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Annomauyus.

Veenuuenue epysonanpsscennocmu u - pazeumue  8bICOKOCKOPOCHHOZ0
O0BUIICEHUSL RO CEMU HCENE3HbIX O0PO2 8lledenm 3a COO0U NOBbIULEHHBIL USHOC
penvcos. Ha cecoousawnuii oenv penvcogvie niemu oaunoti 800 mempos
U320MABIUBAIOMC 6  CMAYUOHAPHBIX — VCIOBUAX — PeNbCOC8APOYHBIX
npeonpusmuil  2J1eKmpoKOHMakmuvim cnocooom ceapxu. CeapHol cmuik
NpeBoCX00UM 36eHbEBYI0 KOHCMPYKYUIO U S67emcs 601ee COBEPUEHHbIM
CROCOOOM COEOUHEHUSI PeNbCo8, OOHAKO NPOYHOCMb CHbIKA 6 HACMOosuee
8pems euje He CONOCMAsUMA C NPOYHOCMbIO OCHOBHO20 MEMAlA penscos. B
npoyecce IKCHIyamayuu Memail 6 30He Cmblka Oeghopmupyemcs,
obpazyiomes mpewunsl, NpUoOAUUe K BbIKPAUUBAHUIO 207I08KU PENbCO8,
umo npueooum K Oojee UHMEHCUBHOMY pA36Umuio 0eg)eKmos KOHMaKmHo-
yemanocmuozo xapaxkmepa. Ilpu npoxoswcoenuu noosudCHo20 cocmaga 8
ONpeodeneHHblll  MOMEHM Hazpyska — om Koneca  NOAHOCTBIO
cocpedomauugaemcs 6 30He MUHUMALbHbIX MeXAHUYeCKUX C80UCme8 no
Mecmy cniagneHus. Bauswue yena Hakiona wiea Ha nPOYHOCMb CE8APHO20
CcoeOuHeHUs npu KOHMAKMHOU ceapke Hedocmamouno usyueno. CoenacHo
mpebo8aHUsIM HOPMAMUBHOU OOKYMEHMAYUU, C8APKA PeNbCO8 C KOCUHOU He
Odonyckaemca. Tem He MeHee, U3MeHAS 2eoMempuyecKue napamempol
c8ApUBAEMBIX MOPYOB, BOZMONCHO NepepacnpeoeieHue Haspy3Ki 8 Cmuike U
nogvluenue e2o npounocmu. Ceapka penvcos muna P65, kameeopuu JJT350
cmanu mapxu 76 XD npoussoounace Ha mawune konmaxmuou ceapku MCP-
63.014 nynvcupyrowum onnaerenuem 6 ycnosusx AO «EBPA3 3CMKy.
Hccnedosanu enusnue ceomempuu mopyos HA NPOYHOCMb CEAPHOSO
COeOUHEeHUs NpU UCHBIMAHUU HA MPEXmMOYeyHblll CIMAamuyecKutl uzeuo.
Oyenunu @nusHUe 2eoMempul Mopyo8 perbCo8 HA UMEHeHUs npoyecca
ceapku  0na  Kaxcooeo smand no  yukiogpamme.  3agukcuposanu
nepepacnpeoeyieHue 30Hbl MEPMUYECKO20 GIUAHUA U JUHUU CHAAGNEHUs
OMHOCUMENbHO MOPYO8 C KNACCUYECKOll 2eoMempueli, NOCMpoulu epaguxu
usmenenus meepoocmu 8 obaacmu wea. Kocoe ompadsicenue mopyos
nosviuiaem NPOYHOCMb C8APHO20 CMbIKA 8 C8A3U C YMEeHbUeHUeM 00U U8d
8 ceueHUuU NpUNOdCeHUs Hazpysku. boavwue evicmynvl yeenuuusarom
8EPOSIMHOCING NOPOKOB C8APKU.

Mna yumuposanus: YymauxkoB W.W., Konoanmo C.B., MapteiHoB M.A. HccnenoBanue BIUsSHUS (HOPMBI
CTHIKOB Ha MPOYHOCTH CBapHOTO coexuHeHusi penbcoB [/ BectHuk Kys3bacckoro TrocynapCcTBEHHOTO
TexHu4eckoro yHusepcurera. 2024. Ne 6 (166). C. 14-27. DOI: 10.26730/1999-4125-2024-6-14-27, EDN:

CIJGRRX

WELDING, RELATED PROCESSES AND TECHNOLOGIES


https://creativecommons.org/licenses/by/4.0/deed.ru

Becthuk Ky36acckoro rocyiapcTBEHHOr0 TeXHHYECKOro yHuBepcutera. Ne 6. 2024, 15

Beenenne

B Hacrosimiee BpeMmMs B KEIE3HOJOPOXKHBIX
MepeBO3Kax HAOMIONAeTCs YBEIHMUCHHE CKOPOCTEH
JIBIDKEHUS U Beca MOJBIKHOTO COCTaBa, BHEIPEHUS
Ooyiee MOIIHBIX JIOKOMOTHBOB, OOJiee TSKEIBIX
MHHOBAIIMOHHBIX BaroHOB C TOBBIIIEHHBIMHU (0oJjee
245,17 xH) oceBbIMM Harpy3kami, 4TO BJEYeT 3a
co00ll TOBBIIICHHOW HM3HOC Ha JKEJIE3HOIOPOKHBIX
penbcax, CTHIKOBBIX UM OONTOBBIX COEAMHEHUSX [1-
4]. Tlepen mepeBO3YNKOM W TMPOM3BOIUTEIIEM CTOSAT
3aJaydl COXPAHEHMs BBICOKOM O€30MacHOCTH U
MOBBIIIEHHS 9KCILTyaTallMOHHON CTOHMKOCTH
JKEJIE3HBIX JIOPOT.

B mpouecce nuMHaAMUYECKOro  BO3IACHCTBUS
KoOJIeEca Ha PENbC MPU MIPOXOXKICHUH OOJITOBOTO MIH
CBapHOTO CTHIKa TOJIOBKa pelibca Ie(OPMHUPYETCH.
BeccThikoBOM MyTh MO3BOISET YMEHBIIUTh 3aTPATh
Ha  coJepkaHME IyTH, CHHU3UTb  YJEIIbHOE
COTIPOTHBJICHHE MBIDKCHHUIO, YBEIHYUTh UX CPOK
ciyxObl  TIO CPaBHEHHIO  CO  3BEHbEBOU
KOHCTpyKuued. Tem He MeHee 30Ha CBapKu
MPOJOKAET SIBIATHCA Y3KUM MECTOM BEPXHETO
CTPOCHHS ITyTH.

TeMnepaTypHbIii TpaiueHT B MPOIECCE CBAPKH U
TepMHUYECKOil 00paboTku 00pa3yeT B CBapHOM
CTBIKE YYaCTKH HEOJHOPOJHBIX MEXaHHYECKHX
cBoWcTB. B MecTax TNOHMKEHHOM TBEpPAOCTH
KOJIeCHasl Tapa MpOJaBJIMBACT TOJOBKY PEIbCOB.
JlanHbie 1eeKThI KIacCUPUIMPYIOTCS M0 Koay 46.3
n 46.4 mocne mpomycka TapaHTUWHOTO TOHHAXa,
kony 47.3 m 47.4 10 mpomycka TIapaHTUHHOTO
TOHHa)Xa W  Ha3bIBalOTCAd  «CEUIOBHHAMU» B
coorBercTBMM ¢ Kiaccngpukaropom  nedexros
penbcoB, yTtBepxkaeHHbIM PXKJ[  23.10.2014 Ne
2499p. B 3o0He medopMammm MeTays TOABEPIKEH
00pa30BaHMI0O  MHKPOTPEIIMH, POCT  KOTOPBIX
CIOCOOCTBYET Pa3sBUTHIO BBIKpPAIIMBAHWH, CHMXKas
9KCIUTyaTal[MOHHBIH pEecypc CBapHOTO CTHIKA H
MOBBINIAS  BEPOSATHOCTh  paspyuieHus. Ilomumo

Tabnuna 1. XuMHUYeckuil COCTaB OMBITHBIX PEIbCOB
Table 1. Chemical composition of experimental rails

BO3HMKHOBEHHS MECTHOI Iedopmaryu, B Mpomecce
9KCILTyaTalH CBapeHHBIX pENBCOB IpH
MPOXOKIEHUN KOJIECa COCTaBa IO CBAPHOMY WIBY
BCS Harpy3ka cocpeioTauuBaercs B olOnactu
MUHMMAJbHBIX MEXaHMYECKHX CBONCTB IO MeECTY
CIUIaBJICHUS, U BEPOSTHOCTh H3JIOMa PEIbCOB
HOBBINIAeTCS. B cpaBHEHMHM CO  3BEHBEBOHU
KOHCTpYKLIUEH CBapKa pelbCcoB MpeAcTaBiseT 6onee
COBEpIIEHHBIA MeTo coeauHeHusi [5-8], oaHako B
HACTOSILEE BpeMs INMPOYHOCTb CBAPHOTO CTHIKA B
y4acTKaX CIUIaBJIGHHS M 30HE€ TEPMHYECKOTO
BIIMSIHUSA, HAKE IPOYHOCTH OCHOBHOTO METAJLIA.

CoBpeMeHHBIM W Hanboyiee pacIpoCTpaHCHHBIM
CIocoOOM CBapKd pEIbCOB B  CTallMOHAPHBIX
YCIIOBHAX  SIBISETCA  KOHTaKTHas  CBapka ¢
INPUMEHEHHEM  IIyJbCUPYIOIIEr0o  OIJIaBICHHUS,
MHIYKIMOHHBIH CIIOCO0 CBapKu Ha Teppuropun PO
HE TIPUMEHSAETCS, OJHAKO MOIY4YMJI HEKOTOpoe
pasButue B crpaHax EC. KadectBo miBa
obecrieunBaeTcsi  PEryJIHpPOBaHHEM  IapaMeTPOB
paboTHl CBAapOYHOTO WJIM 3aKAJTOYHOTO arperara.
Hcnonp3yemble METONMKH oOOecriedeHHs KadecTBa
JIOCTaTO4YHO M3Yy4yeHbl U pa3BuThl [9-16]. Hayunbim
COOOIIECTBOM ~ yZeNseTcs  MEHbIIE  BHHMAaHHA
IBTEPHATHBHBIM CII0cO0aM MOBBIIICHHUS KayecTBa.
JIOTIOMTHUTENBHBIM ~ YHPABIAIOIIMM — MapaMeTPOM
KadgecTBa MOJKET SIBIIATBCS U3MEHEHUE
TE€OMETPHUUECKUX IapaMeTpoB TOPIIOB PEILCOB
mepen  cmapkoit  [17-18], He  TpeOyrormiee
MOJCPHU3aLUU CBAPOYHON MAIlIHBL.

BnusHMe KOCO OTpa’KeHHOTO CBApPHOTO INIBa Ha
MPOYHOCTE  CBApHOTO  COEIMHEHHUS  PEIbCOB
HEIOCTaTOYHO U3Y4YeHO. IIpu U3MEHEHNU
FEOMETPUUECKUX IapaMeTpOB TOPLOB HAarpyska
nepepacnpenenserca.  [IpoyHocTs  coeauHEHUs
MOBBIIIAETCA 3a CUYET 30H OCHOBHOTO MeETallia,
HNEPECEKaIOIIUX  IJIOCKOCTh  COCPEAOTOYEHHON
Harpy3ku B 30HE CIUIaBleHUs. TeM He MeHee,
COTJIACHO TEXHUYECKUM TpeOoBaHusM 1. 4.1.5
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I'OCT 34665-2020, TOpuBI TOTOBBIX K CBapke
PENBCOB  JOJDKHBI OBITh MEPIEHAUKYJISAPHBIMH K
npoaosbHON ocu. KocuHa Topna pensca He JOIKHA
npeBbimath 1 MMm. TpeOGoBaHMsS HOpPMaTHBHOU
JIOKYMEHTaIIH BHOCAT  OrpaHUYEHUs npu
WCCIIEJIOBAaHUN BIHMAHUS (UIYpPHBIX TOPIOB Ha
KayecTBO  CBapHOTO  CTbIKA —  OTCYTCTBYET
anpoOanus pe3yJIbTaToOB WM CBapKa BHIIOJIHEHA HE
Ha MalllMHEe KOHTAaKTHOM CTHIKOBOM cBapku. Bompoc
MO3UIIMOHUPOBAHUS PEIBCOB CO CKOCOM TOPIIOB B
CBapOYHON MAaIlMHE M WX CMEUICHHWE B Ipoliecce
CBapKH B HacTosIee Bpems He pemeH. Kpome Toro,

Puc. 1. [lpunyunuanenas cxema cmoikogku npod. Cmuiku ¢ (hueypHoil Kouguaypayueil pacnoniodiceHvl
no cemy ceyeHuro peabcos muna P63,
a — 6 gpopme nunvl, 6 — nas 6 welike, 8 — KOcas wieuxka
Fig. 1. Schematic diagram of sample docking. Joints with a figured configuration are located along the
entire cross-section of P65 type rails;
a — saw-shaped, b — groove in the neck, ¢ — oblique neck
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B mporiecce 9KCIUTyaTaIiH XapakTep
pacmpocTpaHeHHs  TpPEIIMH W TOCIeAyloliee
paspylleHHe CBapHOTO CTBIKA C  (DUTYpHBIMH

TOpIaMu TpeOyeT OTIEeNbHBIX TUCKYCCHH.

Llenbro paboOTHI SIBUJIOCH MCCIIEAOBAHNE BIMSTHUS
FEOMETPUHM TOPLOB PEILCOB HAa IPOYHOCTH IIpU
TPEXTOYEYHOM Harpy>keHu#, (OpPMHUpPOBAHHE 30HBI
TEPMUUYECKOIO BIIUSHUSA, PACIPENCICHUE TBEPILOCTH
1o rryOWHEe B CBAPHBIX CTHIKAX TOJHOMPO(UIBHBIX
penbcoB ¢ (UTYpHOU TeOMEeTpHueld TOPIOB IOCIe
KOHTaKTHOM CTBIKOBOW CBapKy ILyJbCUPYIOLIUM
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Ta6muua 3. Pexxumbl cCBapKu
Table 3. Welding modes

Mapaverpet | i o5 |1 | 2 3 | 4 | 5 | 6 7 8 | 9 |10
CBapKu
nujia
ma3 B IIelKe
S, MM KOCO 2,0 3,0 2,0 2,0 15 15 15 15 1,0 1,0
OTpaKeHHas
LIEHKOR
A 99 99 60 60 60 60 60 99 99 99
0 a3 B IIeHKe
U, % ko | g9 | 99 | 55 | 55 | 55 | 55 | 55 | 99 | 99 | 99
OTpaXKeHHAs
MEeHKON
nujia
a3 B IIeHKe
Vs, MM/C KOCO 1,1 1,6 1,3 15 1,6 1,7 1,0 11 1,2 1,3
OTpaKeHHAsI
menKa

Puc. 2. [loszuyuonuposarue nyancona Ha c8apHvix Npooax nepeo UCHbIMAHUAMIU:
a — 6 ghopme nunvl, 6 — nas 8 wielike, 8 — KOCO OMPANCEHHAS UelKa
Fig. 2. Positioning the punch on weld samples before testing:
a — saw-shaped, b — groove in the neck, ¢ — oblique neck

Tabnuua 4. Pe3yspTaThl pacuera MOMepPeuyHOro CCUSHHs CTHIKOB OMBITHBIX U KJIACCHUYECKOW KOH(UTYypauu
Table 4. Results of calculation of the cross-section of joints of experimental and classical configurations

B (hopMe «ITHIIBI» a3 B Ieiike Kocas 1IenKa o
[TpoGa (pucyHoK 1,2) (pucyHoxk 1,0) (pucyHok 1,B) Topert 90
H“"“éiﬂ‘e’;fﬂ“if;‘;mm 14189 15029 8498 8261

OIIIaBJIcHHEM 0€3 WCIOJIb30BAHUS TOCIEAYIOMEH
TEepMHYECKOH 00paboTKu.

MeToanl

XHUMHUYECKUH COCTaB U MEXAHWYECKUE CBOMCTBA
PeNbCOBBIX P00, 0TOOPAaHHBIX OT penbcoB ThMa P65
cranu Mapku 76XD xareropun JAT350 B
COOTBeTCTBHM ¢ TpeboBanusimu TY 0921-276-
01124323-2012 wu TOCT P  51685-2022,
npencrasieHsl B Tabnumax 1, 2.

Jns  mepepacnpeneneHus — HaANpPSOKEHUM U
W3MEHEHHs JIOJIM YYacTKOB CBAapHOTO INBa B
IJIOCKOCTU  JIEWCTBUS  HAarpy3kd HCHOJIb30BAIU
ONBITHBIC  KOHQUTypanud (UTYPHBIX  TOPIOB,
npejacrasieHHble Ha Puc. 1.

1

Caapky npousBoaunu Ha MamumHe MCP-63.01A
B ycnoBusix AO «EBPA3 3CMK» no oxnoil mape
npo0 Ui KaXJOH ONBITHOW T'€OMETPHH TOPIOB.
JmHa npo6 mepen cBapkoil B 00pabOTKO#H TOPIIOB
cocraBmana 650 mm. IlpuMeHsnIM comocTaBUMBIN

PEXUM Iy ILCUPYFOIIETO OILIABJICHHUS,
COOTBETCTBYIOIIMH PEKOMEH/IyEMbIM 3HAUCHHUSIM,
npeAacrasieHHbiM B Tabmuie 3, rme U —

HalpSDKEHUE CBapkH, S MV, — paccTosHue U
CKOPOCTb TIEPEMEILICHUS] MOIBUXHOW KOJOHHBI
HcnblTaHus  ONBITHBIX  CBapHBIX  CTBIKOB  Ha
CTaTHYECKUH TPEXTOUCHUHBI H3rH0 IMPOBOAMIN
cornacHo TpeboBanusiM cranpapra [OCT 34665 —
2020 na npecce [TMPC-400M. Tepmuueckyto

CBAPKA, POJCTBEHHBIE ITPOLECCBHI M TEXHOJIOT N
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Puc. 3. [uxroepammul ceapku penvcos ¢ pueypHblMu mopyamu. S — 08udiceHue NoO0SUNICHoU KononHbl, Poc —
()agﬂeime OC(,Z()KM, U u | — HAnp:sisCceHue U mokK ceapKu coomeemcmeeHho, d — KOCO OmpadsXdCeHHas mezZKa, 6
— nas 6 wetike, 8 — MoOpYbvl 8 8Ude NUIbL
Fig. 3. Cyclograms of welding rails with figured ends. S — movement of the moving column, Poc — upsetting
pressure, U and | — welding voltage and current, respectively; a — beveled neck, b — groove in the neck, ¢ —
saw-shaped ends
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00paboOTKy CBapHBIX CTBIKOB HE IPOBOIMIIM.
Harpy3ky mnpukimageiBani K TOAOIIBE peibca.
IIyaHcOH NO3UIIMOHUPOBAIN MO MECTYy CBapHOIO
mBa. McheltaHns TOpoBOAMIM A0 pa3pyLICHHs
npoOsl (Puc. 2).

Jnisi BBISBIICHHS 30HBI TEPMHYECKOTO BIIUSHHS
(3TB) paspyuieHHble (parMeHTsl paszpe3ajd B
MPOJONBGHOM HampaBlIeHUH K TpaBwian B 50%-om
BOJHOM pAacTBOpPE COJSIHOM  KHCIIOTBI  IOCIIE
(pe3epoBKH MeTalla 1O OCH CHMMETPHUH PEibca B
BEPTUKAIBHOMN IJIOCKOCTH.

W3mepenne npotsoxkernoctr 3TB ocymecTBisim
Ha TIOBEPXHOCTH KAaTaHMS T'OJIOBKH, INIyOHHE 5 MM H
nmanee yepes 10 MM g0 rioyOomnsl 180 Mwm.
[IpoBoamnu oOceByl0 JIMHUIO B  IIONIEPEYHOM
HanpaBJIeHUH OT Hayajga 30HBI TEPMHYECKOTO
BIMSHUSL B TOJIOBKE W H3MEPSUIM PACCTOSIHUE 0
Hauana 3TB, a Takxke ee NPOTSKEHHOCTH 0 U3JI0Ma.

Janee BpIpe3asii W M3rOTaBIMBAJIM 1O JBa
MHUKpouutida U3 TOJOBKH peibca, MO OJHOMY H3
MIEHKN ¥ TOAOWIBBI U KaXIOTO Makpo-oOpasma.
Ha MOATOTOBJIEHHBIX nutrdax M3MepsUTN
MHUKpPOTBEPAOCTE Ha MHKpoTBepromepe Qness
Q10A+. PesympraTel m3mepernit HV mepeBoamnm B
HB no DIN EN ISO 50515. Harpy3ka Ha UHACHTOD
cocrasysiia 0,5 kr.

Pe3yabTaThl HCC/Ie10BAHUS

OreHuBaIx BIIMSTHAE reoMeTpuuec4kux
MapaMeTpoB TOPLIOB Ha CKOpPOCTh H3MEHEHHUs
MapaMeTpoB CBapKU B KaKIOM 3Tare ¥ HTOTOBYIO
NPOYHOCTh CTBIKA. JUII  3TOro  paccUUTHIBAIA
IUIONIAb ITOTIEPEYHOTO CEUCHMSI OJHOTO TOpIa U
CONOCTABISIM  C  LUKJIOTPaMMaMH  CBAapKH,
pesynbratamu ¢pakrtorpaduu. Pacdyersl momanu
ONBITHBIX TOPIOB MpeAcTaBileHsl B TaOmume 4,
JIOTIONTHUTENBGHO BKIIOYWJIM B aHaJIUW3 CTHIK C
KJIaccu4eckuM Topuom 90°.

W3 pesynbratoB Tabauusl 4 BHAHO, HYTO
MHHUMaJIbHAS IUIOMAAb KOHTakTa 8261 MM2

HaOMomaeTcss y  KiIaccudeckoro Topma  90°.
W3MeHeHne yrima HakjioHa TOPLOB IPUBEAET K
YBEJIMUEHUIO IUIOIAAM, U Kak CJIEACTBHE, K
YMEHBIICHUIO TETJIOBIOXKEHHUS.

[Tnouans OTIBITHOU TeOMEeTPUYECKOH
KOHQUTypallMid C KOCO OTPaKCHHOW MIeHKoU
cocrapnser 8498 wmm2  IlukjgorpaMMBl - CBapKu
TOPLOB C  KOCO  OTPaXXCHHOM  IIEHKOH W
KIIACCHYIECKOI KOH(PHUTYpauu COTIOCTABUMBI MEXKIY
coboif. ['paT CHAT He TONHOCTHIO, W3MEHECHUS
penbeda COXpaHSAIOTCI — METal C W3MEHCHHOU
TeoMeTpHuel He ynaleH B mporecce pasorpesa (Puc.
3a).

MaxkcumManbHas IUI0INAdb TopLa y
xoH(pUIypanuy na3 B meiike — 15029 mm?. Bonbimas
VIO b ~ KOHTaKkTa JIOJDKHA  NPUBOJUTH K
CYLIECTBEHHOMY CHIDKEHHIO CONPOTUBJICHUS U
TEIUIOBJIOKEHHSI, OJHAKO BBICTYNAIOIIHE YYaCTKU
Majmoro oObemMa OBUIM  OIUIABJICHBI  KpaiHe
HHTEHCUBHO, O Y€M CBHICTEIBCTBYET IIHMKIIOTPaMMa
cBapku — dtan Nel xopoue stama No2 (Puc. 30).

IIpu cBapke cThIKa B  (GopMe  IIIIBD)
HaOmromaeTcst Ooiee BBIPAXKCHHOE MYJIbCHPYIOIICEe
ormmasnenue. ILmomans koHTakta 14189 Mm% uTO
3HAYUTENBHO CHHUXAET CONPOTHUBIICHHUE, OJHAKO, KaK
U B cIy4ae C Ma3oM B IIelKke, MHTCHCUBHOMY
OIUTAaBJICHUIO TIOJIBEPKEHBI KpaeBble 00JIacTH, Trae
SHEprus KOHIEHTPHUpYeTCs. 3HAauMTEeNbHAas 4YacTh
HaHECEHHOTo peibeda ObUla ymalieHa B Ipolecce
pazorpesa (Puc. 3 B).

Pesynbrarel  ucnbelTaHMA  Ha  CTATUYECKHl
TPEXTOYCUHBIN W3ru0 TmpencTaBleHsl Ha Puc. 4.
[Ipo4HOCTH CBapHOTO CTHIKA C TOpPLAMH B BHJE
MBI COMOCTABUMA C pe3yNbTaTaMU HCIBITAHUN

PENBCOB, CBapeHHBIX c KITACCHYECKOM
koHQuUrypanueii  TopumoB  6e3  TepMHYECKOU
00paboTKM, W  COOTBETCTBYET  TpeOOBAaHUSIM

HOpMaTHBHOW mokymeHTamuu — 2230 xH u mnpu
ctpene nporuba 25 MM. MUHUMaIbHAS MPOYHOCTH
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. KOCO OTpaKCHHAs
B (hopMe MHUIIEI, a3 B IIeiike, eiiKa TpeboBanus
pucyHok 1 a pucyHok 1 6 pHCYHOK ’1 s T'OCT 34665-2020
VYeunue, kH 2230 1078 2372 1800
Crpena He menee:
nporutda, MM 25 6 315 21

Puc. 4. Ilpounocms ceapuwvix cmuixos. Ilo ocu X — epems 6 cekynoax, no ocu Y — ycunue 8 kH
Fig. 4. Strength of welded joints. On the X axis — time in seconds, on the Y axis — force in kN
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IInockocmii deiicmeus Hazpy3K

I~

Hcnonp30BaHHEI BapHaHT Bo3mMoxHbI BapHaHT
HIPHIOKEHHA CHII TIPIUTOXKEHIST CHIT

Puc. 5. Bozmoosicnoe nO3UYUOHUpOBAHUE NYAHCOHA NPpU UCNbIMAHUU HA cmamu4ecKkutl mpexmouelmblﬁ uz2ub
Fig. 5. Possible positioning of the punch during the static three-point bending test

Puc. 6. Pezynbmamol uchvlmanuii npyu mpexmoueyHom Ha2pyiCceHuu
a, 6 — 6 hopme nuawl; 6, 2 — nas 6 wietlike; 0, € — KOCO OMPANCEHHASL UelKA.
Cmpeﬂkaﬂm YVKAa3aHol y4acmKu HecnjiasleHusl
Fig. 6. Test results under three-point loading;
a, b — saw-shaped; c, d — groove in the neck; d, f — oblique neck.
Arrows indicate areas of non-fusion

HaOJromaeTcst Ha mpode ¢ mas3om B mieiike — 1078 kH TIpodHOCTh CBapHOU MPOOBI ¢ KOCO OTPAKECHHOM
co cTpenoil mporn6a 6 MMm. Pe3ynpTaThl HCHBITAHUN nretikoii cocrariser 2372 kH npu crpene mporuda
HE COOTBETCTBYIOT TPEOOBAHHUSM pPerJIaMeHTa. 31,5 M. PesynbraTbl HCHBITAHHS TNPEBOCXOMAST

aNbTEpPHATHBHBIE  OIBITHBIE  KOHQHUTYypalmuu U

WELDING, RELATED PROCESSES AND TECHNOLOGIES
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Puc. 6. I[Ipoooncenue
Fig. 6. Continuation

IIpo6Ga Nel

Ilepecpes

Henoasmxuas xomona

IIpoGa Ne2

HO,I[BI/[}KHE[SI KOJIIOHa

npesbimator tpedoBanus ['OCT 34665 — 2020. B
MPOLIECCE UCTIBITAHUH Ha MPOoOe ¢ KOCO OTPaKEHHON
MEeWKOH Harpy3ka ObUIa COCpPEeNOTOYCHA IO JIMHHU
CIUIaBJICHUS CO CTOPOHBI IIOJIOIIBEI penbca. B
IDIOCKOCTH JeHCTBHSA TTOTIePEYHBIX CHII,
HM3rUOAIONINX MOMEHTOB U HAIPSDKEHUH HAXOMIHCH
KaK YYacTKH OCHOBHOTO MeTallla, TaK W 30HBI
CBapHOTo ImBa. V3MEHEHHE TOYKH MPHUIOKCHUS
Harpy3kd II0 OTHOLIEHHUIO K IEPHEHIUKYISIPHOMY
TOPHU30OHTY 30HaM CThIKa BBI3OBCT
nepepacripeie/ieHie  HalpsHKeHUH — BCIIEACTBHE
U3MEHCHUA J0JM YYaCTKOB CBapHOro 1miBa B
TJIOCKOCTH JIelcTBUs Harpy3ku (Puc. 5).

[To pesysnpraraM OLEHKHM MOBEPXHOCTH H3JIOMA
CBapHO MPOOBI ¢ TOPIIaMHU B BHUJIE MGl B CCUCHUU
COTIPUKOCHOBEHUS BEPIIUH TPEYTOJIEHUKOB
BBSIBIICHBI YYaCTKH MATOBBIX IISITEH B BHUJE
MPEPBIBUCTHIX JIMHUH, XapaKTepHBIX IJIs HEIPOBapa
o Knaccudukartopy nedexTon u
CBHJICTEJILCTBYIOIIME O HEYyCTOWYMBOM IIpolecce
OIIJIABJICHUSI, HEJOCTATOYHOM YJATCHUH OKCHIHBIX
TUICHOK M3 CThIKA B MaJbIX 00beMax metaiuia (Puc. 6
a, 0). bomee deTkwe KOHTYpHI JaHHOTO JedeKTa
HaOJIIOIAIOTCS HA U3JIOME TIPOOBI C TTa30M B IIEHKE B
CBA3M C KpailHE WHTCHCHBHBIM OIUIaBJICHHEM
MeTaJUla B MallbIX 00BEMax IO MECTYy TOJIOBKH WU

Puc. 7. Ouepeonocms 803HUKHOBEHUS UCKPOBBIX NPOMENCYMKO8 HA (DUSYPHBIX CIbIKAX 8 hopme nasza 8
wietike
Fig. 7. The order of occurrence of spark gaps at figured joints in the form of a groove in the neck

o fotBs! ipo0sl (Puc. 7). B 30He cBapHOTroO 111Ba M0
MECTy Iepexoja HaKIOHHOW IIOBEpXHOCTH B
MEePHEHANKYJSIPHYI0 TOPH30HTY MIEHKY BBISIBICHA
yeTkas rpanuna Hecruiasienus (Puc. 6 B, ).

ITo mecty nepern®oB cBapHOTO MIBa ¢ GUTYPHOH
reoMeTpuei TOpIOB B BHJE KOCO OTPAKECHHOU
IMIEHKN TIOPOKOB CBapku He HaOmomaercs. [lpn
BBICOKOIl NMPOYHOCTH CTHIKA CBApPOYHBIX Je(eKToB
He OoOHapyxeHO. Mauble yriabl npu (GUrypHOU
KOHQUTypallMd HE OKa3blBAIOT 3HAYUTEIBHOTO
BITUSTHUS Ha 00pazoBaHue MOpPokoB cBapku (Puc. 6 1,
e).

Pesyneratel TpaBnerus B 50%-oMm pacTBOpe
COJITHOM KHUCJIOTHI TIpencTaBieHsl Ha Puc. 7,
N3MEpEeHNE TPOTSDKEHHOCTH 30HBI TEPMHYECKOTO
BIMsHUA — Ha Puc. 8, xapakTtepHslii penbed
o0ycioBieH crneuduKoi (bpe3epoBKH
MOBEPXHOCTH.  3aMepbl  NPOTSDKEHHOCTH — 30HBI
TEPMHUYECKOTO BIMSHUA IpeCTaBlIeHs! Ha Puc. 9.

[TpoTsKEHHOCTh 30HBI TEPMUYECKOTO BIIMSHHS
BCEX CBapEHHBIX PEJIbCOB C Pa3IMYHON reoMeTpuen
TOPLIOB HAXOJMTCS HA CONOCTaBIMOM ypoBHe — 12-
21 mM. Ha ocHOBaHMH TONyYEHHBIX M3MEPEHHH Ha
pa3pyIIeHHbIX (parMeHTax CTaHOBUTCS IOHSATHO,
YTO M3MEHEHHE IJIOIAAN TOPLOB B JHMANa30HE OT
8498 wmm?> gmo 15029 Mm®? He BIuseT Ha

CBAPKA, POJCTBEHHBIE ITPOLECCBHI M TEXHOJIOT N
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Puc. 8. Makpocmpyxkmypa nonepeurvix memniemos, OmoOPanHbIX N0 MeCMYy C8APKU PebCo8 C
QueypHoiMu mopyamu, 20e a — cmulk 8 popme nuabl; 6 — CMbIK 6 ude na3ad 8 uielike; 8 — CIMbIK ¢ KOCO
OMPasiCeHHoU welKol
Fig. 8. Macrostructure of transverse templates selected at the site of welding of rails with shaped ends,

where a — saw-shaped joint; b — joint in the form of a groove in the neck; ¢ — joint with oblique neck

==
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L300 TP
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Puc. 9 — 3ona mepmuuecrkoeo enuanus (Cunsas aunss) u KOHMYpPsl C6APHLIX NPOO (MemHble uHUU), 20e A —
cmbik 6 hopme nubl;, 6 — CMbIK 8 UOe NA3A 6 WIeKe, 8 — CIbIK C KOCO OMPANCEHHOU WelKOU
Fig. 9 — Heat affected zone (blue line) and contours of welded samples (dark lines), where a — saw-shaped
joint; b — joint in the form of a groove in the neck; ¢ — joint with oblique neck

OPOTAKEHHOCTL 30HBI TCPMHUYCCKOI'O BIIMAHHUA. B

MecTax Majoro o0beMa MeTaula — TOJOBKa H
nojgomsa npodsr Ne2 (Puc. 5) ee mmpuHa
YBEIMYHBACTCS.

KapTel pacmpeneneHuss MHUKPOTBEpIOCTH Ha
MPOJIOJIBHBIX TeMIUIeTax mociie TpaBieHus B 50%-
OM  BOJHOM  pPacTBOpPe  COJSHOW  KHCIIOTHI
npenctaBieHsl Ha Puc. 9.

Wcxons u3 naHHBIX, MIPEJICTaBICHHBIX Ha Puc. 9,
COTIOCTaBMMAasi U CPAaBHUTENHHO BHICOKAsT TBEPAOCTh
MOJydeHa Ha CBapHOW mpobe ¢ (UrypHBIMU

e~

50cm

s

s

2
L
| SR |

TOpIIAMH B BHJIC MUIBI — B BBICTYHAIOIIUE OOJIACTH
MPOU3BEACHO  OIMHAKOBOE  TCIUIOBIOXKEHHWE U
MUKpPOTBEPJOCTh paclpeiesieHa paBHOMEPHO.
Maibie 00beMBI METaIa Ha TOpLAX C Ma3oM B
nielike OBUIH TIEperpeThl, OJHAKO NpPU CPABHCHHU
MUKpPOTBEPJOCTU C KOCO OTPAKEHHOW IIEHKOH, rne
MPOYHOCTh CThIKA ObLIa 3HAYMTENILHO  BBIIIE,
pe3yIbTaThI Hn3MepeHuit HaXOJAATCS Ha
COIIOCTaBUMOM  YpoBHE. BeposTHON npuyuHOH
HabJII01aeMOr0 pacipeesIeHUs TBEPAOCTH SBISIETCS
oTOOp TPOOBI ISl OMpeAeNEHUs] MPOTSHKEHHOCTH

WELDING, RELATED PROCESSES AND TECHNOLOGIES
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30HBI  TEPMUYECKOTO0  BIHSHHA OT  pejbca
BBIIIUPAOLIEH IIEHKOW, & HE 4YacTAMHU TIOJIOBKU U
TIOJIOIIBHI.

B cBapHoO#i mpobe ¢ KOCO OTpaKeHHOW MIEHKOH,
001acTh HU3KOW TBEPJOCTH B TOJIOBKE PACTIOI0KEHA
noj yrioMm, OnuskuM kK 90°, 9TO OOYCIIOBJICHO
OTCYTCTBHMEM HAaKJIOHA BEpXHEW W HWXXHEH vactu
npodus py6ku penbca 1o capku (Puc. 1 B).

Oobcyxnenue

IIpu ucnpITaHUSAX NPOYHOCTH CBAPHBIX CTHIKOB
PENbCOB, CBAPEHHBIX MO TEXHOJIOTUM, ONIMCAHHOMN B
JAaHHOW paboTe, COOTBETCTBOBANA TPEOOBAHHAM
JICUCTBYIOIIMX TEXHUYECKHUX YCJIOBUH Ha CBapKy
PENbCoB 3NEeKTPOKOHTAKTHBIM CHOCOOOM.
YBenudyeHne NPOYHOCTH CBAPHOI'O INBAa 3a CYET
W3MEHEHHs  ero  TEeOMETPHM  H3BECTHO U
NpUMEHSEeTCS [ TOJNY4YeHHS «PaBHOIPOYHOTO
CBapHOTO COCIUHEHHUS». METOIUKa HCIOIb3yeTCs
npu CBapke OTBETCTBEHHBIX 3JIEMEHTOB
METUIOKOHCTPYKIIMH TP JYTrOBBIX  crioco0ax
CBapKH, II0 JaHHBIM JIUTEPaTypHOro o0030pa B
KOHTaKTHOM cBapke HE IMpUMEHSeTCs  Uu3-3a
BO3MOXHBIX  NPOOJIEM  IMO3UIMOHHPOBAaHUS B
CBApOYHOM MallMHE, BEPOATHOCTH CMEUICHUS
JleTaJlel  Npu  OCaAKe, OIPaHUYEHHUs  XO0Ja
TpaTOCHUMATENsd W TeperpeBa oOiacTedl MaibIx
ceueHud Metaia. Packpoil TOpPIIOB ONBITHOTO

Puc. 9. 3ona mepmuuecxkozo erusanus (CuHss IUHAR) U KOHMYPLL CBAPHBIX NPOO (MeMHble TuHUY), 20e a —
cmbiK 8 hopme nubl; 6 — CMbIK 6 UOe NA3A 8 WIEelKe, 8 — CIbIK C KOCO OMPANCEHHOU ULEeKOT
Fig. 9. Heat affected zone (blue line) and contours of weld samples (dark lines), where a — saw-shaped
joint; b — joint in the form of a groove in the neck; ¢ — joint with oblique neck

|

penbca ¢ KOCO OTPaXEHHOM IIEHKON YacTHYHO
HNOAXOJUT IOJ ONMCAHUS PAaBHOIPOYHOI'O CBAPHOIO
CTBIKa, HO C OTPAHUYEHUSIMU — CEKyLIasl INIOCKOCTb
pacroio’keHa MO TaKUM yTJIOM, YTOOBI UCKIIFOYHUTH
BEPOSITHOCTb aBAapUIHONH OCTAaHOBKM CBapOYHOU
MalIMHbI IPpY ocajke. JIOTMYHO NPEeION0KUTh, YTO
geM Oonpllle yYroa cKoca TOPIOB, TEM BBIIIE
IPOYHOCTh CBAPHOTO COEAMHEHMSA, OJHAKO, Kak
MOKa3ald HUCMBITAHMS CThIKA «B BHJE IHasa B
nieiike», CE4eHUs Majod IUIOAAX MOABEPIraroTCs
HHTEHCUBHOMY IE€PETPEBY, UTO CHIXKAET Ka4eCTBO U
MPOYHOCTb CBAPHOro CcThiKa. OTAEIbHOrO BHUMAHUS
TpebyeT cBapKa «CThIKa B ()OpPME MHIIBD», MPAKTHKA
[EPBOr0 JKCIIEPUMEHTA II0Ka3ajla IPOYHOCTHBIE
CBOMCTBA BbIIlIE TPEOOBAHMI TEXHHUYECKUX YCIOBHIA
Ha CBapKy, OJHAKO HaOJIIOfaeMble HECIUIOIIHOCTH
o MECTy  H3JI0Ma  CBHIETENBCTBYIOT O
HEONTUMAJIbHBIX  YCJIOBUSAX  OIUIABJIEHUA U
(opMHpOBaHUE CBApHOTO CThIKA B MpoOIeEcce
ocankd. J[ns moBbIIeHUs] cTaOMIIBHOCTH CBApPKH U

Oonee PaBHOMCEPHOI'O u yupanJigseMoro
TEIUIOBJIOXKEHUS II0 BCEH Iomaan Topua peiibca
H€O6XOZ[I/IMO 3HAYUTCIIBHOC YBCJINYCHUC

KOJMYECTBA BBICTYNOB, HX T[EOMETPHUIO HYXHO
peryimpoBaTh ¢ y4eToM Tpoduis  perbca.
Pesynbrars! HUCCIIeIOBaHA I o JTAaHHOMY

CBAPKA, POJCTBEHHBIE ITPOLECCBHI M TEXHOJIOT N
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HamnpaBJICHUIO W3JI0keHbI B mareHTe RU 2809616
Cl.

BsiBoasi (Conclusion)

1. Tlpu wW3MEHEHHMH TCOMETPUH  TOPIIOB
YBEJIMYHMBACTCSI 00JaCTh KOHTAKTa, MPUBOIAIIAS K
CHIDKCHHIO COTIPOTHUBJICHUS M TEIUIOBIOKECHHS. TeM
HE MEHEE, MO MECTY BBICTYIMAIOIIUX YYACTKOB B
Manblx 00BEeMax KOHICHTPHPYETCS 3HAYUTEIBHOE
KOJIMYECTBO DJHEPTHHM, M METalI B JTHX 30HaX
MOJBEPKCH 3HAUUTEIEHOMY OIUIABJICHUIO.

2. TlepBBle HCKPOBBIC MEPEMBIYKH BO3IHHKAIOT
10 MECTY BBIIMPAIOIINX NCKYCCTBEHHBIX YYaCTKOB.

3.  OmnaBrneHHBII MeTalT B 30HE
BBIMMUPAIONIUX YYACTKOB MMOKPHIBACTCS OOJNBIINM
KOJIM4ecTBOM OKHCI0B. Co3/aHie Ha MOBEPXHOCTU
TOPIOB OOJBIINX W PEJAKUX BHICTYIOB TOBBIIIACT
BEPOSATHOCTH 00pa30BaHUs MOPOKOB CBapKu. Maiibie
BBIMMAPAIOININE YYACTKH HA TOPIAX HE OKA3bIBAIOT
BIUSTHUS Ha 00pa3oBaHue TIOPOKOB CBAPKU.

4. HaHeceHWe 4YacTHIX HEPOBHOCTCH Maioro
o0BeMa MOXKET CTaOMIU3UPOBATh TEIUIOBIIOKCHHE
Ha TIEPBBIX JTamax CBapKd. TpedyeTcs pemieHue
TEXHOJIOTHUECKOW 3aJadd 10 MOJATOTOBKE TaKHX
TOPIIOB KaK B TIOJNIEBHIX YCJIOBUAX, TaKk M Ha
PCIBbCOCBAPOYHBIX NPCATIPUATUAX.

5. Kocoe oTpaxkeHHe TOPIIOB MOBBIMIACT
MPOYHOCTh  CBApHOIO  CThIKA B  CBA3M C
YMCHBIICHHUEM J0JIM 1IBa B CCUCHHU MNPHUIIOKCHUA
Harpy3KH, OJIHaKO pa3BUTHIA penbed ¢ yriamu
MeHee 60 TpaaycoB YBEIMYUBAET BEPOSTHOCTH
o0pa3oBaHUs TIOPOKOB CBAapKd, a CTaHAapTHas
pabouast 00macTb CHATHS TpaTa Ha MPOMBIIIICHHBIX
MaIlliHaX KOHTaKTHOHM cBapku He Oonee 50 MM, 9TO
JOJDKHO YYHUTHIBATHCS TIPH Pa3paboOTKe T'eOMETpHU
TOPIIOB.

OtnmenpHOTO  00OCYXHEHUS TpeOyeT BOIPOC
U3MEHCHUA TPOYHOCTHU B 3aBUCHUMOCTU OT 30HbBI
MPUJIOKEHHS HATPY3KH, BEPOATHOCTH PACXOKICHUS
pelbCOB B CBApOYHOM arperate © Xapakrepa
TEUYEeHUS MeTaula B Mpolecce 0oOpa3oBaHUS
CEIJIOBUHBI B 30HE TCPMHYECKOTO BIMSHHUSI, YTO
CTaHET TEMOW UCCIIEIOBAHNHN CIIAYIOMHUX PadoT.
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Abstract.
@ @ The increase in load capacity and the development of high-speed traffic on
the railway network entails increased rail wear. To date, rail lashes with a
length of 800 meters are manufactured in stationary conditions of rail

Article info welding enterprises by the electric contact welding method. The welded joint
Received: is superior to the link structure and is a more advanced way of connecting
03 September 2024 rails, however, the strength of the joint is currently not comparable to the

strength of the base metal of the rails. During operation, the metal in the joint
area deforms, cracks form, leading to discoloration of the rail head, which
leads to a more intensive development of contact fatigue defects. When
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passing a rolling stock at a certain moment, the load from the wheel is
completely concentrated in the zone of minimum mechanical properties at the
place of fusion. The effect of the angle of inclination of the seam on the
strength of the welded joint during contact welding has not been sufficiently
studied. According to the requirements of the regulatory documentation,
welding of rails with a braid is not allowed. Nevertheless, by changing the
geometric parameters of the welded ends, it is possible to redistribute the
load in the joint and increase its strength. Welding of rails of type R65,
category DT350 steel grade 76XF was performed on a contact welding
machine MSR-63.01A by pulsating reflow in the conditions of JSC EVRAZ
ZSMK. The effect of the geometry of the ends on the strength of the welded
joint during the three-point static bending test was investigated. The
influence of the geometry of the ends of the rails on the changes in the
welding process for each stage was evaluated according to the cyclogram.
The redistribution of the zone of thermal influence and the fusion line relative
to the ends with classical geometry was recorded, and graphs of hardness
changes in the seam area were constructed. Oblique reflection of the ends
increases the strength of the welded joint due to a decrease in the proportion
of the seam in the cross section of the load application. Large protrusions
increase the likelihood of welding defects.

For citation: Chumachkov L.1., Konovalov S.V., Martynov M.A. Study of the influence of joint shape on the
strength of welded rail joint. Vestnik Kuzbasskogo gosudarstvennogo tekhnicheskogo universiteta=Bulletin of the
Kuzbass State Technical University. 2024; 6(166):14-27. (In Russ., abstract in Eng.). DOI: 10.26730/1999-4125-
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