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Annomauyus.
Haubonee ysassumbimu k 06pazosanuto u pazeumuro 0eqekmos 6 CeapeHHbIX

penvcax AGISIIOMCs  Mecma ux coedunenus.. B obnacmu ceapku 6
@ @ pesyrbmame Oelucmeus memMnepamypHozo 2paoueHma 603HUKAIOM 30Hbl
NOHUdICEHHOU meepoocmu. B makux obracmsax pazeueaiomcs mpewjunsvl u
8bIKPAUIUBAHUS, KOMOPblEe BNOCAOCMBUL MO2YM NPUBOOUMb K HAPYULEHUIO

Hugpopmayus o cmampe yerocmuocmuy ceapHol niemu. M3zmeHnenue zeomempuu MmMopyose penvbcos
Iocmynuna: nepeo C6apKoll Nno3eoasem Qopmuposams CEAPHOU W08 KOHMPOIUPYeMOU
27 oxmsabpsa 2025 a. dopmbl, nepepacnpedensimv HANPAXHCEHUs 6 CMbIKe U HOBbIUAMb €20
npounocmo. H3menenue yena HAKIOHA MOPYO8 6007b OCU NPOKAMKU
Ooobpena nocne cnocobcmeyem CHUNCEHUI0 OUHAMUYECKO20 y0apa Npu 3KCHLyamayuu
PEeYEH3UPOBAHUL: penveos 6 nymu.
15 aneaps 2026 e. Llenv pabomwer 3axnouaemcs 6 NPOOONHCEHUU UCCACO08AHUSL  BIIUAHUS
ceomempuu  mopyod penvcogd muna P65 xameeopuu J[T350 Ha
Ipunama k nyoauxayuu: Mexanuyeckue — CGOUCMEA U  OCMAMOYHbIE  HANPAJICEHUS  CEAPHBIX
12 gpespansa 2026 o. coedunenuli 6e3 nposedenuss mepmuveckol obpabomxu. Paccmompenv
wecmv ONLIMHLIX KOHQU2YPayull, NOIYYEHHLIX NPU C8apKe Memooom
Onybauxosana: nyavcupyroweeo onnasnenus na mawune MCP-63.014 uz npo6 onunoti 650
19 mapma 2026 e. MM C Pa3iudHOU opMoil mopyos.
Tlokaszano, umo uzmeHnenue yeia HAKIOHA MOPYO8 NPUBOOUM K
Knrouesvie cnosa: nepepacnpeoencHu0 HAanpadjceHuti 6 30He CMblKA U USMEHSiem INiopy
Dnekmpoxonmaxkmuas ceapxa, ocmamounslx Hanpsscenul. Ceapka penvbcog ¢ mopyamu noo yeaom 20°
JHCENEZHOOOPOIICHLE PENbCDL, obecneuugaem onmMuMaIbHble MEXAHUYECKUe CE0UCMmea. paspyuaowas

ceapHoe cmvlKkogoe coedunenue,  Haepyska cocmasuna 2173 kH npu cmpene npoeuba 27,8 mm. Hsmenenue
npoguis, mpexmoueunvlll u3eub, yena HAKIOHA C 20PUOHMANBHO20 HA  BEPMUKATLHLIN  yEeaudusaem

MUKpOCmMPYKmMYpa, npounocmov u naacmuunocms (00 2235 kH u 32,7 mm), oOHako npugooum K
MexanuvecKkue ceolcmaa, HAPYUWEHUIO 2e0MEeMmPUU CMbIKAd U Oeldem HeBO3MOINCHOU NOCAEOYIOUYIO
ocmamounvle HanpaXCeHus 20PAUYIO NPABKY.

Jna yumuposanusa: Yymauxos M1.1., Konosanos C.B. BiusHne reoMeTpruu TOPIOB PEIBCOB HA KAYECTBEHHBIE
XapaKTepUCTHKH CBapHOTO COEAWHEHUs 0Oe3 Tepmuueckoil o6paborkm // BectHuk Kyzbacckoro
TOCYZapCTBEHHOTO TeXHW4Yeckoro yHuBepcutera. 2026. Ne 1 (173). C. 26-41. DOI: 10.26730/1999-4125-
2026-1-26-41, EDN: XQWPEF

Bgenenmne (Introduction) CIy>)kOBl 1O  CpPaBHEHHIO CO  3BEHBEBBIMU
HpI/I OKCILTyaTalluX KEJIC3HOJOPOKHBIX PEILCOB COCIMHCHUAMMA, CBApPHBIC CTBIKW, BBIIIOJHCHHBIC
HanOosee ys3BUMBIMU K 00pa30BaHHIO W PA3BUTHIO METOZIOM 3NEeKTPOKOHTAKTHOM U
nedekToB  SBIAIOTCA MecTa MX  COEAWHEHUS. ATIOMOTEPMHUTHOM CBapKH, TAKKe I10ABEP>KEHBI
HecMmoTps Ha CcyIIeCTBEHHOE YyBEIMYEHHE CpOKa WHTEHCUBHOMY Da3BUTHIO Je(EKTOB, TaKHX Kak
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TPELIVHBI, BBIKPANIMBAHUA, CMATUS M H3HOC.
®dopmupoBaHHe M pa3BUTHE YKa3aHHBIX Ae(EKTOB
MPOMCXOMUT HAa MOBEPXHOCTU KAaTaHHUs TOJOBKU
penbca B 00JIaCTSIX ¢ MOHM)KEHHOW TBEPIOCTHIO — B
30HaX TEPMUYECKOTO BIHUSIHMSA, BO3HHUKAIOIIUNX B
pe3ynbTare JOKIBHON TepMHYecKOod 00paboTKH,
noBcemecTHo npumenseMmoil Ha PCII ¢ wenbto
MOBBIIIEHUS] TPOYHOCTH W TNIACTHYHOCTH CBAPHOIO
coenuHenus [1, 2, 3].

Teoperndeckn fAaHHYIO TIPOOIEMY  MOXKHO
pEelUTh  MyTeM  NPUMEHEHUS  TEPMHUYECKOU
00pabOTKN PEeNbCOBBIX IUIETEH C HMCIIOIB30BaHHEM
WHAYKIHMOHHOTO HArpeBa B MPOXOIJHOM DEXHME,
P KOTOPOM KaXKA0€ MONEPEeYHOe CeueHHe pebca
MOCJE0BATENIBHO  IOJBEpraercs  HarpeBy U
MocleAyIoEeMy oXJIaxaeHuto [5, 6]. Takoi moaxon
obecrieunBaeT Hanbosee OJHOPOAHYIO CTPYKTYPY
no Bceil anuHe mietu. TeM He MeHee, OTCYTCTBHE
MPOTOTHIIOB  CBApPHBIX  CTBHIKOB, OIGHKH  HX
MOTPEOUTENBCKUX CBOHCTB W 3KOHOMHYECKOU
3¢ peKTuBHOCTH B peanbpHbIX YCIIOBHSIX
SKCIUTyaTallu, BBICOKHE KalUTaJOBIOXECHUS Ha
nepeobopynoBanue PCII, oTcyTcTBHE HOPMATHBHO-
TEXHUYECKOH  JOKyMEHTalud Ha 3TOT  BHJI
OpOAYKIIMM ¥ pAg  APYTUX OrpaHUYeHMH He
MO3BOJSIIOT B JAaHHBIE MOMEHT IIEpedTH K
peanu3alMi ¥ BHEIPEHUIO JAAHHOW TEXHOJOTMM B
MPOU3BOJCTBO [7].

ATbTepHAaTUBHBIM HAIpPaBICHUEM YIIyYIICHUS
KagecTBa  CTBIKOBOTO  COGAMHEHHsS  SBJISIETCS
pa3paboTKa TEXHOJIOTHH CBapKH, oOecrieunBaronien
BBICOKHE TIOKa3aTeId MPOYHOCTH, IUTACTUYHOCTH,
BA3KOCTH W  TPEUIMHOCTOMKOCTH CTHIKa  0e3
NPUMEHEHUS JOIMOJHUTEABHON  TEpPMHUYECKOH
00paboTKu. ANIOMOTEPMHUTHAsI CBapKa B JaHHOM
KOHTEKCTE HE PaccMaTpUBAETCs, TaK KaK HECMOTPS
Ha HU3KYI0 CTOMMOCTbH, BBICOKYIO MOOHMJIBHOCTH U
OTCYTCTBHE TEpMOOOpaOOTKM OHa HE MOXET
o0ecreynTh HEOO0XOANMBIE Ka4eCTBCHHBIC
MOKa3aTeIM CThIKA U JOCTaTOYHO JJIMTENBHBIH CPOK
ero ciyx0sr [8, 9, 11].

Bonee NEPCHEKTHBHBIM SBIISIETCS
UCTIOJIb30BaHUE HUHAYyKIUOHHBIX CBapOYHBIX
arperaroB [10]. B cpaBHeHHH C 37EKTPOKOHTAKTHOM
CBapKOW Takne MAaIIMHBI 00NamaloT MeHbIIeH
peECYPCOEMKOCTBIO. Pa3orpeB MmoBEpXHOCTH TOPLIOB
BUXPEBBIMH TOKAMH  CHIJKAET HMHTEHCHBHOCTB
OIJIABJICHUSI MeTalja M He TpedyeT NpoBeIeHUs
JIOTIOJTHUTENBHONH TepMOOOPaOOTKH sl MOITyUeHHs
KaueCTBEHHBIX COEIMHEHMM. JlaHHBIM BHUIl CBapku
ucrone3yercss B Slnonun, Benukobpuranum u
@paHuuu Ui [OJyYEHUS PEJbCOBBIX IUIETEH U3
HETePMOYNPOYHEHHBIX penscoB  [10, 13, 14].
OpHako J0 HacTOSILEro BPEMEHH TEXHOJIOTHUsS
MHJIYKIMOHHOM CBapku He Obula TNpUMEHEHa ¢
OllCHEHa C  TOYKM  3peHuss  olecrieueHus
SKCIUTyaTallUOHHBIX ~ CBOWCTB OTE4ECTBEHHBIX
PeNbCoB, KOTOpBIE PabOTalOT B HauboJIee CIIOKHBIX
YCIOBUAX M B  TEPMOYNPOUYHEHHOM  BHJE.

OrpanndeHne pacnpoCTpaHEHUs JTaHHOM
TEXHOJIOTUH OOYCJIOBJICHO OTCYTCTBUEM HAa PBIHKE
P® mnoctaBmIMKOB HWHAYKIMOHHBIX  CBAapOUYHBIX
MalliH, a TakXe BBICOKMMHU KaNHUTaJIbHBIMU
3aTpaTaMu Ha UX pa3paboTKy U BHEJpPEHUE.

Takum  oOpa3oMm, B  HACTOsAIIEe  BpeMs
HEOOXOMMO PEIICHUE, MO3BOJIAIONIeEe 00CCICUHUTh
KaueCTBEHHOE CBAPHOE COEAUHEHHE C BBICOKUMU
MOKa3aTeJSIMU TUIACTUYHOCTH, IPOYHOCTH, BA3KOCTU
U TPEIIUHOCTOHKOCTH, 03  JIOTONHUTEIHHON
TepMu4Yeckoii  o0paboTku, ¢  3PPEeKTUBHBIM
HCTIONB30BaHUEM HMMEIOMIETOCs 000pYIOBaHUS U C
MUHUMAaJbHBIMU KalUTaJIOBIOKEHUSAMHU.
Heobxonumoe pemieHrne MOXeT ObITh TOCTUTHYTO 3a
CYeT BHECEHMS U3MEHEHUHM B JEHCTBYIOILUN
TEXHOJIOTUYECKUH MTpoLIecC.

Tak, aBropel marenta RU 2 809 616 Cl
paccMaTpUBaIOT croco0 TOBBILLICHUS
PaBHOMEpPHOCTH HarpeBa TOPIIOB PENbCOB 3a CYET
CO37JaHMsI Ha TOBEPXHOCTHU BHICTYIIOB HE MEHEE 2 MM
u He Oomee 10 MM B popme mupamMu WM KOHYCOB.
TexHUYecKUud pe3yabTaT MPEeIJIaraéMoro pelieHus
MO3BOJIIET IOBBICUTH PaBHOMEPHOCTb Pa30rpeBa
MOBEPXHOCTEH Yy  OCHOBaHMS  BBICTYNIOB U
YMEHBIIUTh BIUSHUE KOCHHBI Ha CTaOWJIBHOCTD
Mpolecca CBapKH, a TaKKe COKPATUTh KOJIWYECTBO
MOABOJAMMOM SHEPIUHU U BpEMs €€ BO3JAEHUCTBUS IS
pazorpeBa Bcel TOBEPXHOCTEH KOHTAaKTa, TeM
caMBIM yMEHbIIMTH pa3Mmepel 3TB u yBenuuuts
MPOYHOCTH CBAPHOTO COCTUHEHHSI.

ConoctaBuMoe TEXHUUYECKOE peuieHue
npexacraBiaeHo B matenre RU 2 777 495 Cl, B
KOTOPOM KOHTPOJIUPYIOT CTaOWIBHOCTh IIEPBOTO
JTana OIUIABJIEHUS MPU INEKTPOKOHTAKTHOU CBapkKe,
YOpaBIAS BEPOSITHOCTHIO OOpa30BaHMSA HCKPOBBIX
MPOMEXYTKOB  3a CUET BCTaBKM B  BHIE
METAJUIMYECKON ceTku. bmmkailuuMm  aHamorom
naHHoro pemieHus siBisiercs nareHT RU 2836940
Cl. B cThIK BBOAMTCS CIelMalbHas penbedHas
BCTaBKa, KOTOpas OOecCleunBaeT yCTOHYMBOCTH
OTUIaBJICHUS, yYMEHBIIAeT BpeMs CBapKu U
MOBBIIIAET CTOMKOCTb  PEIbCOBOIO  CThIKA K
JIMHAMUYECKUM BO3JIEHCTBUSIM.

AnbTEepHAaTUBHBIN BapuaHT BO3ACHCTBUSI Ha CTHIK
onucan B mnareHte RU 2 663 759 C2. Asropbl
MpeajgaraloT UCIOJb30BaTh CKOIICHHBIM LIOB s
MOBBILIEHUSI MPOYHOCTH W HAIEKHOCTU CBAapHOIO
coenuHeHus. B paboTe mpoBOAMIIM SKCIIEPUMEHT 10
cBapke penbcoB THma P65. Crmocod coemuHeHUs
pPEeNTbCOB BKJIIOYAT OOPE3KYy TOPIIOB PEIbCOB TOJ
yriaom 45° (*) 15° BMecTo mpeayCMOTPEHHOTO
nenctyromeid HTJ[ «mepneHauKyIsspHOro» TopLa
[15] m wux cBapKy 3amaTeHTOBAHHBIM JyTOBBIM
METOJIOM. YTJIOBbIE CBAPHBIE CTHIKM UCIIBITHIBAIN Ha
CTaTHYECKUH TpEeXTOdeuHbl u3rub. Pesynbrars
ONBITHBIX CTBHIKOB MPEBOCXOJWIA aHAJIOTMYHBIE,
BBINIOJIHEHHBIE 1O YoM 90° K mpoAojbHOW Oocu
PENbCOoB.
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HccnenoBatern B paboTe  paccMaTpHBaroOT
HOAXOA K CBapke pEIbCOB AIIOMOTEPMUTHBIM
METOZIOM C TOpPLAMHM, «CKOIIEHHBIMI» IO YIJIOM
30° u 45°, Bmecto mneprneHaukyispHoro (90°)
coenuHenust  [12].  PaccmarpuBaemas  ¢opma
CHIDKaeT Harpy3Ky Ha CBapHOH IIOB 3a CYeT
pacmpenienieHust  NPOJONBHBIX,  TEIUIOBBIX U
OCTAaTOYHBIX HampsokeHHd. B pabore mpoBemeHBI
UCTIBITAHKS Ha yCTaJlOCTh, aHAIN3 MUKPOCTPYKTYPHI
u TBepAocTd. Hekoropele 00pasisl MPEBBICHIN
HOpPMaTHBHBIC TpPeOOBaHWA IO YHCIy IWKIOB
yCTJIOCTH  TpPH  HAarpyskax, OMM3KMX K
CTaH/apTHBIM.

Hcxons u3 MpeCTaBICHHBIX
U3MEHEHHE TeOMEeTpUU  TOPLOB
pebCOB  MOXKHO — paccMaTpuBaTb B HayYHOM
cooOliecTBe Kak MEPCHEKTUBHOE HaIlpaBJICHHE
MOBBIIIEHHSI KauecTBa coeluHEeHUs. B To ke Bpems
IpU HCIOJB30BAaHUM BJICKTPOKOHTAKTHOM  (Min
MHIYKIMOHHOM) CBapKd PEIbCOB CO CKOLICHHBIMH
MOA ~ yIIOM  TOpLAMH BO3pacTaeT  PHUCK
BO3HUKHOBEHHS JE€(PEKTOB IO MNPSIMOIMHEHHOCTH,
yCTpaHeHHe KOTOPBIX 3aTpyJHEHO n3-3a
OTPAaHWYEHHBIX BO3MOXKHOCTEHl TOpsAdYed IPaBKH.
Takum o00pa3oM, HcCiIeAOBaTEId OrPAaHUYEHBI B

JIAHHEIX,
CBapUBacMBbIX

CBapKOH, KOTOpasi HE MPEIyCMAaTPHUBACT OICPAIIHIO
0CaJKl B KOHIIE CBapKd M MO3BOJISIET MOJIydYaTb
KaueCTBEHHOE U POBHOE COCIMHEHHE.

Llenpto naHHOM paboOTHI sBIsieTCS pa3padoTka
HECTaHJapTHOTO T€OMETPHYECKOro MpoduIIst TOpLOB
CBapUBaEMbIX pENbCOB, 00ECHEYMBAIOIIMX IOCIe
CBapKH IyJIECHPYIOIIUM OIUIaBICHHEM TpeOyemyro
MPSIMOIMHEWHOCTD, @ TaK)Ke BBICOKYIO IPOYHOCTH U
IUTACTUYHOCTH CBAPHOTO CTHIKA 0€3 HEOOXOANMOCTH
[IPOBEJICHUS JIOTIOJIHUTENbHON TEPMUUECKON
00paboTkH, 3a cueT GOPMHUPOBAHUS OIATONIPUATHON
SMIOPHI PACHpENieNICHNUsI OCTATOYHBIX HANpPSDKCHUH 1
MCEXaHHYECKHNX CBOMCTB, CHIDKAIOIIUX BO3ACHCTBHEC
OT KOJIEC MOJIBM)KHOT'O COCTaBa NPH HKCILTyaTaliH.

Metoanl (Methods)

Jls mpoBesieHHsT CepUM UCTBITAaHWM 110 CBapke
peIbCcOB C M3MEHEHHOW TIeoMeTpHeil TOpLOB OT
onHoro pensca THma P65 cramu Mapku 76XD
kareropuu J{T350, U3roTOBIEHHOTO B COOTBETCTBUU
¢ tpeboarmsasmu [OCT P 51685-2022, Obwio
orobpano wu wWcobelTaHo 12 oOpasmos. s
WCCIIEIOBAaHMS PACIPEICIICHNS HANPSDKCHUH B 30HE
CBapHOTO 1IIBa, a TaKKe OLECHKH BIWSHUA
NPWIOKEHHONH HAarpy3KH Ha IPOYHOCTHBIE U
TUIACTUYECKHE CBOWCTBA TOPIBI PENBCOBBIX IMPOO,

Puc. 1. Topywi ceapusaemvix nogepxuocmeii nepeoeo muna
a) — kougpueypayua Ne 1, 6) — kongueypayus Ne 2
Fig. 1. Rail end faces of the first type

TIIOUCKOBBIX pa60Tax 110 BJIIMAHUIKO OJUHBI IIBA Ha IIOATOTOBJICHHBIX nmona CBapKy, HOHBepFaHI/I
Ka4yeCTBO CBapHOI'0 COCAMHEHHUS TOJIBKO TEPMUTHOU MeXaHH4eckod o0paboTrke s QopMUpOBaHHS
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OTIBITHBIX KOH(UTYypanui, MpuBeAeHHBIX Ha Puc. 1-
3. B ocHOBe mpencraBieHHBIX (OpPM JIexar
pe3ynbTaThl paHee BBINOJHEHHOH pabortel [15].
Bcero Takum 06pa3zoM OBLIO HCCIIEOBAHO TPH THUIIA
CTBIKOB, [0 KaXXJIOMy M3 KOTOPBIX M3TOTOBHIIH JIBa
BapuaHTa KOH(UTypaluy CBapHOTO COCIHUHEHHSI.
Kondurypamn Ne 1 m No 2 mepBoro Ttuna
npezncraBieHbl Ha Puc. 1-a u 1-6 cootBercTBeHHO. B
0o0oux ciydasx TOJOBKAa M IIOJIONIBA PEIHCOBBIX
po0 pacTookKEHb! NEPIICHANKYIISIPHO MPOJOTbHON
OCH pelnbca, a MeiKa cpe3aHa ¢ OTKIOHeHHeM B 25°
u 15° or ropmsoHTampHOW ocH. BwIOOp Takoi
KOHQHUTypanuyd, TOMHMO OpHEHTAIMH OoJbIIeh
JIONM CBapHOIO IIBa MOJ YIVIOM K HalpaBJICHHIO
SKCIUTyaTallUOHHOW  HarpysKHy, obecrieunBaer
COOTBETCTBHE TpeOyeMOi MPSIMOJIMHEHHOCTH CTHIKa
Hocje Ocajiky, JOCTUraeMoil IOBEPXHOCTSIMU B 30HE
TOJIOBKH U MOJOIIBEI peiibca Mox yriiom 90°.
CapHoe coenvHeHUe MepBoro tuma panee [15]
MOKA3aJI0 yIOBJICTBOPUTENBHBIC PE3YIbTaThl IPH
CTaTHYECKOM Harpy>xeHUu (paspymienue
npousonuto npu Harpyske 2372 xH wu crpene
nporu6a 31,5 MM), B CBS3H € 3THM OBLIO TPHUHSATO
pelIeHHEe TOBTOPUTH JKCIIEPUMEHT Ul OLECHKH
MEXaHHYECKHX CBOHCTB MeTalla M KOHTPOJIA

MPOTSDKEHHOCTH 30H TEPMHUYECKOTO BIUSHHUS B
o0JiacTi CBapHOTO MIBa. Y MEHBIICHHE YIJIa HAKJIOHA
meiiku ¢ 25° no 15° B konduryparmu Ne 2 nepsoro
THUIA CIOCOOCTBYET MOBBIIICHUIO 3(PPEKTHBHOCTH
yJaleHHsT Tpata W CHWKEHHIO TpPYJIOEMKOCTH
MEXaHU4YeCKOH 00pabOTKH.

Topus! BTOporo Tuma, npeacraBieHHble Ha Puc.
2-a u 2-0, BBITOTHEHBI 0€3 OMOPHBIX (pParMeHTOB
oz yriiom 90° B TOOBKE M TOJOIIBE, KaK 3TO OBLIO
MPEeIyCMOTPEHO y TIEpBOrO THma TOpIoB. llpum
MPOCKTHPOBAHNU NAaHHBIX (OpPM HCIONB30BaNA
OIIHY CEKYIIYIO IDIOCKOCTB, PACIIOJOXKCHHYIO MOJ
yrmom 20° wm 15° B TOpPH3OHTANBHOH OCH.
JlomycTuMO ~ TpOW3BOAMTH  IMOJATOTOBKY  TaKUX
TOPLIOB Ha CTallMOHApHOW WJIM IyTEeBOH mwie 3a
OJHYy OIepanuio. JTO TOBBIIACT BEPOSTHOCTH
BHEJPEHHs JaHHOTO METOJa B TEXHOJOTMYECKYIO
KapTy 10 MOATOTOBKE PENbCOB K cBapke. TeM He
MeHee, npu JIEKTPOKOHTaKTHOU cBapke
HEIOCTATOYHOE yCHITHE (uKcupyromero
000pyIOBaHUS BHYTPU MAIIMHBI MOXET IPUBECTH K
CMCIICHUIO PEIbCOB  BO  BpeMsl OCaaKAd H
BO3HHUKHOBEHHIO HEIOIYCTHUMOM KPUBU3HEI,
KOTOpYI0 OyIeT HEBO3MOXKHO YCTPaHHUTH Tropsaeit
npaBko. B pamkax NpoBOAMMBIX HCCIIETOBAHUN

180
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80
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-

Puc. 2. Topywl ceapusaemuvix n08epxXHOCMell 6Mopo2o mund
a) xongueypayus Ne 3; 6) kougpueypayus Ne 4
Fig. 2. Rail end faces of the second type
a — configuration Ne 3; b — configuration Ne 4
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KoHpUTyparuio Ne 3 UCTBITHIBAIM Ha CTaTHYECKUN
TpeXTOo4YeuHbld  M3rub,  KoHpurypamuoo  Ne4d
UCIIOJIb30BaIIN Ut OLICHKH OCTaTOYHBIX
HanpsOKEHUI B TOJIOBKE pelbca, OIpeeeHHBIX
TEH30METPUYECKUM METOJIOM.

B omnnune oT TOPLOB MEPBOrO M BTOPOr'O THIIA,
B KOTOPBIX CBapHBacMble IIOBEPXHOCTH HWMEIH
OTKIIOHEHHE OT TOPU3OHTAIBHOW IIIOCKOCTH, B
TpeTbeM Tune KoHpuryparmii Ne 5 u Ne 6 (Puc. 3-a u
3-0) nmuHHA pa3nena IPOXOIUT TMOoX yriioM 24° u 29°
OTHOCUTEJILHO BEPTUKAIBHOU ocu. IIpu 3TOM mephs
MOJOIIBBI Ha TOpIax OCTafoOTCst
NEPIEHANKYSIPHBIMA M BBINOJIHIIOT  (DYHKIHIO

50
50
74,6

125

OTpaHUIHUTENCH, TIpeoTBpaast HapylIeHHEe
CUMMETPHH TIPH NepeJade yCWINS B XOJE OCAIKH.
Kongurypauuto Ne 5 orobpanu s onpeneneHus
OCTaTOYHBIX  HANpPSHKEHUH  TEH30METPUYECKHM
METoJIoM, Ha KoH¢urypauuu Ne6 oueHHMBanmu Ha
CTaTHYECKUH TPEXTOYEUHBIH U3rno0.

Ceapky npo6 anuHON 650 MM MPOU3BOIWINA HA
MaIliHe KOHTAKTHOH cThIKOBOHW cBapkum MCP-
63.01A B pexuMe IyJIbCHUPYIOIMIETO OIUIABICHUS
(Tabmuma 1).

HcnplTaHnsl ONBITHBIX CBapHBIX CTHIKOB HA
CTAaTUYECKUH TPEXTOUYCUHBIH W3O MPOBOIWINA B
cootBercTBUH ¢ TpeboBanusmMu ['OCT 34665-2020,

30

¢l

30

50
746

i

25

125

o

Puc. 2. Topywl ceapusaemuix no8epxXHOCmell 8Mopo2o mund
a) xongueypayus Ne 3; 6) kougpueypayus Ne 4
Fig. 2. Rail end faces of the second type
a — configuration Ne 3; b — configuration Ne 4
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Tabmuua 1. Pexxum cBapku
Table 1. Welding parameters

0e3 Tepmuueckoil 00paboTku Ha mpecce I[IHMPC-
400M. Harpy3ky 0 pa3pylIeHHs IPUKIaJbIBaI Ha
nogomBy. IlyaHCOH NO3MIIMOHUPOBAIU IO MECTY
CBapHOIO HIBA.

Jist onipeeneHusl MEXaHUYECKHUX CBOMCTB CTBIKA
koHQurypaum Ne | ©1pum  HCHBITAaHMM Ha
pacTsbkeHue BbIpe3anu U usrortosunn no I'OCT
1497 wwnuHgpuyeckuit obpaser; tuma III Ne 6 ¢
HaydalbHBIM JHAMETPOM 6 MM M PacyeTHOW UIMHON
paboueii wactu 30 MM U3 IIEHTpa CBapHOro IIBa.
HcnbiTanus Ha pacTspKeHHE NMTPOBOIMIM HA MaIllMHE
Zwick/Z 250.

W3MmepeHuss MHKpPOTBEPAOCTH TNPOBOAMIM Ha
mukpotBepaoMepe Qness Q10A+ mo Bukkepcy
(HV). YcranaBnuBamu Harpy3ky Ha uHzaertop 300
TPaMMOB, BpeMs BBIIEPKKH COCTAaBISLIO 15 cexyH.
Kontpons TBepmocTh B 30HE TEPMHUECKOIrO
BIUSAHUS KOHUryparuid Ne 4 1 Ne 6 BBIIOTHSIIN Ha
(parMeHTax, IONYYEHHBIX IOCIE HCIBITAHMH Ha
OCTaTOYHbIC HaIpPsDKEHHUS. MHuUKpOTBEPAOCTH

25 mi

le—s

0 mm

[TapameTp nporpaMMsl
b4
2 g | 3 o S
jor] Q = S L 5
Howmep E s = g s =4 g 2 2 g
KOH(HTYpanuu 5 S S N = 8 N N -
=
1 (Puc. 1 a)
2 (Puc. 10)
3 (Puc.2 a) Io
4 (Puc.36) Bxkn | Beikn | Beixa | 0,5 1 nyTH 17 110 | 10 | 2
5 (Puc.3 a)
6 (Puc.20)
M20 Mm

E-a

o

Puc. 4. Cxema monmasica men30pe3ucmopog 0isi OnpedeneHus OCMamoyHblX HANPpAICEHUL HA NOBEPXHOCIU
c8apHoli npobwl kKongueypayuu Ne 4
a — euo ceepxy; 6 — 6ud cOoKy
Fig. 4. lllustration of strain gauge attachment for determining residual stresses on the surface of weld
specimen configuration Ne 4
a — ton view: h — side view

koHpuryparuu Ne 1 OIeHHBanM Ha MPOIOJHHOM
MaKpOTEMITIETE MOCIE BBIPE3KH IPOTHUBOIIOIOKHON
BEIKPY)XKH JJIsi oOpa3na Ha pactsokeHue. LIImudsr
JUI OIIEHKA MHKPOCTPYKTYPHI U MHKpPOTBEPIOCTH
koHQurypammit Ne 4 wmw Ne 6 orbupamm wu3
MPOJOJEHBIX (PparMeHTOB MaKpOTEMIUIETOB (TIOCIEe
WCCIICIOBAaHUA  OCTATOYHBIX  HANpPSKCHHH U
XapakTepa paclpoCTPaHEHHUs] 30HbI TEPMHYECKOTO
BiusiHust). [lnuder oTOMpanu Takum  00pasiom,
4TOOBI IPOBECTH MHKPOMCCIICIOBAHUS, 3aXBaTUB
MTOBEPXHOCTh KaTaHUS TOJOBKH, Ha TIyomHy 10, 22,
75 1 180 mm. KonTponupyemast o6sacts Ha nniudax
cocrasisiia 30x15 mMm.

OcrarovyHble  HANpPSOKCHHST B MPOJOIBHOM
HAlpaBlICHUM  TOJOBKM  PENbCOB  HM3MEPsUIH
TEH30METPUYECKUM  METOIOM C TMPUMEHEHHEM
U3MEpUTENBHOrO  ycwiutens  Spider 8
TEH30PE3UCTOPOB MapKu FLA-3-11-1LJC
(mpousBoactBo  ¢upmbl  Tokyo — Measuring

Instruments Lab.), ¢ IpHHATEIM MOJyJIEM YIPYTOCTH
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2,07-10° MIla, nocpecTBOM MOHTaXa JATYMKOB Ha
3a4ULICHHYIO MOBEPXHOCTh, COTJIACHO cxeMme Ha Puc.
4 m 5 u ¢uxcanyed HamNpsHKEHUH 1O W Mocie
BBIpE3KU TeMIUIeTOB corjacHo Metoauke I'OCT P
51685-2022 (Puc. 4, 5).

Pe3yabraTsl uccienoanus (Results)

MexaHunueckue CBOIiCTBa obpasa,
OTIpeNieNICHHBIE HCIBITAHWEM TIIPH  PACTSDKCHHH,
npeacTaBiIeHsl B Tabmmie 2.

Pa3pymenne obpasma mpor30IUIo 3a MpeneIaMu
pacdeTHOTrO0 (pparMeHTa W HE IO CBAPHOMY IIBY.
W3moM BO3HUK B O0JIaCTH TEPMHYECKOTO BIHSHUS
10 MecTy 0Opa30BaHHOM OTIYIIEHHOW CTPYKTYpBI,

HE MO3BOJIUB OTIPEJIeNIUTh napamerp
OTHOCHUTEIILHOTO Y/UINHEHUSI.
PesynpTaThl  HUCHOBITAaHUW  HAa  CTATUYECKHIl

TPEXTOYECYHbIH W3rH0 MOIHOMPO(QHIBHBIX CBAaPHBIX
po0 penbcoB ¢ M3MEHOW IeOMeTpHeil TOpLOB NpH
MIPUJIOKCHUN HArpy3KH K ITOJIOIIBE, W3JIOKCHHBIC B
pabote [15] u ompernencHHBIC B JHaHHOH padoTe y
Tpex THIOB CTBIKOB (Pmc. 1-3), mpencraBneHbl B
Tabmmme 3 mw Ha Pmc. 6. BumgHo, 49tOo mpm
Harpy>kKeHWH IIOJOUIBBI (M PAaCTATUBAHWUHU TOJOBKH)
koHpurypamms Ne 2 TOpHOB IEepBOro THIIA HE
COOTBEeTCTBYeT TpeboBanusM Tabmuner 1 ['OCT
34665-2020 mo MHHUMAJBHO IOMYCTUMOW CTpele
nporuba sl TEPMOYIIPOYHEHHBIX PENIbCOB  C

Puc. 5. Cxema monmaoica men30pe3ucmopog 0si OnpedeieHus OCMamoyHblX HanpANCeHUll
Ha nosepxXHOCMU c8apHoll npodwl kKonpueypayuu Ne 6
a — 8uo ceepxy, 6 — 6uo coOoKy
Fig. 5. lllustration of strain gauge attachment for determining residual stresses on the surface of weld
specimen configuration Ne 6
a — top view, b — side view

Tabnuna 2. Pe3ynbTaThl onpenesieHnss MEXaHUUeCKHX CBOWCTB IPH PACTSDKEHUU
Table 2. Results of mechanical properties determination in tension

MPOYHOCTHI0 OCHOBHOTO MeTayuia cBeime 1200
H/MM?. DKCIEpHMEHTANbHO yCTAHOBIEHHAs CTpesa
nporuba s AaHHOM npoObl cocraBwia 16,8 MM.
[lonmyueHHBIH  pe3ynbTaT HWKE  MHHHUMAIBHO
jJomyctuMmoro 3HadeHus Ha 32,8% (25 mm). Ilpu
9TOM TIIPOYHOCTH, OIPEAEICHHas B pe3yJbTaTe
cTtaTuueckoro m3rmba, cocraBuma 1893  kH,
NPEBBICUB  MHUHHMMAIbHYIO TPAHUIy TpeOOBaHHH
I'OCTa Ttompko Ha 8,17% (Puc. 6r). IlomydeHHsie
PEe3yNbTaThl TOKA3BIBAIOT, YTO YTOJ HAKIOHA IIEHKH
OKa3bIBAE€T KOMIUIEKCHOE BIIMSHHE Ha MPOYHOCTH
CBapHOTO COCINHEHUSI. OKCHEepPUMEHTAIBHO
YCTAaHOBIICHO, YTO OTKJIOHEHHE OT CTaHIAPTHOU
¢dopmMBI TOpLA MOXXET, HA00OPOT, MPUBECTH K
CHIKEHUIO ITPOYHOCTH.

Kondurypanus Ne3 TopuoB Broporo Ttuma
COYETaeT BBICOKYIO MPOYHOCTh M IUIACTUYHOCTb,
OIpEeJIeJICHHYI0 10 pe3yJbTaTaM MWCIBITAaHUH Ha
CTaTHYECKUH TPEXTOUCUHBI M3ruO, C BBICOKOU
CKOPOCTBIO HM3TOTOBJICHHS TIPH  HCIIOJIb30BAHHUU
MeTautooOpadaTeBaloOmero  00OpPYIOBaHUS  Ha
ydJacTke OTAEIKH TOTOBOH MPOIYKIUH
penbcobanoyHoro 1exa. B maHHOM ciydae BbICOKas
aBTOMaTH3anus padboT Ha MPOU3BOACTBEHHON JINHUN
CHI)KAET BEPOSTHOCTh HE MOJYYUTh «HIeaIbHOU
CTBIKOBKU» W TIO3BOJISIET COXPAHSTH MPEXKHUH TEMIT
MPOM3BOJICTBA PEJILCOB  Onaromapsi OTCYTCTBHIO

a

o

Teepiocth 1o ceueHuro, HB IIpoyHocTHbIE cBOMCTBA |YnapHas BSI3KOCTh
Matepuan Tonopica olo |5 [ v [ KCU0C
MKT 13[1(\)/[ 10 BIKpY®Ka | 22 MM Weitka)  Ilonomsa H/mm? % Jox/em?
B 3TB 731[1058| - | 56 -
Tpeoosanus 'OCT P 51685 - 352- He MeHee HE MeHee
2022 405 341 363 300-363 800] 1180 ] 9,0 [ 25,0 | 15
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CIIOKHBIX TIeoMeTpHdyecknx (opM Ha TOpHax
CTOMETPOBBIX PelbcoB. PesynbpTarsl paspyuaromeit
Harpy3Kd IJisi JaHHOM KOH(UTypauuu CcOCTaBWIN
2173 xH mpu crpene mnporuba, paBHOH 27,8 MM
(Puc. 61).

B mpoBeneHHOM SKCIepHMEHTe KOH(UTyparms

TOpPIOB TpeTbero Tuma Ne 5 mpu UCHBITAaHUSAX Ha
CTaTHYECKUH TPEXTOYEUHBIH M3rHO BBIIEpKaia
CaMyl0 BBICOKYIO HAarpysKy, paspyLIMBIIUCH MpHU
2235 kH. Ilpu stom crpena mporuba ais JaHHOU
CBapHOW mpoObI cocraBwia 32,7 MM, YTO TaKxe
SBIIICTCA  BBICOKUM  pe3yJbTaTOM B  paMKax
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Puc. 6. Pesynemamet ucnvimanuii Ha cmamuyeckuii mpexmoueunbii useub no mamepuaiam pabomsi [15] (a-
8) U NoIYUeHHble 8 paAMKAX meKyuge2o ucciedosanus (2-e). Ilo ocu X omnooicena cmpena npoeuba (mm), no
ocu Y naepyska (kH)

a — mopywl 6 ude nubl, 6 — NA3 8 wielike, 8 — KOCO OMPANCEHHASL WelKA,

2 — kongueypayus Ne 2 muna 1»; 0 — konueypayus Ne 3 muna 2;

e — kongueypayus Ne 5 muna 3

Fig. 6. Results of static three-point bending tests from reference (a—c) and obtained in the current study (d—f).
The X-axis shows the deflection (mm), and the Y-axis shows the load (kN)
a — serrated ends; b — groove in the neck; c — obliquely deflected neck;
d — configuration Ne 2 type 1, e — configuration Ne 3 type 2;
f— configuration Ne 5 type 3
Tabmuma 3. Pe3ynbTaTel HCTIBITAHUN HAa CTATUYIECKUN TPEXTOYCYHBIA U3THO IBYX SKCIICPUMECHTOB
Table 3. Results of static three-point bending tests of two experiments

N SR
0 5 10 15 20 25 30 35 40 45 50 55 60

Pe3ysbTaThl CTATHYECKOTO TPEXTOUCYHOTO HATPYKECHHUS TpeboBanu
s 'OCT
PesynbpraTsl 10 MaTepuanam 34665-
pabort [15] CTBIK CO 2020
«[uma «Ias B «Koco Ne2 Ne3 Ne S C;?Illtll:ll\jp
LIeHKe (Puc. 6r) | (Puc. 61) | (Puc. 6e)
» OTpakeHHA HIBOM
» He menee
(Puc. (Puc S IeKay»
6a) 66) (Puc. 68)
yc}‘jﬁ“e’ 2230 | 1078 2372 1893 2173 2235 2340 1800
Crpena
poruda, 25 6 31,5 16,8 27,8 32,7 28,2 25
MM
ITnoman He
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MM? cs
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9200 y=0,4616x+ 78214

Puc. 7. Ipapux 3asucumocmu niowaou mopyos on RpoYHOCHU C8APHO20 COCOUHEHUS.
Fig. 7. Graph showing the relationship between end-face area and welded joint strength
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Puc. 8. I'pagux 3a6ucumocmu niowaou mopyos om cmpeivi npo2uba ceapHo2o CoeOuHeHus
Fig. 8. Graph showing the relationship between end-face area and deflection of the welded joint

MPOBEJICHHBIX paboT. VYTroa HakIOHAa CeKylel
IJIOCKOCTH B BEPTHKATHHOM HamnpaBlIeHUU
peanu3yercs Jierye, 4eM B TOPU30HTaJIbHOM, OJIHAKO
BEPOSITHOCTh CMEIIEHUSI PENBCOB B XOJE OCAJKU B
BEPTUKAJIbHOM HCIIOJHECHUH TpeOyeT HaIUIus
VHOOPHBIX  ()pParMeHTOB, YTOOBI HCKJIIOYHTH
BEPOSITHOCTD MOJIOMKH CBaPOYHOW MAIIMHBI.

IloBrIIeHHE MIPOYHOCTHU 00yCIIOBIICHO
HECKOJBKUMH (haKTOpaMHU:

— B ONBITHBIX  KOHQUTYpamusaX  JIMHUSL
CIJIaBJIEHWs  pacrojlaraeTcs MOoJ  YIJIOM K
HANPaBJICHUIO JIEUCTBHUS pactaruparoniei 17§
M3TUOAOIIEe HArpy3KH, MPHUBOJS K CHIDKEHHUIO
HaIpPsSDKEHUH;

—  pacumpeHue KOHTaKTHOM 30HBI
CHOCOOCTBYET CHIDKCHHUIO HATIPSHKCHHUN HA ¢IUHUILY
TJIOIIATH.

JIns1 KoTM4eCTBEHHOM OLICHKW BIIMSHHUSI TUTOIIAAHN
TOPLIOB Ha NPOYHOCTh U IUIACTUYHOCTH CTPOMIIH
TOYECYHBIC JIMarpaMMbl MEXay JTaHHBIMU
napaMeTpamMi, B aHalM3 BKIIOYWIM PE3YyJbTaThl

Vceumue, kxH

9321
°
8956
*
""'"'"'"'"'i
S
........... .
8260
[
20 25 0 :

1500 2000 2500

CTaTUYECKOTO HM3rnba 10 pa3pyIleHHs CThIKA I0J
yriaoM 90° Mo HampaBlIEHHIO MPOKATKH, MPH 3TOM
napaMeTpsl  paboThl CBapOYHOl MallWHBI ObUIH
COTIOCTaBUMBI C OMBITHBIMU cThIKamu (Puc. 7, 8).
AHanu3 pe3yibTaToB, NMPEACTaBIEHHBIX Ha Puc.
7, IOKa3bIBAET, YTO YBEJIMYECHHE IIOIIAIN KOHTAKTa
CBapUBAEMbIX OIBITHBIX TOPLOB PpEIbCOB HE
MPUBOJUT K O/IHO3HAYHOMY HM3MEHEHHUIO
MEXaHUYECKHUX CBOMCTB. Bmecte ¢ TeM, Kak BUAHO
W3 JaHHBIX, TIPUBEICHHBIX Ha Puc. 8, HaOmomaercs
MPOTOPLUHOHATbHAS 3aBHCHUMOCTh MEXTY
IUIOIMAABI0 ¥ IUIACTHYHOCTBIO  TTOJTyYEHHBIX
coenuHeHuii. TakuM oOpa3oM, MOXHO CJeNaTh
BBIBOJ O CJIOKHOM B3aWMOCBS3M MEXaHHYECKUX
CBONCTB CBapHBIX COEIMHEHUH PEIbCOB U IUIOLIAIU
KOHTaKTa, KOTOpas ONpeAersieTcs Kak reoMeTpHen
CBapHBIX CTHIKOB, TaK U MAapKOH CTaad U PEKUMOM

CBapKH.
Ha  mexannueckue CBOMCTBA  CBapHBIX
COCIMHEHUH  pelbCOB  OKa3bIBae€T  BIMSHHE

MHOXXECTBa (1)aKTOpOB, Cpear KOTOPbIX BaXHYIO
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poONb WrpaeT 30Ha TEPMUYECKOTO BIHSAHMA. s Hcxonss wu3 npencraBieHHO uHpopmanmnu,
Oosee  riIyOOKOro  TOHMMaHMs  OCOOCHHOCTEH OTKJIOHEHHE  CBapHOrO0  [Ba  OT  JIMHHUHU
(hopMUpOBaHMS CBAapHOTO IIBA W  MOBEJCHUS COTNPUKOCHOBEHMsSI TOPLIOB B IlEHKEe pelibca
MeTaJUla B MPWICTAIOIUX O0JACTIX HEOOXOIUMO cocramwio 3,8 mm. CormacHo Puc. 9, cpenuss
MPOBECTH  AHAJIMU3  paclpeleNieHusT  TEIIOBOTro MPOTSDKEHHOCTh  30HBI TEPMHUUYCCKOTO BIHSHUS B
BO3JeHCTBUA. [T 3TOro M3MEpWSIM M OINUCATH ronoBke cocraBuia 20,3 MM, 21,1 MM JjIs IOIOIIBEI
MmapaMeTpbl 30HBI TEPMUYECKOTO  BIUSHHS C u 17,9 mns uiediku. 30Ha TEPMUUCCKOTO BIHMSHUS
TIPUBSI3KOM K JIMHUT COTIPHKOCHOBEHUS BIOJb OCH CHMMETPHH pellbca IUIAaBHO ITOBTOPSET
cBapuBaeMbIX ToproB (Puc. 9). KOHTYp cBapHOro mBa. Habmromaemoe OTKIOHEHHE
21,81 20,1 o 3 MM
21.6\. 20,2 5 mm
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MakCUManbHoe oTKnoHEHHe: 3,8

Puc. 9. IlpomsisiceHHoCmb 30HbL MEPMULECKO20 GLUSHUSA HEPAZPYULEHHO2O
@paemenma ceapnoii npobwl «popmol 1»
Fig. 9. Extent of the heat-affected zone in the intact fragment of welded specimen

“

orm 1”7

—

>450

430-450
410-430

390-410

370-390

350-370
330-350

310-330
290-310
270-290

<250

Puc. 10. Kapmuposanue muxpomsepoocmu kongpueypayuu Ne 1 «Illeiika noo yenom 25
Fig. 10. Microhardness mapping of configuration Ne I “Neck at an angle of 25°”
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CBAapHOro 1mBa OT HOMHHAJIBHOTO 4YEPTEXa B
o0jacTH  IIEHKH peiibCa  CBUACTCIILCTBYET O
JIOKaJIN30BAaHHOM HHTCHCHUBHOM OILIaBJICHUH

Y4acTKOB C MUHHMAJbHBIM CEUCHHEM MeTaa.
OnbITHBIE KOH(QHIYpalMd TOPLOB NPHUBOAAT K
YCUJICHHOMY TEIJIOBOMY BO3JEHCTBHIO B HeEphbs
penbca. MeTann B 3TUX «KPUTHYECKHX» YdacTKax

CTPYKTYPHBIM

TIOABEPTACTCSA 3HAYUTCIBbHBIM

U3MEHEHHSIM, CHHXKasi JIOKAIbHYI0 IPOYHOCTb.
HecMmoTpst Ha TO, YTO METaT B 30HE MOJOIIBBI
MOJIBEPraeTcs UHTCHCUBHOMY MeperpeRy,
HCCIICIOBAaHHE MHUKPOTBEPIOCTH BBITIOJIHEHO MO OCU
CUMMETPHHU PEIibca, TN TEPMUUCCKOE BO3JCHCTBHE
U CTPYKTYpHBIC H3MECHCHUS MPOSBISIOTCS HHAYE.
PesynbraThl KapTHPOBaHUS TBEPIOCTU
npenctaBieHsl Ha Puc. 10-12. IMagenmne TBepmocTh

Puc. 11. Kapmuposanue muxpomeepoocmu konghueypayuu Ne 4 «Haxnon wetiku 20°»
Fig. 11. Microhardness mapping of confi gumtton No 4 “Neck inclination 20°”

Puc. 12. Kapmuposanue muxpomeepoocmu kongueypayuu Ne 6 «Yeon nogopoma wetiku 24°»
Fig. 12. Microhardness mapping of configuration Ne 6 “Neck rotation angle 24°”
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menee 250 HV 3adukcupoBaHO B0 TEMHOTO
KOHTypa B  30HE TEPMHYECKOTO  BIIMSHUSL.
[oBblmeHHas TBEpIOCTh B 00JACTH CBapHOIO IIBa
HaxonauTcs B nuanaszoHe 430-450 HV ¢ otnensHeIMu
TOUEYHBIMHU ydyacTkamu 10 460 HV.

PesynbraThl HM3MepeHMH MHMKPOTBEPIOCTH B
UCCIeyeMbIX obpasiax, BBIPE3aHHBIX u
H3TOTOBJICHHBIX OT CBAapHBIX CTHIKOB C (DUTypHOH
TeoOMETpUeH, HE OTIMYAIOTCS OT paclpeieIeHHs,
HaOII0JaeMOT0 B COEAMHEHUSIX C KITACCHIECKUMH
TopIamMu 6e3 MPUMEHEHHS TePMUIECKOH 00padOTKH.

DOImopa OCTaTOYHBIX HANpPsLKEHUH (OPMHPYETCs
B CBapHOM CTBIKC B PE3yNIbTaTe B3aMMOJCHCTBHA
HECKOJBbKUX (akTopoB. CoBMeCTHO c

HEPAaBHOMEPHBIMU  HArpeBOM U  OXJIAXJACHHUEM
OpopuIIs CIOKHOTO CEUYCHHS Ha HampsHKEHHOE
COCTOSIHHEC OKAa3bIBAIOT BIIMSHHE CTaAuU OCAIKH U
BO3JCHCTBUS

cHsiTus Tpata. B pesynbrare

0 +25
MM MM MM
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Fig. 13. Results of residual stress measurements

a — configuration Ne 4; b — configuration Ne 6
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U KpUCTAJUIM3allMU MCETalllla BJOJIb HAIPaBJICHUA
IMMPOKAaTKN HpO(bHHH PCIbCOB. B X0a€ IoATrOTOBKHU
IMMOBEPXHOCTHU K HaKJIeHKe TCH30METPHUUICCKUX
JaTUYUKOB LCHTpaJIbHasA 4YacCTb CBapHOﬁ l'IpO6I)I
JOIIOJTHUTCIIBHO HIJ'II/I(l)yeTCH aGpa?,PIBHLIM JHUCKOM H

9acTh  BOJIOKOH  MeTaljla  CO  CJIOKHBIMHU
HaIpsHKSHUSIMA yaaisercs, TpeOys
JONONHUTENBHOTO  BHUMAaHHS  TIPH  OLCHKE

MOJIyYEHHBIX Pe3ysibTaToB. [lonydeHHbIe JaHHBIE O
paCTSATUBAIONIMX  HAMPSDKCHUSIX B [POJOJIBHOM
HAMpaBJICHUH  CBHUICTENBCTBYIOT O  OOJIBIIOM
BIMSHUMA TPATOCHUMATENSI HAa  IOBEPXHOCTHBIC
HAIPSHKEHUSL.

Obcyxnenue (Discussion)

IIpoTsHKEHHOCTh JIMHUM CIUTABJICHUS OKAa3bIBACT
BJIIMSHAC Ha MPOYHOCTH CBAapHOTO COCAWHCHHSA. B
PAaCCMOTPECHHBIX CIIydasXx OO0ECICUueHO H3MCHCHHE

Hanps’KEHHOTO COCTOSIHUSA B pe3yabTare
pacmpenesieHUst  Harpy3kd [0  HOpMald U
KacaTelbHOM. Biusinue (dhopMBI mBa

pacmpocTpaHseTcs Kak Ha CTaTHYECKHE, TaK M Ha
HUKIM4ecKkue ucnbiTanus [12]. JnuHHBIA cBapHOH
IIOB  pacHpenenser  INpHIaracMyl  Harpysky
paBHOMEpHEE, OIHAKO YPE3MEPHOE YBEINYCHHE
NPOTSHKEHHOCTH I1IBA NPUBOJHUT K (HOpMHPOBAHHIO
Y4acTKOB  TIOBBIIICHHBIX  HaNpsDKeHUH — win
IeperpeBa, 4YTo B YCIOBUAX AKCIUTyaTallud MOXKET
UHULIMUPOBATh Pa3BUTHE TPEIUH.

BuiBoanbi (Conclusion)

1. DOKCHepUMEHTaJIBHO MOJATBEPXKAEHO, UTO
TEOMETpUsl TOPIOB  OKAa3bIBAE€T CYIIECTBEHHOE
BIMSHWE HA  MPOYHOCTh, IUIACTHYHOCTH U
OCTaTOYHbIC HANPSDKEHUS CBAapHBIX COCIMHEHHH.
YBenuueHne UIMHBI JTMHUH CIIABICHUS MPU KOCHIX
CTBIKax CHocoOCTByeT nepepacIpeneIeHIIo
9KCIUTYaTal[HOHHBIX HANpSDKEHWH W TIOBBIICHHIO
Hecymel  CIIOCOOHOCTH, OJHAKO  Ype3MepHoe
YAJHHEHHE JHHUM TPUBOIUT K  JIOKAJHHOMY
TeperpeBy " (hopMHpOBaHUIO 30H
KOHIIEHTPUPOBAHHBIX HANPSDKEHUI.

2.  CpaBHUTEIBHBII aHanu3 IOKa3ai
pa3IMyHOe COYeTaHHe MPOYHOCTH, IUNTACTUYHOCTH U
y HuccieoBaHHBIX KoH¢urypanuil. Konduryparms
Ne 1 («xocas mieiika») oOecmeymiia BBICOKYIO
npouHocts 2372 xH u crpemy nporuda 31,5 MM, HO
OTIINYMIIACH TTOBBIIIIEHHOH TPYIOEMKOCTBIO
W3TOTOBJIEHUSL. Konduryparmmus Ne 5
MIPOIEMOHCTPUPOBAJIa HArpy3Ky paspyuieHus 2235
kH u crpemy mporuba 32,7 MM, OJHAaKO OHa He
PEKOMEHI0BaHa IS 3JIEKTPOKOHTAKTHOI CBapKH M3-
3a CMeEIeHHs TOpHoB mpu ocaznke. HawmbGomnee
panMoHaIbHON Mpu3HaHa KoHurypaius Ne 3 cpesa
mog  yrimom  20°  oOecmeumBmas — GamaHc
MPOYHOCTHBIX XapaKTepUCTUK, IUIACTUYHOCTH U
MPOU3BOJICTBEHHOH 3P PEKTUBHOCTH.

3. HccnenoBanHsle  coeaMHEeHUs  TpeOyioT
OoJiplIeil MOIHOCTHM CBapOYHOrO arperara IIo
CPAaBHEHHUIO C KJIACCHUUYECKUM TNEPHEHIUKYISIPHBIM
CTBIKOM, 4TO CBSI3aHO C OOJIBIIONW IIJIOIIA/BIO
KoHTakTa. JlaHHBIN ()aKT MOBBIMIAET HArpy3Ky Ha

MapK  pPENbCOCBAPOYHBIX MAalIMH M JOJDKEH
YUUTBHIBATHCS npu TUIAHUPOBaHUU
MPOM3BOJICTBEHHOTO LuKia. KauecTBo coequHeHHs
ornpezensercs He TOJIbKO (OpPMOW TOPIOB, HO W
TOYHOCTBIO ~ HMX  MeXaHM4Yeckod  o0paboTkwy,
pPeKMMaMH CBapKd M COCTOSIHUEM OOOpYIOBaHUS.
Bo3moxHBIM pelieHueM TIOBBIIIEHHBIX
SHEprozaTpaT TpPH TIEPBOM JTale OIUIABJICHHSA
HCCIICIOBAaHHEIX B pabore  QopMm  sgBusgercs
HaHECEHHE MUKPOHEPOBHOCTEH Ha TOPIIBI PEITBCOB.

4. VYcraHOBIEHO, YTO  YyJalCHWE  TrpaTa
OKa3bIBAE€T U3MEPHMOE BIMSIHUE HA PacIpeeieHNe
MPOJOJBHBIX  OCTaTOYHbIX  HampsbkeHud.  Ha
HavyalbHOM JTame ABWKEHHS MOABMKHOW KOJIOHHBI
(uxcupyercss Ooiee BBIPAXCHHOE PACXOXKACHHE
3HAUCHMH, a Ha 3aBepUIAIONICH CTaaAMU DPas3IH4Ms
YMEHBILIAIOTCS.
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INFLUENCE OF RAIL END GEOMETRY ON THE QUALITY
CHARACTERISTICS OF WELDED JOINTS WITHOUT HEAT TREATMENT
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Abstract.

The most vulnerable areas for the formation and development of defects in
welded rails are their joints. In the welding zone, a temperature gradient
causes regions of reduced hardness to appear. Cracks and spallings develop
in these areas, which can subsequently lead to the integrity loss of the welded
string. Modifying the end-face geometry of the rails prior to welding allows
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for the formation of a weld of controlled shape, redistribution of stresses in

the joint, and an increase in its strength. Changing the inclination angle of

Accepted for publication:
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the end faces along the rolling axis helps to reduce the dynamic impact
during rail service.

The purpose of this work is to continue the research on the influence of the

Accepted.:
12 February 2026

end-face geometry of R65-type rails of DT350 grade on the mechanical
properties and residual stresses of welded joints without heat treatment. Six

experimental configurations obtained by flash-butt welding with pulsation on

Published:
19 March 2026

an MSR-63.014 machine using 650 mm long samples with different end-face
shapes were considered.

It was shown that altering the inclination angle of the rail ends leads to stress

Keywords: Flash-butt welding,
railway rails, welded butt joint,
profile, three-point bending,
microstructure, mechanical
properties, residual stresses.

redistribution in the joint zone and changes the residual stress profile.
Welding rails with end faces inclined at 20° provides optimal mechanical
properties: the fracture load reached 2173 kN at a deflection arrow of 27.8
mm. Changing the inclination angle from horizontal to vertical increases
strength and ductility (up to 2235 kN and 32.7 mm, respectively), but leads to

joint geometry distortion and makes subsequent hot straightening impossible.

For citation: Chumachkov L.1., Konovalov S.V. Influence of rail end geometry on the quality characteristics of

welded joints without heat treatment.

Vestnik  Kuzbasskogo  gosudarstvennogo

tekhnicheskogo

universiteta=Bulletin of the Kuzbass State Technical University. 2026; 1(173):26-41. (In Russ., abstract in Eng.).

DOI: 10.26730/1999-4125-2026-1-26-41, EDN: XQWPEF

REFERENCES

1. Kossov V.S., Krasnov O.G., Akashev M.G.
Influence of crushing in the zone of welded rail joints on
the dynamic forces transmitted to the track. Vestnik
Nauchno-Issledovatel skogo Instituta
Zheleznodorozhnogo Transporta (Vestnik VNIIZhT).
2020; 79(1):9-16 (In Russ).

2. Urassa P., Habte H.S., Mohammedseid A.
Crack influence and fatigue life assessment in rail
profiles: a numerical study. Frontiers in Built
Environment. 2023; 9:1304557. DOI:
10.3389/fbuil.2023.1304557.

3. Fischer S., Harangoz6 D., Németh D. et al
Investigation of heat-affected zones of thermite rail
weldings. Facta Universitatis, Series: Mechanical
Engineering. 2023; 21(2):155-176. DOI:
10.22190/FUME221217008F.

4, Liu Y., Lewis R, Wexler D., Yan J.
Investigation on material characteristics and fatigue
crack growth behavior of thermite welded rail joints.
Construction and Building Materials. 2021;277:122323.
DOI: 10.1016/j.conbuildmat.2021.122323.

5. Khlyst S.V., Kuzmichenko V.M,
Rezanov V.A., [et al] Prospective technology for
manufacturing rails for high-speed and heavy-haul
traffic. Vestnik Nauchno-Issledovatel’skogo Instituta
Zheleznodorozhnogo Transporta. 2013; 6:14-20 (In
Russ).

6. Khlyst S.V., Kuzmichenko V.M., Khlyst L.V.,
Gontar A.A. [et al.] Experience with differential air heat
treatment of rails by the “TEK-DT” technology on an
industrial unit TEK-DTO-20-13.6. Inzhenernye
Resheniya. 2013; 1:20-22 (In Russ).

7. Nikolin AL, Gudkov A.V., Fedin V.M. [et al.]
Prospects for the development of track flash-butt rail
welding machines. Vestmik VNIIZRT. 2005; 6:5 (In
Russ).

8. Vishnyakov N., Shchekaturavene D. Problems
of rail joints welded by the aluminothermic process.
Progressive Technologies and Systems of Mechanical
Engineering. 2005; 2(31):44-48 (In Russ).

9. Sidorov E.S. Improvement of the production
process for aluminothermic rail welding. Vestnik
Sibirskogo  Gosudarstvennogo  Universiteta  Putei
Soobshcheniya. 2022; 1(60):76-85 (In Russ).

10. Shur E.A., Fedin V.M., Borts A.l., Ronzhina
Yu.V., Fimkin A.I. Ways to reduce increased rail
damage in the zone of welded joints. Vestnik Nauchno-
Issledovatel’skogo  Instituta  Zheleznodorozhnogo
Transporta (Vesmik VNIIZhT). 2019; 4:210-217 (In
Russ).

11. Orlov S.E. Aluminothermic welding of rails on
Russian railways. Put’ i Putevoe Khozyaystvo. 2016;
10:26-28 (In Russ).

12. Rosa J., Santos J.R., Macedo M.K., Reguly M.
Aluminothermic angle welding. Proceedings of the 9th
International Heavy Haul Conference. 2009. Pp. 163—
170.

13. Yamamoto R., Komizu Y. Fukada Y.
Experimental examination for understanding of
transition behaviour of oxide inclusions on gas-pressure
weld interface: joining phenomena of gas-pressure
welding. Welding International. 2014; 28(7):510-520.

14. Saita K., Karimine K., Ueda M., Iwano K.,
Yamamoto T., Hiroguchi K. Trends in rail welding
technologies and our future approach. Nippon Steel &
Sumitomo Metal Technical Report. 2013; 105:84-92.

Chumachkov LI, Konovalov S.V., Martynov M.A.
Study of the influence of joint geometry on the strength
of welded rail joints. Vestmik Kuzbasskogo
Gosudarstvennogo Tekhnicheskogo Universiteta
(KuzSTU  Bulletin).  2024;  6(166):14-27. DOI:
10.26730/1999-4125-2024-6-14-27 (In Russ).

WELDING, RELATED PROCESSES AND TECHNOLOGIES



Bectauk Ky3bacckoro rocyaapcTBEHHOTO TeXHHIEeCKoro yHuBepcuTeTa. Ne 1. 2026. 41

© 2026 The Authors. This is an open access article wunder the CC BY license
(http://creativecommons.org/licenses/by/4.0/).

The authors declare no conflict of interest.

About the authors:

Ilya I. Chumachkov, postgraduate student, Department of Mechanics and Mechanical Engineering, Siberian
State Industrial University (654007, Russia, Novokuznetsk, Central District, Kirova St., 42), ORCID:
https://orcid.org/0000-0003-4721-6821, e-mail: I.I.Chumachkov@yandex.ru

Sergey V. Konovalov, Vice-Rector for Research and Innovation, Siberian State Industrial University (654007,
Russia, Novokuznetsk, Central District, Kirova St., 42), Doctor of Technical Sciences, Professor of the
Department of Mechanics and Mechanical Engineering, https://orcid.org/0000-0003-4809-8660, e-mail:
konovalov@sibsiu.ru

Contribution of the authors:

Ilya I. Chumachkov — formulation of the research problem, review of relevant literature, experiment execution,
data collection and analysis, review of relevant literature, writing of the manuscript, conclusions.

Sergey V. Konovalov — research management, review of relevant literature, conceptualization of the study,
conclusions.

All authors have read and approved the final manuscript.

5
[=]

CBAPKA, POACTBEHHBIE ITPOLIECCHI 1 TEXHOJIOT' MU



