma Nel un=0,82 — nis pexxuma Ne2.

1.7. Bepugpuxayus memnepamypHuix noneti
npu pob6omMu3UpOSAHHON HANIABKE.

Bepudukanus teMnepaTypHbIX MoJeH MpH
pPOOOTU3UPOBAHHON HAIJIaBKe OCYIIECTBIIS-
nack Tepmonapamu k-tuma. Tepmomapsl mpu-
KPEIUISUIUCH K TUIOCKOMY 00pasily ¢ MOMOIUIbIO
KOHTaKTHOM CBapKHU IO IIPEIBAPUTEIBLHON pas-
MeTKe (CM. puc. §).

100

50

k-type

To e memmometer

A-A(2:1)
/
5.6 ||| 3 “1 ) b_ JL i
1t S _ 3
Al | TN | AT %

DRSS

\ Thermocouple 3

Puc. 8. Cxema ycranoBku Tepmonap K-trma Ha mrockuii obpaser npu poOOTH3HpOBaHHON HAILITABKe

Fig. 8. Schematic diagram of the installation of K-type thermocouples on a flat sample during robotic surfacing
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T1

T3 T4

Illustrate use of 4D table for SF command (pressure) loading

MATED

0)

Puc. 9. Bepudukanus TepMHICCKUX IIUKIIOB IT0 MECTY PACIIOIOKEHIS Ha KOHCYHO-3IEMEHTHOM MOJICITN HATUTaBKH (a)
1 TUTOCKOTO 00pa3iia ¢ poOOTH3NPOBAHHON HATIABKOH (6)

Fig. 9. Verification of thermal cycles by location on the finite element model of the surfacing (a)
and a flat sample with robotic surfacing (6)

Ha puc. 9, a mnokazanbl y35Ibl KOHEYHO-
AJIEMEHTHOM MOJeNId, C KOTOPBIX CHHUMAJHCh
TEPMUYECKHE LMKl MpPU HaljgaBKe, U IUIO-
CKHE O0Opa3Ipl ¢ HaIIaBKOM B COOPOYHOM
OCHAcTKe JJs1 BepU(PUKAIUU ITHX TepMHUe-
CKUX LHKIOB Ha COOTBETCTBYIOUIUX pEKH-
Max.

Jmuaa tepmomnap «K-tumnay Obuta s Bcex
4-x TepMonap OAMHAKOBOW M cOCTapisia 1 M.
Tepmuueckue UKIBI B MpoOIlecce HAIJIaBKH 3a-

a) SOLUTION
srnr=d0 FEB 16
SUB =1 9:

TIME=10.672

S
19.5699 400 800 1100 1280
200 600 1000 1200
Illustrate use of 4D table for SF command (pressure) loading

MUCBHIBAJIUCH C MOMOIIBI0 HUPpoOBOro 4-x Ka-
HasbHOTO M3Mepurens temmneparypsl CENTER
511, mar 3ammcu — 0,25 cek.

2. PacnipenesieHue TeMnepaTrypHbIX IOJIeH
NpH po0OTH3MPOBAHHOM HAIIABKE

Ha puc. 10 nokazano pacnpeneneHue Tem-
MepaTypHBIX MOJIEH OT ABIKYIIETOCS UCTOUYHU-
Ka HarpeBa, MMHUTHUPYIOIIEro pOOOTH3UPOBAH-
HYIO HaIulaBKy i pexkuma Nel.

—— S—
19,5699 400 800 1100 1280
200 600 1000 1200

Illustrate use of 4D table for SF command (pressure) loading

Puc. 10. Pactipenencane TemMrepaTypHbIX TOJIEH IPH pOOOTH3UPOBAHHON HarIaBKe [yt pexrma Nel

Fig. 10. Distribution of temperature fields during robotic surfacing for regime Nel
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Puc. 11. ComocraBieHne TEPMHUSCKHX IIUKIJIOB C TEPMOIIAp, YCTAHOBJICHHBIX HA ITIOCKOM 00pasIie, 1 ¢ y3710B
KOHEUHO-DJIEMEHTHOM MOJIEeTIH, JIIsl peskuMoB HarutaBku Nel (a) u Ne2 (0)

Fig. 11. Comparison of thermal cycles from thermocouples installed on a flat sample and from nodes of the finite element
model for surfacing regimes Nel (a) and Ne2 (6)

Ha puc. 11 noka3aHo comocTaBieHHE Tep-
MHUYECKUX IIUKIIOB C HATYPHBIX IKCIEPUMEHTOB
U TIOJYYEHHBIX B pe3ysIbTaTe KOHEYHO-3JIEMEHT-
HOTO MOJICIUPOBAHUS POOOTU3MPOBAHHON Ha-
TUTaBKH Ha MJIOCKUKA 00pasel TONMIMHOW 2 MM
Ha peKUMe HarjIaBKU JUisi 00pasloB C JIBYCTO-
ponneii pazaenkoit 30° (@) U OIHOCTOPOHHEH
paznenkoit 50° (6). CrutourHoM JIMHKUEH nmoka3a-
HbI 3KCIIEPUMEHTAJIbHbIE TEPMUUECKUE IUKIIbI,
MyHKTUPHOM — MO pe3ynbTaraM MOJAEIUpOBa-
HUSL.

ConocraBiieHHEe MO0 TEPMUYECKUM LIHUKIAM
pE3yAbTaTOB MOJACIUPOBAHUSI TEPMUUECKON 3a-
Jlaud HAIJIaBKU C pe3yJabTaraMu TEPMOMETPH-
pPOBaHMSI HATYPHBIX SKCIIEPUMEHTOB I0OKA3aJI0

pacxXoKJIeHue Ui pekXUMOB HarulaBku Nel u
Ne2 makcuManbHBIX 3HAYEHHUM TeMIepaTypsl B
Mmecrtax u3Mmepenus (touka T1) me Gomee 10%
(653 °C mporu 703 °C mna pexuma Nel u
505 °C mportus 565 °C mnsa pexuma Ne2), yto
ABJISIETCA JIOCTAaTOYHON TOYHOCTBIO ISl MHXKE-
HEPHBIX PacueTOB.

3. Pacnipenesienre TeMnepaTypHbIX mojei
npu podorusuposannoit GMA-cBapke

Ha puc. 12 nokaszano pacnpeneneHue Tem-
nepaTrypHbIX MOJIEH OT MOJBUKHOTO MUCTOYHUKA
HarpeBa ¢ BHEIIHEH CTOPOHBI LIBa 00pa3LOB C
CUMMeTpUYHOM pazaenkoit 30° (a) u omHOCTO-
poHHei paznenkoi 50° (0).

19.0505 400 800 1100 1280
200 €00 1000 1200
Illustrate use of 4D table for SF command (pressure) loading

LuTION ANSYS
_ 2019 R2
o5 e e s

6) SOLUTION

Illustrate use of 4D table for SF command (pressure) loading

ANSYS
2019 R2
TEE 15 202¢

20:41:48

18.9127 400 200 1100 1280
200 €00 1000 1200

Puc. 12. PacnipesieneHue TemnepaTypHbIX OJI€i OT MOJBMYKHOTO HCTOYHHUKA B IIOIIEPEUHOM CEUEHHH JIsi 00PasIioB ¢
CUMMeTpHUYHOM pazaenkoit 30° (a) u omHOCTOpOHHEH pasnenkoit 50° (6)

Fig. 12. Distribution of temperature fields from a moving heat source in the cross section for samples with a
symmetrical groove of 30° (a) and a one-sided groove of 50° (6)

£

2025.T. 7, Ne 4(23)



Ha puc. 13 nokazano pacnpeneneHue TeM-
MepaTypHbIX MOJEeH OT MOABMKHOTO HCTOYHU-
Ka HarpeBa B TOMEPEYHOM CEUYEHHUU OOpa3IoB
¢ cuMmMmeTpuuHoO# paszaenkor 30° (a) m omHO-
cTopoHHel paznenkoit 50° (8) U MakpOULTUQBI
CBapHBIX COEIWHEHUU (O, &) COOTBETCTBEHHO.
CuHell uHUEH 0003HAYeH KOHTYD JIMHUU TIPO-
IJIABJICHUS PEAIbHOTO CBAPHOTO COCTUHEHUSI.

Ha puc. 14 nokazano pacnpeneiaeHue TeM-
MepaTypHbIX IMOJIEH CO CTOPOHBI MEAHOM MOMI-
kinaaku Ha 80-m mare (t=8,9...10,7 cex B 3a-

a) wrIon

suB =1
TIME=5.1184
e ave)
RIYI=0

net =19.0421

6) soTION

suB =
TIME=10.5208

et =15 8534
mec =2841.31

| R |
LT

ANSYS ©)

2019 R2,

MATED

BUCHUMOCTH OT THIA PAa3IelIKu KPOMOK) JIJIst
COEMHEHHUI ¢ CUMMETpUYHON pazaenkon 30°
(a) u HecummeTpuuHOU paznenkoit 50° (6) co-
OTBETCTBEHHO.

Ha puc. 15 mokazanbl TepMHUYECKUE IU-
KJIbI B y3JaX B KOHTaKTHOW 30HE «oOpas3ell-
MeJIHas TOAKIANAKA» B 3aBHCHMOCTH OT Ba-
puaHTa BBIOPAHHOW pa3leIKd KPOMOK — IS
00pa3ioB ¢ ABycTOpoHHEH pasnenkoit 30° (a),
a Juisi o0pa3lioB ¢ OJAHOCTOPOHHEW pa3NeiKou
50° (s).

Puc. 13. Pacmipenenenue TemMrepaTypHBIX MMOJICH OT MOJBHKHOTO HCTOYHHUKA
B TIOTIEPEYHOM CEUCHUH TSI 00Pa3IoB C CHMMETPUIHON pasnenkoit 30° (a)
1 OJTHOCTOPOHHEHN pazaenkoii 50° (6) u MakponuH(BI CBAPHBIX COSNUHEHUH (6, 2)

Fig. 13. Distribution of temperature fields from a moving source in the cross section
for samples with a symmetrical grooving of 30° (a) and a one-sided bevel of 50° (8)
and macrosections of welded joints (6, )
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Illustrate use of 4D table for SF command (pressure) loading

&) ANSYS
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Illustrate use of 4D table for SF command (pressure) loading

Puc. 14. Pacnipenenenue TeMrneparypHbIX MOJIEH CO CTOPOHBI METHOM MOAKIAAKH JJIsl COETUHEHUH ¢ CUMMETPUYHOM
pasnenkoii 30°(a) 1 HeCUMMETPUYHOH pasenkoit 50° (6)

Fig. 14. Distribution of temperature fields on the copper backing for connections
with symmetrical 30° (a) and asymmetrical 50° (6) grooving
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Puc. 15. V31161 110 KOHTAKTHOH MTOBEPXHOCTH KOHEIHO-3JIEMEHTHOW MOJIETIH B TIOTIEPEYHOM CEUCHHH U TEPMUICCKIE
IIUKITBI B 9THX y3JIaX ISt 00pasIoB ¢ IBYCTOpOHHEH pazaenkoit 30° (a, 6), a 11t 00pa3ioB ¢ OJHOCTOPOHHEH
paszenxoit 50° (s, 2)

Fig. 15. Nodes along the contact surface of the finite element model in cross section and thermal cycles in these nodes
for samples with a double-sided groove of 30° (a, 6), and for samples with a single-sided groove of 50° (s, 2)

Kak BugHO U3 puc. 15, a, 6 B coequHeHUH
C CUMMETPUYHOM pa3NeNIKOM KpauHsAs KpPOMKa
KaHaBKU B MenHOU moxakianke (Point 6) mpo-
rpeBasiach A0 temmneparypel 80 °C. B coenu-
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HEHUH C HECUMMETPUYHOM pa3leNKod Kpau-
HSSE KpOMKa KaHAaBKM B METHOW IOJKIAJIKE
(Point 6) mporpesanacek 10 Temneparypst 86 °C
(puc. 15, 6, 2). 13 pe3ynbTaTtoB MOJICITUPOBAHUS



XOpOIIO BHUIHO, YTO (OPMHPOBAHHE KPOMKH
MPUBOAUT K W3MEHEHUIO BeNWYUHBI 3(Pdek-
TUBHOW MOIIHOCTH, NEpeAaHHOW MEIHOU IOA-
KJIJIKe Yepe3 KOHTAKT. DTOT Pe3yabTaT XOPOIIIO
COTJIACYeTCs C JaHHBIMU MOJICITUPOBAHUS U IKC-
MEPUMEHTAILHBIMHA JaHHBIMHU JPYTUX aBTOPOB
[24].

[To pe3ymbTaramMm MOAETUPOBAHUS C TOMO-
uipio pyHkimu «list resultsy—«nodal solution»—

MATED

«thermal flux» Opima ompeneneHa yacTth 3-
(heKTUBHON MOIITHOCTH, TIEPEAAHHON METHOM
NoJKJIaAKe yepe3 KoHTakT. Ha puc. 16 nokazana
WHTCHCUBHOCTb MOTEepH 3(PPEeKTUBHON MOII-
HOCTH IIpU TEIJIOOTa4€ B MEIHYIO MOAKIAIKY
B 3aBUCHMOCTH OT pa3fesIkl KPOMOK — CUMMe-
TpuyHOH pasnenku 30° (a, 6) U HECUMMETPHUY-
HOM pasnenku 50° (6, 2) B BRIOpAaHHBIX TOUKAX
KOHTAKTHOM MTOBEPXHOCTH.
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Puc. 16. InteHCUBHOCTD MOTEpU 3()(HEKTUBHON MOIIHOCTHU MPH TEIUIOOTIaYM B MEAHYIO TOIKIAKY B 3aBUCHMOCTH
OT pa3JIeNIKu KPOMOK — CHMMeTpHuHOHU pasnenku 30° (a, 6) 1 HecuMMeTpuaHOM pasznenku 50° (g, 2)

Fig. 16. The intensity of the loss of effective power during heat transfer into a copper backing depending on the edge
preparation — symmetrical preparation of 30° (a, 6) and asymmetrical preparation of 50° (s, 2)
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Jl cBapHBIX coeaMHEeHNH u3 cruasa D11648
TOJIIIUHON 2 MM C CHMMETPUYHOMN pa3ienkoit
KpoMoK B 30° B mpo1iecce CBapKH TEIIOBIIOXKE-
HUE B MEJIHYIO TMOJKJIAJIKy MUKOBOE 3HAYECHUE
cocraBmio 0,117Q ot obuieit BBoguMoit a3 dex-
TUBHOU MoiHOCcTH (Q) mpu Harpese, a il Co-
€IMHEHUI C HECUMMETPUYHOM pa3nenkoit B 50°
MTUKOBOE 3HAYCHHE TEIUIOBIOKEHHS B MEIHYIO
noakiaaky ~0,08Q cooTBETCTBEHHO.

4. O0cykaeHue pe3yJbTaToB
MO/eJTHUPOBAHUS

Hcnonb3oBanue aumnconja ['ongaka B ka-
YECTBE MCTOYHHMKA HArpeBa M03BOJIIET OIUCATh
(dopMy MpOIUIaBICHUS MPH HMITYIbCHO-TYTO-
Boil GMA-cBapku coenuHenuil ciaa J11648
TOJIIIUHON 2 MM C CHUMMETPUYHOMN pa3ienkoil
KpoMoK B 30° 1 HECUMMETPUYHOHN pa3aenkon 1
kpoMku B 50°. OnHako, Kak BUAHO u3 puc. 15 a, 6
n30TepMa NPOIUIABIEHUS METajljla CBapHOIO
1IBa OT 3JUIMIICOM/IA HE MOJHOCTbIO COBIAJIAET
C I'paHULEN CIUIABJIEHUS 110 pe3ysibTaramM Me-
tajmorpaguyeckoro ananmusa. [lorpemrHocts
MEXAy 3HAYEHMSIMM IUIOIIAAM IONEPEYHOrOo
CEYEHUs CBAPHOIO 111BA U IUIOIIAIU IIPOILIaBIIe-
HHUS JUISI COEAMHEHHUI C CHMMETPUYHOM paslien-
kot kpomok B 30° cocrasuna 4,3%, a 17s cBap-
HBIX COCIMHEHUN C OJTHOCTOPOHHEU Pa3lIeNIKON
50° — 6% cooTrBeTcTBeHHO. O1HAKO, AJIs Cllydas
MOJICIIMPOBAHMsI CBApPKU 10 HECHMMETPUYHOMN
pazaenku B 50° IMPOUCXOAUT M3JIMILIHEE IPO-
IUTaBJICHWE KPOMKH C pa3leikoil Ha IIyOHHY
6omee 1 MM, 94TO HE COOTBETCTBYET JAaHHBIM
MUKPOCTPYKTYPHOTO aHajiu3a B CBapHbIX CO-
€IMHEHUsIX B paHee NPOBEACHHbIX padoTax [26,
24, 7].

ConocraBiieHHE 0 TEPMUYECKUM LHKIAM
pe3yabTaTOB MOJAEIUPOBAHUS TEPMUYECKON 3a-
Jlauyd HaIUIaBKU C pe3yJbTaTaMu TEPMOMETpH-
pOBaHMsI HATYPHBIX O3KCIIEPUMEHTOB I10Ka3a-
J10, YTO MOTPEIHIHOCTh B 30HE MaKCHMAaJbHBIX
3HAYEHUH TeMIlepaTypbl B MECTAaX H3MEpPEHUS
coctaBuia nopsiaka ~10% Ha HEKOTOpOM yna-
JIEHUH OT CBApHOTIO 111Ba. DTO, BEPOATHO, BbI3Ba-
HO, HECKOJBbKMMH (pakropamu: 1) HETOYHOCTH
YCTaHOBKHM TEpMOINAp OT CThIKa M IO3ULIMOHU-
pOBaHUeE MIOCKOTO 00pasiia OTHOCUTENIBHO TPa-
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€KTOpUHU ABW)KEHHUS IUIABALIETOCsS 3JIEKTPOAA;
2) TOrpelHOCTbI0 CMOJEIMPOBAaHHBIX Te-
I0pU3NIECKUX CBOMCTB crutaBoB OI1648 u
OI1533 B 00macTu BBICOKHX TEMIIEpaTyp, Tak
KaK JaHHbIE IIpH Temneparypax Boime 1200 °C
B CIIPABOYHOM M HAY4YHOHU JUTEpAType OTCYT-
CTBYIOT.

BcenenctBue 4ero, MCIONb30BaHUE MOZENIN
JIBOMHOrO siuuriconna lonpaka mpu uMuTa-
AU CBAPKU COEAUMHEHHN C HECUMMETPUYHOU
KPOMKOM C MaJIbIM IIPOILIABIEHUEM BO3MOYKHO
JIMILB JUIsl TOCTIENYIOIEH OLIEHKE HalpsSKEHHO-
ne(OPMHUPOBAHHOTO COCTOSIHUSI CBapHOTO CO-
€IMHEHUs, HO HE IPEIHA3HAUYEHO Il ONIMCAHUS
nporeccoB Tertonepenadn B O3 u BOmm3m k
30HE MPOIUIABIEHUS KPOMKH.

AHanu3 pe3ylbTaroB KOMIIBIOTEPHOIO MO-
JIeTUPOBaHUS TEPMHUUECKON 3a7a4ul poOOTHU3H-
pOBaHHOM HUMIYJIbCHO-AyroBoii GMA-cBapku
crutaBa OI1648 CTHIKOBBIX COEAMHEHUN TONIIH-
HOW 2 MM TOKazaj, 4yToO MpH CBapKe 0Opa3loB
crutaBa JI1648 ¢ OIHOCTOpPOHHEH pa3fenkou
XapaKTepHa sIBHas aCUMMETPHUS paclpeieIcHUs
TEMIIEpaTYpPHBIX IOJIEH OT JIMHUM CThIKA. [Ipu
TOM AaCHUMMETPHUSl paclpeiesieHusl TemIepa-
TYPHBIX MOJIEH TaK)KE OTUETIIMBO BUAHA IIPU Te-
IIonepesaye B MEAHYIO MOAKIAAKY Ha puc. 14.
Ha puc. 16, a noka3ano, 4yTo KpaliHsisg KpOMKa
KaHaBKH B MEIHOMU MOAKIAIKE IPU CUMMETPHUY-
HOI1 pasnenke 30° mporpesanack 10 TeMIepary-
pr1 80 °C. s coequHEHNs ¢ HECUMMETPUYHON
paznenkoit 50° mpaBasi KpaliHsAsg KpOMKa KaHaB-
KH B IOJKJIAJIKE Harpepajgach 10 TEMIIEPATYyphI
86 °C ¢ mocienyroumM CHUXCHHEM TeMIle-
parypsl 10 ypoBHs 80 °C, uTO, BEpOATHO, BBI-
3BaHO OOJbIIEH MHTEHCHUBHOCTHIO HAapacTaHUS
TEMIIEPATYPhl OT TEIUIOBOTO IMOTOKA Yepe3 Io-
BEPXHOCTh Pa3JeIKi OCTPOM KPOMKH AJIs CIIy-
yasi CBAPHOIO COEIMHEHUS] C HECUMMETPUYHOMN
pasnenkou. JleBass KpoMKa KaHaBKH B MEIHOM
NOJKJIAaJKEe IIporpeBajgach [0 TEMIEPATyphl
78 °C (co cropoHbl 00pa3ia 0e3 ckoca KpoM-
kn). CpenHee 3HaYEHHE 10 KPOMKaM KaHABKH
MEHOM MOJKJIAJIKU [ HECUMMETPUYHOM pas3-
nenku cocrasisger 80 °C, B TO BpeMs Kak Jist
HECUMMETPHUYHON pa3fesikKu CpeaHss TeMIlepa-
Typa — 82 °C.



AHanu3 UHTEHCUBHOCTHU NOTepH 3()HeKTuB-
HOM MOIIHOCTH TPU TEIUIOOTJAYU B MEIHYIO
MOJKJIAAKY B 3aBUCUMOCTH OT Pa3/1€JIKU KPOMOK,
KaK IPEACTaBIECHO Ha pucC. 16, MOKa3bIBAET, 4TO
JUIL CBapHOIO COEIUHEHHUS C CHMMETPUYHOMN
paznenkoir 30° BeIMUMHA TEIUIOOTIA4d B MEJl-
HYIO MOJKIJIAJKy cocTaBisieT nopsaka 0,117P u
CUMMETPHYHA OTHOCUTEIHHO CThIKA, TO AJIS CO-
€MHEHUI C HECUMMETPUYHOM pa3nenkoit B 50°
HaOII0IaeTCsl aCHMMETPHUS B CTOPOHY KPOMKH C
paznenkoir — 0,135Q mporus 0,08Q co cropo-
HBI KPOMKH 0e3 pa3zenku noj cBapky. CteneHp
aCCUMETPUU IO IOKAa3aTeNll0 MHTEHCUBHOCTH
TEIUIOOTIa4y B MEIHYIO MOAKJIAIKY COCTaBISAET
0,37/0,63 B CTOPOHBI KPOMKY C pa3aenkoii B 50°.

CreneHp acUMMETPHUH IO MOKA3aTENI0 HH-
TEHCUBHOCTH TEIUIOOTAAYH B MEIHYIO MOAKIIA-
Ky JUISl COEIMHEHUI B 3aBUCUMOCTH Pa3JIEIIKON
SBJISICTCS. 3HAYMMBIM ITOKa3aTesIeM il OLIEHKU
HanpsHKeHHO-Ae(POPMUPOBAHHOTO  COCTOSTHUS
CBapHbIX COEAMHEHUH, MOCKOJIbKY HaIPSIMYIO
BIMSET HAa KapTUHY pacHpelesIeHUs OCTaTroy-
HBIX HaNpsHKEHUH U ycallKy CBapHBIX COCIUHE-
HUH NIOCJIE CBApKH, YTO B CBOIO OUEPEb MOXKET
YXYILIATh TEXHOJOTHYECKYIO TPOYHOCTh TPY/-
HOCBapHBAEMBIX MAaTEpPUATIOB W TMPHUBECTH K
TpeUIMHO00pa3oBaHMIO B cBapHOM 1iBe u OILI3.

BriBoabI

1. Pa3paborana umcneHHass MoOIenb PoOO-
TU3UPOBAHHOM HMMIYJIbCHO-TYTOBOM  CBAapKH
MJIABALIMMCS  DJIEKTPOAOM C MOTPEIIHOCTHIO
~10%, nporxHo3upyomas pacupeaeiIeHue TeM-
NepaTypHbIX IMOJIEH IMPHU CBApKE CTHIKOBBIX CO-
eAuHeHu crutaBa Mapku 211648 TommuHOM
2 MM C CUMMETPUYHOM pa3lieKO KPOMOK B
30° 1 OIHOCTOPOHHEN pa3lenKol KpoMok B 50°
Ha MEJHOM MOAKIAIKE.

2. lna omnucanus GOpMBI MPOIUIABICHUS
pu UMIyIbCHO-TyroBoit GMA-cBapku coenu-
HeHuH cmiaBa DI1648 TonmuHoON 2 MM C CHUM-
METPUYHOM paznienkoi KpoMok B 30° U HecuM-
METpUYHOU pazaenkor 1 kpomku B 50° MOXKHO
HCTIOJIL30BATh UCTOYHUK HArpeBa TUIa JIBOMHOU
samnuncoup ['ongaka. OnHako, Takast MOJIEIb UC-
TOYHUKA HAarpeBa He MpeAHa3HauYeHa JJis omnuca-
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HUS TIporieccoB Tervtonepenadn B O3 u BOiu-
3M K 30HE€ IIPOIUIABJIEHUS KPOMKH.

3. Ilo pesynpraraM MOJEINPOBAHHUSA, BBI-
SICHWJIM, YTO TPU POOOTH3MPOBAHHONW MMITYIIb-
CHO-ZIyTOBOM CBapKe CTBIKOBBIX CBapHBIX CO-
enuHeHui crutaBa Mapku OlI1648 TommumHOM
2 MM C CUMMETPUYHON pa3IesIkoil KPOMOK B
30° BenMyMHA TEIUIOOTJAYM B MEIHYIO TOJ-
KJIagky cocrasisier nopsiaka 0,117Q (roe Q —
oOrmast BBoguMas 3P QeKTUBHAsI MOIIHOCTbH, BT)
Y CUMMETpPHUYHA OTHOCHUTEIBHO cThIKa. [Ipu po-
OOTH3MPOBAHHONW HMMITYJIbCHO-yTOBOM CBapKe
CTBIKOBBIX CBApHBIX COEIUHEHMI cIljlaBa Map-
ku Ol1648 tommuHON 2 MM C HECUMMETpPHUU-
HOU pa3zmenkoi kKpomMok B 50° HaOmromaercs
ACUMMETPHUS B CTOPOHY KPOMKH C Pa3JesIKOi —
0,135Q mpotus 0,08Q co cTopoHbI KPOMKHU 0€3
pasnenku nox cmapky. CTelneHb acCUMETpUn
[0 IOKAa3aTeN0 MHTEHCUBHOCTU TEIUIOOTAAYH
B MeIHYI0 monkianky cocrasuser 0,37/0,63 B
CTOpPOHBI KPOMKY C pazzaenkoit B 50°.
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