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bnacooaprocmu:

HccnenoBanus BBIMOIHCHBI Ha 000-
pynoBanun LIKIT «Ctpykrypa, mexa-
HUYCCKHE U (DH3MYECKHE CBOMCTBA
MaTepHaIoBy.

Baesenue. UyryHsl kpaiiHe IJI0XO0 MEPEHOCAT TEPMUUCCKUE IUKIIBI CBAPKH, B CBSI3H C UeM TPeOyeTCsl TIIaTelb-
HO BBIOMPATH TEXHONOTUYECKHE MapaMeTpbl. OCHOBHBIMH MapaMeTpaMy HEMPEPLIBHOM JIa3ePHOI CBAPKH SBIITIOTCS:
MOIIHOCTb JIA3¢PHOTO H3Ty4YeHHUs], CKOPOCTb CBAPKH, MapaMeTpsl Gokycupyromeit cucteMsl. Llejb padoThbl 3aKmoda-
©TCsI B ONIPE/ICICHAN ONTHMAIBHOH MOITHOCTU ¥ CKOPOCTH HEIPEPBIBHOIT JIa3ePHOI CBAPKHU UyTyHa B 3aBUCHMOCTH OT
TeOMETPHUH CBapHOTO 1IBa. B padoTe Hec/1e10Banbl CBAPOUHBIC IIBEI, ITOTyIeHHBIC Ha 00pa3lax U3 CEpPOro Helerupo-
BaHHOTO YyTyHa C EPIUTHON METAJLIMYECKON OCHOBOI, Ha HTTEpOMEBOM BOJIOKOHHOM J1azepe JIC-1. MeToas! uccie-
AoBaHus. KoIn4ecTBeHHYIO OLCHKY TeOMETPHUYCCKHE ITapaMEeTpPhI IIBOB IIPOBEIH B IPOrpaMMe A7 KOIHICCTBCH-
HOTo aHanu3a ¥ o0pabotku n3obpaxenuit Imagel. [TonyueHnsle qaHHBIE 00pPA0OTAIN METOOM PErPeCCHOHHOTO
aHanu3a. [ ONTHMHU3AIMU IapaMeTpoB MPOLEecca COCTABUIN OPTOrOHATIBHBIN IIAH MACCUBHOTO YKCIEPUMEHTA,
BKJIIOYAIOIIHI 9 OMBITOB, B KOTOPBIX (DaKTOPBI BApbUPOBAIHCH HA 3 PABHOOTCTOSMINX yPOBHSX. [lapamerpamu kade-
CTBa B ITACCHBHOM YKCIIEPUMEHTE SIBJISIINCH TEOMETPUUCCKUE Pa3Mephbl CBAPOUHON BAHHBI U PA3MEPBI 30HBI 3aKAJIKH.
Jlnst perieHns: ONTUMHU3ALMOHHON 3a/1a91 UCHIOIB30BAIN METOIbBI CEPOTO PEIAHOHHOTO aHAM3a U IMHEHHOTO Mpo-
rpamMupoBanus. Pesysbrarsl u o6cy:kaenusi. [lomydeHHbIe perpecCHOHHBIC MOACIH OOBACHIIOT 3HAUYHTEIBHYIO
JIOJTIO TUCIIEPCHH 3aBUCHMBIX MEPEMEHHBIX, KOO()OHUIIEHTH! PerPecCHH, KaK M CaMU MOZEIH, CTaTHCTUYCCKU 3Ha-
YUMBI, YTO CBUAETECIBCTBYET O TECHOM JINHEHHOM B3aUMOCBSA3M MEKAy TeOMETpHEH 1IBa U MMapaMeTpaMu Iporiecca.
Pacuernas ¢opma cBapodHOIl BAHHEI B 3aBUCUMOCTH OT MOIHOCTH H3/Ty4CHHS U CKOPOCTH CBAPKHU MOKA3bIBACT, UTO
CBapOYHBIH IIOB TPeOYEMBIX Pa3MepOB MOXKET OBITH MOJIYUCH IIPU PA3IUIHBIX ITapaMeTpax MpoLecca, YTO MO3BOII-
€T pelIaTh MHOTOKPHTEPHAIbHYIO ONTHMH3ANHOHHYIO 3a1ady. Cepast pe/IsIHOHHAs OIIEHKA TeOMETPHIECKHX Iapa-
METpOB IIIBa OKA3bIBACT, YTO HanOOJIee MOAXOISAMIIMMHI TapaMeTPaMi ¢ TOUKH 3PCHHS IOTyYCHHUS [IBA MAaKCUMAIIb-
HOM TITyOHHBI ¢ MUHIMAJIBbHOH ITHPUHOM, BBITYKIOCTBIO (BOTHYTOCTBIO) U 30HO 3aKaJKHU SABILIOTCS MHHUMAJIbHAS
MOIIHOCTb U MaKCUMAJIbHAsI CKOPOCTh CBapKH. PacueT onTHManbHOI MOIIHOCTH M3JTydYeHHSI H CKOPOCTH CBapKH B
3aBHCHMOCTH OT ITyOMHBI IIBa MOKA3aJl, YTO CBAPKY MAaJbIX TONIIUH ONTUMAIBHO BECTH ¢ MUHUMAILHON MOIIHO-
CTBIO, a ITyOUHY IIBa PEryIUPOBATh IyTeM H3MCHEHHUS CKOPOCTH JTy4a. CBapKka OONBIINX TONIIMH ONTHMAIbHA HA
BBICOKOH CKOPOCTH, IIPU 3TOM IS yBEIHUUCHHS [TyOHHBI IIBa MOIIHOCTH JOJDKHA BO3PACTaTh.

Jlnst uutupoBanusi: K Bonpocy BeIOOpa 1 ONITUMH3ALMHI TAPAMETPOB HENPepbIBHOM Ja3epHoi cBapku uyryHa/ JI.A. Mnromkun, B.T. Conparos,
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BBenenue

TexHONOrHs J1a3epHOro MPOM3BOACTBA — CPaB-
HUTEIIbHO HOBBIM TEXHOJIOTMYSCKUN METOH, KOTO-
pbIi HAaxXOOUT NMPUMEHEHUE B CBapkKe, pe3ke, Io-
BEPXHOCTHOM 00paboTKe W yrnpouyHeHuu. B cury
CBOEH YHHMBEPCAJIBHOCTH JIa3€p MOXKET CTaTh MHep-
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CHEKTUBHBIM MHCTPYMEHTOM B €IMHUYHOM MU MeEJ-
KOCEPHITHOM MIPOU3BOCTBE.

[To cpaBHEHHIO € PIEKTPOAYTOBOM CBApKOM, MO-
Jy4YUBIIEH camoe HIMPOKOE paclpoCTpaHeHue, Jia-
3epHasi cBapKa MMEET pPsii MPEeUMYIIECTB: LIOB HE
3arpsi3HSAETCS MaTepualioM 3JIEeKTpoJa, U3 pacIuia-
Ba YJETy4MBaeTCs psJl BPeOHBIX MpuMmecel (cepa,
KHCIIOPOJI, a30T M JIp.), CHUYKAETCS CKIOHHOCTh K
00pa30BaHMIO TOPSYNX U XOJOJHBIX TPEUIUH, YIyY-
LIAI0TCS YCJIOBUSI KPUCTAJUIM3ALINUHN, YTO MMOBBIIIAET
cBoiicTBa mBa. Kpome 3TOro CymecTBeHHO MOBBI-
1IaeTCsl IPOU3BOIUTEIBHOCTS [1].
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JlazepHble TEXHOJIOTUU 0OpPAabOOTKU YyTryHa MO-
I'yT OBITh MCIOJIB30BAHBI JIJISl MOJTYYEHHsI CBapHO-
JUTBIX U3JIE€THH, pEMOHTA, UCTIpaBIeHHs 1e(DEKTOB,
MOBEPXHOCTHOTO MUKPOJIETUPOBAHUS U YITyUILICHUS
UX SKCIUTyaTallMOHHBIX XapaKTepUCTHUK [2].

UyryHbl UMEIOT MOPUCTYIO CTPYKTYpy. Bxitto-
yeHusl rpadura, Hapyllalolue CIJIOIHOCTh €ro
METa/NINYECKOH OCHOBBI, 3aTPYIHSIOT MPOIECC
CBapKH, MPUBOJAT K IOPUCTOCTH U iepekTam cBap-
Horo mBa [3, 4]. [lpu maBneHUN U MOCIEIyIOMEH
KpUCTAJJIM3allid B CBApOYHON BaHHE 00pasyeTcs
cTpykTypa Oesnoro uyryHa [5—7]. B cBs3u ¢ stum
YYT'yHbI KpalfHE MJI0XO0 MePEHOCAT TEPMUUYECKUE 11~
KJIbI CBAPKU: HEOTHOPOJIHOCTh CTPYKTYPBI, a TaK¥kKe
MECTHBIE HAPSKEHUS IPUBOJAT K XPYNKOCTH [8].

B 3aBucumoctu ot pabouux mapameTpoB Jia-
3epa MPUHATO pa3inyaTh JIBa XapaKTEpPHBIX pe-
JKUMa JIa3epHOM CBapKU: CBapKa MajbIX TOJIIUH
(mo 1 MM) u cBapka ¢ DIyOOKHM MPOIUIABICHHEM
(Oomee 1 mm). IlpuHIMNIHATBHBIM OTIIMYHEM IIEp-
BOM TPYIIIBI SBISIOTCS PEXKUMbI, 00€CIIeUNBAIOLIIE
TOJILKO IIJIaBJIEHWE Marepuana 0e3 ero MHTEHCUB-
HOoro ucnapenus. IIpomeccsl B CBapOYHOl BaHHE
HECTAllMOHApHBIE M HeycToluMBbIe. CBapKa C IIy-
OOKHM TPOIUIaBJICHHUEM COIPOBOXKIAETCsS 00pazo-
BaHUEM TypOYJIEHTHBIX TEUEHMUI pacijiaBa U mapo-
ra3oBoro kaxana [9].

['eomeTprueckue napaMeTpbl CBAPOUHOI BaHHBI
(rmyOuHa, MMPUHA U UX COOTHOIICHHUE) SIBIISIOTCS
OJTHUM W3 TIOKa3aTejieil KauecTBa CBapHOTO IIBa U
JUISL ABYX OTMCAHHBIX PEKUMOB CBAPKHU Pa3INyaoT-
csi. OCHOBHBIMH TE€XHOJIOTUYECKUMHU MTapaMeTpamH,
o0ecreuynBaIMU 3aJaHHYI0 T€OMETPHUIO BaHHBI,
SBIISIFOTCS MOIIHOCTh U3JIy4€HHUs, CKOPOCTh CBAPKHU
U napameTpbl GoKycupyromei cucremsl [1].

[Ipy HU3KUX CKOPOCTSIX Mapora3oBbId KaHaj
uMeeT UWIMHAPUYECKYI0 (opMy, COOTHOIIEHUE
CTOPOH CBapOYHOM BaHHBI MOXKET OBITH JOBOJIBHO
00JIBILIKM, TOT/IAa KaK MPHU BBICOKUX CKOPOCTSAX COOT-
HOIIIeHHE CTOPOH Huzkoe [10].

Jlns BbIOOpa ONTHMAaNbHBIX MAapaMeTpPOB IPO-
1ecca CBapKH, ONTHUMHU3ALUU CTPYKTYpbl UyTyHa,
MOBBIIICHHS] YHEPreTHIeCKOl d(h(PEKTUBHOCTH He-
00X0IMMBI MaTEMAaTHUYECKUE MOEIHU IpoIecca.

Mogenu, oOcCHOBaHHbIE Ha yYpaBHEHHSIX OaslaHca
SHEPTrUU U HMITYJIbCa, MMO3BOJIAIOT KOJUYECTBEHHO
OLICHUTb 3aBUCUMOCTb ITYOMHBI 30HbI TUIABJICHUS U
JIPYTUX T€OMETPUUECKHX XapaKTePUCTHK IIBOB OT
OCHOBHBIX TEXHOJIOTUYECKUX MapaMeTpoB CBapKu
[11-13]. OnHako onTHMalbHas CKOPOCTb CBapKu
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3aBUCHUT HE TOJBKO OT MapamMeTpoB U3Iy4YEHHs, HO
U OT CTPYKTYpbl CBApUBaEMbIX MaTe€pUajOB, Ha-
MIpUMep, OT MOBEJEHUS rpapUTHOMN (a3bl pU cBap-
ke uyryHa. [Ipu upesmepHO MajiblX WIH CIUIIKOM
OOJBIINX CKOPOCTSAX MPOLECC CTAaHOBUTCS HECTa-
owtpHBIM. Tak, B pabore [14] mokaszaHo, 4To mpu
BBICOKOI MOIIIHOCTH HW3Jy4Y€HUS M OTHOCHUTEIb-
HO HEOOJIBIIIOM BPEMEHHU JIa3€pPHOTr0 BO3CHCTBUS
3HAYUTEIbHAs 4YacTh rpadura B CTPYKTYpE 30HBI
IUIABJIEHUS. COXpaHSETCs. YBEJIUYEHHE BpEMEHU
Ja3epHOTr0 BO3/EUCTBUS MPH BBICOKOW MOIIHOCTH
MIPUBOAMT K B3PHIBHOMY HCIIAPEHUIO U CYyOIMMaIun
rpadura, 4TO CONMPOBOXKIaeTCs 00pa30BaHUEM Kpa-
TEPOB Ha MOBEPXHOCTHU LIBA. JlaHHBIE SIBJIEHUS 3HA-
YUTENBHO 3aTPYIHSIOT MaTeMaTUYecKoe OINMCaHue
nporecca.

B pabote [15] mokazaHo, 4TO IJIsi TOCTPOCHUS
3¢ (deKTUBHON MO/ NMPOTHO3UPOBAHUS KayecTBa
CBapHOTO 111Ba HEOOXOIMMO paccMaTpuBaTh MHOXKe-
CTBO MapameTpoB. B kauecTBe npruMepa npuBeeHa
yIPOILEHHAas: TPOrHOCTUYECKask MOJIeNIb Ha OCHOBE
HMCKYCCTBEHHOW HEWPOHHOW CETH, JEMOHCTPHPY-
fo1as BO3MOYKHbIE U MEPCIEKTUBHbBIE TOKA3aTean
MIPOrHO3UPOBAHUS KauyecTBa CBapKH JINCTA U3 HU3-
KOYTJIEPOAMCTON OLMHKOBAHHOM CTaju.

B pabore [16] npuBeaeHbl KaueCTBEHHbIE JaH-
Hble€ O BJIMSHHM JIByX IapaMeTpoB IMpoliecca Ha
reoMeTpuyYecKue napaMerpsl BaHHsl (Tadm. 1, [16]).
Kpome Toro, nmerorcsi pekoMeHIauu no BeIOOpy
ONTHMAJIbHBIX MAPaMETPOB ISl HEKOTOPBIX CTajeit
U CIUIaBOB I[BETHBIX METAJIJIOB.

B pa6ore [17] mokazaHo, 4TO MJI0MIAIb CEUCHUS
30HBI MJIABJIE€HUS (T€OMETpHUs CBApOYHON BaHHBI)
IIpU CBapKe 4YyryHa HHUPE3UCT MPONOPIHOHAIbHA
BPEMEHH JIa3€pPHOTO BO3JECHCTBUS: MPU CHUKEHUU
CKOPOCTH JIy4a yObLIb MacChl paciiaBa B pe3yJibTa-
T€ €ro UCIapeHUsI pacTeT.

B pa6ore [18] meTomoM mmanupoBanus GakTop-
HOTO JKCIEPUMEHTa MOCTPOEHbl MaTeMaTU4YeCKue
MOJIEJIH, CBSI3bIBAIOIIME TIIyOWHY CBAapOYHOM BaH-
HBI C MOIITHOCTBIO M3JIy4E€HHUS, CKOPOCTHIO CBAPKU U
(oxycHbIM paccrosHueM. [lokazana 3HaunTeNbHAS
pa3HUIAa B OLIEHKaX KOA(P(UIMEHTOB NpPU CBapKE
CTaJiel IByX pa3jIMYHBbIX MapoK. DTO yKa3bIBaeT Ha
TO, YTO YHUBEPCAJIbHBIX CTaTUCTUYECKUX MOJEIeH
JUISL OLIEHKH T€OMETPUU CBapOYHON BaHHBI HE CYIlle-
CTBYET: MOJIEIM TPUMEHHUMBI TOJILKO K TOMY Ha0O0py
JTAaHHBIX, HA KOTOPBIX OHU IOCTPOEHBHI.

CrpykTypa yyryHa Npu OJHOM M TOM ke XUMHU-
YEeCKOM COCTaBE MOXET UMETh HEeIpe/ICKa3yeMoe 1
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Taoauma 1
Table 1

Bausinue AByX mapamMeTpoB Jia3epHOIl CBAPKH HA pa3jiMvyHbIe reoMeTpUuUYecKHe napaMeTpbl
CBAPOYHON BAHHBI

Influence of two laser welding parameters on various weld pool geometry parameters

I'eomeTpuyeckuii mapameTp/

[Tapamerp nponecca/ Process parameter

Geometry parameter MomrHocCTb J1a3epa/ CKOpO(?TL cBapKu/
Laser power Welding speed
['myOuna BaHHBI/ + _
Weld pool depth
[lnpuaa BaHHBY/ N _
Weld pool width
OTHomeHne TTyOrHa/ IUPUHA BaHHBI/ B pabore ne ykazano/
. . . +

Weld pool depth /width ratio not state in the report
JlyivHa BaHHBI / N _
Weld pool length
Panmyc maporasoBoro kanaia/ N B
Keyhole radius
CKOpOCTh OXJTaXKIACHUS/

: - +
Cooling rate
[Trromaaps NOBEpXHOCTH BaHHBI/ N B
Weld pool surface area
CkopocTh ucnapenus/ n B pabore He ykazano/
Vaporization rate not state in the report

Xa0THYHOE pacnpeenieHue rpadUTHRIX BKIIOUEHUN
pa3nnuHoil ¢opMbel U pasmepoB. [loBenenue rpa-
¢dbuTHOH (ha3wl MpH MIIABIEHNWHU, KaK OBLIO OTMEYe-
HO BBIIIIE, 3aBUCUT OT PeKUMa CBAPKH, YTO B UTOTE
OTpesiesisieT OCHOBHBIEC XapaKTEPUCTHUKU U Kaue€CTBO
CBapHOTO IIIBA.

Takum o0pa3zom, A7 MOBBIIIEHUS SHEProd(d-
(EeKTHBHOCTH TIpollecca 1 ooecrieueHus TpedyeMoit
reOMETPUN CBAPOYHOW BaHHBI JUJISI KaXKIOTO Bapu-
aHTa Texmpolecca TpeOyercs moadop ONTUMAalb-
HBIX peXUMOB cBapku. [lanHas 3a1a4a 3¢deKTHBHO
peliaercs ¢ MPUMEHEHUEeM MaTeMaTHYeCKHX MOjIe-
neil. B cBsi3u ¢ 3TUM BO3HUKAET HEOOXOIMMOCTH B
W3yYEeHUU M KOJIMYECTBEHHOW OLIEHKE T'eOMETPUU
CBAapOYHOMN BaHHBI IPU CBApPKE UyTyHA C Pa3TUYHON
CTPYKTYpOH B 3aBUCHMOCTH OT TEXHOJIOTUYECKUX
napaMeTpoB IMpoliecca.

Llenv pabomer 3akm04aeTCA B MOCTPOSHUU Ma-
TEMaTHYeCKOM MOJAENN CBApKU YyTyHa C IJIACTHH-
4yaTblM TpadUTOM U OMNpEIeNIeHUH ONTUMAIbHON
MOIIIHOCTH ¥ CKOPOCTH CBapKH B 3aBHCHUMOCTU OT
reOMETPUHN CBAPOUYHOI BaHHBI.

3aoauu pabomot

1. [IpoBeneHre SKCIIEpUMEHTa M PETPECCHOH-
HBI aHaNW3 3aBUCUMOCTH T€OMETPUU CBAPOYHOMN
BaHHBI OT PEXKUMOB CBaPKH.

22 Tom 23 Ne 3 2021

2. VI3ydyeHne CTpyKTypbl YyryHa B 30HE ILIaB-
JICHHS.

3. Cepass peisIIIMOHHAS OIICHKA TeOMETpHUYe-
CKHX TTapaMeTPOB BaHHBI.

4. PacyeT oNnTUMaJIbLHON MOITHOCTH U3Ty4YCHUS
U CKOPOCTH CBapK{ B 3aBUCUMOCTH OT T€OMETPHUHU
CBapOYHOU BaHHBI.

MeToauka uccjaeI0BaHui

Jiis sKciepuMeHTa OBLITU U3TOTOBIICHBI IIMIIMH-
npudeckue oopasiel tuamerpoM 30 MM U BBICOTOM
10 MM U3 ceporo HeJEerupoBaHHOTO YyryHa C Iep-
JIMTHOM METAJIIMYECKONW OCHOBOM. UyryHBbI ¢ Takoi
CTPYKTYpPOW HMMEIOT XOPOILIYI0 MPOKAJIMBAEMOCTD,
YTO YNPOIIAET OLEHKY BIUSHUS IMapaMeTpPOB CBap-
KM Ha pa3Mepbl 30Hbl TEPMUYECKOTO BiusiHUs. Jla-
3epHYyI0 00pabOTKy Al MOJAETUPOBAHUS IPOIEC-
ca CBapKu MPOBENIM HA UTTEPOMEBOM BOJIOKOHHOM
nazepe JIC-1 B cooTBeTCTBUM C miiaHoM (Tabm. 2).
DOKYCHOE pacCTOSIHUE B HKCIIEPUMEHTE HE BapbU-
poBaioch U coctasisuio 120 mm.

Ha paccrosinuu, uCkIo4aromeM TepMHUYECKOe
BIUSTHUE, MPOTUIABUIN 4 JOPOXKKHU Ha KaKIAOM 00-
paste. O0pa3ipl U3ydaid TPAIUIIHOHHBIMA METAalI-
norpaduueckumu mMeronamu. MccienoBanue mpo-
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Taoauma 2
Table 2
IL1aH 3xkcnepuMeHTa
Design of experiment
MOIHOCTS CxopocThb
Oopasery/ CBapKH, MMm/c/
Sample u3IyeHus, KB/ Welding speed
Laser power, kW ’
mm/s
1 0,7 50
2 1,3 20
3 0,575 35
4 1,0 56
5 1,0 14

BOJMJIM HA KOMIIBIOTEPU3UPOBAHHOM KOMILIEKCE,
CO3JJaHHOM Ha 6a3e MeTayuIorpa(uyeckoro MUKpo-
ckona Leica DM IRM. KonuuecTBeHHYIO OLIEHKY
TEOMETPUUYECKHUX TapaMeTPOB LIBOB MPOBOAWIN B
nporpaMMe JJisi KOJIMYeCTBEHHOTO aHaliu3a 1 oopa-
60TKHN n300paxkenuit Imagel.

Pe3yabrarsl M UX 00cy:K/1eHHE

30Ha JIa3epHOr0 BO3JEHCTBUS COCTOUT U3 JBYX
CJIOCB: 30HBI IJIABJICHHUS W 30HBI 3aKaJKH U3 TBEP-
noii (a3l (puc. 1). 30Ha OTITyCKa HA TOTYYEHHBIX
oOpasiax BbIsBICHA HE ObLIA.

Bruttouenust rpauta 4aCTUIHO WM TTOJTHOCTHIO
(B 3aBHCHMOCTH OT peXHMa OOpabOTKH) pacTBO-
PWINCH B )XHUIKOH (ha3e, KPUCTAILTU3AIMS PO

Puc. 1. Mukpoctpykrypa oopasima Ne 5:

1 —ucxonHas CTPYKTypa; 2 — 30Ha 3aKaJIKU U3 TBEpIOH (asbl;
3 — 30Ha mIaBNeHUS;, 4 — Ne()eKT CBapKu
Fig. 1. Microstructure of sample No. 5:

1 — source material; 2 — hardening area; 3 — penetration area;
4 — welding defect

OBRABOTKAMETALLOV ~ CM

M0 MeTacTaOWIbHOM AuarpamMme >Keie30-yIiiepom
0e3 BbLICICHUS CBOOOMHOTO Trpaduta. M3-3a BbI-
COKOI CKOpPOCTH KPHUCTAJNIU3allMU BbIAETICHUE W3-
OBITOUHBIX (a3 OBUIO IOAABIICHO, B PE3YJIBTATE
BECh pacIliaB Mepeliei B MeJIKOJUCTIEPCHYI0 CMECh
ayCTCHHUTA U LEMEHTHUTa (KBa3UIBTEKTHUECKHM Jie-
neoypur).

ToyHOE aHaTUTHUYECKOE OIMKCAaHHE MPOLECCOB
TUIPOJMHAMUKY, TEIUIO- U MacCONEepeHoca B CBa-
pPOYHOM BaHHE, OKAa3bIBAIOIIMX BJIHMSHHE HAa IeO-
METpPHIO I1IBa, BBUIY UX CIOKHOCTH OKAa3bIBACTCS
HenpocTor 3aaaded. [losTomy s onTUMHU3ALUU
MapaMeTpoB CBAPKHU yAOOHO CTPOUTH YIPOIICHHbBIE
MaTtemarudeckue moaenu. C 3Toi 1eIbio MPOBEIU
PErpECCUOHHBIN aHANU3 MOMYyYEHHBIX JaHHBIX, pe-
3yABTAThl KOTOPOTO MPEACTaBICHBI B Ta0M. 3.

Perpeccruonnbie Mo OObACHSIOT 3HAYUTEIb-
HYIO JIOJII0 JUCTIEPCUU 3aBUCUMBIX TEPEMEHHBIX.
Koaddunuentsr perpeccun, kak U cama MOJEIb,
CTaTUCTUYEeCKU 3Ha4uMbl. [Ipennmocwuiku perpec-
CHOHHOTO aHajn3a OTHOCUTENLHO Ka)KI0M MOJEIH
BBITIOJIHSIOTCS. Bee 9T0 cBUAETENBCTBYET O TECHOM
JIMHEMTHOMN B3aMMOCBS3U MEXIY T€OMETpHUEH 1IBa U
napaMeTpamu mnpoiiecca.

Bricokast MOIITHOCTh U3TYUYEHUS U OTHOBPEMEH-
HO BBICOKasi CKOPOCTb CBapKU 00eCleunBalOT Hau-
MEHBIIYIO HIMPUHY CBAPOYHON BaHHBI U MOTyUYEHUE
«KUH)KalbHOTO» Tmporasienus (puc. 2). Takum
o0pa3zoM, MOTYT OBITh MOJTYYEHBI Y3KHE TIIYOOKHE
mBbl. M3-3a HU3KOM TEMIOEMKOCTH TrpaUTHBIE
BKJIIOYEHHS] HArpeBalOTCsl 10 3HAYUTENbHO Oolee
BBICOKOH TeMIepaTyphl O CPABHEHHUIO C OCHOBHBIM
MeTtaiioM. McnapeHue wmetaina U CyOmuManus
rpaduTa BbI3BIBAIOT U30BITOUYHOE JIaBJICHUE B KaHa-
JIe 1IBa, YTO MPHUBOAMT K BHITECHEHUIO pacIuiaBa U3
CBapOYHOIl BaHHBI, B pe3yJIbTaTe B 3TON 001acTH 00-
Pa3yroTCsl HECIUIOMIHOCTH 3HAYUTENbHBIX Pa3MepOB
MPEUMYIIECTBEHHO B KOpHEBOW uacTu mBa. [lpu
3TOM BBIMYKJIOCTh BajJHKa CYLIECTBEHHO YBEIHYHU-
BaeTCH.

CHmXeHHe CKOPOCTH ABM)KEHUS Jia3epa MpH Bbl-
COKOI MOIIIHOCTH U3TyYEHUS YBEIMUUBACT IIUPUHY
CBapOYHOI BaHHBI U YMEHbIIAET ITyOUHY MPOILIaB-
nenusi. B pesynprare obpasyercst MHUPOKUI BaIUK
C Majio BBIMYKJIOCThIO. OObEMBI HECIUIONTHOCTEH
B 30HE IUIABJICHUS 3HAYUTEIHHO COKpALIAIOTCs
(puc. 1). Oqnako yMeHbIIIEHUE OTHOIIEHUS TTyOH-
HBI MIPOIUIABJICHUS K IIMPUHE LIBA MOBBIIIAET YPO-
BEHb PACTATUBAIONINX HAMPSKECHUH, BOZHUKAIOIINX
IIpH ycaJIKe YyryHa B cBapoyHO BaHHE. CHIKEHUE
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Pe3y/bTaThl perpeccCHOHHOIO aHAJIN3A

Regression analysis results

TEXHOJIOI'MA

Taoauma 3
Table 3

3aBHCUMBIE TTEpEMEHHBIE/
Dependent variables
Crauctuxu/ Brinyknocth 30Ha 3aKaIKu
Statistics Mupuna, Mmm/ I'my6una, M/ o .
Width, mm Penetration, mm MM/ Convexity, MM/ Hardening

mm area, mm
MortHoCcTh u3ny4yeHus, KBt/ 1,127%%* 2,889 %** 0,798** 0,083%**
Laser power, kW (Std. Error 0,112) | (Std. Error 0,141) | (Std. Error 0,188) | (Std. Error 0,017)
CKOpOCTh CBapKH, MM/c/ —0,023*** 0,021 *** 0,01 5%** —0,001**
Welding speed, mm/s (Std. Error 0,002) | (Std. Error 0,002) | (Std. Error 0,003) | (Std. Error 0,001)
Koncranra/ 1,170%%* —1,979%** —1,034%** 0,079%*
Intercept (Std. Error 0,142) | (Std. Error 0,180) | (Std. Error 0,278) | (Std. Error 0,022)
O6Bvem BI.)I60pKI/I/ 20 20 10 20
Observations
R . 0,966 0,961 0,794 0,765
iﬁ;’ggﬁ?ﬁ?omlﬁ“’m R’/ 0,962 0,956 0,735 0,737
coramion! Residunl St 0,115 0,145 0.127 0018
Error (df=17) (df=17) (af=1) (df=17)
F-craructuka/ 240,182 ** 209,358%** 13,484 %** 27,64%**
F-statistic (df=2;17) (df=2;17) dr=2;7) (df=2;17)

[Mpumeuanue: * p <0,1; ** p <0,05; *** p <0,01/ Note: * p<0,1; ** p <0,05; *** p <0,01.

Puc. 2. Mukpoctpykrypa oopaszua Ne 4

Fig. 2. Microstructure of sample No. 4
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CKOPOCTH HarpeBa M OXJIAKICHHS YBEIUYUBACT
30HY 3aKaJKd U3 TBEpAOH (a3bl, UMEIOILYIO XPYII-
KyI0 MapTEHCUTHYIO OCHOBY. B COBOKymHOCTH 3TH
(hakTophl MOBBIIIAIOT PUCK 00pa30BaHUs MOIEpey-
HBIX TPELIUH B IIBaX OOJIbIION MPOTSKEHHOCTH.

CHuXeHre MOIIHOCTU M3JIY4YEHHS] U CKOPOCTH
CBapKH MO3BOJISIET 00€CleunTh IJIaBICHUE YyTryHa
0€e3 ero MHTEHCUBHOI'O KuIleHus u ucnapenus. [pu
3TOM BO3MOXKHO IOJIHOE PACTBOPEHHME TpaUTHBIX
BKJIFOUECHHM.

Capounblii 110B TpeOyeMbIX pa3MEpOB MO-
KET OBITh MOJyYeH NPU Pa3IMYHBIX MOILIHOCTAX U
ckopoctu cBapku (puc. 3). Beibop onTumanbHBIX
TEXHOJIOTUYECKUX TapaMeTpoB, 00eCreunBaIOIINX
MOJTy4YE€HUE KaYyeCTBEHHOTO COEIUHEHMSI, SIBISETCS
MHOTOKPUTEPHAIBbHON ONTUMHU3ALMOHHON 3aJaueH.
C npyroii CTOpOHBI, MMPOIECC CBAPKH XOTEIOCH OBl
BECTU IMPU MHUHUMAJIbHON MOIIHOCTH Ha MaKCH-
MaJIbHOM CKOPOCTH.

B 3agauax ontumuzanuu cpasy o HECKOIbKUM
3aBHCHUMBIM TNIEpEMEHHBIM (TNIyOMHa, IIMpPUHA, BbHI-
MyKJIOCTh 11BA, TOJIIMHA 30HBI 3aKaJIKN) TpeOyeTcst
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OLICHKA HEKOTOPOT0 KOMITJIEKCHOTO MOKa3aTes Ka-
0,6 kBT 20 mm/c yecTBa. s peuienus Bompoca 00 ONTUMANIbHBIX
— YPOBHSIX MOIIHOCTH U CKOPOCTH CBapKH ObLI BbI-
v OpaH METOJ CEporo peysIIMOHHOrO aHamu3a [19,
20]. IMoctpoena oproroHanbHas marpwuia (9x2),
MpeacTaBisiionias coOOW MacCUBHBIA JKCIEpHU-
0,8 kBT 30 mm/c MEHT, COCTOSIIIHK U3 9 OMBITOB, B KOTOPHIX (haKTO-
PBI BAapbUPYIOTCS HA TPEX PAaBHOOTCTOSIINX YPOB-
O O Hax. [lmaH skcmepuMeHTa U pacCUUTaHHBIE MPU
MTOMOIIIM PErPECCUOHHBIX Mojese (cMm. Tabm. 2)
reoMeTpUYeCcKre napaMmeTphl IBOB MPEICTABICHbI
B Ta0m. 4.
1,0 kBt 40 mm/c Hcxonuble Ans aHallv3a JaHHbBIE JTOJKHBI ObITh
HOpMUpOBaHbl. HopMupoBanue TIyOMHBI 30HBI
O O TUJTABJICHUS BBITIOJHWIA B COOTBETCTBUH C IPUHIIU-
OM «OOJIbIIIe —ITy4Ie» 1o Gopmyre
1,2 kBT 50 mm/c X = max ; Vij — Vij

max ; y; —min; y;’
IJe y; — BeIIMYHMHA i-r0 Hapamerpa (rmyOuHa 30HBI
IJIABJICHUS) B j-M DKCIIEPUMEHTE.
K npyrum reomerpuyecKkuM mHapameTrpam IlBa

MIOAXOAUT  XAPAKTEPUCTHKA  «MEHBIIEC—IIYYIIe),
HOPMHPOBaHUE MPOBOJMIIN IO hopMyIie

o VU

Puc. 3. Pacuernas ¢popma cBapouHOI BaHHBI B 3aBUCH-
MOCTH OT MOILIHOCTHU U3JIy4YE€HUS U CKOPOCTU CBAPKU:

a — CKOpOCTh CBapKu 35 MM/C; 6 — MOIITHOCTH m3mydeHus | kBt
Yij —min; yy
man ylj - l’l’lll’lj ylj

Fig. 3. Calculated shape of the weld seam depending
on laser power and welding speed:

xij =
a — welding speed 35 mm/s; 6 — laser power 1 kW

Tadonunpa 4
Table 4

Marpuna njiaHupoBaHusl, 3HAYeHHUs] (PAKTOPOB B HATYPAJIbHOM MaclITade U reoMeTpUYeCcKue
napaMeTrpsl 1Ba

Orthogonal array, natural values and corresponding response values

MoLHOCTS CxopocTb ['myOuna [Iupuna | BeimykiocTs | 30Ha 3aKaiKku
No H cBapku, mm/c/ | (y,), MM/ (v,), MM/ (7,)**, MM/ (v,), MM/
x* | x,* | msnyuenwus, KBt/ . SOT 2 3 . 4
m/m| ! 2 Welding Penetration | Width (y,), | Convexity Hardening
Laser Power, kW 2
speed, mm/s (v,), mm mm (y))**, mm | area(y,), mm
1 1 1 0,6 14 0,04 1,53 0,34 0,12
2 1 2 0,6 35 0,48 1,04 —0,03 0,10
3 1 3 0,6 56 0,91 0,56 0,29 0,08
4 | 2 1 0,95 14 1,05 1,92 —0,06 0,15
51 2 2 0,95 35 1,49 1,44 0,25 0,13
6 | 2 3 0,95 56 1,92 0,96 0,57 0,11
713 1 1,3 14 2,07 2,31 0,22 0,18
8 | 3 2 1,3 35 2,5 1,83 0,53 0,16
913 3 1,3 56 2,93 1,35 0,85 0,14

[Tpumeuanue / Note.
* KopupoBaHHbBIC 3HAYCHHUS MOIIHOCTU U3JIy4eHus u ckopocth cBapku / Coded values of laser power and welding speed.
** 3HaK MUHYC 03Ha4aeT BOTHYTOCTh IIBa / A minus means concavity of the weld seam.
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CreneHb HECOOTBETCTBHUS UJICANIBHBIX (HAUITY4-
IIMX) U SKCHEPUMEHTAJIbHBIX 3HAYCHUH Mapame-
TPOB BBIPAYKACTCS BEIMUMHOM CEPHIX PENISIIUOHHBIX
K03((UIIMEHTOB, 3HAYEHUSI KOTOPBIX PAaCCUUTHIBA-
I0TCS 110 popMmyIie

OBPABOTKA METAJIJIOB

0

. . 0
mlni mlnj xl- _xl.j +Cmaxi max ; Xi —xl-j

J

Sij = 0 0
X; = Xj|+Cmax; max ; |X; — X

e y; — WIeanbHbIH HOPMHPOBAHHBIA Pe3ysIbTar

0

i-romapametpa; X; = 1;{—xoadunment paznuyums,

B JJAaHHOM HcclieqoBaHuu npuHsT § = 0,5.

Cepast pensiiiOHHas OLICHKA OIpPEIeseTCs My-
TEM YCPEAHEHUS CEpPBIX PEJILUOHHBIX KOA(PPHII-
CHTOB:

1 m
Y ZEE%'

Cepble pesLMOHHbIE OLIEHKH, YCPEIHEHHBIE 110
YPOBHSIM BapbUpOBaHUs (PAKTOPOB, MOKa3aHbl Ha
puc. 4. lopuzoHTaIEHAS TMHUS HAa TPpadUKEe COOTBETCT-
BYET CPEIHEN PENSIIMOHHON OLIEHKE B SKCIIEPUMEHTE.

I'paduk Ha puc. 4, a Takke naHHBIE Ta0M. 5 MO-
Ka3bIBaIOT, YTO HauOoJiee MpUBJIEKATEIbHBIMU a-
pamMeTpaMy C TOYKH 3pEHHs MOJy4YeHHUsS LIBa Mak-
CHMaJIbHOM TIIYOMHBI ¢ MUHHUMAJIbHOW IIUPUHOM,
BBITTYKJIOCTBIO (BOTHYTOCTBIO) U 30HOM 3aKaJIKH SIB-
JISIOTCS. MUHUMAJIbHAsI MOLTHOCTh U MaKCUMaJjbHast
CKOPOCTb CBApKH, YTO COOTBETCTBYET pexumy Ne 3.
Kpowme Toro, npu JaHHBIX TapamMeTpax JOCTUTAETCs
MaKCHUMaJlbHasl MPOU3BOJUTEIBHOCTh U AKOHOMUY-
HOCTb Ipoliecca.

TEXHOJIOI'MA

MoLLHoCTb CKopocTb

0.601 \
S 0.55 \
= 15
% 0501 X
S \/
0.45-

1 2 3 1 2 3
YpoBHU (hakTopoB

Cepas pensaunoHHas

Puc. 4. Cepast pensiliMOHHAas OlLIEHKAa FTEOMETPUUECKHUX
rapaMeTpoB IIBa

Fig. 4. Main effects plot for Grey relational grade

[ToTpeOyem BBHIMOTHEHHE ITUX YCIOBHM B 3a/1a-
4ye ONTUMM3ALNU:

p — min,

Vv — max,
d—-1,979 =2,889p+0,021v,
m+0,079 =0,083p-0,001v,

d+m=t,

0,6 <p<l1,3,
14 < v <56,

TJIe p — MOUIHOCThH Ja3epa, KBT; v — CKOpOCTb
CBapku, MM/C; d — TIyOWMHa 30HBI IUIABJICHUS, MM;
m — pa3Mep 30HBI 3aKaJKH U3 TBEPIOH (as3bl, MM;
¢t — rmyouna mBa, MM. OTpaHUYeHUs Ha TITyOUHY 30H
TUTABJICHUSI M 30HBI 3aKAJIKH B3ATHI B COOTBETCTBUHU
C TIOJyYEHHBIMH PErpPECCHOHHBIMU  MOJCIISIMH
(cm. Tabi. 2), UHTEpBaJIbl BAPLUPOBAHUS MOIITHOCTH

Tabnuna 5
Table 5
Pe3ynbTarhl ceporo pesisiiMOHHOI0 aHAIU3A
Grey relational grade results
Ne n/m £, &, &, &, Y Panr/ Rank

1 0,48 1 0,58 0,33 0,6 2
2 0,61 0,62 0,7 0,33 0,56 4
3 1 0,4 1 0,33 0,68 1
4 0,33 0,62 0,36 0,37 0,42 8
5 0,33 0,33 0,33 0,33 0,33 9
6 0,63 0,33 0,55 0,52 0,51 5
7 0,33 0,52 0,33 0,63 0,45 6
8 0,36 0,36 0,33 0,73 0,45 7
9 0,53 0,33 0,44 1 0,57 3

26
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U CKOPOCTH — B COOTBETCTBHH C MIPUHSITHIMU B XOJIE
IKCIIEpPUMEHTa ypOBHSAMHU (pakTopoB (cM. Tabdm. 1).
3amady pemaiy METOAOM JIMHEWHOTO MpOrpaMMu-
poBanwusi. Perienne npeacTaBieHo B Buae rpaduka
Ha puc. 5.

& 127 ; / § 50 -
;' 1.0 i 404
5 0.8 B
o / <
= /,/ O 20+
0.6 71/ T T T T T
1 2 3 1 2 3
ny6uHa, mm ny6unHa, mm

Puc. 5. OntuManasHas MOIIHOCTS U CKOPOCTH CBApKH B
3aBUCHMOCTH OT ITyOMHBI I11Ba

Fig. 5. Optimal laser power and welding speed depend-
ing on the weld penetration

3aBUCHMOCTb, TIPENCTABIICHHAsT Ha pHUC. 5,
MOKA3bIBAET, YTO CBAPKY MaJbIX TONIIMUH (10 1 MM)
ONTHUMAJIBHO BECTH C MHUHHUMAJIbHOW MOIIHOCTHIO,
a mIyOMHY HIBa PEryjaupoBaTh IMyTeM H3MEHEHHs
CKOPOCTH JBI)KEHHUS Jlazepa. Bbicokas CKOpOCTh
ONTHUMAaJIbHA MPU CBapKe OONBLINX TONIIUH (Oojee
1 MM), IpH 3TOM ONTHMAaJIbHAasi MOIIHOCTb JIMHEHHO
BO3pacTaeT C yBeJIW4YeHHeM ImyOuHbl mBa. [Ipu
m1yOuHe Oosiee 3 MM 3a/1a4a He UMEET pellleHus, T.€.
MOJyYUTh TAKOW IIOB C MPHUHATHIMU MHTEpBajJaMu
BapbUpPOBaHUS  TEXHOJIOTMYECKMX  MapaMeTpoB
HEBO3MOXHO.

BriBoabI

Jlisg xakJIoro marepualia CyIIeCTBYIOT OITHU-
MaJibHbIE TapaMeTpPhl JIa3epHOU cBapku. B maHHOI
paboTe MCHONb30BAIM METOJbl PErpecCHOHHOIO
aHanM3a, Ceporo PeJsIMOHHOTO aHalIu3a, METO
JUHEHHOTO MPOTrPaMMHUPOBAHHUS [l BBISIBIICHUS 3a-
BHUCHUMOCTH, TO3BOJISIFOIICH JenaTh 000CHOBAHHBIN
BBIOOP TEXHOJOTMYECKUX MapaMEeTPOB HEMpephIB-
HOI JIa3epHOi CBapKH (MOIIHOCTH Jia3epa, CKOPOCTh
CBapKH) 4yryHa Ha NNIyOUHY 710 3 MM. YCTaHOBIICHO,
YTO CBapKa MaJlbIX TOJIIUH ONTHUMAallbHA HA MUHU-
MaJbHOW MOIIHOCTH, CBapka OOJBIIUX TOJIIUH —
HAa MAaKCHMallbHOM CKOpOCTH. BBIBOIBI B 4YHCTOM

OBRABOTKA METALLOV %

BUJIC CIIPABEUIUBBI I YYT'YHOB C IUIACTHHYATHIM
rpadUTOM C HEPIUTHONW METAJUINYECKOH OCHOBOIA
IIpU CBapke Ha UTTEPOMEBOM BOJOKOHHOM Jiazepe
MomtHocThio ot 0,6 1o 1,3 kBT co ckopocThio OT
14 o 56 mm/c ¢ poxycHbIM paccTostHreM 120 MM.
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Introduction. Cast iron extremely poorly tolerate thermal welding cycles, and therefore it is necessary to
choose carefully the technological parameters. The main parameters of continuous laser welding are: the power of
laser radiation, the welding speed, the parameters of the focusing system. The aim of the work is to determine the
optimal power and speed of continuous laser welding of cast iron, depending on the geometry of the weld. In this
paper, the welding seams obtained on samples of gray alloyed cast iron with a pearlitic metal base, using an LS-1
ytterbium fiber laser, are studied. Research methods. The geometric parameters of the joints were quantified in the
program for quantitative analysis and image processing ImagelJ. The obtained data were processed by regression
analysis. To optimize the process parameters, an orthogonal plan of the passive experiment was developed,
including nine experiments in which the factors varied at three equally spaced levels. The quality parameters in
the passive experiment were the geometric dimensions of the weld pool and the size of the quenched zone. To
solve the optimization problem, we used the methods of gray relational analysis and linear programming. Results
and Discussions. The obtained regression models explain a significant proportion of the variance of the dependent
variables, the regression coefficients, as well as the models themselves, are statistically significant, which indicates
a close linear relationship between the seam geometry and the process parameters. The calculated shape of the weld
pool depending on the radiation power and welding speed shows that the required welding seam of the required
dimensions can be obtained at various process parameters which allow solving a multi-criteria optimization problem.
The gray relational evaluation of the geometric parameters of the seam shows that the most correct parameters
in terms of obtaining the seam of the maximum depth with the minimum width, convexity (concavity) and the
quenched zone are the minimum power and maximum welding speed. The calculation of the optimal radiation power
and welding speed depending on the seam depth showed that welding of small thicknesses is optimally carried out
with minimal power, and the seam depth is adjusted by changing the beam speed. Welding of large thicknesses is
optimal at high speed, and to increase the depth of the seam, the power must increase.
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