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0co6eHHOCTM NPOLECCOB pacnaja ayCTeHNUTa BbICOKONPOYHbIX CTaNeu
Npu MHOrONPOXOAHOMW CBapKe

QlyroBas MHOronpoxofHas CBapKa sBAseTCA Haubonee pacNpocTpaHeHHbIM CNOCO6OM U3roTOBJIEHUA KOHCTPYKUUN HedTe-
ra3oBOro KOMNJEKCca, B T.4. Tpy6, coefMHUTENbHBIX feTalell U MOHTAXKHbIX CTbIKOB TPY60NpoBOA0B M3 BbICOKONPOYHbIX
cTanei. B xoge MHOronpoxopHoO CBapKu npeBpalLeHue aycTeHUTa, GopMmmpoBaHue CTPYKTYPbl M CBOMCTB Pa3jIuYHbIX 30H
CBapHOro coeAMHEHUA NPOMCXOAMUT B YCJIOBUAX MHOTOLMKNIOBOTO Harpesa U oxnaxpaeHus. U3BecTHo, 4TO MHOroNpoxopHas
CBapKa MMeeT 60J1bILOI NOTEHLMA MO PEryIMPOBAHMNI0 CBAPOYHbIX TEPMUUYECKUX LIUKJIOB AJIA NOJIYYEHMS GNaronpuaTHOro
CTPYKTYPHOTO COCTOAHUA 30HbI TepMUYecKoro BauaHusa (3TB) ceapHoro coeguHeHus. OfHaKo 601bIWUHCTBO UCCEA0BaHNIA
0co6eHHOCTeN pacnaAa ayCTeHMTa BbINOIHEHO NPUMEHUTENIbHO K YCJIOBMAM OAHOMPOXOAHONM CBAPKU.

B paHHOM CTaTbe NpeACTaBAeHbl pe3ybTaTbl U3yYEHUA 0COOEHHOCTEN KMHETUKU pacnaja ayCTeHUTA NPU MHOTONPOXOA-
HOW CBapKe M UX BAUAHUE HA u3mMeHeHue cBoncTB 3TB cBapHbIX coepuHEHUIA U3 MaNOyrNepoAUCTON CTaNu KaTeropuu
npoyHoctu K70(X90).

WUccnepoBaHus npoBOAMAKCH HA CMELMANN3UPOBAHHOM 060pyA0BaHUM B labopaTopusax Kacdeapbl «CBapKa U MOHUTOPUHT
Hed)Tera3oBbix coopyxeHuit» PTY HedpTn 1 rasa umenu U.M. Ty6KkuHa.

Mo pesynbTaTtam npoBeAEeHHbIX UCCIIEA0BAHUI KMHETUKM pacnaja ayCTeHUTA NOKA3aHO, YTO B YCJIOBUAX MHOTONPOXOAHOM
CBAapKM YCTOWYMBOCTb ayCTEHUTA K pacnapy byaeT CHUMKATbCA NPU BO3AENCTBUM KAXKAOr0 NoCneAyiolero npoxoaa, to
6yAeT cnoco6CcTBOBaTh YMEHbLIEHMIO KONUYECTBA 3aKaNOUYHbIX CTPYKTYP U U3MeHeHUlo Mopdoniorum 6eifHUTa B OKOJIO-
woBHoM yyacTke (OLY) 3TB. 3To uenecoob6pa3Ho yuMTbIBATb NPU ONpPeAeNeHUN PaLUOHAIbHBIX NTAPaMeTPOB TEPMUYECKUX
LMKIIOB, 06ecneymBaloLMUX 3alaHHbIA KOMNJIEKC MeXaHMYeCKUX CBOMCTB CBAPHbIX COeAUHEHMUIA.
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Features of processes decomposition of austenite high-strength steels
at multipass welding

Arc multi-pass welding is a most common method of the oil and gas industry structures manufacturing, including pipes,
fittings and field joints of pipelines made of high-strength steels. Austenite transformation, formation of structure
and different areas properties of welded joints during multi-pass welding take place in a multicycle heating and cooling
conditions. It is known that the multi-pass welding has a great potential for welding thermal cycles’ regulation in order
to obtain a favorable structural condition of the heat affected zone (HAZ) of welded joint. However, the majority of
studies for austenite decomposition peculiarities are made with respect to the conditions of the single-pass welding.
This article presents the results of the austenite decomposition kinetics characteristics study during multi-pass welding,
and their impact on the properties of welded joints HAZ made of K70 (X90) strength grade mild steel.

The studies were conducted on the specialized equipment in the laboratories of the 0il & Gas Facilities Welding and
Monitoring Department of Gubkin Russian State University of Oil and Gas.

The results of austenite decomposition kinetics studies show that in conditions of multi-pass welding the austenite decomposition
stability will decrease under the influence of each subsequent pass that will promote the reduction of the amount of hardening
structures and change in the bainite morphology in HAZ weld area (WA). It is advisable to take into account when determining
the thermal cycles' rational parameters that maintain a specified set of welded joints mechanical properties.

104 TEPPUTOPUA HEDTETA3




WELDING

Tabnuua 1. Xumnyeckuit cocTaB u TBEPAOCTL CTaNM Kateropuu npoyHoctu K70

Table 1. Chemical composition and hardness of K70 strength grade steel

K70(X90) 0,066 | 0,25 1,81

0,008 | 0,25 0,24 0,02 0,23 0,053 | 0,0178 | 0,046 | 0,0075 | 0,0038 | 0,20 0,46

B maHHoI paboTe NpeAcTaBneHbl pesysb-
TaTbl U3yYeHUs 0COOEHHOCTEN KUHETUKM
pacnaga aycteHuTa npu MHOFOMpPOXOA-
HOW CBapKe U UX BAUAHWE HA N3MEHeHNe
cBoiicTB 3TB cBapHbix coeguHeHuii. Uc-
CNej0BaHUA BbINONIHEHbI HA Manoyrie-
POAMCTON CTanu Kateropun NPOYHOCTH
K70(X90), xumnuyeckmii coctas n UCXOL-
HbI CTPYKTYpHO-a30BbI COCTAB KO-
TOpoii NpeacTasaeH B Tabauue 1 1 Ha
pucyHke 1.

Cranb xapakTepu3yTca NpeumyLLecTBeH-
HO GEMHWUTHOMN CTPYKTYPOIi NOBBLILIEHHON
gncnepcHocTy (puc. 1a u 18). Conepxa-
Hue cdeppuTa He npesbiwaeT 10-15%.
CpepHuit gpnametp theppuTHOTO 3epHa
cocTasaset 3,5 Mkm (puc. 1 ). Mo rpa-
HULAM U BHYTpK OeilHUTHOTO (heppuTa
BbI4ENAETCA MapTEHCUTHO-AYCTEHUTHAS
ta3za B Hanuuum okono 5% (puc. 1 6, r).
TBeppocTb cTanu coctasnset 255HV.
KuHeTnka pacnaga aycteHuTa npu MHo-
FONpoXofHOI CBapKe M3yyanach ¢ npu-
MeHEeHWeM MNaTOMeTPUYEeCKOro MeTofa
uccneposaHus [1]. Ucnonb3osancs 3a-
KanoyHelit gunatometp Linseis L78 RITA,
B KOTOPOM WUCMbITIBANUCH 06pa3Libl AU~
HOM 10 MM, [MAaMeTPOM 3 MM U TONLUUHOW
CTEHKU 1 MMm.

Ha pucyHke 2 conocTaBieHbl TepMOKH-
HeTnyeckune puarpammsl OWY 3TB uc-
cnefoBaHHoI cTanu npu ummtaumu TUC.
CnnowHbIMU NMHUAMK NOKa3aHa Anarpam-
Ma OAHOMPOXOAHOI cBapKu. CKOPOCTb Ha-
rpesa OLLY 3TB go MakcumansHom Temne-
patypel T =1350 °Ccocrasuna W =100
°C/c. CKOpoCTb OXNaXAeHUs U3MEHSANAC
o1 1 po 60 °C/c. BnusHue nosTopHoro
HarpeBa W OXJaXAeHWUs OJHOTO W TOTO
e yyactka OWLY 3TB npocnexwuBaetcs
no fuarpamme, M306paxeHHON NyHKTUP-
HbIMW NUHUAMK. [InsA ee nOCTpOeHMA HA

X200 a) a) X6200 6) b)

X500 B) ) X13500 r d)

A)e)
Puc. 1. ®oTorpaduu MUKpOCTPYKTYPbI CTaNU KaTeropum npoyHoctu X70 u ructorpamma
pacnpefeneHus 3epeH eppuTa no pasmMepy B CTPYKType meTanna:
a, B — onTU4yeckas metannorpadus; 6, r — aneKTPoHHas MUKPOCKONUSA; f — TMCTOrpamma
Fig. 1. Photos of X70 strength grade steel microstructure and ferrite grain size distribution
histogram in the metal structure:
a, c — optical metallography; b, d - electronic microscopy; e — histogram
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Tabnuua 2. XapakTepucTuyeckme napameTpbl Anarpammbl aHU30TepMUYECKOro npeBpalieHus ayctenuta B OLLY 3TB cTanm

Table 2. Characteristic parameters of austenite anisothermal transformation in HAZ weld area of steel

HaumeHblwmne BO3MOXKHbIE TeMnepaTypbl nosBaeHus, °C CkopocTb oxnaxpeHus, °C/c, npu KoTopoi nosenseTcs
Cnoco6 ceapki Lowest possible appearance temperature, °C Cooling rate, °C/s, for
Welding method Oepput Beithnt MapTteHcut Oepput BentHut MapTeHcut
Ferrite Bainite Martensite Ferrite Bainite Martensite
8.””” npoxoa 530 440 390 12 20 60
ingle pass
Asa npoxoaa 540 450 - 29 20 -
Two passes

Puc. 2. CoBmeljeHHan TepMoKknHeTUYeckas guarpamma ctanu K70 npu
O[LHOMPOXO/HOI (—) 1 MHOTONPOXOAHOM (- - -) cBapKe
Fig. 2. Combined CCT diagram for K70 steel at single-pass (—) and multi-pass

(- - -) welding

AunaTomeTpuyeckux obpasuax u3 oc-
HOBHOTO MeTajfna UMUTUPOBANUCH ABA
TepMuyeckux umkna. Mapametpsbl nep-
BOTO COOTBETCTBOBAM BbllEYKA3aHHbIM
3HAYEHNAM, XapaKTepHbIM ANS NepPBOro
npoxofa. 3aTteM Ha 3TuX e obpasuax
BOCMPOWU3BOAMANCH CeAyiolne TepMu-
yeckune unknbi: W =100 °C/c, T =1100
°C, W, ,=1°C/c+60 °C/c, oTnuyatounecs
OT NpeablAyLWMX TONbKO MaKCUManbHO
TemnepaTypon Harpesa.
MeTannorpaduyeckne nccnenoBaHus
NPOBOAWNNCH HA ONTUYECKOM MUKPOCKONE
Mapku Meiji IM-7200 n Ha cKaHupyoLeMm
3/IeKTPOHHOM MUKpOCKONe Mapku Phenom
ProX (yBenunuyeHue no x45000). ins aHa-
N13a CTPYKTYpHO-(ha3oBoOro cocrasa
NPUMEHANCA aHaNU3aTop n3obpaxeHus
Thixomet Pro. KonnyecTtseHHbI ha3oBbiit
W CTPYKTYPHbIN aHaNN3, a Takxe noacyer
CpefHero fuameTpa 3epHa NnpoBOAUNCA NO
F0CT 5639. N3mepeHune TBEPAOCTM MeTa-
Na uccnepyembix 006pasLLoB BbINMOMHANOCH
B cootBeTcTBUM ¢ [OCT 2999 Ha aBTOMa-
Tuvyeckom TBepaomepe Durascan-50 me-
ToaoM Bukkepca npu Harpyske 98,07 H
(10 krc).

Puc. 3. CoBmelieHHan CTpyKTypHaa guarpamma ctanu K70 npu
O/HONPOXOJHO (—) U MHOTONPOXOAHOW (- - -) cBapKe
Fig. 3. Combined structural diagram of K70 steel at single-pass

(——) and multi-pass (- - -) welding

AHanu3 conocTaBneHHbIX aHU30TepMu-
YeCKUX U CTPYKTYpHbIX Auarpamm OLLY
3TB (puc. 2 1 3) nokasan, 4To NOBTOPHbIN
Harpes metanna OLWY 3TB po temnepa-
Typ 1100 °C cnoco6CTBYET CHUKEHUIO
YCTOMNYMBOCTM K pacnapy, paclunpeHuio
06nacTn heppuTHOrO NpeBpaLLeHns ¢
yBENMYEHNIO KonnyecTBa heppuUTHOW
thasbl B CTPYKTYpe.

B TabnuLe 2 npeacTaBieHbl XapaKTepu-
CTUYeCcKMUe napameTpsbl AMarpammbl aHu-
30TepMUYeCcKOoro pacnasa Ans OgHo- U
LBYXNPOXOLHOI cBapKu. B yactHocTy, npu
OHOMPOXOLHOW cBapKe aycTeHuT OLIY
HauyMHaeT pacnapfaTbCcs B GeppuUTHON,
OeiHUTHO M MapTEHCUTHOI obnacTax
COOTBETCTBEHHO NMpu Temnepartypax 610,
550 1 440 °C, Torga Kak B pe3yabsrare Te-
nj0BOro BO3AENCTBMA BTOPOro NPOXoAa
TemnepaTtypa Hayana BblfeneHus epputa
1 6eiiHnTa byLeT Bhile U COCTABUT 650 1
590 °C cOOTBETCTBEHHO.

06beM heppuTHOTO NpeBpaLLeHus npu
peanusauumn ByX CBAPOUHbLIX LMKIOB
3HAYMTENbHO BONblIE, YEM NPU OAHO-
MPOXOAHOM, YTO 0OBACHAETCA MeHbLUEl
rOMOTreHHOCTbI0 ayCTeHUTa nepep pacna-

LoM. Bo3gelicTBue nepBoro cBapoyHoro
npoxoaa (T =1350 °C) o6ecneuunsa-
eT npeKkpalieHne pacnaga aycteHuTa B
teppuTHOI 06NacT NpU CKOPOCTU OX-
naxpeHus nopagka 12 °C/c. NoBTopHbIit
Harpes metanna OWY 3TB go 1100 °C
cnoco6CTBYeET pacwupeHuo obnactu
obpasoBaHus (eppuTa BNIOTb O CKO-
pocTu oxnaxgeHus 30 °C/c. lMpu atom
NpPM CONOCTABUMbIX CKOPOCTAX OXNAXAe-
HUA COpepxaHue GeppuTa B CTPYKTYpe
6onblue Ha 25-30%.

beliHnTHOe npeBpalyeHue HabnogaeTcs
BO BCEM JMana3oHe BblGPaHHbIX CKOPO-
CTeil oxnaxpaeHus Ans 060Mx BapuaHToB
CBapKMu.

Mpu 3aToM theppuTHO-KapbuaHas cmech
umeeT pasHoe mopdonoruyeckoe CTpo-
eHue. lpu peannsauum nepBoro TepmMu-
yeckoro uukna s OWY 3TB popmupyetca
GeNHUT, XapaKTepuU3yIoLWNACa NaKeTHO
CTPYKTYPOW, COCTOAWMN U3 napannenb-
HO pacrnoNoXeHHbIX peek (puc. 4 — 18,
1r). B pe3ynbrate NOBTOPHOro Harpe-
Ba U oxNaxpaeHus ctpyktypa OWY 3TB
npeAcTaBieHa rpaHyaspHbIM GedHUTOM
(puc. 4 - 28, 2r, puc. 5).
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®opmupoBaHue MapTeHCUTHOI (a3bl GuK-
CUpyeTcs NpU CKOPOCTAX OXNAXKAEHUs OT
15 1o 60 °C/c ToN1bKO NpU OAHOMPOXOLHOM
CBapKe M NPaKTUYECKM OTCYTCTBYET Npu
NOBTOPHOM Harpese.

OTMeYeHHble U3MEHeHUs CTPYKTYpHO-(a-
30BOr0 COCTaBa CKa3blBATCA HA MEXAHM-
YeCKMX XapaKTepucTukax cranu.

Ha pucyHke 6 npeactaBieHbl 3aBUCK-
MOCTU U3MEHEHUs TBEPAOCTU MeTanna
OLY 3TB oT ckopoCTU OxNaxAeHWA npw
BO3AeNCTBMM NEepPBOro U NOCNEAYIOWEro
npoxofoB. Kak BUAHO, Npy HU3KMX CKO-
pOCTAX OXNAXAEHUA 3HAYEHNUS TBEPAO-
cTeil B 060MX paccMaTpyUBaEMbIX Cllyyasnx
cornocTasuMbl 1 cocTasnsT 210 HV, u
220-230 HV,  ansa ckopocTu oxnaxpe-
Hus 1 1 10 °C/c cooTBeTcTBEHHO. MpU
60s1ee BbICOKUX CKOPOCTAX OXNaXAeHUS
BMAHWE NOBTOPHOTO Harpeea Ha noka-
3aTenu TBEpAOCTH bonee CyllecTBEHHO.
3HayeHMs TBEPLOCTM OTIMYAETCA Ha 60
HV 1 100 HV npu W, , = 30°C/cu W, , =
60°C/c coOTBETCTBEHHO.

MOBTOPHbII HArpeB CHUXKAET CMOCOBHOCTb
meTanna OLY 3TB k o6pasoBaHuio 3a-
KanouyHblX CTPYKTYP, ¥ TBEPAOCTb 3TOrO
yyacTKa npubamnxaeTcs K TBepLOCTH OC-
HOBHOrO MeTana faxe npu CKOpPoCTAX
oxnaxpaeHus nopsgka 30-60 °C/c.

Ha rpadmke 6bina BelgeneHa obnactsb
HOPMaTWBHbIX 3HA4YeHUI TBEPAOCTH, CO-
otBeTcTBytoWwein 350 HV10 [2]. AHanu3
NONYYEHHbIX JAHHbIX NOKa3bIBAET, YTO
NpyW BbINOJHEHUW NEPBOr0 CBAPOYHOTO
npoxofa 3HayeHWs TBEpPLOCTH, He npe-
BblWALME HOPMATUBHbIE MOKa3aTenu,
MOTyT 6bITb 06ecneyeHbl NP CKOPOCTH
oxnaxpeHus nopagka 40-50 °C/c. MNpu
ABYXMPOXOLHOM cBapke TBeppocTb OLY
3TB He npeBbIWaeT TBEPAOCTN OCHOBHO-
ro MmeTanna B UCCNefyemom auanasoHe
CKOPOCTeN OXNaxaeHus.

[lanee 6bina npoBefeHa OLeHKa BAUAHUS
peKoMeHAyeMbIX CKOPOCTeN 0XNaXaeH!s
(W,_,=>40-50 °C/c), rapaHTupyouux Hop-
MaTUBHbI YPOBEHb TBEPAOCTM MeTanna
OLUY 3TB nccnepyemoii ctanu Ha conpo-
TUBNEHME XPYNKOMY pPa3pyLueHuio.
CKNOHHOCTb K XpYNKOMY pa3pylueHuto
MeTanna oueHWBanach No pesynbratam
UCMBITAHWA Ha YAAPHBIA 13rub cepum 06-
pasuos Tuna Wapnu (KCV-4°). 06pasubl
pasmepom 10 x 10 x 15 mm npeasapuTensb-
HO NOABEpranncb TPEXKPATHOMY HarpeBy
W OXNAXAEHWIO HA YCTAHOBKE TOKOB Bbl-

W, =1°C/cW, =1°C/s

a) a) X500
W, =10°C/c W, =10 °C/s

6) b) X500
W, =30°C/cW,  =30°C/s

B) C) X500
W, ,=60°C/cW,, =60°C/s

r) d) X500

Puc. 4. MukpocTpykTypa OWY 3TB ctanu K70 nocne Bo3peitcTeua ogHoro npoxopa (1) u ayx
npoxopos (2)
Fig. 4. K70 steel HAZ weld area microstructure after a single pass (1) and two passes (2)

X500

X500

X500

X500
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Tabnuua 3. 3HauyeHuns yaapHoit BaskocTu metanna OLY 3TB cBapHbix coeMHeHNit cTanu Kateropum npoyHoctu K70 1 ero MUKpPOCTpyKTYypa

Table 3. Values of HAZ weld area metal impact strength for welded joints of K70 strength grade steel and its microstructure

Mepsbiit npoxoa T . =1350 °C .

! First pass T = 1350 °C 220-240; 230
Bropoit npoxoa T = 1100 °C ann.

2 Second pass T =1100 °C 270-300; 285
Tpetuii npoxoa T =850 °C ann.

3 Third passT_ =850 °C 290-300; 295

coko# yacToTbl Tuna Power Cube 90/180
no cnepyiowmm pexmnmam: MakcumanbHas
TemnepaTypa Harpesa CcocTaBsna oKo-
10 1350 °C (1-i# umukn Harpesa); 1100 °C
(2-7 umkn narpesa); 850 °C (3-# uukn
Harpesa). CkopocTb oxnaxpaeHns (W, )
cocTaBasna nopsgka 45 °C/c pnsa Bcex
TEPMUYECKUX LUKJIOB.

3aBUCUMOCTb U3MEHEHUS YOAPHOI BA3-
kocTu metanna OWWY 3TB nccneposaHHom
CTanu npu 0fHONPOXOJHOI CBapKe Npea-
CTaBfieHa Ha CTPYKTYPHOIi Auarpamme
(puc. 7).

AHanu3 npefcTaBfeHHbIX AaHHbIX NOKa-
3aJ1, YTO ANA CTANU KaTeropum NpoYHOCTH
K70 nnana3oH cKOpoCTel OX1aXgeHus
metanna OWWY 3TB, npu KoTOpoM 3HaYeHUs
KCV-4° ynoBneTBOpAIOT TPEOOBAHUAM HOP-
MaTWBHbIX AoKymeHTOB MMAO «fa3npom»
[2-4] (KCV4° = 50 [Ix/cm?), cocTaBastoT
10-60 °C/c (puc. 7). MNpun 3ToM Makcu-
MafbHble 3HaYeHUs YAAPHOIi BA3KOCTM
280 [/cm? obecneynBaloTCs NpU CKO-
pocTax oxnaxaeHus =~ 30 °C/c.

B Tabnuue 3 npeactaBneHsl cpefHue
3HavyeHus yaapHoit Baskoctu (KCV9)
metanna OLWY 3TB ceapHbix coeanHe-
HWIA cTanu Kateropuu npoyHoctn K70 u

€ro MMKpPOCTPYKTYpa nocse peanusauum
KaX[L0ro LMKNa HarpeBa 1 OXNaxAeHus.
13 npefcTaBneHHbIX JAHHBIX BULHO, YTO
Npw BbINOJIHEHMM NEPBOTO LMKJIA HarpeBa
(T =1350°C,W__ =45 °C/c) meTann
max 8-5
OLUY 3TB xapakTepu3syeTcs 3Ha4eHUAMU
yaapHoit BaskocTu (KCV-4°) okono 230

Bropoit npoxop Second pass
W, ,=30°C/cW,_ =30°C/s

X6000

[bx/cm? 3a cHeT hopMMpOBaHUA Npenmy-
LWecTBeHHO GENHUTHO CTPYKTYPbI peey-
HOW MOpPONOTUM BbIiENEHNS (PeeyHblit
GeiiHUTHbIN dheppuT) (Tabn. 3, nepBblil
npoxon). ConepxaHne MapTeHCUTHOM
tasbl He npeBblwaeT 5-7% (Tabn. 3, nep-
Bblit Npoxof). [MMoBTOPHbINA Harpes (2-i

W, =60 °C/cW,_, =60 °C/s

X6000

Puc. 5. Mopconorus seigenenuns 6eiHUTHO cocTaBnsowein B cTpykType metanna OWY 3TB crann K70

nocse Bo3AeiCTBMA 1BYX NPOXOL0B

Fig. 5. Morphology of bainite component allocation in the structure of K70 steel metal HAZ weld area

after exposure to two passes
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LMKN) 3TOro y4yacTKa 10 TeMnepaTtypbl
1100 °C n oxnaxpeHune C aHanarmyHom
ckopocTbio (W, , = 45 °C/c) no3sons-
eT cchopmupoBaTh 60ee OLHOPOLHYIO
CTPYKTYpPY C NOBLIWEHHOI Aucnepc-
HOCTbIO CTPYKTYPHbIX COCTABAAIOWLUX,
pa3mep nakerta 6eilHWTa yMeHblUaeTcs
(Tabn. 3, BTOpOIt Npoxon), MapTEeHCUTHO
tha3bl B CTPYKTYpe He HabnopaeTcs. 310
€noco6CTBYET NOBbIWEHUIO CONPOTUBJIE-
HUA MeTassa LaHHOrO0 y4acTKa XpynKomy
paspyleHuio, 3HadeHus KCV-4° coctasns-
toT okono 285 [lx/cm?. Mocnepywownit
Harpes (3-7 LMKN) 3TOrO Xe y4yacTKa B
WHTepBase MEXKPUTUYECKUX TeMNepa-
TYP, B 4aCTHOCTM [0 TemnepaTypbl 820 °C,
BbI3bIBAET NPOTEKAHME NpoLecca Henon-
HOIl NnepeKpucTannusaumum, hopmupyetcs
OeiiHUTHAA CTPYKTYpa NpeuMyLLeCTBEHHO
rnobynsapHoii hopmbl BeieneHus (rno-
OynsApHbIi GeliHUTHBIA heppuT) (Tabn.
3, TpeTuit npoxop), 3HaveHune KCV*° co-
cTaBuno 295 [x/cm2.

Takum 06pa3oM, NoKa3aHo, YTo B YCNIOBUAX
MHOrOMPOXOJHON CBAPKKU YCTONYMBOCTD
aycTeHWTa K pacnaay 6yaeT cHUXKATbCSA
npu BO3AENCTBUM KaXLOro Nocnepyio-
Llero NpoxoAa, 4to byaeT cnocobCTBOBaTL
YMEHbLIEHUI0 KONMYECTBa 3aKaouHbIX
CTPYKTYP W U3MEHeHUO Mopdonoruu
6enHuTa B OLLIY 3TB. 310 LENecoobpasHo
YYNUTHIBATb NPU ONpPEefieNIeHnM paLuoHab-
HbIX MAapaMeTpPoOB TEPMUYECKUX LIUKIIOB,
obecneunBalolnx 3ajaHHbIA KOMMIEKC
MeXaHWUYeCKNUX CBOMCTB CBapHbIX COeaU-
HEHUN.

Jlnteparypa:

Puc. 6. 3HauyeHuns TBeppocTu OLIY 3TB nocne: nepsoro npoxoaa (— ) 1 nocneAytoLiero npoxoaa (- - -)
Fig. 6. Hardness value of HAZ weld area after: first pass (——) and subsequent pass (- - -)

Puc. 7. CrpyktypHas guarpamma OWY 3TB ctanu kateropuu npouHoct K70 ¢ KpuBOit N3MeHeHUs
ynapHoit Baskoctu (KCV-4°)
Fig. 7. Structural diagram of K70 grade steel HAZ weld area with impact strength curve (KCV-)
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