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PE3IOME. LENb. lMNpoaHanuampoBats paboTbl B 0611aCTH CBapKM BbICOKOMPOYHbIX PENbCOBLIX CTanen Ans 6eccTbikoBo-
ro MyTu C NO3ULMKN CTPYKTYPOOOPAa30BaHNS B CBAPHOM PENbCOBOM CThbIKE, BbINOMHEHHbIE B Poccun n 3a pybexom. ME-
TOObl. CpaBHMBaIOTCA M aHANU3NUPYIOTCS PasnnyHble TEXHOMOMKU CBapk1 penbcoB. Ha ocHoBe MeTannorpaduyeckmx
McCnefoBaHMIA NpoaHanManpoBaH CTPYKTYPHbIA dhakTop cBapHOro penbcoBoro coeanHennsi. PE3YJIBTATbI U UX OB-
CYXOEHME. PaccmoTpeHbl OCHOBHbIe HanpaBneHWs! UCCIEA0BaHUA U NOSNyYEHHbIE pasHbIMX aBTopaMun pesynbTaTthl B
obnacTtu ceapku penbcos. [poaHanu3mpoBaHbl 0COBEHHOCTH, MPpeabsBAseMble K 6eccTbikoBOMY nyTu, B obnacTtu ceap-
KW NS PasnuyHbIX TEXHOMOTMYECKMX CnocoboB (amOMMHOTEPMUTHAS CBapka, CTbIKOBash KOHTaKTHas CBapka onnasre-
HUEeM, rasonpeccoBas cBapka, CBapka TPeHueM, pyyHas gyroBas ceapka). BeinonHeH aHanua paboT ¢ yyeTom nonydae-
MbIX CTPYKTYp B CBapOYHOM LLUBE M 30HE TEPMUYECKOrO BMUSHWS A1 OCHOBHbIX CMOCOBOB CBapku penbca: antoMuHO-
TEPMUHOrO, ra3onpeccoBOro, CTLIKOBOTO C ONMaBEHNEM, NIMHENHOTO crnocoba TpeHWeM, aneKTpoayroBOro, AMeKTpoLLa-
KOBOro. BbINOMTHEH CpaBHUTENbHBLIA aHanNWM3 MakpoCTPYKTYPbl U TBEPAOCTU CBAPHOTO PEnbCoOBOro CThblKa NS aHanuau-
pyembix cnocobos cBapku. [poBeaeH aHanu3 TEXHOMOTWA CBapKK pernbca, BHeApeHHbIX Ha goporax P® u mupa. Bbl-
BOAbI. lMokasaHo, 4TO anmiOMUHOTEPMUTHYIO CBApPKy PEnbCOB C MO3WLMWM CTPYKTYPHOrO (hakTopa, HU3KWX 3HAYEeHUM
yOapHOW BA3KOCTU U TPELLMHOCTOMKOCTH NpK OTpULIaTeNbHBIX TEMMepaTypax, BbICOKOro YpoBHS AedekToobpa3oBaHns B
PEnbCOBOM CTblke HEMb3si PEKOMEHAOoBATb NPW CTPOUTENLCTBE U PEKOHCTPYKLIMM CKOPOCTHBLIX BECCTLIKOBBIX NyTew, no-
CKOIbKY 9TOT cnocob He obecneunBaeT BbICOKOE Ka4ECTBO PEMbCOBOTO CThiKa U CHUXaeT 6e3onacHoCTb ABvkeHMS. dpy-
rme cnocobbl CBapku penbca no U3NKO-MEeXaHUYECKUM CBOWCTBAM B CBApPHOM LIBE 06ecneymBatoT BbICOKOE KayeCTBO
penbCcoBOro CThika 1 ABnstoTCA 6onee nepcnekTuBHbIMU. OgHako He0BXoQMMO NPOBECTW AONOMHUTESNbHbLIE UCCedoBa-
HWS NPOLLECCOB CTPYKTYpOOOpa3oBaHns B CBAPOYHOM LUBE U 30HE TEPMUYECKOrO BAMSHUSA B YCMOBUAX OTpULATENbHBIX
TemnepaTtyp W BbICOKUX YAENbHbIX HAarpy30K Ha pefibCoBbIiA CThIK.
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ABSTRACT. The PURPOSE of the study is to analyze the welding of high-strength rail steels for continuous welded rail
in terms of structure formation in the welded rail joint performed in Russia and abroad. METHODS. Various technologies
of rail welding are compared and analyzed. The structural factor in the welded rail joint is analyzed on the basis of metal-
lographic studies. RESULTS AND THEIR DISCUSSION. Consideration is given to the main research directions and the
results obtained by different authors in the field of rail welding. Analysis is given to the requirements for the continuous
rail track in the field of welding for various technological methods (aluminothermic welding, flash butt resistance welding,
gas pressure welding, friction welding, manual arc welding). The works are analyzed taking into account the received
structures in the welding joint and the zone of thermal influence for the main methods of rail welding including alumino-
thermic, gas pressure, resistance flash welding, linear friction method, electric arc, and electroslag methods. The macro-
structures and hardness of the welded rail joint are compared for the welding methods under investigation. In addition,
the rail welding technologies introduced on the Russian and foreign railroads are analyzed. CONCLUSIONS. It is shown
that in terms of the structural factor, low values of impact resilience and crack resistance at negative temperatures, high
level of defect formation in the rail joint, the aluminothermic welding of rails can not be recommended for the construction
and reconstruction of high-speed continuous welded railroads. This method does not provide high quality of the rail joint
and reduces traffic safety. Other methods of rail welding provide high quality of the rail joint and are more promising ac-
cording to the physical and mechanical properties in the welded joint. However, it is required to conduct additional stud-
ies of the processes of structure formation in the welded joint and the zone of thermal influence under conditions of nega-
tive temperatures and high specific loads on the rail joint.

Keywords: aluminothermic welding, resistance flash welding, friction welding, electroslag welding, structure, perlite, fer-
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BBepeHue

B nepson yactn o63opa [1] aBTOpamu
HaCTOALEN CTaTb NPOBEAEH aHanM3 NpUYnH
obpasoBaHua OedeKToB B CBApHOM PenbCo-
BOM CTblkEé Ha OCHOBE CTaTUCTUYECKUX [aH-
Heix OAO «PX[». MNpoaHanu3vpoBaH OAWH
U3 pacnpocTpaHeHHbIX CrnocoboB  CBapkw
penbcoB Ha goporax OAO «PX[O» — anomu-
HOTEPMUTHbIN [2-5]. Moka3aHo, YTO AAHHbIV
crnocob no cBoel (hU3NYECKOW CYLLIHOCTU AB-
NAETCH YACTO MeTanypruyeckmm npoLeccom
C nocnegywulein pasnunBKoi (3anuBKon) pac-
MNaBfneHHOro MeTanna u LWnaka B penbCoBblii

CTbIK. KOHLbI penbCcoBOro CThlka nepes 3anue-
KOW MeTanna HarpeBawTca A0 Temneparypbl
800-900°C B cootBetcTBUM ¢ TY 0921-127-
01124323-2005° nm6o ao 1200-1300°C co-
rnacHo AaHHbIM [4, 5]. C no3uuum CTpyKTypHO-
ro ¢paktopa Ans KpynHO3EpHUCTOM neperpe-
TOW CTPYKTYpbl MeTanna anoMMHOTEPMUTHOTO
CTblka XapaKTepHbl MOHWKEHHas nnacTny-
HOCTb W yaapHas BA3KOCTb, YTO noaTeepxaa-
eTCs aKcnepuMeHTanbHbIMu pabotamm [7, 9].
N3BECTHO, YTO HWU3KME 3HAYeHus YyAapHOM
BSA3KOCTW OTpULATENBHO BAMSAOT HA YCTONYK-

*TY 0921-127-01124323-2005. Csapka penbcoB antoMUHOTEPMUTHBEIM METOAOM MPOMEXYTOUYHOTO NUTbS. TexHuYeckue
ycnosust; Beed. 01.04.2005 r. M.: BHUWXT, 2005. 16 c. / TU 0921-127-01124323-2005. Welding of rails by the alumi-
nothermic method of intermediate casting. Technical conditions; introduced 1 April 2005. Moscow: VNIIZhT Publ., 2005.
16 p.
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BOCTb MeTanna K XpYynkuM paspyLieHUsM
[8, 9]. lMpoBeaeHHbIN aHanu3 TexHonoruye-
CKMX 0COBEHHOCTEW antoMOTEPMUTHON CBapKK
penbcoB [1] nokasbiBaeT oTCcyTCTBUE (PyHAa-
MEHTasIbHbIX TEOPETUYECKUX U MPaKTUYECKUX
“ccnegoBaHMi Makpo- U MUKPOCTPYKTYPHOrO
COCTOSIHMS MeTarnna B 30He CBapHOro CThika W
TepMUYeckoro BnusHUA. Kpome TOro, u 310
0COBEHHO BaXHO OTMETWUTb, YTO HEBO3MOX-
HOCTb KOHTPONMPOBaHWUSA antoMUHOTEPMUTHO-
ro npowecca Ha BCcex ero cTagusx ctaBuT nog
COMHeHWe ero ah(eKTUBHOCTb C TOYKU 3pe-
HUA NOSlyYeHUs ONTUMAanbHOW CTPYKTYpbl B
CBAPOYHOM CTbIKEe PENbCOBON CTanu.

C uenbto oueHkn 3hEKTUBHOCTY OpY-

TMX cnocoboB CBapku penbCcoB PaccMOTpUM
BOMpPOCHl CTPYKTypoobpa3oBaHMsi B CBAPHOM
LLIBE U 30HE TEPMMYECKOTO BNUSHUS C Y4ETOM
ocobeHHoCTel aTux cnocoboB. M3 OTKPbITbIX
WCTOYHMKOB WMHEOPMALMN YCTAHOBMEHO, YTO
pacnpocTpaHeHHbIMK  crnocobamu  CBapKu
PENbCOB B PA3fMYHbIX CTpaHax SBMSIOTCS
3NeKTPOAYroBON W 3NEKTPOLUNAKOBbIA Npo-
LIeCChl, KOHTAKTHO CTbIKOBbLIE CMOCOObLI onna.-
neHnem, rasonpeccoBas CBapka, NMHelHas
cBapka TpeHueM. [laHHble TexHomoruyeckue
npoueccbl CBapKM pPEenbCcoB, OTHOCUTEMBHO
ynpaBnsieMble Ha BCEX CTafgusx OCyliecTBne-
HUS, NpeaCTaBnNeHbl HUXE.

AnekTpoayroBas cBapka penbCOoB WTYYHbIMU 3NeKTPOAAMU, MeXaHU3MpPOBaHHas
C UCNONb30BaHMEM CBApPOYHbIX MPOBOMOK

B HacTosillee Bpemsi yxe MUMEKTCS
pa3paboTkn MO CBapke pPenbCcoBbIX CTanew
nyTem:

— perynmpoBaHus TepMUYECKOro Lukna
CBapKM M BPEMEHHBIX CBAaPOYHbIX Hanpsike-
HUWA;

— MPUMEHEHNS CBaPOYHbLIX JMEKTPO-
[10B, CBAPOYHbIX MPOBOSOK C HU3KOW Temnepa-
TYPOW NNaBneHns;

— CHWXeHus cofepxaHus aunddysu-
OHHOrO BOAOPOZA B MeTanne LBa;

— NPUMEHEHNS OONOMHUTENbHbIX TeX-
HOMOrMYECKMX NPUEMOB, TaKWUX Kak npeaBapu-
TenlbHas HannaBka KPOMOK pasfenku coegu-
HEHWS;

— NPUMEHEHNS CheunanbHON TEXHUKM
csapku u ap. [10-14].

Hanbonee npocTbiM ¥ [OCTYMHbIM
crnocobom SBNSieTCA perynupoBaHue TepMu-
4eCcKOro LuKna nytemM NpUMEHeHUs npeasapu-
TENbHOro M COMYTCTBYIOLLErO NOAOrPEBOB CO-
€OVHEeHNs Hapsay C onTMMasibHbIM BbIGOpOM
PEXMMOB CBapku. Bo MHOrmMx cnyyasix cBapka
CpeAHenermpoBaHHbIX YriepoaucTbIX CTanen
Npu TakoMm noaxofe No3BONSeT NpaKTU4ECKM
MOSIHOCTbIO YCTPaHWTb OMacHoCTb obpasoBsa-
HUS XOMOAHbIX TPewwmH B coeauHeHun. Mpe-
anbHbIM TEPMUYECKUM LIMKIIOM CBapKu cunTa-
€TCA TaKoW, MpW KOTOPOM He MPOWUCX0auT ne-
perpeBa MeTanna B OKOMOLIOBHOM Yy4acTke
30HbI TepMuyeckoro BnusHua (3TB) B pesynb-

TaTe ero ObICTPOro HarpeBa M OXNaxaeHus
npu Temnepatypax Bblle TemnepaTypbl Aci.
3amefneHHoe oxnaxaeHue Huxe TemnepaTty-
pbl Ac1 CNOCOBCTBYET Pa3BUTUIO B OKOMOLLIOB-
HOM y4acTKe MepsIMTHOTO WM NPOMEXYTOYHOrO
npeBpaLLeHnn NepeoxnaxaeHHOro aycTeHnTa
[12, 13]. MMpn 3TOM CyLLECTBEHHO YMEHbLUAET-
CS KOSNIMYECTBO 3aKanoYHbIX CTPYKTYp, U CO-
npotuensemoctb Metanna 3TB coeguHeHuii
3amMefneHHOMY pa3pyLLUeHUIO NOoBbILLAETCS.
Ha nos. 1 puc. 1 npuBegeHa guarpam-
Ma npeBpalleHnst NepeoxnaxaeHHoro aycre-
HUTa PEnbCOBOM CTanu, a Ha no3. 2 — Xxapak-
TepHble Y4acTKM MUKPOCTPYKTYpbl MeTanna
3TB penbcoBon cTanu ¢ cogepXaHuem yrne-
poga 0,72%. BugHo, 4To npeBpalleHune nepe-
OXMaXOEeHHOro aycTeHuTa npu  CKOPOCTSX
oxnaxgenuns 10-22° C/c npowucxogut npe-
MMYLLECTBEHHO B MapTeHCUTHOW obnacTtu.
Nog aencTBreM TePMUYECKOro LuKna AyroBow
HannaBkM TemnepaTypa Havana npespalle-
HUS aycTeHuTa B MapTeHcuT (Ty,) B MeTanne
3TB cranu M76 B 3aBUCUMOCTU OT pa3BUTUS
npeBpaLleHnn B MPOMEXYTOYHON obnacTu
coctaBnsietr 240-205°C. TemnepaTypa Hava-
na mapTeHcuTHOro npespawienns — 220°C.
TBepaoCTb 3akaneHHoro MeTasnna cocTaBnser
60-65 HRC. YMeHblUeHne CKopoCcTM oxna-
XOEHNS B 3TOM WHTEpBane He NpuBOAMT K
CyLLECTBEHHbIM U3MEHEHUAM B CTPYKTYpeE.
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Puc. 1. lpeepawieHue nepeoxnaxdeHHo20 aycmeHuma e memasnne 3TB pesibcosoll cmanu
¢ codepxaHuem yanepoda 0,72% (Tnax = 1320°C; t,.25= 6 C) [12]
Fig. 1. Transformation of supercooled austenite in the heat-affected zone metal of rail steel with
the carbon content of 0.72% (T . = 1320°C, e = 6 S) [12]

Ha puc. 1 npencraeneHsl: 1 — Tepmo-
KUHeTUYeckas guarpamMma pacnaga aycTeHu-
Ta penbcoBOoN CTann B 3aBUCUMOCTW OT CKO-
POCTU OXNaxXAeHus; 2 — CTPYKTypa MeTanna B
30He TepMUYECKOro BMUSIHUSA B 3aBUMCMMOCTM
OT CKOPOCTW OXNaXaeHus; 3 — UBMEHEHNS Me-
XaHUYEeCKUX CBOWCTB B 30HE TEPMUYECKOro
BIIUSIHUSA OT CKOPOCTU OXNMaxXaeHus; 4 — Bnusi-
HMe TemnepaTypbl NpeaBapuTesibHOro nogo-
rpeBa Ha COMPOTUBMSEMOCTb 3aMeaneHHOMY
paspyLUEHUO CBApHbIX COEdWMHEHWUN penbCo-
BOW CTanu npu cBapke; 5 — BnusiHKE cogep-
XaHua O dy3MOHHO-NOABMXHOIO Bodopoaa
B CBApHOM LUBE Ha KPUTUYECKOE HanpsiKeHue
paspyLleHnss B 3aBUCUMOCTU OT MOrOHHOW
3Heprum.

[lanbHenwee 3ameaneHue oxnaxae-
HUa (Weis < 10 °C/c) cnocobeTByeT yMeHbLUe-

HUIO TBEPOOCTW MeTanna, YTo CBA3aHO C Ku-
HETUKoOW pacnaga aycrteHuta (puc. 1, nos. 1).
Mpu ckopoctn oxnaxgeHus 3-5 °C/c 3aka-
NOYHbIE CTPYKTYpbl OTCYTCTBYIOT, NpeBpaLlle-
Hue B metanne 3TB npoucxogut npemmyLle-
CTBEHHO B MepnuTHoOW obnactu, a TBEPOOCTb
meTanna noHmxkaetcs oo 35-40 HRC. AHanus
AMarpammbl NpeBpaLLeHns ayCcTeHuTa no3so-
nseT ytBepxaaTb, 4To B MeTanne 3TB penb-
CoBOW cTanu ¢ cogepxanuem yrnepoga 0,72%
obpa3oBaHune 3aKanoyHbIX CTPYKTYP MPOUCXO-
LT NpK CKOpOCTAX oxNnaxaeHus Boiwe 5 °C/c.
MNpuMeHeHnn npeaBapuTENbLHOTO MNOAOrPEBA
coeanHeHnn go 200°C nossonseT m3bdbexartb
3aKanoyHbIX CTPYKTYp B 30HE TEPMUYECKOrO
BnusHUA (puc. 1, no3s. 3 n 4). YuutbiBas, 4to
cogepxaHue yrnepoga B penbCOBOW CTanu
mMoxeT 6biTb Gonee Bbicokum (go 0,82% w
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BbllLE) M MapTEHCUTHOE NpeBpaLleHne MOXeT
npotekatb npu Gonee HU3KUX CKOPOCTHAX
oxnaxgeHus (wgs < 5 °C/c), Temnepatypa
npeaBaputensHoro nogorpesa Tn.m npw
CBapke penbcoB [ofmkHa OblTb He MeHee
250-300°C. BaxHO OTMETUTb, YTO Mpu Ayro-
BOM CBapKe BbICOKOMPOYHbIX PeribCoBbIX CTa-
nen, cogepxaHve yrnepoga B KOTOPbIX Mnpe-
BolwaeT 0,60%, Hambonee onacHblM MeCcTOM
coenHeHu, rae Hambonee BeposiTHO obpa-
30BaHMEe XOMNOAHbIX TPELUMH, ABNseTca Me-
Tann ydyactka neperpesa 3TB [12-14]. 310
CBSI3aHO C OCOBEHHOCTAMU  BNUSHWUSA TEPMO-
AeOPMaLIMOHHOTO LKA AyroBOW CBapKku Ha
npoLecc roMoreHnsaumnn aycteHuTa B BbICO-
koTemnepaTypHon obnact  TepMUYECKoro
UMKNa M NOCMEAYIOLWMUM y-a-nNpeBpaLLeHneM
npu oxnaxaeHun. B pesynbtate B MeTanne
yyacTtka neperpesa 3TB hopmupyeTcs CTpyk-
Typa C NOBbILEHHOW MAOTHOCTLIO AUCMOKALWiA
W BbICOKUM YPOBHEM BHYTPEHHUX Hanpsike-
HUA. 3TO NPMBOAWT K TOMY, YTO Aaxe npw
CPaBHUTENbHO HWU3KOM cofepxaHun auday-
3MOHHO-NOABWXHOrO BOAOPOAA B HannaBfeH-
HoM MeTanne (4o 2,2 cm/100 r) npu cBapke
BbICOKONPOYHOW PENbCOBOW CTanu Kputude-
CKMe HanpspKeHust Npu 3aMensieHHOM paspy-
weHum coctasnstoT Bcero 0,1-0,25 ot npege-
na Tekyyectm wmetanna 3TB. Ha pwuc. 1,
no3. 5, nokasaHbl 3KCMNEPUMEHTamNbHbIE 3Ha-
YEHUS CHWXKEHWUS KPUTUYECKMX HANPSHKEHWN
Npu 3amMefneHHOM pa3pyLUEHUN B 3aBUCUMO-
CTW OT PasfUYHbIX 3HAYEHWN MOTOHHOW 3HEp-
rmn (Kpueble 1 1 2) n cogepxanus auddyau-
OHHO-NOABWKHOIO BOAOPOAA B HaNMaBneHHOM
meTanne.

M3BECTHBI TEXHOMOTMKM 3NEKTPOAYro-
BOM CBapKW PenbcoB B MOMEBbLIX YCIOBUSX,
KOTOPbIE WCMOMb3YITCA Ha XENnesHbiX OOopo-
rax LLIBeuymu yxe B TeyeHre MHOrux net *[14,
16]. AHanormyHble TexHonoruu, paspaboTtaH-
Hble koMnaHuen ESAB, ogobpeHbl ons npu-
MEHEHWS Ha XenesHbiX aoporax [HaHum u

Hopserum.

N3BeCTHbI paboTbl AMOHCKMUX YYEHBIX B
obnacTu gyroson ceapku penbcos [17, 18]. B
yactHocTn, B 1963—-1970 rr. B AnoHun 6bin
paspabotaH «Enclosed manual metal arc
welding process used for field welding rails» —
[IOCINIOBHO: MPOLECC PY4YHOW [OYroBOW CBapKM
3akpbiTon gyron penscos [19]. Mo sanpocy
xenesHon pgoporn AnoHun KomnaHus Kobe
Steel paspaboTtana B 1963 r. cnocob cBapku
penbcoB Enclosed arc welding process gns
CTPOUTENLCTBA CKOPOCTHOW NUHUM fMaraTa-—
LLnHkaceH (Shinkannsen Super-Express). [Ins
CBapKN pernbCoB 3aKpblToW Ayrov Obiin pas-
paboTaHbl HOBble CBAPOYHbIE 3MNEKTPOAbl OC-
HoBHOro  Tuna  LB-116(E11016-G) w
LB-80EM,4TO NO3BOMMNO 3HAYUTENBHO YNyuy-
WWTb KayeCTBO CBapHbIX COEAMHEHWA MO
CPaBHEHUID C TEPMMUTHOW CBapKon. Bpems
CBapKM CTblka C nocnegywowen Tepmoobpa-
6OTKON COCTaBNANO 75 MUH (NS CPaBHEHUS,
obuiee Bpemsi CBapkM PENbCOBOrO CThblka
aniOMUHOTEPMUTHBIM CNOCOBOM — 55 MuH).
Temnepatypa npeaBapuTENbHOrO NOAOrpeBa
KOHUOB penbca coctaenana 500°C, anametp
CBapOYHbIX anekTpogoB — 5-8 mm, cuna cBea-
poyHoro Toka — 250-400 A [17-19].

Heobxoanumo oTMeTUTb 0CODEHHOCTb
AaHHoro crnocoba. N3BecTHO, 4TO Npu cBapke
WnaK wurpaet HecpaBHUMO OOnbluyl ponb,
4yeM B MeTannypruu ctanu: B npolecce ceap-
KU LWNaK SBNSETCA He TONbKO Perynstopom
XO4a XMMMWYECKUX peakuuil, Kak 31O umeeT
MEecTO B nevax, HO U hakTopoM hopMUpoBa-
HUS 1 TepMmmuyeckon obpaboTkM COEAMHEHNS,
(hbakTopomM  TEXHONMOrMYyeckum, onpeaensio-
LM BO3MOXHOCTb CBApKWU B pasnuyHbIX Mpo-
CTPAHCTBEHHbIX MOMOXEHUAX LBa, WCMOMNb30-
BaHWS NpU 9TOM ONpedeneHHoro poga anek-
TPUYECKOTO TOKa, a TaKke BO3MOXHOCTb
HabnogeHns opMuMpoBaHMs MeTanna LBa.
MeTannyproB He WHTepecylT  uU3nKo-
XUMUYECKEe CBOMNCTBA LUNaka nocne pasnueku

‘Dahl B., Mogard B. PeMOHT penbCcoBbIX NYTEN HA MecTe METOLOM CBapKu: peknamHblin OykneT ESAB [OnekTpoHHbIN
pecypc]. URL: http://docplayer.ru/70482797-Remont-relsovyh-putey-na-meste-metodom-svarki.html / Dahl B., Mogard
V. On-site repair of rail tracks by welding: ESAB advertising booklet [Electronic resource].

*TexHonorust antMUHOTEPMUTHOW CBapKu PenbcoB C KOPOTKMM BpemeHeM nogorpesa (SkV, SkV-L 50, SkV-L 75).
Cr6.: N3p-8o OO0 «AntomoTepmutHas ceapkax», 2007. 21 c. / Technology of aluminothermic welding of rails with a
short heating period (SkV, SkV-L 50, SkV-L 75). SPb.: Publishing house of Alumothermic welding JSC, 2007. 21 p.
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cTanu, Torga Kak Ans CBapLUMKOB CBOWCTBA
LufaKa 1 nocne HanoXxeHus LWBa B MHTepBane
TemnepaTyp OT KpucTannusauum 40 MOJSHOTO
OCTbIBaHMS MMeT 6OnbLIOEe 3HAYEHME: LINAK
B MPOLECCe €ro OCThbiBaHMS LOMMKEH PaBHO-
MEpHO pacnpeenatbCs N0 NOBEPXHOCTM
HannaBrfeHHOro MeTanna, AoNnroe BpeMms
OCTaBaTbCs rasonpoHMUaembiM, BbICTPO Kpu-
cTannmsoBaTtbca 6e3 pacTpeckuBaHus, NErko
oTAenATbCs OT MeTanna wea. Hanbonblwee
BMSIHME Ha CBOWCTBA CTanu OKa3blBaeT Ok-
cup xenesa (FeO), nockonbKy TOMbLKO OH pac-
TBOpSIETCA B Xenese. [1pucyTcTBMe KMCNOpO-
[a B MeTanne LwBea B Bue TBEPAOro pacTeopa
WNW BKITKOYEHWUI OKWUCIIOB MOHMXAET MeXaHu-
Yyeckue CBOWCTBA, CHWXaeT CTOMKOCTb MeTarn-
na npoTMB KOPPO3WK, yBENMYMBAET BEPOSIT-
HOCTb XPYMKOro paspyLlieHnst. PacTBOpMMOCTb
OKCUAa Xenesa B CTanu 3aBWUCWUT TNaBHbIM
obpa3om OT codepxaHus yrnepoga v Temne-
paTypbl Metanna. C yBenuuyeHuem copepxa-

HUS yrnepoaa B CTanu pacTBOPUMOCTb OKcuaa
xenesa cHwkaetcs. lNpn BbicOKoW Temnepa-
Type cTanu pacTBOPUMOCTb OKCMAa Xenesa
Bbille, 4YeM npu Hu3konm Temnepatype. [lpu
OXNaX4EHUN CTanu NpPOUCXOAWUT BbiNageHue
“3 pactBopa okcuga xenesa. [1py BbICOKMX
CKOPOCTSAX OXNax4eHns 4acTb OKCUAaa xenesa
ocTaeTcs B pacTtBope, obpasys LINakoBble
MPOCMOVKM MexXay 3epHamu metanna. Y4nTbl-
Bas BCe 3TW pakTopbl, cneuuanucTbl Komna-
Hun Kobe Steel B3sinu 3a 0CHOBY anekTpoabl C
OCHOBHbIM  MOKPLITUEM, CBapOYHble LUMaKu
KOTOPbIX UMEIOT BbICOKWE PaCKUCNUTESNbHblE
CBOWCTBA, Korga HemeTanimyeckme BKIIOYe-
HUS U3 HaNMaBNEHHOro MeTanna nepexoasT B
CBAPOYHbIA LWIMAK M HannaBneHHbI MeTann
HE WMeeT LWMakoBblX W HemeTannmnyeckux
BKIMHOYEHWIA, B TO BPEMS KaK 3f1eKTpodbl C py-
TWUNOBLIM W KUCIBbIM MOKPLITUEM OCTaBASOT B
meTanne  HemeTannuMyeckne  BKITHOYEHUS
(puc. 2).

15 Mmm

(6)

Puc. 2. Busyanu3sayus wnakoeol 8aHHbI U Haniae/ieHHO20 Memaria npu ceapke pesibca 3siekmpodamu (a)
C OCHOBHbIM NMOKpbIMueM (n03. 1) u pymunossbim (M03. 2) u nonepeyYHbIl memraem MaKpocmpyKkmypbl
penbcoeo2o cmbika, ceapeHHbIl no cnocoby Enclosed arc welding process (6):

1 — ceapoy4Hasi eaHHa Nnpu ceapke ¢ OCHOBHbLIM MOKPbIMuUeM; 2 — ceapOYHasi 8aHHa NMpu ceapke pymsioebiMu
anekmpodamu (cmpenkoli 0603HaYeHbl HeMemasu4yeckue K/0YeHUs1); 3 — ceapoYHbIll Wiak;

4 — HannaeneHHbIl Memansn; 5 — 06/1UY080YHbIE YNPOYHSIOWUE WEbl Ha T08EPXHOCMU 20J/108KU pesibca
Fig. 2. Visualization of the slag bath and welded metal under welding of rail by electrodes (a)
with the main coating (1) and rutile coating (2) and the transverse template
of the macrostructure of the rail joint welded by the enclosed arc welding (6):

1 -welding bath when welding with the main coating; 2 — welding bath when welding
by rutile electrodes (the arrow indicates non-metallic inclusions); 3 —welding slag;

4 —weld metal; 5 - facing reinforcement welds on the rail head surface
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Kpome TOro, nokpbiTue OCHOBHOMO TW-
fna COCTaBMEHO HAa OCHOBE MNAaBMKOBOrO LUMa-
Ta (CaFy) n kapboHaToB Kanbuusi U MarHus
(Mpamop, marHe3uT, gonomut). [pu BbICOKOW
TemnepaTtype Ayrn kapboHaTbl UCCOLMUPYIOT
c obpasoBaHMEM OKUCMOB KamnbLMsi, MarHus,
OKWUCU U OBYOKWUCU yrnepoda. ITo obecneyn-
BaeT BbICOKMN KOI(PDULNEHT OCHOBHOCTM 06-
pasyloLMxcs LWnakos 1 co3faet 6e3soopoa-
HYI0 ra3o3aLmTHyt0 cpegy. Hanuyme B nokpbl-
TUAX (OTOPUCTOrO Kanbuua npugaet UM cno-
cobHocTb 06e3BogopaxuBaTb MeTanm, u4To
LOCTUraeTcs CBA3blBaHMEM BOZOPOAA B Tep-
MUYECKU CTOWKME coeauHeHus. Huskoe co-
LepXaHue BOAOPO4a B HamnnasneHHOM Me-
Tanne fenaet 3NeKTpoAbl C OCHOBHbIM MO-
KPbITUEM He3aMeHUMbIMW MpKU CBapKke pesb-
COBbIX CTanew C BbICOKUM COAEepXaHuem yr-
nepopaa, CKIOHHbIX K 06pa30oBaHM0 XONOAHbIX
TPEeLWMH BCNeaCTBME BOLOPOAHOMO OXpynyu-
BaHWUs, CBA3aHHOro ¢ audydpysuent Bogopoaa
W3 pacnnaBfeHHOro MeTanna wBea B OKOMo-
WOBHYI0 30HY. Manasi okucnutenobHas Cno-
COBHOCTb OCHOBHbIX MOKPbITUIA 0becneynBaeT
BbICOKMIA KO3(h(IULMEHT nepexoda nermpyto-
WMX S1eMEHTOB U3 3nekTpoga B CBAPHOM
wos, 6narogaps yemy gocturaetca addek-
TWBHOE PacKUCMEHNE W NErMpoBaHne Hannae-
NeHHoro metanna. BaxHbIM TEXHONOrMYECKUM
NPeNMyLLECTBOM 3MEKTPOAOB C OCHOBHbIM
noKkpelTUeM sBnseTcs obpasoBaHue B Npo-
Lecce nnaeneHust «tBOYKM» (KO3bIpeK, BTY-
noyka) Ha KoHUe anekTpoda BCneacTBuE He-
PABHOMEPHOCTW  NNaBMEHUS  3NEKTPOLHOrO
CTEPXHS W MOKPbITUS, CBA3aHHOE C OTCTaBa-
HMeM nnaBneHns obMaskum OT pacnnaBneHus
CTepxHs. M3onupys daken Ayru OT KOHTakTa
C BO34yXxoM, «toboyka» cnocobCcTByeT npeao-
XPaHEHWIO NNABALLErocs CTEPXHS OT Hachbl-
LLleHNs1 pacnaBfieHHbIX Kanenb KWCNOPOAOM
n asotoM (puc. 2, a, nos. 1). Pearmpyrowias
NOBEPXHOCTb 0OMa3ku Gnarogaps «tobouke»
3HAYMTENbHO YBENMUMBAETCH, BCNEACTBUE
Yero yMeHblUaeTcs BpeaHOe BNMsiHME Ha
npoLecc CBapky HepaBHOMEPHOCTW pacnpe-
LEeNeHNsi ee KOMMNOHEHTOB.

«HOBouka» cylectBeHHO obneryaet
BeAEeHWe CBapKu Npy Manbix yrnax n 6onbLuon
rnybuHe pa3genku, a Takke Ha BEPTUKaNbHOM
MIOCKOCTU U B MOTOMOYHOM MOMOXEHWUN. ITO

No3BONSET YMEHbLIUTb 3a30p Mexay pefb-
camu o 12—-15 mm (puc. 2, 6) 1 nonyuntb y3-
KA CBapOYHbIA LIOB, 30HY TEpPMUYECKOro
BNMSIHMS, a Takke bGonee kayectBeHHO obec-
NeYnTb ra3oByio 3aLUMUTy pacniaBfeHHOro Me-
Tanna oT OKUCMUTENbHOro BO3AEWCTBUS KUC-
nopopga Bosayxa.

B xoge KOMNNEKCHbIX WccnefoBaHMi
npouecca Enclosed arc welding no csapke
PEnbCOB rpynne AMNOHCKNX YYEHbIX
(K. Karimine, K. Uchino, M. Okamura,
T Yamamoto) yaanocb O0OMUTbCA CHUXEHUS
BPEMEHW CBapKM pPenbCoBOr0 CTblka [0
30 MuH, TemnepaTypbl NpeaBapUTESIbHOrO
nogorpesa — o 300°C, a Takxe CHU3WUTb Cuny
cBapoyHoro Toka. Kpome T0ro, umu paspabo-
TaHbl HOBble CBapOYHble HWU3KOBOAOPOAUCTLIE
anekTpoApl, obecneymBaloLLmMe BbICOKNE MOKa-
3aTenn MexaHn4yecknx CBOMCTB HanaBfieHHO-
ro metanna.

Komnanwuein «Nippon Steel» paspabo-
TaH HOBbIV NpoLecC, NPU3BaHHbIN B Nepcnek-
TWBE 3aMEHUTb antOMOTEPMUTHYIO U PYYHYIO
Enclosed arc welding process penbcoB
[18, 19]. OH oCHOBaH Ha KOMOWHaLWK CBapKW
B 3alMTHbIX rasax BpalLalWwmmcs nnass-
WMMCS  3NEKTPOAOM (CBapka MOOOLWBbI) WU
3NEeKTPOLLNAKOBOM CBapkM (CBapka LUEWKN W
ronoBKu penbcoB). Becb npouecc ocylecTs-
NseTcs B aBTOMATUY4ECKOM pexmMme C NoMo-
Wbl annapara, KOHTPONMPYeMOoro KOMMboTe-
poMm. [laHHaa TexHonorus obecneuynsaet 60-
nee BbICOKME MeXaHW4Yeckue CBOWCTBa CBap-
HbIX COEAMHEHWA, YeM anMOTEPMUTHAS
cBapka. Bpems cBapku CTblka cOCTaBnsieT
okono 100 MUH, XOTS UMEETCS BO3MOXHOCTb B
nepcnektuee cokpatntb ero o 50-60 muH,
4TO BCEro NuLb NPUONM3UT AaHHbLIA NPOLEecC
Mo NPOWU3BOAUTENIBHOCTM K antOMOTEPMUTHOM
cBapke.

B pabotax coTpyaHukoB mpmel ESAB
nogpobHO onmncaHa TEXHOMOMMSt CBapKn perb-
ca no crnocoby Enclosed arc welding [14-16].
MocnenoBaTeNnbHOCTL OMnepauun npeacras-
neHa Ha puc. 3. 3a3op Mexzay cBapvBaemMbIMu
Topuamyu  pPenbcoB  [JOMKEH  COCTaBNATb
15-18 mm. [Ins penbcoB R200 temnepatypa
nogorpesa coctasnset 350°C, ans penbcos
R260 - 400°C. Togknagky OK Backing
21.21 paamepom 200x60%13 MM ycTaHaBnu-
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BalOT U (UKCUPYIOT MOA 3a30pOM  MexXay
penscamn (puc. 3, no3. 1, 2). [JaHHas noa-
knagka obecneuynBaeT nNnaBHbIN Nepexos
MeX[y HannaensemblM MeTansioMm u matepu-
anoMm penbca. JTO OYeHb BaXHO, TaK Kak
ycTanocTHas nNpoYHOCTb CBAPHOIO LUBA B 3Ha-
YyuTENbHON Mepe 3aBUCUT OT ero opmbl U
OTCYTCTBUA  KOHLIEHTPaTOPOB  HaMpsKeHWUN.
CBapka HauuHaeTcs C MOAOLWBLI pernbca
(puc. 3, no3. 2). KopHeBble Banuku Hannas-
NATCA B COOTBETCTBUM CO CXEMOW, npes-
CTaBfIeHHON Ha puc. 3. Hannasnsemble cBep-
Xy BanuKu Ha nogoLBe AOMKHbI 06pa3oBbI-
BaTb MaKCUMarnbHO rnagkui LWOB C NiaBHbIMMU
nepexogamu K OCHOBHOMY MeTanny. Nogpesel
He ponyckatotces. lNocne koHTpons paboyeit
Temnepatypbl C 0beux CTOpPOH penbca 3a-
KpennsaTcs MeaHble 6awmaku (puc. 3, nos 3,
4). Mpu 3aBapke LWeWKN penbca 3nekTpoa

Heobxo4nMO BEeCTU MO NPSMOYrOfIbHOMY KOH-
Typy, 00Opa3oBaHHOMY CTeHKamMu pefbca U
HawmakoB, ¢ HebonblMMK OCTaHOBKaMK B
yrnax (puc. 3). CMeHy anekTpofoB Hado Bbl-
MONHATL OYeHb BbICTPO, MOKa LUMaK He ycnen
3aTBepaeTb. Korga HamnaBneHHblr MeTtans
LOCTUTHET TONOBKW penbca, ABUXEHWE 3nek-
Tpoga Hago uM3MeHUTb Ha konebatesnbHoe.
Mocne OKOHYaHMs CBapkW MefHble balimaku
yOansioTcs, a ronoBka penbca NpoKoBbIBaeT-
cs, Moka OHa He ocTbina. Ha puc. 3, nos. 4,
MoKa3aH roToBbIN LLOB.

Ha puc. 4 npuBefeHa MUKPOCTPYKTYpa
mMeTanna wea, COCTOsAsi B OCHOBHOM W3
tbeppuTta ¢ HEBOMBLUMM KONUYECTBOM MEPU-
Ta. Habniogaemble 3epHa depputa MMeT
Hebonblmne pa3mepbl, 4To obecneynsaet 60-
nee BbICOKYIO MPOYHOCTbIO WM MNAACTUYHOCTb
MeTanna wea penbca [15, 16].

Puc. 3. TexHonozus py4Holi dy2oeoli ceapku pesnbca, pa3pabomaHHas ¢hupmoii ESAB
Fig. 3. ESAB company technology of manual arc welding of rails

R
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l\ y -
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Puc. 4. Mukpocmpykmypa Memania wea noce py4yHoli dy2oeoll ceapku:
a — ocHoeHolU Memas; b — memann wea
Fig. 4. Microstructure of weld joint metal after manual arc welding:
a - basic metal; b — joint metal
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B pabotax [12, 13] paccmoTpeHa
cBapka penbCoB C WCMOMb30BaHWEM CBapoOY-
Hon nposonokn  CB-08M2C  gmameTtpom
1,2 Mmm. lNokasaHo, 4yTo B meTanne 3TB penb-
coBoW cTanu ¢ cogepxanuem yrnepoaa 0,72%
obpasoBaHue 3aKasniouHbIX CTPYKTYp NPOMCXO-
LT NpK CKOPOCTAX oxnaxaeHus Boiwe 5 °C/c.
YuutbiBad, 4TO cogepxaHue yrnepoga B
PEenbCOBON CTannm MoXeT bbiTb Gonee BbICO-
kuMm (8o 0,82%) n mapTeHcuTHOe npeBpalle-
HUe MOXeT npoTekaTb Npu 6onee HU3KKUX CKO-
pocTax oxnaxzeHus (we/5 < 5 °C/c), Temne-
patypa npegBapuTenbHOro nogorpesa Tr.n
Npu cBapke PenbcoB AOSHkHA ObiTb, MO MHe-
HMO aBTopoB, He MeHee 250-300°C. bes
NMPMMEHEHNsI NpeaBapuTENbHOTO MNOAOrpeBa
Ao TemnepaTypbl 250°C wcknoumTb 0bpaso-
BaHWe XOMNOAHbIX TPELMH B COEANHEHUSX He-
BO3MOXHO. YBenuyeHue MOroHHOW 3Hepruu
CBapKkyM CnocobCTBYET TOMbKO 3aMeAneHuno
NPOLECCOB pPasBUTUSA XOMOAHbIX TPewwuH B
CBapHbIX COeAMHEHUsX, HO He NpeaoTBpalla-
eT ux 3apoxgeHue. [Mpn cBapke NPOBOMOKOW
CB-08X20HOI 7T (A+®) Ha NOroHHOW 3Hepruu
8,6 k[x/cm 6e3 npeaBapuTenbHOrO nogorpe-
Ba (Trn.m = 20°C) KpUTUYECKME HaNPSKEHUS
paspywenus coctasnaT Bcero 100 Mrlla.
OTO HEMHOro BbIllE, YeM MPU aHaNOrU4YHbIX
yCnoBuax cBapkun (heppuTHO-NEPSIUTHOW NPO-
Bonokon CB-08I2C (®+[1), HO CywWeCTBEHHO
HWKE YPOBHA Oyp, KOTOPbLIA 0becneunsaeTcs
NPMMEHEHWEM NpeaBapuUTeNIbHOro nogorpesa
meTanna go temnepatypbl 250°C. U3 aHanu-
3a pabot [12-19] MOXHO caenaTb BaXHbIN
NPaKTUYeCKUn BbIBOA: ONTUManbHas Temne-
patypa npeaBapuTENbHOrO HarpeBa Ans
CBapKu PenbCOBbIX CTANen HaXoauTCs B Aua-
nasoHe 300-380°C .

ABTopbl paboThbl [20], npoBeas aHanus
TEXHOMOIMMIN CBapku pesnbca, Nokasanu, 4To B
HacTosILlee BPEMS 3NeKTpoayroBas BaHHas
cBapka MOKPbITHIMU 3MEKTPOAAMM  LUMPOKO
NPUMEHSETCS AN COeAMHEHNS TPaMBaNHbIX U
KpaHOBbIX penbcoB. OgHaKo 3TOT cnocob, no
MHEHMIO aBTOPOB, He obecneyvBaeT Hagex-
HOro KayecTBa CBAPHbIX COEAMHEHMUN, TaK Kak
CYLLEeCTBEHHO 3aBWUCUT OT KBanuduKaumm
CBapLiMKka M 3HaYnTeNlbHO ycTynaeT no npo-
W3BOAMTENbHOCTM APYrM crocobam CBapKu.
C uenbio NOBbIWEHUS NPOU3BOAUTENBHOCTY

paspaboTaH npouecc nonyaBTOMaTUYeCKO
3NeKTpoayroBOM BaHHOW  CBapku  CTbIKOB
penbcoB, KOTOPbIM npuMeHana bepnuHckas
TPaHCMOPTHAs KOMMAHUS NPU PEMOHTE Xe-
NEe3HOOPOXHbIX MyTen MeTpononuteHa. pu
9TOM WCMOSb30Bancs cneunanbHbId  yanu-
HEHHbIN TOKOMOABOAALMA MYHALITYK U CaMo-
3alWmTHasg nopoLlkoBas nposonoka. B pe-
3ynbTate NpoU3BOAUTESNILHOCTb CBAPKU MOBbI-
cunacb Ha 30% N0 CpaBHEHUIO C PYy4YHOM
3MEeKTPoaYroBo CBAPKOW MOKPbLITbIMU 3f1ek-
Tpogamu. B UHcTuTyTe anektpoceapku (M3C)
um. E.O. lMatoHa HauwoHanbHOW akagemum
Hayk (HAH) YkpawHbl paspabotaHa HoBas
TeXHonormsa ceapku penocoB [20], nonyyus-
Was HasBaHWe asmomamuyeckol  3neK-
mpo0yeoeol ceapku 8aHHbIM Crocobom ¢ uc-
Nonb308aHUEM rassweeocs MyHOWMyKa,
WNU COKpaLleHHO — Oy2oeoU ceapKu rass-
wumes MyHowmykom (puc. 5). Ero otnuum-
TeNlbHON 0COBEHHOCTHIO ABMAETCA UCMOMb30-
BaHME CaMO3aLUMTHOW MOPOLLKOBOW NPOBOSIO-
KW, nogaBaeMon Yyepes NpoAonbHblA KaHan B
crneynanbHOM NSIOCKOM NAaBsemMcs MyHA-
LUTYKe, YTO NO3BONSET BLINOMHATL CBAPKY Npw
3a3ope B CTbike 12-16 MM, a B OTAENbHbIX
cnyyasix — oo 22 mm. lNpeanaraemelin cnocob
CBapKW, $BMSASACL [JanbHENWWUM pa3BUTUEM
3NeKTPOAYroBOM BaHHOW CBapkW, Gnarogaps
MexaHu3auum npouecca no3sonset B 2-3 pa-
3a yBeNMYNTb NPOM3BOAMTENBHOCTL PaboT W
OAHOBPEMEHHO CYLLIECTBEHHO YMyYlUUTb Ka-
YeCTBEHHble MoKasaTenu CBapHbIX COoeauHe-
HUIA, COXPaHSSA BbICOKYH MOBWUMBHOCTb U YHU-
BEpcanbHOCTb 060pya0BaHMS.

CBapKy OCyWecTBNSIOT MNnaBsAWMUMCS
MYHOLWTYKOM, COBepLlalolMM  BO3BpaTHO-
nocTynaTenbHble NePEMELLEHNS NEPEMEHHO
amnnuTyapl, 6narogaps yemy obecneumBaeTt-
CS MOMHbIA NpoBap CBapuBaeMbIX KPOMOK MO
BCEMY CeyeHuto penbca. CBapKy MOAOLBLI
BbINOSHAIOT Ha KepaMuyeckoW nogknagke
MHOrONpPOXO4HOW CBapKoW, Nocne 4yero cne-
UManbHbIM pblYaXHbIM MexaHu3mom 6e3 npe-
pbIBaHUS npoLecca OCYLLeCTBASAT npwxaTve
meaHbIX OalumakoB, obecneuymBaromx op-
MUpOBaHMe GOKOBbLIX MOBEPXHOCTEN LIBa Npw
CBapKe LUEeNKN W ronoBku penbcoB. B 6onb-
WMHCTBE CrnyyYaeB npeaBapuTesibHbIN Nogo-
rpeB nepeq CBapKoW He NpoBOAWTCH, U NULLb
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npu Temnepatype Huxe +5°C Tpebyetca no-
porpes ctblka go 250-300°C, npu aTom cBap-
Ky MOXHO BbINOMHATL NpU  TemnepaTtype
OKpyxatowlero Bo3gyxa o -5°C. TeepgocTb
MeTanna LuBa CBapHOro COEAUHEHUS PefibCoB
P65 cocrasnser HB 260-320, npeagen npouy-
HOCTM MeTanna wea — 800-900 Mlla. Pa3spy-
WwatLasa Harpyska npu WUCMbITaHUM PefibCcoB
Ha ctatnyeckuin n3rnb coctaenset 1500-1650
kH npu npornbe 16-22 mm [20]. MpenmyLye-
CTBaMM iaHHOTrO crnocoba cBapku SBNSAIOTCA:

— bonee BbICOKOE M CTabunbHOe kaye-
CTBO CBapHbIX COEAUHEHWI MO CPaBHEHWIO C
PYYHOW [OyroBOW BaHHOW W antOMUHOTEPMUT-
HOW CBapKOW;

— BbICOKasi MPOM3BOAUTENBLHOCTL (40
16 CTbIKOB 32 CMEHY);

— Hu3Koe aHepronoTpebneHve (no-
Tpebnsemas MowwHoCTb — 40 15 KB-A);

— nerkoe nepeHacTpauBaHue obopy-
[OBaHUA AN CBapKW PEnbCOB PasfMYHbIX TU-
nopasMepos;

— BbICOKasi MOBMIIbHOCTb, YTO 0COBEH-
HO Ba&XHO NPU BbLINOMHEHUN PEMOHTHbIX pa-
6or.

Kpome Toro, npu atom cnocobe cBapku
He TpebyeTcs 3awWwunTHbIN ra3 unm dnioc, no-
porpes (npu Temnepatype +5°C 1 Bbiwe) K
Tepmuyeckast 0bpaboTka CTbika.

Mo mHeHuio aBTopoB [20], paspabo-
TaHHbIn NOC umm. E.O. MNaTtoHa HoBbIM npo-
LleCC 3neKTpoayroBoM CBapku penbcoB Ona-
rogaps CBOMM NpeuMyLiecTBaM MOXeT pac-
CMaTpMBaTbCA B KayecTBe anbTepHaTWBbI CY-
LLeCTBYOLWMM crnocobam CBapku Npu BbINon-
HEHWUM paboT B yCNOBMAX NYTW.

B 1970-e rr. cotpyaHukamn N3C unm.
E.O. TllaToHa ©6bIn 3anaTeHTOBaH cnocob
CBapKM 3aKknagHbiM anekTpodoM. [aHHbIn
crnocob sBnseTcs Hambonee NPOM3BOAUTENb-
HbIM NPW YCNOBWUU CEPUMNHOCTM NPOM3BOACTBA
n He TpebyeT nocnepyrouen TepmoobpaboT-
KW, KaK B Cny4yae 9MeKTPOLLSIaKOBOW CBapKu
(puc. 6).

Mpu cBapke 3aknagHbiM 3NEKTPOLOM
Ka4eCTBO LUBA MO MeXaHW4YeCckMM CBOMCTBaM
He ycTynaeT 06bl4HbIM AyroBbIM Npoueccam
cBapku. Takke 3KOHOMMUTCS caM MeTann, no-
CKOMNbKY CBapka BbIMOMHAETCA B Y3KUIA 3a30p,

paBHblh 8-10 mmM. TonwmHa cBapuBaemoro
meTanna coctaenset 16-150 mm. [lpouecc
OCHOBaH Ha CMoCOBHOCTM 3NIEKTPUYECKOW YK
CaMOCTOATENbHO NepemeLlaTbca Mo Topuy
MNOCKOr0 M30MMPOBAHHOIO anekTpoga 6orb-
woro ceveHus (go 1000 MMZ), npeaBapuTenb-
HO 3aNOXEHHOro B CThIK MEXAy CBapuBaeMbl-
Mu geTanamu (cMm. puc. 6). MNpu atom aBTOMa-
TUYECKM YCTaHaBMMBAIOTCA OCHOBHbIE Napa-
MeTpbl pexuMma cBapku W obecneymBaeTcs
3heKTMBHOE NponnasfieHne CTblka Npu HU3-
KX NMOTHOCTAX TOKa Ha afekTpode B Avana-
3oHe 0,7-3,0 A/MM>. 3aknagHoli SneKTpoa
UMeeT cneumnanbHoe 3MeKTPOM3onupyroLLee
MoKpbITME TonwmHon o 1,5 Mm. Kpome anek-
TpoM30onaUMM MNOKpbITUE 3anekTpoga obecne-
ymBaeT 3P HEKTUBHYIO rasoLLIaKoBYH 3aLUMTy
30Hbl CBapkK (codepxaHue OCTaTOYHOro BO-
fopoaa B wee MeHee 5 cm®100 r), a Takke
pauHUpOBaHUE U OOMOSHUTENBHOE Nernpo-
BaHMe MeTanna waa. deduunt metanna wea
KoMneHcupyeTcs nMMbo 3a cyeT nepemMeLleHns
B 30HY CBApKM Camoro 3aknagHoro anekTpoza,
nnbo nocpedcTBOM Nodayn yepes Hero no-
POLLUKOBbIX WM CMSOWHOIO CEYEHMs MpOBO-
nok. Mpu ncnonb3oBaHUW NPOBOSOK AN KOM-
neHcauum geduumTa Metanna lBa 3aknag-
HOW 3MEeKTPOA BbINOMHAET (YHKUMIO Heno-
[ABWKHOrO nna.swierocs MyHawTyka. Heob-
XOAMMO OTMETUTb, YTO MO CBOEN (DU3NYECKON
CYLIHOCTM CBapka 3aknagHbiM 35eKTpoaoM
SIBNAETCS YCOBEPLUEHCTBOBAHHLIM BapyaHTOM
npouecca anekTpoayroBon BaHHOW CBapPKK, HO
OTNINYaEeTCA TeM, YTO C Lenblo MOBbILLEHNS
NPOU3BOAMTENBHOCT W KayecTBa CBapHOro
COeMHEeHNs BMECTO 3NeKTPOAOB AN PyYHOM
[lyroBOW CBapKy MCMonb3yeTcs crneumanbHbIn
MNOCKWI anekTpoA, popma KOToporo nogobHa
CEYEHWNI0 CBAPWMBAEMOrO penbca. JTOT Jnek-
Tpo4 YCTaHaBnMBaeTCs B 3a30pe mexay cBa-
puBaemMbiMu perfibCcamu, CTbIK 3aKpblBaeTCs
hopmupyrowmmMmn - npucnocobneHnsMu,  Ha
KOHLIe 3MeKTpoaa 3axuraeTtcs gyra v HadvHa-
€TCS NpoLEeCC CBapku, KOTOPbIN OCYLLECTBMSA-
eTcqd B aBTOMaTMYecKoMm pexume. Bpewms
CBApKM OOHOro CTblka B 3aBUMCMMOCTM OT TU-
nopasmepa pesibca coctaBnser 5—-8 MuH npu
HOMWHanbLHOM cBapo4HoM Toke 500-600 A.
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Puc. 5. Annapam APC-4 dns ceapkKu pefibcoe U cxeMa nepemeujeHusi MyHowmyka npu 3nekmpody20eol
ceapke pesibco8 8aHHLIM CMIOCOBOM C UCMO/Ib308aHUEM M1assWe20csi MyHOWmMyka
Fig. 5. ARS-4 apparatus for welding rails and a diagram of contact tube motion under electric arc welding
of rails by the bath method using a consumable contact tube

Puc. 6. Cxema ceapku pesnbc 3aKknadHbIM anekmpodom: 1 — uzonupyrowuli nnassawulics
3an1ekmpod; 2 — npucadoyHble NPoeosIoKU; 3 — hopMupyroujue Haknadku; 4 — ocHoeHol Memaisi;
5 — ceapoyHasi eaHHa; 6 — woe; 7 — nodknadka
Fig.6. Diagram of rail welding by a buried electrode: 1 — insulating melting electrode;

2 —filler metal wires; 3 —forming pads; 4 — base metal; 5 — welding bath; 6 —joint; 7 = lining

MpeumywiectBamm [JaHHOro cnocoba
asnatTca [20]:

— BbICOKOE W CTabunbHOe KavyecTBO
CBapHbIX COeaNHEHU;

— BbICOKasi MPOW3BOANTENBHOCTL (2-3
CTblKa B 4aC Ha O4HOW YCTAHOBKE);

— cBapka BedeTcsl NOPOLLKOBOM MNpo-
BOJTOKOM CMeLMansHoro coctaBa, Npu 3TOM He
TpebyeTcs 3alWmTHBIN ra3 unu gnioc;

— BbICOKasi MOOBUMBHOCTb, YTO 0COOEH-
HO BaXHO NPW BbINOMHEHUM PEMOHTHbIX pa-
oorT.

OpHvM annapaTtoM B CMEHY MOXHO

cBapuTb A0 20 CTbikOB. JTanbl CBapkM noka-
3aHbl Ha puc. 7. Takum obpasom, TEXHONOrM
CBapKM PenbcoB C WMCNOMb30BaHWE 3MeKTpu-
4ecKoW Oyrn LUTYYHbIMK 3M1eKTpogaMmn u cBa-
POYHLIMA MPOBOSIOKAMMW MO3BONSAKT pPerynu-
poBaTb TEPMUYECKUM LMKN Harpeea M oxna-
XOEHUS W, crefoBaTenbHO, ynpaBnsATb Npo-
Lueccamu CcTpyTypoobpa3oBaHus B MeTanne
lBa M 30HE TEPMUYECKOrO BMMSHUA PENbCO-
BbIX CTbIKOB, YTO 0bOecrneynBaeT BbICOKME Me-
XaHW4eckne CBOMCTBA MeTanna LBa no cpas-
HEHWIO C arMtOMUHOTEPMUTHBIMU CTbIKAMMU.
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d

Puc. 7. 3mansbI 8bINosIHEHUs ceapKu pesibca 3aKknadHbIM 3/1eKMmpPoooM:
a— nodzomoeka nod ceapKy KOHU08 pesibcos; 6 — ebicmasJieHue 3a3opa Mexdy pesibcamu;
C — npoyecc ceapku; d — eHewHuli sud cmbika nocJie ceapku
Fig. 7. Stages of rail welding by a buried electrode:
a—rail end preparation for welding; b — gap setting between the rails;
¢ —welding process; d - view of the joint after welding

AnekTpoLnakoBas cBapka penbcoB

OneKTpoLUakoBas cBapka penbcoB He
COBCEM OTBeYaeT TpeboBaHMSIM K CBAPOYHbLIM
npoueccam Mno TakuM KpUTEpUSIM, Kak MUHMU-
ManbHOe Bpemsi CBapKu, MNOPTATUBHOCTb W
npoctota 060OpyaoOBaHMsl, HA YTO yKa3aHo B
pabote [21]. OgHako paboTbl N0 yCOBEPLUEH-
CTBOBaHWIO [aHHOro crnocoba CBapku M cero-
AHa aktneHo Begytcs B CLUA w psige cTtpaH
EBpocoto3a. N3BecTHO, 4TO nepBble paboThl B
obnactn AUWC B CCCP 6binu BbINOMHEHbI
euwle B 1940-50-€e rr. [22-26]. B xoae paboTsbl
Ha TexHonoren OyroBou aBTOMaTU4ECKOW
cBapKku nog rocoM BepTUKambHbLIX LUBOB C
NPUHYauTEnbHBIM hopmupoBaHmem [.3. Bo-
noLKeBMY 0BHapyXui, 4YTO B HEKOTOPLIX CNy-
yaax (npu rnybuHe wWnakoBoW BaHHbI Bonee
40 MM ©n ee neperpese) AyroBOM npoLecc
CTaHOBWTCS HEYCTOMYMBBIM W [axe npekpa-
LaeTCcsl, O4HAKO ANEKTPOAHbIM MeTans, dsoc
n Kpomku nnaestca [22, 23]. lNpouecc nnas-

NeHNs OCyLLEeCTBNANCS 3a CYET Tenna omMuye-
CKOro CONPOTUBIIEHUS NPU NPOXOXAEHUM TOKa
yepes xuakun wnak. B 1949 r. Ha ocHoBe aT0-
ro npouecca B N3C um. E.O. MaToH u gpyrux
opranusaumsx Cosetckoro Cotosa cranu pas-
pabatbiBath JLUC. [MepBbIMM NpUHANIKM yya-
CTMe B OCBOEHUM U COBEPLUEHCTBOBAHUM HO-
BOr0 BMAa CBapKW TaraHpOrCKUM KOTESbHbIM
3aBog «KpacHbln koTenblmky» (TK3), BapHa-
YNbCKUN KOTENbHbIN 3aBo4 M HoBOKkpamaTtop-
CKUA MaLUMHOCTPOUTENbHLIN 3aBog M. W.B.
CranuHa (HKM3). Ha TK3 6binu cBapeHb! co-
CyZbl BbICOKOrO AaBMneHns C TONWMUHON CTEHKM
90 mm. B 1951 r. Ha HKM3 3LUC npumeHunu
MPW W3roTOBMEHWUM CTATOPOB rMAPOTYPOMH
maccon fo 80 T, a nosgHee BanoB rMapoTyp-
OvH 1 rupgporeHepatopoB. B 1956 r. Bbiwna
nepBast B MUpe KHura, nocssieHHas SLLUCE.

B 1959 r. 6bin0 BbINYLLIEHO BTOPOE,
3HAYNTENBbHO AOMNOMHEHHOE u3aaHue, nepe-

63]'IeKTp0LIJJ'IaKOBa$| csapka / nog pega. b.E. Matona. M.: Mawrus, 1956. 168 c. / Electroslag welding, under edition of

B.E. Paton. Moscow: Mashgiz Pub., 1956. 168 p.
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BEAEHHOE 3aTEM Ha aHrnMMMUCKUN A3blK. 3apy-
6exHble upMbl NONYyYnnu MOAPOBHYID WH-
hopMaumio 0 HOBOM npouecce, YTO 3Hayu-
TenbHo obnerynno ocsoenne umun ILUC. B
HacTosILLee BPEMS 3MeKTpoLLnakoBas TEXHO-
NOTMSt  LUMPOKO MNPUMEHSETCS MpWU  CBapke
KPYMHbIX METannoKOHCTPYKUMWA, HauuHas oT
3NeMEHTOB 34aHMW U MOCTOB O KOpMyCOB
KPYMHbIX ~ MOPCKMX CydoB. HeopHokpaTHO
npeanpuHMManucb  NOnbITkKM — paspaboTatb
NPOLEeCcC 3MEeKTPOLUNAKOBOW CBapKu pPefibCcoB
[2, 24, 25], ogHaKo, HECMOTPS Ha AOCTATOYHO
cepbesHylo npopaboTKy Bompoca [0CTWUYb
yOOBNETBOPUTENbHbLIX Pe3yNnbTaToB MNoKa He
yaanocs’®.” B HacTosiiee BpeMst N0 [aHHbIM
0630pHbIX paboT [26, 27] aNeKTPOoLUNaKoBYH
CBapKy penbca nblTalTcs agantuposaTtb 6na-
rogaps paspabotkam komnaHun Electoslag
System  Technology and Development
(ESTD). OgH1M 13 OOCTOMHCTB 3MeKTpoLuna-
KOBOW CBapKu, MO MHEHWI0 pa3paboTyuMKoB,
SIBMSIETCA TO, YTO MMKPOCTPYKTypa MeTanna
CBapOYHOro Wwea B 0obLieM criyyae aHanormy-
Ha nony4aemMon npu 0BbIMHOW anMUHOTEpP-
MUTHOW CBapKe, HO MMeeT BECbMa HU3KYIO MO-
PUCTOCTb ¥ MEHblUEe MHOPOAHBIX BKITOYEHUN,
4aCTO MOABNSAOLMXCS NPW pacniaBneHnn me-
Tanna.

Hauano pabot B gaHHOM Hanpaene-
HUM GbINo NonoxeHo uccnegoBaHuamn Ope-
FOHCKOro TexHonoruveckoro nHetutyta (CLUA)
B cepeauHe 1980-x rr. [27]. B 2000 r. komna-
Hus ESTD npuctynuna k paspaboTke cooT-
BETCTBYIOLLMX TEXHOMOIMMN 1 060pyAOBaHMS, a
B 2002 r. nonyyuna rpaHT Ha NPOLOSIKEHWE
aTux paspabotok ot CoBeTa MO TpaHCMOPT-
HbIM nccrnegoBaHuUAM (Transportation
Research Board, TRB) B cooTBeTCTBUM C NpO-
rpPaMMOoi NOOLLPEHNS BaXXHENLUNX MHHOBALMN
(Innovations Deserving Research Exploratory
Analysis Program, IDEA). Mocne atoro B pas-
paboTkax U uccnegoBaHUaX Obln AOCTUIHYT
nporpecc B 4Yactu onTumusauum obopygosa-
HUS 1 NpucnocobneHnn, xots gobuTbca 3Ha-
YMMOTO YNyYLEHNS MEXaHUYECKMX XapakTe-

PUCTWK CBApPOYHbIX LLIBOB MPW CBapKe pesibcoB
noka He yaanocb [26, 27] (OCHOBHble pe3ynb-
TaTbl CM. Ha puc. 7). B 2006 r. [lenaptameHT
TpaHcnopTa CLUA oduumansHo knaccudguum-
poBas TEXHOMOIMI0 3MEKTPOLLIIAKOBOW CBapKu
B KayecTBe [OMNOMHUTENbHON anbTepHaTWBbI
TPagMUMOHHBLIM CBapOYHbIM MpoLieccam, npu-
MeHsieMbiM B nonesbix ycrnosusix. B 2007 r.
HenaptameHT TpaHcnopta CLUA n komnaHms
ESTD 3aknioumnu cornaweHve o AdanbHen-
lemM COTpyAHWYeCTBe B pamkax nporpammbl
«CTpaternyeckas uccrnegoBaTtenbckas WHU-
umMatMBa N0 COBEPLUEHCTBOBAHWIO CBapKu
penbcoB» (Improved Rail Welding Strategic
Research Initiative — IRWSRI).

Ha nepsom aTane 6bln nccnegoBaHbl
LWBbl PENbCOBbLIX CTHIKOB, BbIMOSIHEHHbIE MO
TexHonorun JWC, ¢ uenbto onpegeneHus on-
TUMasbHbBIX NapaMeTpoB CBApOYHOro npouec-
ca. Ha puc. 8 cxematuyHo npencraBneHa
TEXHOMOrNSA 3NIEeKTPOLLIIaKOBOW cBapku, 06-
Lye BUAbl OTAENbHBIX 3TanoB, Makpo- U MUK-
POCTPYKTYpa LUBA, a TaKKe 30Hbl TEPMUYECKO-
ro BNUAHUSA (KpanWHUiA cnpaBa CHUMOK Makpo-
N MUKPOCTPYKTYP). OTW MCCNenoBaHus, Kak U
Hameyanocb, MO3BOMMM peanu3oBaTb Ha
cnepytowem atane pabot Tpebyemble mexa-
HUYeCKMe nokasaTenn CBapoYHbIX LWBOoB. [1po-
BeAEHHble B XOA4E peanusauum nepeoro atana
UCCneaoBaHWs  BKIOYaNM  pacnuiibl  MHOro-
YMCNEHHbIX 0O6pa3sLOB CBAPOYHbIX LIBOB C KX
meTannorpauyeckum U3y4eHWeM, a Takxe
aHanu3 npuyuH gedekToB B LWBAX, BbISBMNEH-
HbIX MPW MCNbITAHWUSIX Ha CTaTM4YEeCKUn U3rmd.
Pesynbtathl 3TWX MCCegoBaHWW Mokasanu,
YTO MUKPOCTPYKTYpa CBAPOYHbLIX LUBOB MOSIHO-
CTbIO COCTOSINA U3 NepruTa, 3a UCKIYEHNEM
HECKOMNbKMX Y4acTKOB B FPaHWYHbIX 30HaX C
MapTEHCUTHON CTPYKTypon (cm. puc. 8). Kpo-
Me TOro, HeJOCTaTOYHOE pacrnnaBfeHne me-
Tanna B 30He NOJOWBbI penbca obycnasnu-
Bano YMeHbLUEeHWe JonyCcTUMON AedhopMaLim
npu ctatmyeckom u3rmbe. B cooTBeTCTBUM C
Nony4yeHHbIMM Ha NepPBOM 3Tane pesynbTaTa-
MU ObINO PEKOMEHOOBAHO YCOBEPLUEHCTBO-

Turpin B., Danks D. Electroslag field welding of railroad rail. Contract Number HSR-37. Transportation Research Board.

Washington, D.C. 2003.

SGutscher D., Danks D., Turpin B. Electroslag welding: a potential alternative to conventional rail welding. Proc. technol-
ogy digest TD-08-043. Association of American railroads, transportation technology center, Inc., Pueblo, Colo, Oct.,

2008.
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BaTb YNpaBMeHWe TEPMUYECKAM LMKNOM npo-
Lecca CBapKM 3a CYET U3MEHEHUS KOHCTPYK-
UMM BnoyYHOro Kpuctannusatopa U LerneHa-
NpaBfeHHOro NpeaBapUTENbHOrO HarpeBa.

Ha BTOpOM 3Tanme ¢ Mcnonb3oBaHWeEM
pekomMeHaauun, copMynMpoBaHHbIX NO pe-
3ynbTataMm nepeoro atana [26, 27], Obinm
YyTOYHeHbl pexumMbl npouecca AWC gns npo-
BeJeHWUs Nnocne 3Toro MCMbITaHU B Lensx
onpeaeneHns napaMmeTpoB MNOSly4YeHHbIX CBa-
POYHbIX WBOB. Ha TpeTbeM aTane 6bino npo-
LOMKEHO COBEPLUEHCTBOBAHWE TEXHONOINU
3NEeKTPOLLNAKOBOW CBAPKM Ha OCHOBE pe3yrb-

TaToOB BTOPOro 3tana. M3roToBrneHHble npu
3TOM CBapHble pefbCoBble nnetn Bbinn yno-
XeHbl B MyTb Ha OOHOM M3 MyTen MNONWUroHa
FAST (CLLA) ons ucnbiTaHWi B yCrNoBUSX Bbl-
COKMX OCEBbIX Harpy3ok. McnbiTaHnsa Ha nonu-
roHe FAST npogomnxatotcs. [anbHewwee co-
BEPLUEHCTBOBaHMe  CBapO4HOro  npotecca
MraHupyeTca OCYLECTBUTb Ha YEeTBEPTOM
aTane, nocne 4ero npegnonaraeTcs Havatb
UCMbITAHWS B pearbHbIX 3KCMNyaTauUOHHbIX
YCMOBUAX HA [ENCTBYIOLLMX XemnesHbIX Aopo-
rax [27].

Puc. 8. OcHogHblIe pe3ynbmambl 10 35IEKMPOWIIaKo8Ol ceapke pesibca:

1 — nposonkanodarouuli MexaHu3M; 2 — N08ePXHOCMb pesbea; 3 — WiaKoebll col;
4 — pacnnasneHHbIl Memasnn; 5 — 3akpucmarnnu3osasweticsi Memass cmbika
Fig. 8. Main results of electroslag welding of rail:

1 -wire feeder; 2 —rail surface; 3 - slag layer; 4 — molten metal;

5 — crystallized joint metal

MasonpeccoBas cBapKa penbCcoB

CornacHo MNpWHATON CerogHs Tepmu-
Homoruu, rasonpéccoBasi CBapka — 3TO BuA
CBapKW JaBneHueM, npu KOTOpPoi coeanHeHue
BCTbIK HarpeBaeTCsi ra3oBbIM MIIAaMEHEM [0
OMNMaBfEHNS UMW NNACTUYHOMO COCTOSIHUS Me-

Tanna ¢ nocneayowmum CxumMaHmeMm (ocaxwu-
BaHWeM) coeauHsieMblx YacTten [28-30].
HarpeB  0oOblMHO  Begetcsa  aueTuneHo-
KUCMOPOAHbIM  NnameHem. [asonpeccosas
cBapka xapaktepusyeTtcsi npegBapuTenbHbIM
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BbINOMHEHNEM LMKNa TensoBoW NOArOTOBKM
BCEro CeyeHus, noanexaliero csapke, ¢ no-
cneayrwmM eMHOBPEMEHHBIM CLaBMMBAHW-
€M Mo BCEeW CBapvMBaeMoOW MNOBepxHoCTW. [a-
3onpeccoBas cBapka MoApasgenserca  Ha
CBapKy C HarpeBoM MmeTasnna 4o nnactnyecko-
r0O COCTOSIHMSA W CBapKy C HarpeBoM MeTanna

[0 onnaenexus. Mpyu nocnegyowem cxatum
XNOKUA MeTann BblAaBnuBaeTcs U3 3a3opa,
npousBoauTCs 0OblyHas cBapka [aBneHnem
MeTanna, Haxogswerocs B TBEPOAOM COCTOSI-
HuK. CxemaTtunsaums OCHOBHbIX 3TANoOB CBAPKM
penbca npeacraeneHa Ha puc. 9.

Puc. 9. Cxemamu3auyusi 0CHOBHbIX 3mariog 2a3onpeccosoll ceapKu pesibcoe 8 SAnoHuu:
1 - mwamenbHasi o4ucmKa mopy0e NoeepxHocmu pesbca; 2 — ycmaHoeka u pe2ysiupoeka
0CHOBHO20 o60opydoeaHus O1si ceapku; 3 — Hagpee KOHY08 pesibca; 4, 5 — ocadka penbca;
6 — ceapeHHbIl penbcoeblli CMbIK
Fig. 9. Schematization of the main stages of gas-pressure welding of rails in Japan:
1 -thorough cleaning of the rail end butt surface; 2 — installation and adjustment of the main welding
equipment; 3 —heating of the rail ends; 4, 5 - draft of the rail; 6 — welded rail joint
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HeobxogmMmo OoTMETUTBL, YTO MpPU Npak-
TUYecKkon peanusauyum 6onblIMHCTBA WU3BECT-
HbIX cnocoboB ropsiyero opMoobpasoBaHus
MeTann B TOW WM MHON Mepe pekpucTanim-
3yeTca. COBOKYMHOCTb CTPYKTYPHbIX U3MEHe-
HUN, BHOCUMbIX B @yCTEHWUT MpW ropsiyen ge-
hopmaummn 1 nepegaBaemMblX B HalEM CIy-
yae nepnuTy n depputy B pesynbTarte oxna-
XOEHWS U COXpaHALWMXCA Npu nocneayto-
wem otnycke, OyaeT onpenensitb BhAUsHUE
aTon 06paboTKM Ha MexaHM4eckue CBOMCTBA
penbcoBOv ctanu. [ns noHMMaHus npupogbl
0b6pa3oBaHNa COeaMHEHUs Mexay maTepua-
namv B TBepaon asze NPUMEHUTENBHO K
[aHHOMY npoueccy Heobxoanmo obpaTtutbes
kK pabotam [28-30], roe nokasaHo, 4YTO Mpo-
Luecc obpa3oBaHMsi COEAMHEHUS MpU NOObLIX
cnocobax ceapku gaeneHnem 6e3 pacnnas-
NeHus cneagyeT paccmaTpuBaTh Kak npouecc,
NPOTEKAIOLLMN B TPU OCHOBHbIE CTaaWM:

1. ObpasoBaHne (PU3NM4ECKOro KOHTakK-
Ta, T.e. CONMWXEHWe aToOMOB COEAMHSEMbIX
maTepuanoB 3a CcyeT nnactnyeckon aedop-
MauuM Ha paccTosiHue, Npu KOTOPOM BO3HM-
kaeT husmnyeckoe B3anMoaencTeme, obycnos-
neHHoe cunamu BaH-gep-Baanbca, wnu Ha
paccTosiHMe, Npyu KOTOPOM BO3MOXHO crnaboe
XUMUYECKOE B3aMOLENCTBYE.

2. AKTMBaLMSi KOHTAKTHbIX MOBEPXHO-
cTei (obpasoBaHue akTUBHbIX LEHTPOB). Mpu
CBapKe OAHOPOAHbLIX MeTannoB nepeas U
BTOpas CTaguu NpakTUYecKu CrvBatTCs B 04-
HY, TaK KaK aKTMBauusi 06EnX KOHTaKTHbIX No-
BEPXHOCTEN HA4YMHAETCs yXe B npouecce ux
CONMXEHUs NpyU CMSATUM OTAENbHBIX MUKPO-
BbICTYMOB 3a CYET COBMECTHOWM MNacTUYeCKOM
Aecopmaumu.

3. ObbemHoe B3aumopencTene. 3Ta
CTagus HactynaeT ¢ MOMeHTa 06pa3oBaHus
aKTUBHbIX LIEHTPOB Ha COEAMHSIEMbIX NOBEPX-
HOCTSX. B TeyeHue aTOM cTagmu npoucxoamt
pasBUTVE B3aMMOAEWCTBUS  COEAMHSIEMbIX
mMaTepuanoB Kak B MMOCKOCTU KOHTakTa ¢ 06-
pasoBaHMEM MPOYHLIX XMMMUYECKUX (B 4acT-
HOM Cryyae MeTanIMyeckux) CBs3en, Tak 1 B
o6beMe 30Hbl KOHTakTa. TOT Npouecc npoTe-
KaeT Ha aKTMBHbIX LIeHTpaXx, NPeACTaBNSLWMX
coboii B 4yaCTHOM cryyae Amcnokauum ¢ no-
nem HanpspkeHus. B nnockoctTu KOHTakTa OH
3aKaH4MBaeTCs CUSIHMEM OUCKPETHBIX 04aroB

B3anMozaencTeus, a B 0bbeme — penakcaumen
HanpskeHWt (B TOW CTeneHu, kotopas Heob-
Xoguma [ans coxpaHeHus obpa3oBaBLUMXCA
cesAsen). [pn cBapke OAHOPOAHbLIX METanmnoB
KpUTEPUEM OKOHYAHWSA TPETbEN CTagun MOXET
CNYXWTb peKpucTannu3aums, npueogswias K
06pa3oBaHuio 06LLMX 3epeH B 30HE KOHTAKTA.

B cootBeTcTBMM C KOHLeNUWEN Tpex-
CTafMMHOCTK npouecca obpasoBaHus coeau-
HEHUs Mexay MmeTannamu B TBephow ase
crnefyet, 4TO HesaBWUCKMMO OT XapakTepa W
WHTEHCMBHOCTW AedOopMaLMOHHOrO Unn Tep-
moaedopMaLMoOHHOrO BO34ENCTBUS (T.e. OT
cnocoba cBapku) npupoda obpas3oBaHUs CO-
eauHeHnsa eauHa [28-30]. Pasnuuma 3aknto-
4alTCs B KUHETUKE MPOTEKaHMSI OTAEMNbHbIX
CTaguni npouecca, KoTopas onpefensertcs
TemnepaTypoi, XapakTepoM W WHTEHCUBHO-
CTbl0 Adecdopmauum maTepuanos (CUII0BOro
BO34ENCTBMSA), CTEMEHbI moKanusauum fge-
hopmauum 1 0COBEHHOCTAMM pa3BUTUS pe-
NaKCaUMOHHbIX MPOLECCOB B 30HE COEAMHE-
HUS.

B pabotax [30-32] nokasaHo, 4TO
HaMMeHbllas TemnepaTtypa, nNpu KOTOPOW
NPoOVCXoauT COeAMHEHME OBYX METannoB npw
ra3onpeccoBoii cBapke, T.e. obpasytoTcs 06-
Wue 3epHa B MecTe cTblka, pasHa 910°C. Ha
puc. 10 nokasaHa MakpOCTPyKTypa CTblka
(no3. 1) U MUKPOCTPYKTypa cCTbika (Mo3. 2).
OpHako uenoyka OKCMOHBIX BKMIOYEHWUA B
CTbike coxpaHsietcs (puc. 10, HwxHee M306-
paxeHwe, nNokasaHo ctpenkamu). MNpu Temne-
patype Harpesa Bbiwe 1050-1200°C metan-
norpadmyecknii CTblK YyXXe He Bblgensercs,
nosiBNATCS 06LWMe 3epHa, OKCUAHBLIE BKITHO-
yeHua oTcyTcTBylOT. CBapka ¢ obpa3oBaHMeEM
06LLMX 3epeH B CTbIKE pefbca Npyu OTCYTCTBUM
HEMETanNMYeCcKMX BKMKOYEHUN obecneymBaeT
yOOBNETBOPUTENbHbIE MEXaHW4eckne CBOR-
crea [30-32].

Mo mHeHuto aBTopoB pabot [31, 32],
BbICOKasi MNacTMYHOCTb W yaapHas BA3KOCTb
CTbika chukcmpyetcs B obpasuax, CBapeHHbIX
npu Temnepatype 1050-1100°C, koraa CTpyk-
Typa WBa OgHOpPOAHA U He MMeeT HemeTan-
nnyeckne BkntoveHns. C yBenuuyeHue cogep-
XaHus yrnepoga TemnepaTypHblii MHTepBan
CBapkM B TBEpAoW (pase yMeHbLUaeTcs Co-
rmacHo Auarpamme, npusedeHHon B paboTte
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[32]. MNoBbIWEHNE €€ HWKHEro npefena CBsi-
3aHO C YNpPOYHAKLWMUM [eicTBueM yrrepoaa
Ha aycTeHWT. BepxHwui npegen orpaHnyeH
NYHWENn Temnepatypbl conupyca (Ha pAwua-
rpamme — xeneso-yrnepogd). OkcuaHble nnex-
KW Ha TOPLEBOW MOBEPXHOCTU feTanen oka-
3blBalOT pelualollee BNusHUe Ha npouecc 06-
pa3oBaHWsl COEAMHEHUSI U ero KayecTBo Mpwu
rasonpeccoBovi cBapke penbca. OHW 3aTpya-
HAOT MeXaTOMHOe B3auMOAEWNCTBME U npe-
NATCTBYIOT (DOPMMPOBAHUIO YCTOMYMBBLIX Me-
Tannuyecknx ceaslen. OKcuaHble  NNEHKK
LOMKHbI ObITb pa3gpobneHbl U yaaneHb U3

1

8 9Ord)1 2 3 4 56 7 8 9k

Fe-O type s

oxide \
inclusion %%

30Hbl COEAMHEHUS B NpoLecce NnacTUYecKomn
Aedopmaumn npu ocagke. bonblion obbem
paboT B 3TOM HanpaBfEHNN BLINOSHEH SNOH-
ckumun uccneposartenamu [30-32], KoTopble
cMmornu nopobpatb onTuMarnbHble Temnepa-
Typbl Harpesa W NOCNeayLEero ocaxaeHus
KOHLIOB pefibCa MpW ra3onpeccoBov CBapKe.
Bce 910 no3BONMNO ycnewHo BHeAPUTb AaH-
HbI MPOLIECC Ha MPeanpuUsaTUSX XenesHono-
POXHOI oTpacnu AnoHMK® 1 NOMHOCTBI0 OTKa-
3aTbCsl OT antOMUHOTEPMUTHON CBApKU pesb-
cos (puc. 11).

i

Ferrite

“layer

Puc. 10. Makpo- u Mukpocmpykmypa ceapHo20 cmbiKka 11ocJ/ie 2a30M1peccoeoll ceapKu
U HeMemasIu4ecKue eKJIYeHUs1 8 30He C8apHO20 wea
Fig. 10. Macro- and microstructure of the welded joint after gas-pressure welding
and non-metallic inclusions in the welded zone

*Yamamoto R. Gas pressure welding of rail in Japan // Proc. 6th International Heavy Haul Conf, Cape Town, South Afri-

ca, 1997. P. 370-380.
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Puc. 11. JuHamuka ucnonb308aHusi cnocoboe ceapku Ha dopozax SnoHuu
U KoJIu4ecmeo ceapeHHbIX CMbIKO8
1 -Tokaido; 2 — Sanyo; 3 - Tohoku; 4 = Joetsu; 5 - Kyushu; 6 — Hokuriku; 7 — Hokkaido
Fig. 11. Application dynamics of welding methods on Japanese roads
and the number of welded joints:
1 -Tokaido; 2 — Sanyo; 3 - Tohoku; 4 = Joetsu; 5 - Kyushu; 6 — Hokuriku; 7 — Hokkaido

KoHTakTHO-CTbIKOBas cBapKa penbCcoB

KOHTaKTHO-CTbIKOBasi CBapka pesibCoB
OnnaBneHneM MNpouCXoauT B ABa 3Tana —
HarpeB TopuoB AeTtanen u ocagka [33-35].
[Npun cBapke onnaefieHNeM HarpeB KOHTAKTHOM
obnactn mMeTtanna npoucxoauT B pesynbraTte
pacnnaBneHns 1 paspyLleHns NokanbHbIX ne-
pemMblyeK, 0bpasyroLmMXcs Npu onpeaeneHHon
CKOPOCTW CMbIKAHUSI KOHTaKTHbIX MOBEPXHO-
CTEN pPenbcoB, BNMOTb A0 0Opa3oBaHWs Ha
Topuax cnosi pacnnaefneHHoro metanna. Bro-
poi aTan COMPOBOXAAETCA 3HAYMTENbHOW
Aecdopmaumen HarpeTbix NOBEPXHOCTEN B pe-
3ynbTaTe Pe3Koro yBeNMYEeHNs yCUnus cxaTus
Foc coeuHsieMbIX NOBEPXHOCTEN, T.e. ocaj-
kon. B pabotax™® [36-38] npoaHan1aupoBaHbi
3aKOHbl pPerynumpoBaHus Npyu pasHbliX MeTodax
ONnaBrieHNs KOHTaKTHOW cBapku. [lpoBegeH
P 3KCNEPUMEHTOB MO OnpeaesieHno 3aBu-
CUMOCTU MeXxay napameTpaMu CBapku u pac-
npegeneHveMm TemnepatypHelx nonen B 3TB
CBApHOro CTblka. AHanu3 TemnepaTypHbIX W3-
MEHEHUI NpuW NynbCUpyoLLEeM MeToae onnas-
nexus (MO) 8 3TB npegnonaraet nosiBnexHune

3aKanoyYHbIX CTPYKTYP U3-3a Pe3Koro nageHust
Temnepatypbl [36-39]. CpeaHee 3HauyeHue
ckopocTu oxnaxaeHuss npu ceapke 1O co-
crasnget 3,9 °C/c. AHanm3 TemnepaTypHbIX
nonem npu ceBapke HeMNpepbIBHbIM Onfaene-
Huem (HO) ykasbiBaeT Ha MEANEHHOE U3me-
HEHVWE TemnepaTypbl OXMaxAeHUs B LMKNe
cBapku no cpasBHeHuto ¢ metogom 0. Cpega-
Hee 3HayeHue ckopocTu oxnaxgeHus B 3TB
npn ceapke HO coctaensetr 1,7-2,3 °Clc.
AHanus meTannorpacgu4eckoro uccnegoBa-
HUS 1 pesynbTaTbl 3amepa TemnepaTypHbIX
LMKIIOB NPU CBapKe KOHTaKTHbIM CrMocoboM
mMeToaMun HenpepbiBHOMO (puc 12, nos. 1) u
nynbcupytowero onnaenexns (puc. 12, nos. 2)
PenbCOB M3 XPOMUCTbIX CTanen NoBbILLEHHON
MPOYHOCTV NO3BONWI ONPEAENUTL KpUTUYe-
CKYI0 CKOPOCTb OXNaxdeHusi B LMKNEe CBapKu
[33-35, 39]. Npun ckopoCTM OXNaxaeHus Bbllle
3,5°C/c B onpefeneHHbIX yyacTkax 30HblI Tep-
MUYEeCKOro BnunsHua obpasyetcs cmellaHHas
CTPYKTypa, COCTOsILLas M3 NnacTuHYaTbix cop-
OWTHBIX M MapPTEHCUTHOM CTPYKTYp (CM. puc.

Hukonuu AN CoBepLUeHCTBOBaHME NMPOLECCOB CBAPKM 1 TEPMUYECKON 06paboTku penbCoB MarucTpanbHbIX Kenes-
HbIX JOPOT: AWC. ... KaHA. TexH. Hayk: 05.15.01; 05.03.06. Mockea, 2004. 200 c. / Nikolin A.l. Improvement of welding
and thermal treatment of main railroad rails: Candidate’s dissertation in technical sciences: 05.15.01; 05.03.06. Moscow,

2004. 200 p.
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12). Mo nuHUKM coeanHEHNs U NPUMbIKAIOLLMM
CnosiM MeTanna HabnoaaeTcs KpynHO3epHW-
cTas CTPYKTypa NEepPBUYHbLIX ayCTEHWUTHLIX 3€-
peH, 6ann 3epHa — 2-3. o rpaHuuam 3epeH
MEPBMYHOrO aycTeHMTa YeTKO BMAHA ChnoLl-
Has ceTka (DeppUTHLIX BbIAENEHWUN, YTO CBU-
LETENbCTBYET O HU3KUX NNACTUYECKMX CBOW-
CTBax 3TOro yyactka.

Mo MHeHuto aBTopoB pabot [33-39],
kOMOMHAUMA OBYX METOZOB OMNMaBfneHus B
LMKnax npouecca Harpesa 4aeT BO3MOXHOCTb
ynpaBnaTb pasMepamy XapakTepHbix obna-
cteit 3TB M TEPMUYECKUMMU LMKNAMU B 3TUX
obnactax. Kaxgbli UMKN COCTOMT U3 [OBYX
yyactkoB Harpesa, HO wu [1O. lNpumeHsa B
LUMKNe HarpeBa HemnpepbIBHOE OMnaBfeHue,
BEAETCH perynupoBaHne CKOpoCTel oxna-
xaeHns B 3TB, npu 3TOM OcyLecTBnseTcs

ynpaeneHne 6onee nonoro AWHAMWUKOW W3-
MEHEHVs TemnepaTypbl B 3TUX obnactax u
CO3[alTCs YCrNOBUS PaBHOMEPHOrO pasorpe-
Ba TopuoB penbca [39]. [ins QOCTWKeHWS He-
obxogumoi TemnepaTtypbl U ynpaBneHUs WH-
TEHCMBHOCTbIO U3MEHEHUs TemnepaTtypbl B
uMkne HarpeBa npumeHsietca wmetog [10.
YnpaBrieHne TepMUYECKUM LMKNOM CBapKu
npu KOMOWHUPOBAHHOM METOAE OmnnaBeHns
Mo3BONSET UCKNIOYUTL 06pa3oBaHWe MapTeH-
CUTHbIX CTpykTyp B 3TB cBapHOro crbika
PenbCoB M3 XPOMUCTbLIX CTanen NoBbILLEHHOW
npouHocT™®. Mpu cpaBHEHUM CTPYKTYP Mak-
pownuneoB, npuBedeHHbIX Ha puc. 12, 13,
BUAHO, 4TO obuwasa wuprHa 3TB npu cBapke
meTogom O BaBoe MeHbLUE, YeM NpU cBapke
C MCNOnb3oBaHWEM TPaAULMOHHOW TEXHOSO-
rmmn HO.

Puc. 12. Makpo- u Mukpocmpykmypa pejibCo8020 CmbiKa rnocJsie
KOHMaKmHo-cmbiko8ol ceapku HerpepbIeHbIM (1) u nynbcupyrowuM ornnaesieHuUeM (2)
Fig. 12. Macro- and microstructure of the rail joint after contact flash welding
by continuous flashing (1) and pulsating flashing (2)
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Puc. 13. Mukpocmpykmypa (%¥100) memasnna 3TB ceapHbix coeQuHeHul:
a- K76® (Ho); 6 — K76® (no); e- 76® (no); 2 — ec-350s (no); @ — R350HT (no)
Fig. 13. Microstructure (x100) of metal of welded joint heat-affected zone:
a—K76F (no); 6 - K76® (no); e — 76® (no); 2 — ec-350s (no); @ — R350HT (no)

NokasaTenn MexaHW4yeckux ucnblTa-
HUA Ha CTaTUYECKMiA M3rmb npeBsbIlLaT HOp-
MaTuBHbIe NoKasaTenu, YCTaHOBSIEHHblE HOp-
MaTUBHOW [OKYMEHTauuen, Kak no paspylia-
toLLEen Harpyske, Tak 1 no nporuby. M3 npaktu-
KW KOHTaKTHOW CBapKU M3BECTHO, YTO CHUXeE-
HUE 3HEProBOXEHUN NpW CBapKe MNO3BonseT
yNyyWuUTb CTPYKTYpYy MeTanna no NuHuM co-
€AVHEHNS W NPUMbIKAKOWMM  yyacTkam, B
4aCTHOCTM, YMEHbLINTL pa3Mepbl 3epeH U Bbl-
[eneHne gepputa no ux rpaHuuam. [33-39.
B npaktnyeckon paboTe penbCcocBapOYHbIX
npeanpusaTUn BCTpeyarTes AedekTbl B BUAE
MaToBbIX NATEH Ha U3nome penbca. o MHe-
HUIO aBTOPOB paboTbl [39], NPUYMHON CHMXKeE-
HUS NNAacTUYECKUX CBOWCTB B OONbLUMHCTBE
crnyyaeB sBnsetcs )opMUpoBaHue B NIOCKO-
CTU CcoeauHeHus OedekToB, OnpeaenseMbix
Kak «maToBble NATHa», nrowanbto ot 10 go
50 MM2. MMM Takke ycCTaHOBNEHO, YTo hop-
MUPOBaHMNE YyKasaHHbIX Ae(eKToB BO MHOMOM
onpefensieTca  npoueccamu  OnnabfieHUs,
npoTekalwWwmMn B (UHaNLHON ero cTaguu,
NPefyCMOTPEHHOW NpOorpaMmoit  (MHTEHCUB-
HbIM OMnaBneHNEM, NepexoasaLnM B 0CaaKy).
B aToT nepvop Ha Topuax onnaefeHHbIX fe-
Tanen opmupyeTcs pacnnas, B KOTOPOM
BCerga WMelTcs NpodyKTbl €ro OKWUCIEHUS
BO3YXOM, cofepxalimecs u3 UCKPOBOro 3a-
3opa. Ecnu pacnnae ycnesaeT 3akpucTaniu-
30BaTbCA [0 BKIMOYEHWUSA 3Tana CBapOYHOro
LMKNa ocafku, TO MOSIHOCTBIO ero yaanuTb 3a

cyeT gedhopmaummn He yaaetcs. BaxHo oTme-
TWTb, YTO NPU KOHTAKTHO-CTbIKOBOW CBapke
OnnaBneHneM, Korga okcuabl HaxoaaTcs npe-
VMYLLECTBEHHO B CMOe XMAKOro MeTtanna, ux
TBEPAOCTb HE OKasbiBaeT BAMSIHUA Ha WX yaa-
neHve. YpganeHue OKCMAOB NpPOMCXOOMT 3a
CYeT npoueccoB Bbibpoca yacTuy pacnnas-
NEHHOro MeTanna U3 CTblka, BbITECHEHUS
XMOKOTrO ¥ TBEPAOro MeTannoB B rpaTt npu
ocagke.

MNpoBeaAeHHbIN aHann3 CyLLeCTBYOLMUX
TEXHOMOMMN KOHTaKTHOW CTbIKOBOW CBapKu U
Tepmmnyeckon o006paboTkM CBapHbIX CTbIKOB
BbISIBUM WX CYLLECTBEHHblE HEAOCTaTKW, CBSA-
3aHHble C (hOPMUPOBAHNEM CTPYKTYp B CBap-
HbIX CTblKaX PesibCOB M3rOTOBMEHHbIX U3 HU3-
KONMEermpoBaHHbIX ~ cTanen, obpasoBaHuem
OXOrOB B MECTax KOHTaKTa C areKkTpogamu
CBApOYHbIX MalUMH U MOSIBNEHUEM [ABYX HO-
BbIX 30H TEPMUYECKOTO BIIMSIHUS NPU foKasb-
HOW Tepmumyeckon 0bpaboTke CBapHbIX CThIKOB
[33-39]. 310 NpMBOAUT K TOMY, YTO CO CBap-
HbIMW CTbIKaMi CBSi3aHO [0 TPeTU BCEX W3MO-
MOB penbcoB B Nyt 1 ao 12,9% Bcex usb-
ATbIX OCTPOoAedEKTHLIX PenbCcoB (N0 AaHHbLIM
pabot [33-39]). Bcé ato TpebyeTt onTumm3a-
LMW TEXHUYECKMX NapaMeTPOB, CBS3aHHbIX CO
CBapKOM M TepMmyeckon 06paboTKon CBAPHbBIX
cTbikoB [40, 41]. TNpumeHeHne KOMOUHUPO-
BAHHOrO MeToAa ONMaBNeHUs NPU KOHTAKTHOW
CBapKe penbCcoB MO3BOMSAET YNpaBnsTb TEM-
nepaTypHbIMW NONSMW B 30HE TEPMUYECKOTO

60 BECTHUK UpI'TY Tom 22, Ne 7 2018 / PROCEEDINGS of ISTU Vol. 22, No. 7 2018

ISSN 1814-3520




MawwnHocTpoeHue n MalWwMHoBeAEHUNE
Mechanical Engineering and Machine Science

BIMSIHUS BO BpeEMSI TEXHOMOrMYeckoro npo-
Llecca Harpesa, 4YTo denaeT BO3MOXHbIM pe-
rynupoBaHue NpoLeccoM OXMaxaeHus B 3TUX
30Hax cBapku. ATO NO3BONSAET UCKNOYUTL 06-
pasoBaHMWs MapTEHCUTHbIX CTPykTyp B 3TB
MPW KOHTAKTHOW CBapKe pesibCoB U3 XPOMMU-
CTbIX CTanen noBbIWEHHOW npoyHocTH [40,
41]. Mo mHeHwnto aBTOpOB paboT [40, 41], BBE-
[iEHWEe CUCTEMbl MOACTYXMBAHWUSA MNOLOLLBbI
penbca Mpu foKasnbHOM TepMuveckoi obpa-
60TKe CBapHbLIX CTHIKOB PenbcoB obecnevmBa-
eT Mony4yeHMe B MOJOLWBE  CXUMAKOLLMX
HaNPSHKEHUN, yyyliaeT reoMeTpuio CBapHbIX

CTbIKOB, YTO NOATBEPXOAETCA pesyfbTataMu
3amepa TBepAOCTU, MeTannorpadunyeckumm
nccnegoBaHusMK, pesynbTataMu  ycTanocT-
HbIX WCMbITaHWA. [lpoBeAeHHOe CpaBHEHWE
nokanbHoW Tepmnyeckon 06paboTku n TepMmu-
yecko 06paboTKM MO BCEN ONMHE CBapHbIX
PenbCOB MOKas3ano, YTO 30HA C MOHMXKEHHOW
TBEPAOCTbIO Y U3MEHEHHON MUKPOCTPYKTYPOIA
B 30HE CBAPHOrO CTblka 3HAYUTENBHO YMEHb-
waetca — ot 130 4o 6 MM, @ CHUXeHue TBep-
foctn ymedbwaetca ot 405 po 387 HY
[40, 41].

NuHeitHaa cBapka TpeHUeM penbLCcoB

B pabotax*'°[42] npencrtaeneHo
OnMcaHWe MaluHbl A5 NUHERHOW CBapKu
Tpennem (LFW) n npouecc cBapku TpeHUem
penbcoB. poaeMOHCTPUPOBaH HOBbLIM NPO-
LeCC CBapKW, KOTOPbIA YMyyllns KayecTBO
CBapkM MO CPaBHEHWIO C TPaAULMOHHBIMU
crnocobamu coegnHeHus penbcoB. Ha nepsom
atane pabot (2012-2016 rr.) aBTOpbLI ONpe-
LENUnu, YTo penibC MOXET ObITb CBApPEH C UC-
NONMb30BaHWEM NUHENHOW CBapKW TPEHUEM.

MNocne mexaHu4eckux ucneltTaHui Gbino ycTa-
HOBIEHO, YTO PEMbCOBbIE CThIKKM MMEKT XO-
pOLUME MeXaHW4Yeckue CBOWCTBA MO CpaBHe-
HWO C OCHOBHbIM METannoM CBapUBaEMbIX
penbcoB. HeobXoaNMO OTMETUTb, YTO NepBble
aKCTepUMeHTarnbHble  pesynbTaThl, onybnu-
KOBaHHble B TexHMdeckux otyetax i ™® Hews-
BECTHbI LUMPOKOMY Kpyry uUccrienosatenen u
No3TOMy MOKa He MOryT ObiTb KPUTUYECKM
npoaHanuanpoBaHbl Hay4HLIM COOBLLECTBOM.

Pe3ynbTaTbl aHanu3a TeXHONOrM4YeckMx cnoco6oB CBapku penbLcoB
C Y4€TOM NnoJlyyaeMbiX CTPYKTYp

MNogBenem WTOrM aHanu3a TeXHOMoru-
YecKkux crnocoboB CBapKuM peribcoB C y4eToM
nosly4yaemblx CTPYKTYp. B HacToAwmMn MOMeHT
pa3paboTunKkM penbCoBbIX CTanen Ha OCHOBE
MHOTOYMCIIEHHbIX KOMMMEKCHBIX WCCneaoBa-
HUS CHOPMYNUPOBANN OCHOBHbIE 3aKOHOMEp-
HOCTU BIUSHUSA MUKPOCTPYKTYPbI Ha 3KCnnya-
TaUMOHHbIe CBOWCTBA penbcoB [43-47]. Tak,

Hanpumep, Wyp E.A. chopmynupoBan npuH-
UMM OOHOTUNHOW CTPYKTYpPbI, 3aKN0YaoLLMIACS
B TOM, YTO «...9KCMryaTaLMOHHas CTOWKOCTb
PenbCOB HEMNpepbIBHO MOBbLILAETCS C POCTOM
TBEPAOCTW TOMBKO Y rpynMbl PefnbCoB C OAHO-
TUMHON CTPYKTYPOW», NMpu 3TOM HanbonbLuen
KOHCTPYKTMBHOW MNPOYHOCTLIO PENbCOoB, MO
MHEHUWI0 aBTopa, obnagatoT penbebl NMbo npu

"Gould J., Johnson W. Translational friction weld rail repair — Phase | final report. EWI Project No. 52765GTH, FRA

Contract No. DTFR53-11-C-00004.

"?Shira S. The use of translational friction welding for constructing and repairing rail for high speed and intercity passen-
er rail — Phase Il design report. EWI Project 54368GTH Task 1-3, FRA Contract No. DTFR53-13-C-00041.
*Shira S. FRA LFW machine design phase 2 — Loading requirements document. EWI Project 54368GTH Task 1, FRA

Contract No. DTFR53-13-C-00041.

“Shira S. Use of Translational Friction Welding for Constructing and Repairing Rail for High Speed and Intercity Pas-
senger Service Rail. U.S. Department of Transportation, 2016, 40 p.
“lnnovative Welding Processes for New Rail Infrastructures. Available at: http://www.wrist-project.eu/ (accessed 9 Sep-

tember 2016).

Brouzoulis J., Josefson L. Innovative Welding Processes for New Rail Infrastructures, Technical report, Chalmers Uni-

versity of Technology, Gothenburg. 2015.
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OQHOPOJHOW CTpYKType copbuta 3akanku
MaKCUMMasibHOW OWUCNEepPCHOCTU C TBEPAOCTHIO
331-388 HB, nnMbo npn OQHOPOAHOW CTPYKTY-
pe OTNyLEeHHOr0 MapTeHcuTa unu GenHuta
[43]. Kak yTBepxaatoT aBTopbl pabot [44-47],
akcnnyatauMoHHas ~ CTOMKOCTb — PenbCcoB
HanpsIMylo CBsi3aHa C UX TBEPAOCTbIO, NOJTO-
My pasBuWTWE pPenbcoBOr0  MPOU3BOACTBA
LOMKHO MATW NO NyTW NOBbIWEHUS codepxa-
HUA yrnepoga v obecneveHnst TBepAOCTU Ha
MOBEPXHOCTU KaTaHUs pefibCOB Ha YpPOBHE
nopsgka 400 HB. Takue napameTpbl MUKpPO-
CTPYKTYpbl PefibCcoB, Kak BefMunHa Mexnna-
CTMHOYHOTO PacCTOSIHMA B NepnuTe, BenuynHa
NEPUTHLIX KOMOHWIA, Hanuyve M3BbITOYHOrO
(bepputa, Takke okasbliBalT Oonbluoe BNUSA-
HWe Ha cBonCTBa penbcoB [43]. M3BeCTHO, 4TO
nepnuTHas CTpykTypa obpasyetca npu aud-
(Py3MOHHOM NpeBpaLLeHnn aycTeHuTa B LW-
POKOM WHTepBane temnepatyp — ot ~720 fo
~450°C, 1 umeeT BCNEACTBME 3TOrO pasnuy-
HYH AUCNEPCHOCTb, OLEeHMBAEMYH BENNYUHOW
MEXNNaCTUHOYHOrO  PacCTOSHWS,  KOTOpoe
MOXET M3MEHATbCSA BonbLe YeM Ha NOPSAOK:
ot ~1,0 go 0,05 mkm. CooTBETCTBEHHO M3Me-
HAeTCa TBepAOoCTb CTanu W Apyrue Xapakre-

PUCTMKM MexaHW4eckux csoncts. Ha pwuc. 14,
15 npencraeneHbl 0606LEHHbIE AAHHbIE NO
MaKpOCTPYKType pefibCoBOro CTbika 1 TBEPAO-
CTK, NOMYyYEHHbIE pasHbIMK criocobamu.

YCTaHOBMEHO, YTO antOMUHOTEPMUT-
HbI CTbIK UMEeT camyto BOSbLLYIO 30HY MTO-
ro mMetanna u 30HYy TEePMUYECKOrO BIUSHUS,
rasonpeccoBbln cnocob — camyro GonbLuyto
30HY TEPMUYECKUX W3MEHEHWA B PESILCOBON
ctanu. KoHTakTHO-CTbIKOBasi CBapka C onas-
NeHneM 1 gyroBasi cBapka UMelT MUHUMAarb-
Hble 30HbI NMTOoro Metanna u 3TB no cpasHe-
HUIO C BbllleykasaHHbIMKM cnocobamu. WHTe-
pecHass MaKkpoCTpyKTypa Habrogaetcsa npu
NMHEVHON CBapKe TPEHWEeM: 30Ha NUTOro me-
Tanna MWHUManbHasi, a 30Ha TEPMMUYECKOro
BIIMSIHWUSI COCTOUT 13 HECKOSbKMX 30H. Ha puc.
15 npeacTaBneHbl CpaBHUTESbHbIE pedynbTa-
Tbl MO pacnpefeneHnio TBEpAOCTU B CBAPHOM
CTbIKe MpW CBapKke pasHbiMK criocobamu 6e3
TepmoobpaboTkn cTbika M ¢ obBpaboTkou.
BugHo, 4to antoMMHOTEPMUTHAs W rasonpec-
coBas cBapka MMET npoBan TBEPLOCTU Ha
Bonbluen nnowaamn CTolka penbca no cpaBHe-
HUIO C ApyrMMm cnocobamm.

3

HAZ|,)  Weldmetal |, HAZ

Puc. 14. Makpocmpykmypebl, 30HbI ceapku u 3TB e 30He ceapHO20 cmbika pesibca, ceapeHHO20
pa3HbIMu criocobamu: 1 — KOHMaKMHO-CMbIKO8asi ceapka onsasseHuUeM; 2 — 2azonpeccoeasi ceapka;
3 — anoMuHomepMumHas ceapka; 4 — ceapka 3akpbimoli dyzoli (Enclosed arc welding);

5 — nuHeliHass ceapka mpeHuem
Fig. 14. Macrostructures, welding zones and heat affected zones in the rail welded joint area welded
by different methods: 1 — contact flash welding; 2 — gas-pressure welding;

3 —aluminothermic welding; 4 — enclosed arc welding; 5 - linear friction welding
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Puc. 15. PacnpedeneHue meepdocmu 8 30He c8apHO20 CMbIKa pesibca, C8apeHHO20 pa3iuyHbIMU crocobamu:
1 - KOHMaKkmHo cmbiKo8asl ceapka orniasseHueM; 2 — 2a3onpeccoeasl ceapka;
3 — anmoMuHomepmMumHasi ceapka; 4 — ceapka 3akpbimoli dyaoli (Enclosed arc welding)
Fig. 15. Hardness distribution in the welded joint area of the rail welded by different methods:
1 - contact flash welding; 2 — gas-pressure welding;
3 —aluminothermic welding; 4 — enclosed arc welding

Pestomupyss BCe  BblllecKasaHHOe,
MOXHO 3aKS4YUTb, YTO NPUHLMN JKChnyaTa-
LIMOHHON CTOMKOCTWU pPesibCoB, CBA3aHHLIN C
OAHOPOOHOCTBIO CTPYKTYpbl MO BCEMY Ceye-
HUIO penbca, copmynupoBaHHbin E.A. Ly-
pOM, TMpPW CBapke pPEenbCOB  KOHTAKTHO-
CTbIKOBbIM METOZOM C OnfaBfieHWeM, raso-
NpeccoBbIM CNocoboMm, antoMUHOTEPMUTHBLIM
CnocoboM M 3aKPbITOM CBapOYHON OYron He
BbinoNHsaeTcs. OgHako AONOnNHUTENbHAsA Tep-
Mo0o6paboTka penbCoBbIX CTbIKOB MUHUMU3U-
pyeT NoCneAcTBus BbICOKOTEMMEPATYPHOro
HarpeBa penbCcoBbIX CTanen B npouecce
ceapku [40, 41]. Bmecte ¢ TeM Heobxoaumo
OTMETUTb, YTO MEPSINTHas CTPYKTypa pPenbCo-
BOW CTanu XapakTepusyeTcst He TONbKO Benu-
YMHOW MEXMNACTUHOYHOrO paccTosHMs (3a
[aHHbIA nokasatenb  COMEpHUYalT meTars-

nypru BCero Mupa npu npov3BoACTBE peslb-
COB, MOCKOMbKY 3TO HanmpsiMyld CBA3aHO C
MPOYHOCTBIO), HO U C PAa3MEPOM KOMOHUMI, T.e.
rpynn NAacTUH UeMeHTUTa W (PEPPUTHBIX
MPOMEXYTKOB OAMHAKOBOW NPOCTPAHCTBEHHOW
N Kpuctannorpagmyeckon OpUEHTUPOBAHHO-
ctn. B obbeme ncxogHoOro ayCTeHUTHOroO 3ep-
Ha 3apoXaaeTcs W BbipaCTaeT HEeCKONbKO Ta-
KUX KOMOHWK, NMpuyem WX BenuMuuHa onpepge-
NAeTcs Kak pa3MepoM ayCTEHUTHOrO 3epHa,
Tak U TemnepaTypon npespaLleHns aycTeHuTa
B nepnut. WM3BecTHo [43-47], 4TO pasmepsbl
NEPUTHBIX KOSIOHWUIA UCXOAHOTO ayCTEHUTHOrO
3epHa CyLWeCTBEHHO BMUSAKT Ha MeXxaHuye-
CKWe CBOMCTBa NEpIMUTHOM cTanu, B TOM YuC-
ne Ha BS3KOCTb. B TOXe Bpems BS3KOCTb
onpefenseTcs B OCHOBHOM pa3MepoM UCXod-
HOro ayCTEHWTHOro 3epHa, a He pa3MepoMm
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KOMOHUW NepnnTa, XOTA HE UCKNIOYaEeTCs, YTo
npoLecc pa3pyLLUEHNs KOHTPONMPYETCS CTPYK-
TYPHOW COCTaBMSAOWEN, BKNOYaOLWEN He-
CKOMbKO KOSIOHWWA, WMEIWNX EAUHYH Kpu-
cTannorpaguyeckyto OpueHTUpPoBKY eppuT-
HOW OCHOBBI. [1NacTUYHOCTL NEPIUTHOW penb-
COBOW CTanu onpeaensieTcs B OCHOBHOM pas-
MepOM ayCTeHUTHOro 3epHa [43—-47]. Pasmep
NCXOLHOTO ayCTEHWTHOrO 3€pHa 3aBUCUT OT
TemnepaTtypbl ayCcTeHWTU3auuMu, a BO BCeX
cnocobax cBapku penbca He TOSIbKO CKOPOCTb
OXNaXaeHns Oka3biBaeT OOMblLIOe 3HaYeHue
Ha MEeXaHW3M MeprIMTHOro MpeBpaLLeHusi, HO
1 CKOPOCTb Harpesa.

AnNOMWHOTEPMUTHASE CBapka C Mo3un-
UMK NPOCTOTbI OCYLLEeCTBNEHUs (Heynpasnse-
Masi MeTannypruyeckas 3anuBka pacnnas-
NEHHOro MeTanna B penbCoBbIN CTbIK), BbICO-
KOW MOBMIBHOCTK, HM3KOW KBanudgukauum mc-
NOMHUTENEN, MUHUMASbHBLIX Tpygo3aTpatT
MOAXOAMT TONMbKO Kak cnocob nonyyeHust
(PyHKLMOHaNbLHOrO Matepuana B pesibCOBOM

CTbIKe, T.e. OCHOBHOE Ha3HayeHue — ycTpaHe-
HUe OTKa3a (npuyem BpeMEHHOE), BOCCTAHOB-
NeHune penbCcoBoOM Lenun. ATOT cnocodb JoSmKeH
OLEHMBATLCA Kak BCMOMOraTenbHbIM, Mo-
CKOMbKY C MO3NLMU CTPYKTYpHOro daktopa
antoMUHOTEPMUTHYIO CBapKy PenbCoB Heslb3s
pekomeHO0O8amb NpU CTPOUTENLCTBE U pe-
KOHCTPYKLMM CKOPOCTHbIX OECCTbIKOBBLIX MNY-
Ten. ANOMUHOTEPMUTHASA CBapka Kak criocob
MOlyYeHUs1 KOHCMPYKUUOHHO20 Mamepuarna
13-3a HU3KMX 3HAYEHWN yOapHOW BSA3KOCTM U
TPELLMHOCTOMKOCTM MpU OTpUUaTeNbHbIX TEM-
nepaTypax, BbICOKOro YpoBHS Aedektoobpa-
30BaHUS B penbcoBOM CThlke He obecneynBa-
€T BbICOKOE KayeCTBO PENbCOBOrO CThlka W
CHWXaeT 6e30MacHOCTb ABUXKEHUS.

Opyrve cnocobbl cBapku penbca Mo
(p13nKo-MexaHN4eCKM CBOMCTBaM MeTasna B
cBapHOM LWBe obecneynBaloT BbICOKOE Kaye-
CTBO PENbCOBOrO CTblika U SABMSATCA Gonee
nepcnekTUBHLIMU.

3aknioyeHue

lNpoBedeHHbIN aBTOPaMK HaCTOSLLEW
CTaTbW aHanNUTUYECKMA 0630p CyLLECTBYOLLMX
cnocoboB CBapkM Mokasan, 4To BOMPOCHI
CTPYKTypooOpa3oBaHusi B PENbCOBOM CTbIKE
npu cBapke pasHbiMK crocobamu He Halunwu
[OMMKHOrO OTPaXXEHUs1 B HAY4YHON nuTepaType.
30€eCb HYXHO YCTaHOBUTb, YTO Takoe (PyHKLM-
OHarnbHbIN N KOHCTPYKUMOHHbIA MaTepuasbl B
PEenbCOBOM CTbIKE, MOMy4aeMble B pe3dynbraTte
CBApPKM, KaKMMK CBOWCTBAMU OHW JOIKHbI 06-
nagatb, AN OOCTUXKEHUS KaKuMX Lienen ux muc-
nonb3oBaTb. Takke Heobxogumo onpege-
NUTbCSA C NO3ULUN SKOHOMUYECKOW Lienecoob-
Pa3HOCTU NPUMEHEHNSA TOrO MK APYroro crno-
coba ceapku. [Ina atux uenen npoeecTu Ao-
MOSIHUTENbHbIE  WUCCNEAOBaHUS  MPOLECCoB
CTpyKTypoobpa3oBaHMsi B CBAPOYHOM LUBE M
30He TePMMUYECKOro BMMSHUA B YCNOBUSAX OT-
puuaTenbHbIX TemnepaTyp M BbICOKUX YAenb-
HbIX Harpy3oK Ha PesnbCoBhbIA CTbIK.

B 10 xe Bpems Hago obpaTuTb BHUMa-
HWE He TOSIbKO Ha Hay4Hyto, HO U Ha aaMUHU-
CTpaTUBHO-3KOHOMMYECKYIO CTOPOHY BoMpoca.

Cneumanuctel  MeTannypruyeckux  npoms-
BOACTB BO BCEM MWpe 3aTpauvBatoT KONoc-
canbHble MaTepuanbHble U TPyaoBble pecyp-
Cbl Ha pa3paboTKy ¥ WM3roTOBMEHWE BbICOKO-
MPOYHBIX U M3HOCOCTOWMKUX penbcoB. OpHako
KENE3HOLOPOXHWUKA B yrogy Mony4yeHust Mak-
cuManbHo NpuBbINM OT NEPEBO30K, T.€. NPo-
cTo Anst oboraleHus, CBoasT Ha HET Bce No-
NOXWUTENbHbIE CBOWCTBA PENbCOBOW CTanu,
co3HaTeNnbHO M AOBPOBONBLHO MPUMEHSIS Cho-
cobbl CBapKuM PEnbCOB, CYLIECTBEHHO YXYyA-
warwLme 3KCnyaTauMoHHble CBOMCTBA MNO-
CredHVX M CHukawlwme GesonacHocTb ABU-
XEHWSI MO Kene3HOLOPOXHbIM NyTaM. YKenes-
HOLOPOXHMKaM Hado onpedenuTbCs, YTo Ans
HUX BakHee — G€30MacHOCTb MpU NepeBo3ke
PY30B W MaccaxupoB UK nonyyeHne npubbi-
nn. Hago okoHYaTenbHO paccTaBUTL NpUOPU-
TeTbl, TaK Kak MOMbITKa COBMELLEHUs ABYX
NPOTMBOMOSIOXHBIX Lienei NPUHOCUT He TOMNb-
KO KorioccarnbHble YObITKM MO WUCMPaBreHuIo
AedeKTHbIX CTbIKOB, HO U CHUxXaeT Besonac-
HOCTb ABVKEHMS.
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