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Beenenne. I'mOpuyHas naszepHo-ayrosas capka (IJIC) sBiasieTcst NepCreKTHBHBIM METOJOM MOJIyYEHUs.
Hepa3beMHBIX coequHeHni. OminuuTenbHas OCOOEHHOCTh JIAaHHOTO MpoLecca — 3TO B3aUMOJCHUCTBHE JBYX
MCTOYHMKOB TEILIA B O/[HOI CBApOYHOI BaHHE paciuiaBa. C MOMOIIbIO JAHHOTO BH/1a CBAPKH BO3MOXKHO CBapUBAHNUE 32
OJIMH HPOXO/] TOJICTOCTEHHBIX METAIUTMYECKUX 3ar0TOBOK 0€3 pas/ielIku KPOMOK C BBICOKOH CKOPOCThI0. BBy TOTO
YTO B JAHHOM IPOIIECCE CBAPKU YUaCTBYIOT 11Ba TEILIOBBIX MCTOYHHKA, BIMSIONIMX APYT HA IPyTa B IPOLECCE CBAPKH
1 QOPMUPYIONIMX BaHHBI PACIIaBa C Pa3HBIMH XapaKTEPUCTUKAMU M Pa3HOM CTPYKTYpOii MOC/Ie KPUCTAIIIH3AINH,
OCTaeTCsl aKTyallbHOM 3a/jaua MCCIIC0BAHUS 3aBUCUMOCTEH (POPMUPOBAHMUS CTPYKTYPBI IIBA U €r0 MEXaHUYECKHX
cBOMCTB. MccneoBaHus CBapHBIX LIBOB HAa NPUMEPE KOHCTPYKUMOHHON cTaimu 091'2C oyeHb BaKHbI B CBAPOYHOM
npoussoacTee. Lledb paGoThl 3akiodacTcss B HCCICIOBAHHU CTPYKTYPbl M MEXaHMYCCKHX CBOMCTB MeTauia
1IBA, CBAPHBIX COCAMHEHWH TMOPUIHON J1a3epHO-IyroBoi cBapku. Pesynbrarbl u o0cys:xaeHue. Ha ocHoBaHun
HOJTyYEHHbIX JAHHBIX MOKHO CJIENaTh BBIBOJ, YTO METAJUI LIBA, MOJYYCHHBIH MPH MMOPHAHON JIa3epHO-1yrOBOM
CBapKe, HEOJHOPO/ICH KaK 10 MUKPOCTPYKTYPE, TAK U 110 PE3yJIbTaTaM HCCIIEI0BaHNs MUKPOTBEPIOCTH I1IBa B Pa3HBIX
HarpapieHusX. V3MepeHus MHUKpPOTBEPJOCTH B INIyOb CBApHOIO IlIBA HAIVISJIHO ONMCBHIBAIOT TEILUIOBYIO HCTOPHUIO
npouecca rudpuaHON JasepHol cBapku. OOMacTh rpaHuIlbl ABYX BaHH pacIulaBa MMEET IMOHMKEHHYIO TBEpPIOCTh
10 CPaBHEHHIO C YKMCTO JyTOBOIl MIIM YMCTO Ja3ePHOi 30HO# IuTaBiIeHus. VICIBITaHUS HAa CTaTHYECKOE PACTSIKCHUE
MeTajula IIBa MOKa3ald OTIMYHE MEXK/Iy JyroBOH M Jla3epHOi BaHHON paciuiaBa. Pe3ynbraTbl MeXaHHYECKHX

PaGoTbl BBIMOMHEHBI HpU  (QHHAHCO-
BOil MOAJEPIKKE TOCYIapCTBa B JIULE
Muno6puayku Poccun (Cornamenue
Ne 14.607.21.0190, wunentudukarop
npoekra RFMEFI60717X0190).

HCIBITAHUN TAK)KE BBIIBUIIN AHU30TPOIIHIO METAJlIA 1B BO B3aUMHO MNEPINEHAUKYIIAPHBIX HAIIPABICHUAX.

Jns uurupoBanusi: CTpyKTypa M MEXaHHUYECKHE cBOicTBa Meraiuia mBa ctaind 091'2C, moIydeHHOTO METOIOM THOPHAHON J1a3epHO-
nyroBoit cBapku / A.B. Boponnos, K.C. Ocunosuu, A.B. Uymaesckuii, B.P. YTsranosa, A.Il. Mamrok, A.H. Crymakos, E.A. Komybaes,
B.E. Py6uos // O6paboTka MeTamioB (TeXHOIOTus, 00opynoBanue, HHCTpyMeHTHI). —2019. — T. 21, Ne 2. — C. 84-96. — DOI: 10.17212/1994-
6309-2019-21.2-84-96.

BBenenue

HecMoTps Ha TO 4TO mepBbIE SKCIIEPUMEHTHI
0 JIa3epHO-IyrOBOMY BO3JIEHCTBUIO HAa MaTepua-
JIbI TPOBOJIUIIMCH YK€ B 80-X Toax Mpouuioro Beka
[1], TombKO ceidyac B CBSI3U C pa3BUTHUEM MOIIHBIX
BOJIOKOHHBIX JIa3epOB FMOpUAHAS JTa3epHO-TyToBast
CBapKa JOCTUIVIA CTaJUU peajbHOW MPOMBIILICH-
HOW TEXHOJIOTHHU. Pa3znmuyHbie BapuaHThI THOPHI-
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HOH J1a3epHO-1yroBoi cBapku (1azep+MIG/MAG,
nazep+TIG) [2-7] sBastOTCS OMHUMU U3 Hanbosee
MEPCIIEKTUBHBIX TEXHOJOTUH CBAapKU TOJCTOCTEH-
HbIX [8—10] kpymHOra®GapuTHBIX KOHCTPYKIHN B
CYIOCTPOEHUH, He(TEera3oBOil MPOMBIIUICHHOCTH,
SHEPreTHKEe, MOCTOCTPOCHUU M CTPOUTEIBCTBE, a
TaK)Xe JIETKUX KOHCTPYKIMI B a’3pOKOCMHYECKOI
OTpaciu W TPAHCIOPTHOM MamMHOcTpoeHuu. Ee
OCHOBHOE MPEUMYIIECTBO COCTOUT B BO3MOXKHO-
CTH OIHOIPOXOJHOW CBapKW MeTajula TOJIIMHOMN
n0 20 MM, B TOM 4YHCJI€ HOBBIX BBICOKOTIPOYHBIX
CTajeil U COBPEMEHHBIX CIIJIaBOB, a TAKXKE B TOBbI-
HIEHUH TPOU3BOIUTEIBHOCTH 3a CUET yBEJIUYCHUS
CKOpOCTH CBapku. TexHomorus o6imafaer psaom
MPEUMYIIECTB [0 CPAaBHEHUIO KaK C Ja3epHOM, Tak
Y TPAJIUIIMOHHON TyroBoW cBapkoil [5]. Hamuuue
JOTIOJIHUTENBHOTO HCTOYHUKA HarpeBa JelaeT ee
MeHee YYBCTBUTEIBHOU K 3a30paM. Bo3aMokHOCTH
JOTIOJIHUTEIBHOTO JIETUPOBAHUS CBAPHOTO IIBa 3a
CUeT MPUCATOYHOIO MarepHuayia MO3BOJSET IMOIy-
4yaTh COEIMHEHUS C 33JaHHBIMH TMPOYHOCTHBIMU
XapakTepucTUKaMH. BzauMonelcTBue Ia3epHOro
U3ITy4YEHUS U 3JICKTPUUYECKOM TYTU CTaOWUIN3UpPyeT
TOpPeHHE IIyTU MPH BBICOKOCKOPOCTHON 00padoT-
ke. KauecTBO 1IBOB mpu 3TOM HE YCTyIaeT IIBaM,
MOJyYEeHHBIM C TMOMOIIbIO Ja3epHOW cBapku. Ta-
KUM 00pa3oM, TMOpHIHBIE MPOLECCHl MO3BOJISIIOT
o0ecrneunTh Jy4dllyl0 CBapUBAEMOCTh U CHHU3UTH
TpeOOBaHUSI MOATOTOBKM CTHIKOB IO CPaBHEHUIO
C Ja3epHBIMU TEXHOJIOTUSMH, a TaKkKe MOBBICUTH
MPOU3BOAUTEIHLHOCTh U Kaue€CTBO CBAPHOTO IIBa,
YMEHBIIUTH AePOpMAINIO U3AETUs IO CPAaBHEHHUIO
C IyTOBBIMH TE€XHOJIOTHSIMH.

JlocTouHCTBa  J1a3epHO-AYroBOro  mporecca
CBapKH OMPEAEISAIOT €0 MIMPOKOE MPOMBIIUICHHOE
IpUMEHEHHE, KOTOPOe, B CBOIO O4epe/b, 00yCIIOB-
JICHO OTPOMHBIM KOJIMYE€CTBOM HCCIIEI0BAaHUM, MTPO-
BeEHHBIX B ATOM obnactu [11-16]. B pazmuynbix
CTpaHax MPOBOJIWIM CPABHUTEJBHBIE IKCTIEPUMEH-
TaJbHbIE MCCIENOBAaHUS Ja3€pPHOro, AYTOBOTO U
TUOPUAHOTO MPOIIECCOB C MO3UIIMH MEXaHUYECKUX
CBOWCTB U reomerpun metamna msa [5,7]. Ilpo-
BOJIMJIMCH MCCIIEIOBAaHUS THOPUIHBIX MPOLECCOB C
MPUMEHEHUEM Pa3IUYHbIX JIa3€PHBIX HCTOUYHUKOB
[3,17]; onpenensiock BAUsSHUE 3a30pa, GOPMBI pas-
JIEJIKH KPOMOK, a TaK)Ke TeXHOJIOTMYECKHUX Mapame-
TPOB JIa3€pPHO-AYrOBOM THOPUAHON CBapKU Ha reo-
METPHIO CBAPHOTO COCTUHEHUSI.

K mnpoBeneHHBIM TEOPETUUYECKUM HCCIIEO0BA-
HUSIM OTHOCHUTCSI pa3paboTKa MOAENU IUIaBICHUS
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ANIEKTPOJa, UCCIEeIOBAaHUE XapaKTEPUCTHK HCTOU-
HHUKOB 3HEpPruu no otaensbHoctu [18, 19], BnusiHue
M3MEHEHUs MTapaMeTPOB JIA3ePHOTO U3IYUCHUS TIPU
€ro MpOXOXKICHUHM dYepe3 IYry, OIpeleieHHe Ma-
KPOCKOIIUYECKUX CBOMCTB MJ1a3Mbl, POPMUPOBAHUE
masMeHHoro (akena. Cosznatorcst mogenu [20-24]
JUIS pacyeTa pacrpeieseHus] TeMIepaTypbl, CKOPO-
CTH YacTHUIl B PACIJIaBJICHHOM MeTaJjuie, MPOTHO3U-
pOBaHUs TOPOOOPA30BAHUS U TEOMETPUH CBAPHOTO
coenuHenus. K Hanbonee 3HauMTENbHBIM BKIaJAaM
B TEOPETUYECKUE HCCIEIOBAHMS JIa3epHO-TyTroBO-
ro TIpolecca OTHOCATCS MOJEIH TUHAMUYECKOTO
MOBE/ICHUsI CBApOYHOW BaHHBI, MOJAENIU MPOTHO-
3UpPOBAHMSI XUMUYECKOTO COCTaBa METalla B 30HE
BO3ZICMCTBUS JIyda, CTPYKTypa U CBOICTBa MeTalljia
1IBa U 30HBI TEPMHUYECKOTO BIUSHUSI.

W3 cka3zaHHOTO BbIIIE MOXKHO YTBEP>KIaTbh, YTO
TEXHOJIOTHsI THOPUIHOM JTa3epHON CBApKH SBISETCS
MEePCIIEKTUBHBIM HANPABICHUEM Pa3BUTHS CBapOU-
HOTO MPOU3BOACTBA. B HacTosiiee BpeMsi IpUHLIU-
bl (POPMHUPOBAHUS MUKPOCTPYKTYPHI BO B3aHMO-
CBSI3U C MEXaHUYECKMMU CBOMCTBAMU MeTajlla [IBa
SBIISIOTCA HEIOCTATOYHO M3YYEHHOM TeMOH B Mpo-
1eccax CBapKH ¢ AByMs U Oosiee HCTOYHUKAMHU Tell-
na.

Heab padoTsl 3aKiIO4aeTcs B HCCIEAOBAHUU
CTPYKTYpPBI U MEXaHHUECKHX CBONCTB CBAPHOTO IIBA
dbepputHO-niepiutHON ctanmu 091°2C, moxyueHHOTO
METOZOM THOPHUIHOM JTa3epHO-AYTOBOM CBAPKHU.

MeTtoauka uccjaeaoBaHum

HccnenoBanusi CBapHBIX IIBOB THOPUIHOMN Jia-
3epHo-nyroBoit cBapku (IJIC) mpoBommnuce Ha
JUCTOBOM TIpOKaTe (EeppUTHO-TIEPIUTHON CTalu
09I"2C. XuMuyeckuil COCTaB CTajlu NPUBEIEH B
Tabn. 1. B kauecTBe 3aroTOBOK UCMOJIL30BAIUCH TTa-
CTHHBI TONIUHON 12 MM 1 pazmepom 300x120 mm.

Cxema monydeHus o0OpaslloB MpHBEIEHA Ha
puc. 1. Jlig nonydeHust Hepa3beMHBIX COCTUHEHUN
HCIIONB30BAJICSI UTTEPOUEBBIM BOJIOKOHHBIN Jlazep
npousBoacTBa komnanuu PG ¢ giMHOW BOJHBI
1,03 mxm. IIpu cBapke nasepHoe M3IydeHHE ObLIO
HaIpaBlIeHO NEPHEHAMKYISIPHO K IUIOCKOCTH 3a-
TOTOBOK, (JOKYC JIa3epHOTO U3TYUYEHUS HAXOMUJICS
Ha TJIOCKOCTH JIMIEBOM MOBEPXHOCTH CBApPHBIX 3a-
roToBoK. [lnockomapasnmiensHble 3aroTOBKH (HUK-
CHUPOBAJIUCh HA CBAPOYHOM CTOJIE€ MEXAHUYECKUM
YCTPOUCTBOM. J1JIsl TOCTUKEHUS TTOJIHOTO MTPOTLIAB-
JIEHUsl BBIIEPKUBAJICS BO3IYIIHBIA 3a30p MEXAY
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Taoauma 1
Table 1

Xumudeckuii coctas craau 091'2C (maccoBas /10J151 3J1eMEHTOB, %)

Chemical composition of 13Mn6 steel (mass fraction of elements, %)

C Si Mn Ni S P Cr Cu A\ Fe
Jo0 0,12 | 0,5...0,8 1,3...1,7 | Jo0,3 | Hdo 0,035 o 0,03 J0 0,3 00,3 | do0,12 Bal.
1 BO3MOKHOCTh Pa3JIeIuTh JIB€ B3aUMO/ICHCTBYIOIINE

Welding direction

Puc. 1. Cxema TuOpUHOMN J1a3epHO-TYTOBOH CBAPKH:

1 — yu nazepa; 2 — cBapouHas ropenka; 3 — mia3ma ayro-
BOTO MCTOYHHMKA; 4 — CBapOYHAsi BaHHA OT JIA3EPHOTO HC-
TOYHHMKA; 5 — CBapOYHas BaHHA OT JYIOBOTO HCTOYHHKA;
6 — CBapHOM LIOB; 7 — CBapUBaeMbl€ 3arOTOBKH; O — YTOJI
HaKJIOHa CBAPOYHOM TOPENKH; D, — pacCTOSHUE MEXKTY TIEH-
TpaMH CBAPOYHBIX BaHH Ja3€PHOTO M IyTOBOTO HCTOUYHHKA;
h — BBICOTAa BTOPHUYHO MNEPETUIABIEHHOTO AYTOBBIM HCTOY-
HHUKOM CJIO0SI

Fig. 1. Hybrid laser-arc welding scheme:

1 — laser beam; 2 — welding torch; 3 — arc source plasma;

4 —laser source molten pool; 5 — arc source molten pool; 6 —

weld seam; 7 — workpieces to be welded; oo — welding torch

angle; D, — distance between centers of laser and arc source

molten pools; / — the height of the secondary remelted arc
source layer

CBapHBACMBIMHU IUIACTHHAMHE, BEJIMYHWHA KOTOPOTO
cocrapisia 0,8 Mm. Takast BenmunHa 3a30pa obe-
crieurBaja HauOOIbIIyI0 3((HEKTHBHOCTL CBApOU-
HOTO TIpolecca.

[TocTaHoBKa CBapOYHOW TOPENIKH TPOU3BOJIH-
Jace cienyroumM obpa3zom. CBapoyHasi ropeika
JTyTOBOTO MCTOYHHMKA HAXOIWIIACH 32 JIa3ePHBIM HC-
TOYHMKOM Ha pacctosiuuu D, = 8,0 MM, 4TO Jajo

86 Tom 21 Ne 2 2019

30HBI: CBAPOYHYIO BaHHY OT JIa3€pPHOTO MCTOYHHKA
U CBapOYHYIO BaHHY OT JyroBOro ucrouHuka. Cpa-
pouHas ropesyika Oblja OTKJIOHEHA Ha yroi o = 50°,
Kpome Toro, misi momydeHuss OONbIICH TIOMIATN
B3aMMOJICWCTBUSA MEXIY BaHHAMHU paciuiaBa, 00-
pa30BaHHBIX MOCPEACTBOM JIA3€pHOTO U TyTOBOTO
UCTOYHMKA, CBapouyHas ropeika Obljla HaKIOHEHA
B CTOPOHY OT HOPMaJIbHOTO MOJIOKEeHUs Ha 17°.
MomHOCTh J1a3epHOr0 M3IY4YEeHHs IPU CBapKe Co-
craBisuia 10 kBT, Tok ayru — 184 A, nHanpsikeHue
nyru — 26,2 B, ckopocTh cBapku — 1 M/MHH.

N3 nony4yeHHbIX HEPA3bEMHBIX COCIMHEHUN Ha
AJIEKTPOMCKPOBOM CTaHKE BBIPE3alNUCh 00pa3libl
JUISL TIPOBEICHUS HCCIIEOBAaHUN CTPYKTYphI MIBa
U €ro MeXaHW4yeckux cBoicTB. MccnenoBanus ma-
KPO- U MHKPOCTPYKTYpPbI MPOBOJWINCH Ha MOJU-
POBaHHBIX U TpaBJeHbIX B pacTBope (4 ma HNO, +
+ 96 mn C,H,OH) numdax nornepeyHoro ceveHus
C UCHOJb30BaHUEM MeTaIorpaduueckoro MUKpO-
ckona Anstamu MET 1C.

HccnenoBanusi MeXaHUYECKUX CBOMCTB OCYy-
HIECTBISUTMCH JIByMs criocoOamu. [lepBriii cmoco6
3aKJII0YaNICsl B U3MEPEHUH MUKPOTBEPIOCTH METO-
nom Bukkepca Ha MukpotrBepaomepe Duramin 5
npu Harpyske B 50 1. i3mMepeHus npou3BOIUINCH
10 YETHIPEM TPAEKTOPUSIM, YKa3aHHBIM Ha puc. 2, a
OenbIMU TUHUSMU. BepxHsst JTUHHUS u3MepeHun [
MUKPOTBEPIOCTH TOJIHOCTHIO JIEKHUT B 30HE BO3-
JEICTBUSL JyTOBOTO HCTOYHMKA. [OpHU30HTaiIbHAas
JUHUST U3MEPEHUN 2 MHMKPOTBEPAOCTH MPOXOAUT
yepe3 TpaHuIly MEXJy CBapOYHBIMHU BaHHAMHU OT
JYTOBOT'O U JIa3€PHOT0 UCTOYHHKA. [ OpU30HTaIbHAS
JIMHUSL 3 TIOJIHOCTBIO MTPOXOIUT Yepe3 30HY CBapOU-
HOM BaHHBI, MOJyYEHHOW Ja3epHBIM HCTOUYHHUKOM;
BEpTUKAJIbHAS IITPUXOBAsl JTUHUS 4 — TPACKTOPHS
M3MEPEHU MUKPOTBEPJOCTH OT JIMIEBOW CTOPO-
HBI 111BA 30HBI [JIABJICHUS JYTOBBIM UCTOYHHUKOM [0
KOPHS IIBa — MPEJICTABISIET COOO0M 30HY TIaBICHUS
Ja3epHbIM UCTOYHUKOM. BepTukanbHasi TpaeKTOpHs
U3MEPEHUI KaYeCTBEHHO IOKaKET HM3MEHEHHs B
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Tun 1

1,4
8 Tum?2
2,7 Tun3

a 9]

Puc. 2. CxeMbl MMPOBCACHUS SKCIICPUMCHTAJIbHBIX HCCJ'ICI[OBaHHﬁ:

a — TPACKTOPUHU U3MEPEHUSA MUKPOTBEPAOCTH B BEPTUKAIIBHOM U TOPU30HTAJIBHOM HaIllpaBJIc-
HUU; 6 — cxema BBIPC3KU HECTAHAAPTHBIX 06pa31_10B JJIA HCHIBITAHUA Ha CTaTHYECKOE pacTi-
JKeHme: TiI 1 — 06pa36u JJI1 UCCIIEAOBAaHUA MCXaHHYCCKHX CBOICTB B IpOAO0JIbHOM HalpaBJie-
HHWU CBApHOI'O 1IBA B obnactu AYTrOBOT'O UCTOYHUKA; THUIL 2-— yTOHeHHLIﬁ B 00JIACTH IUIABJICHUS
JTA3€PHBIM HU3JIYYCHUEM 06pa3eu JJIA UCCIIEIO0BAaHHUA MEXaHHYCCKHX CBOICTB B MMpOAOJIbHOM
HarpaBJICHUXA CBApHOI'O MIBa; THUII 3 - 06pa36u JII UCCIICAO0OBAaHUA MEXaHUYCCKUX CBOMCTB B
NONEPEYHOM HAIIPaBJICHUU CBAPHOI'O IIBA C YTOHCHUEM B o0JacTy MeTaJjlIa IiBa

Fig. 2. Experimental studies design:

a — Vertical and horizontal microhardness measurement directions; 6 — Tensile testing of non-

standard specimens: type 1 — Sample for investigation of mechanical properties in the longitu-

dinal direction of the weld in the arc source area; type 2 — specimen thinning for investigation

of mechanical properties in the longitudinal direction of the weld in the field of laser radiation

melting; type 3 — Sample for investigation of mechanical properties in the transverse direction
of the weld with thinning in the area of the weld metal

OBRABOTKAMETALLOV ~ CM

3HAYEHUSIX MUKPOTBEPIOCTH, IPOUCXOIAIINE C TIe-
PEXOAOM OT 30HBI TUIABJIEHHSI JYTOBBIM HCTOYHUKOM
K 30HE IJIABJIECHUS Ja3€PHBIM NCTOYHHKOM.

Bropoii croco0 3akirodancss B UCCIEIOBAHUU
Ha cTaTudeckoe pacTsbkeHue. MccnenoBanus npo-
BOJIMJIM KAaK HA CTAaHJAPTHBIX, TAK U Ha CIELHAJIb-
HO MOJTOTOBJICHHBIX 00pa3iax MEHbIIETO pa3Mepa,
MO3BOJIIOIIMX HCIBITATh METAJLI IIBA Pa3HbIX 30H
IJIaBJIEHUS — AYTOBOM W JlazepHoM. IIpu m3roros-
JICHUU HECTaHAAPTHBIX 0Opa3LOB Ui HCIBITAHUI
Ha CTAaTUYECKOE PACTSHKEHHE OCYILIECTBISJIACh HUX
pe3Ka Ha 2JIEKTPOMCKPOBOM CTaHKE 110 CXEMeE, YKa-
3aHHOW Ha puc. 2, 6. 3ateM paboyasi TOBEPXHOCTh
MOJITOTABIIMBAJIaCh HAXKJIAUHOW Oymaroid pasHOU
3EpPHUCTOCTH C MOCIEAYIOIEH IOJUPOBKON U TPaB-
JIEHUEM JJIs BBISIBIIEHUSI MECTA MOCJIENYIOIIEr0 yTO-
HeHus. /[ ucnblTaHusl HeCTaHJAPTHBIX 00Pa3IOB
Ha pacTshKeHHe Oblila U3rOTOBJIEHA COOTBETCTBYIO-
masi ocHacTtka. McnblTaHus Ha crarmdeckoe pac-
TSOKEHHE TPOBOAWINCH, Ha MamuHe Testsystems
110M-10 npu kOMHATHOU TeMIIepaType.

Pe3yabTarsl H 00CyxK1eHUSA

[Ipy mocTtaHOBKe S3KCIEpUMEHTa Mpeanosara-
JIOCh PaCIIUPUTh FPAHUILY MEXAY B3aUMOJICHCTBY-
IOLMMU BaHHAMU pacIljiaBa, TAKMMH KaK 30Ha I1J1aB-
JIEHUS] JAYTOBbIM HCTOYHUKOM W 30HA IUIaBICHUS
MO/ ICCTBUEM JIA3€pHOI0 M3IyueHus. B pesynbra-
Te (popMa 1IBa MPHU HAKJIOHE CBAPOYHOM TOpEKU B
cTopoHy Ha 17° oka3zanach OTIMYHOU OT popm, uc-
cnenyembix panee [12, 15, 25, 26]. B coBokymHoO-
CTH C YBEIMIEHUEM PACCTOsHUS D, Oblia mojydyeHa
OTYETIUBO pa3MyuMasl TpaHUIa MEXIy 30HaMHU
IJIaBJIEHUS. OT 000MX UCTOYHUKOB TETLIa.

Ha puc. 3, a nokazana MakpoCTpyKTypa IIBa ¢
BbIICICHHBIMA OCHOBHBIMU 30HAMH CBapOYHOIO
mpoLecca: KeJIThIM KOHTYpoM 00O3HaueHa 30Ha
IUTABJICHUS. TyTOBBIM HCTOYHUKOM, 3€JIEHBIM KOH-
TypOM — 30Ha IUIABJICHUS JIAa3€PHBIM HCTOUYHUKOM,
CUHUM IMYHKTHPOM — TPAHMIIBI 30HBI TEPMHUYECKO-
ro BiusHus (3TB). Ha puc. 3, 6— npencrapneHa
CTPYKTypa 30H BIHUSHUS TEIUIOBBIX HCTOYHUKOB
Ha MCXOJHBIA METaJul B CBAPOUYHOM MpOIecce MO

Vol. 21 No. 2 2019 87



Cm

OBPABOTKA METAJIJIOB

MATEPHUAJIOBEJEHUE

Puc. 3. MuKpoCTpyKTypa CBapHOTO COECANHEHHSI THOPUIHOMN JIa3epHO-TYTOBOH CBAPKH:

la — MeTaymn mBa MOCIE BO3ACHCTBHS AYrOBOIO MCTOYHMKA; 1b — MeTaul IIBa 1ocie BO3ICHCTBHUS JIA3EPHOTO H3IIYUCHHS;
2 — 3TB ¢ kpymHO3epHUCTOH CTPYKTypoit; 3 — 3TB ¢ MeIKo3epHUCTOH CTPYKTYpOif; 4 — 30Ha TIeperpeBa HCXOJHOTO MeTallia,
Hayano (pa30BbIX MPEBPAIICHUH; 5 — ICXOTHBIN METall

Fig. 3. Microstructure of welded joint of hybrid laser-arc welding:

la — weld metal after influence of arc source; 1b — weld metal after influence of laser radiation; 2 — HAZ with coarse-grained
structure; 3 — HAZ with fine-grained structure; 4 — zone of overheating of the base metal, the beginning of phase transformations;
5 — base metal

00nb1KM yBenuueHueM. [1o Mmepe nmpulmmkeHus ot
HCXOIHOTO MeTaylia (30Ha 5) K MeTa/lTy IiBa (30Ha
la) HabmionaroTcs U3MEHEHHUS B CTPYKTYpPE HUCXOMI-
Horo marepuana. lMccrnenyemass KOHCTPYKIIMOHHAs
cTanb ABIsETCS AByX(a3HOH, cocTosueil u3z dep-
puta u nepnuta. [lpu neperpese U3 MIACTUHYATO-
ro [IEMEHTUTa HAYMHAET BBIACIATHCS YIIEPO, YTO
MPUBOAMT K pacrnajy MepIuTHBIX KOJOHUHN, HaOIIO-
naercs (3oHa 4) pekpucramu3anus (GeppUTHOTO
3epHa. 30Ha 3 mpencTaBiseT cO0OW METKO3epHU-
CTYIO CTPYKTYPY, UMEET MECTO ITPOLIeCC HOpMaIn3a-
uuu. bosnee kpynHozepHHUCTas CTPYKTypa HabIrona-
€TCsl B OTMEUYCHHOM 30He 2. MeTasut mBa (30Ha 1a),
MOJTyYEHHBIN MOCJe MIaBJICHHs JyTOBbIM HCTOUHU-
KOM, TMPEJCTaBIsieT cO00i CTOI0UATYIO CTPYKTYDY,
MIPUYEM TI0 KpasiM TIepeTUIaBICHHOT0 o0beMa Oosee
M3MEJIBYCHHYIO, YEM B €T0 IIEHTpEe. ITO 0OBACHSET-
Cs pa3HOM TEIJIOBOM UCTOPUEH B IIEHTPE 30HBI 1a u
M0 Mepe NMPUOIMKEHHUS K ee KpasiM.

Ha puc. 3, ¢ noka3ana rpaHuna MexJ1y 30HOU
IUTaBJICHUS! TyTOBBIM MCTOYHUKOM (30Ha la) u 30-
HOW TUIABJICHUS JIa3€PHBIM UCTOYHHUKOM (30Ha 1b),
TaK)Ke MPUCYTCTBYIOT ONTMCAHHBIE BBIILIE 30HbI 2 U 3.

Y4acTok CBapHOTO COEIMHEHUS OKOJIO 30HBI
TUTABJICHUS. JIa3€PHBIM HMCTOYHUKOM IIOKa3aH Ha
puc. 3, . [lpuneraromue 30Hbl 2—4 UMEIOT MEHb-
e pasMepbl B CUly 0Oosiee BBICOKOH yIenbHOMN
MOIIIHOCTH Jia3epa U IIIyOOKOro MPOIIaBICHUS C
o0pa3oBaHHEM Iapora3oBOro KaHajla MO CpaBHe-
HUIO C 30HOW IUIaBIEHUS JYTOBBIM HCTOYHHKOM.
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Mertann mBa, IeperIaBICHHbIA MOCPEICTBOM Jia-
3epHOT0 W3IyuYeHUs, OTINYaeTcss Oojee H3Melb-
YEeHHOU CTONOYaTO CTPYKTYpO MO CPaBHEHUIO CO
CTOJI0YAThIMU 3€pHAMU 30HBI TUIABJICHUS AYTOBBIM
HCTOYHHUKOM. DTO TaKxe 00yclI0BIEHO 00Jiee BbICO-
KO CKOPOCTBIO OXJIaXACHHS B 30HE 1b.

[Ipy mOMOOHBIX HECTAMOHAPHBIX YCIOBUIX
MHUKpPOCTpPYKTypa MeTalljia IlIBa B Mpejaenax OIHOM
30HbI (la wim 1b) He mokHa mpereprieBaTh 3a-
METHO OONIBIINX M3MEHEHUH, 32 UCKIIOUEHUEM 00-
JIacTe#, HEMOCPEACTBEHHO MPUJIEraloluX K 30HE 2
cBapHoro coeauHenus. OIHAKO UCCIIEOBAHUS MU-
KpOTBEPJIOCTH TOKAa3ajdl HEKOTOpbIe OCOOEHHOCTH
(hopMUpOBaHUs MeTaIIa I1BA 00CHX 30H TIJIABJICHUS,
TaKWX Kak AyroBas (30Ha la) u nazepHas (3oHa 1b).

B oOmactu mnnaBneHus MAYroBbIM HUCTOYHU-
KOM IPH PACCMOTPEHUH BEPTUKAIBHOTO MPOuUiIs
MHUKpPOTBEPAOCTH HAOMIOAeTCs] MOBBILICHUE 3Ha-
YEHU MUKpPOTBEPIOCTHU K LIEHTPY oOnacTu mepe-
maBjieHHoro ayroit Mmeramia Ha 0,2 I'Tla. [TukoBoe
3Ha4YeHHEe B 0071aCTU JYTOBOI CBApKHU HAXOIUTCS Ha
ypoBHe 2,85 I'Tla. IIpu nocTmx’eHnu CBOETro MUKO-
BOT'O 3HAYEHMSI U MPUOTMHKEHUU K 30HE TUIABJICHUS
Ja3epoM HaONIIOaeTcsl MOCTEINEHHOE IMOHMKEHUE
MHUKPOTBEPAOCTH.

Ha puc. 4, a B ob6nactu, BBIICJICHHOW YEPHBIM
OBAJIbHBIM KOHTYPOM, 3HA4€HHE MHUKPOTBEPIOCTH
noHmwkaercss 10 2,75 I'lla, uro oOycroBinuBaeTcs
OTITyCKOM MeTajlla 1IBa, MPeICTaBISAIoNIero codoit
MapTeHCUT. BBUAY NaHHON NOCTAHOBKH 3KCIEpPH-
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Puc. 4. OnpeneneHne MUKPOTBEPAOCTHU:

a — MaKpOCTPYKTypa CBapHOTO IIBa; O — MPOGUIb MUKPOTBEPIOCTH IO BEPTUKAILHOU TPASKTOPHU 4

Fig. 4. Microhardness test:

a — Weld seam macrostructure; 6 — Microhardness profile along the vertical direction 4

MEHTa II0CJIe IIPOXOXKJICHHs Jlazepa IMPOUCXOIUT
KPUCTAJIM3allMsl BaHHBI PacIulaBa, a 3aTeM — BTO-
pUYHOE IEepeIIaBICHUE MO/ JEHCTBUEM YiKE DIICK-
TpU4eCcKo nyru. B mponecce maBieHUs HIeK-
TPUYECKOM AYroW Temreparypa MeTajlla B MecTe
IUIABJICHUS JIa3€pOM HAMHOTO BBIIIE M3HAYAJIBHOU
KOMHATHOM TeMIleparypsl. Benencrsue 31oro mpo-
VCXOIUT TIOHMKEHHUE CKOPOCTH OXJIAXKIACHUS 30HBI
TUTIaBJICHUS TyTOBBIM HCTOYHUKOM M HEOOJIBILIOM OT-
mycK 00pa30BaBIIETOCsS MapTEHCHUTA.

BwMecTte ¢ TeM yxe 3aTBepIeBIIMI METAJUT [IBA
30HBI IIABJIEHUS JIA3EPHBIM MCTOYHMKOM pas3orpe-
BaeTCs, HE JOCTHUras TEMIIEPATyphl IJIaBICHUS, U
Jlaee OCTHIBAET €CTECTBEHHBIM oOpa3om. B man-
HOM IMKJIE HarpeBa M OXJIAXKICHUS IMPOUCXOIUT
TaKKe MPOLECC OTIYCKa C NOHWKEHUEM TBEPIOCTH
paccmarpuBaemoro ydactka. Ha puc. 4, a cuHum
NpPSMOYTOJIBHUKOM BBIIETICHAa 00JacTh, IJe MO H3-
MEpPEHHBIM 3HAYEHUSIM MUKPOTBEPIOCTH HAOIIOIa-
€TCs MPOLECC OTITYCKA.

Jlanee HaOMOMaeTCsl MTMKOBOE 3HAYEHUE MHUKPO-
TBEPAOCTH 30HBI IUIABJICHHS JIA3€pHBIM MCTOY-
HUKOM, KoTopoe cocrtasisieT O6onee 2,9 I'Tla. Ha-

XOUTCST ATOT MUK 3HAYEHHM MUKPOTBEPJOCTH Ha
paccTossHUM 3 MM OT TPaHMIIBl B3aUMOJACHCTBUS
JIBYX 30H IUJIABJIEHUSI — JAYTOBOW M JIa3epHOU. DTO
OOYCIIOBIIEHO TE€M, YTO BTOPHYHOE TETJIOBOE BO3-
NEHCTBUE OT JIEKTPUUYECKOU TYyTrd B ITOH 00JIacTH
y>K€ HE MrpaeT CYLIECTBEHHOM pojH, U mpolecca
OTITyCKa He TpoucxoauT. [Ipu mpubmmkeHnn K Kop-
HIO IIBa B 3HAYEHUSAX NPOQUIST MUKPOTBEPIOCTH
HaOMrofaeTcsl KauecTBEHHbIN cran. B ¢opmuposa-
HUU TPOQUIST MUKPOTBEPIOCTH HAYMHAIOT UTPATh
CBOIO POJIb KpaeBble ycnoBus. [Ipu moctuxeHun
KOpHSI 11Ba, TPaHUIl METaJlJla YMEHBIIAETCs CKO-
POCTh OXJIaKJIECHHUS METAJlIa [0 CPAaBHEHUIO C 30HA-
MU MEeTaJlla IIBa, HAXOSIIUMUCS ONIKE K IEHTPY
o TommuHe. COOTBETCTBEHHO YeM HUXKE CKOPOCTh
OXJIQKJICHUS, TEM HIDKE 3HAYEHUE MUKPOTBEPIOCTH
MeTaJlIa 1Ba 1 0oJiee CyIeCTBEHHOE BIMSIHAE UMe-
€T MPOIECC OTITyCKa 00JacTH MeTajuia IIBa, IPOU3-
BEJICHHOM JIa3epHbIM u3nydyenreMm. Crnaja 3HaueHun
MHUKPOTBEPAOCTH MTPOUCXOAUT MOCTEIIEHHO, KaK T0-
Ka3aHo Ha puc. 4, 0.

[Tpu paccMoTpeHnr MPOPUIST MUKPOTBEPIOCTH
30HBI JyTOBOM CBAapKH B IOIMEPEYHOM CEUEHUU I10
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rOpU30HTAJILHON Tpaekropuu / (cM. puc. 2, a) Ha-
OnrolaeM TOCTENEHHOE YBEIMYEHHUE MHUKPOTBEp-
JIOCTH, JTOCTHTAIOIEe CBOET0 MHUKOBOTO 3HAYEHUS
B 2,9 I'Tla BONIM3M rpaHULIbl 30HBI [UIABJIEHUS U TIPU-
Jieraroniei K He 30HbI 2. Jlanee mpoucXoIuT CHUXKE-
HUE 3HAUEHHs] MUKPOTBEPAOCTH K IIEHTPY 001acTU
TUIaBJIEHUS TyTOBBIM UCTOYHUKOM. DTO COITIACYETCs
¢ cootHomeHneM Xoia-Ilerda: B 30He QyroBoro
MCTOYHHMKA IO KpasiM BU3yaJbHO HalOmronaercst 0o-
Jiee MeJKasi JICHIpUTHasE CTpykTypa (puc. 3, 6) mo
CPaBHEHMIO C LIEHTPOM 30HBI ILIABJIEHHUS TyTOBBIM
HCTOYHUKOM, U COOTBETCTBEHHO B MPO(UIIE MUKPO-
TBEPJOCTHU 3TO MPOSBISIETCS U3MEHEHUEM 3HAYEHUN
MHUKpPOTBEpAOCTH B AaHHOM 30He. Ha puc. 5 uepHbI-
MU CTpEJIKaMHU I10Ka3aHbl OOJIACTH MOBBIIIEHHBIX
3HaAUEHUI MUKPOTBEPIOCTH B UCCIIEyEMOM 30HE.
[Tpoduns 3HAYEHNI MUKPOTBEPAOCTH 110 TPACK-
TOpuH 2 (CM. pHC. 2, @) B 00JACTH TPaHULIBI MEXKIY
JIByMsI 30HAMM IUJIABJIEHUS, JTyTOBOM M JIa3€pHOM,
IIpeJCTaBlIeHbl Ha puc. 6 3eneHbIM 1BeToM. IIpo-
¢uib 3HAYEHUI MHUKPOTBEPIOCTH, U3MEPEHHBIH B
0071acTH J1a3epHOM CBApKU, TpaekTopus 3 (puc. 2, a),
MOKa3aH Takke Ha puc. 6 kpacHbIM 11BeToM. Cyiiie-
CTBEHHBIX M3MEHEHUH Npo(uis MHUKPOTBEPIOCTH
[0 TPAEKTOPUH 2 MO CPaBHEHUIO C MPOPHIEM MU-
KpPOTBEPAOCTU BaHHBI paciljiaBa JyroBOro HCTOUHU-
Ka HE BBIIBICHO. EIMHCTBEHHOW OTIMYUTEIIHLHOMN
0COOEHHOCTBIO SIBJISIETCSI HEOOJIBIIOE MOBBIILIEHUE
MUKpPOTBEPAOCTU B LIEHTPE CBAPHOTO COEIUHEHUS
BOJIM3M TPaHUIBl MEX]y IBYMs BaHHaMH pacIuia-
Ba. [Ipodunbe MUKpOTBEPIOCTH B 00JIACTH JIa3epHOU
CBapKH MPEJICTaBISIET COOO0M pe3Kuil MoIbeM 3Haye-
HUN MHUKpOTBepaocTH, npesbimatoniuii 3,0 I'Tla, u
3areM craj K 3Haue€HUsIM OCHOBHOTO MeTasuta. J{is

\
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Puc. 5. [Ipopuns MUKPOTBEPIOCTH 30HBI IIIABJICHUS
JTyTOBBIM UCTOYHUKOM I10 TpaeKTopuu /

Fig. 5. The microhardness profile melting zone arc
direction /
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Puc. 6. [Ipodhunr MUKPOTBEPIOCTH CBAPHOTO IIIBA 110
TpaekTopusiM 2 (3eJeHbli 1BeT) u 3 (KpacHbIH 1BET)

Fig. 6. Microhardness profiles of the weld along
direction 2 (green) and 3 (red)

Ja3epHOM CBapKH MOJO0OHBINA BU KPUBOW — ITO Xa-
pakTepHas 4epTa, BCTPEUarolascs B IPYrux uccie-
noBaHusx [27, 28].

Hapsiny ¢ mnpeacraBieHHBIMH HM3MEpPEHUSMU
MUKpPOTBEPAOCTU MPOBENEH psAJ HCIBITAaHUM Ha
CTaTUYECKOE pacTsKeHUe. Tak Kak TaHHbIN CIUIaB B
JIUTOM COCTOSIHUM MMEET MOBBIIIEHHYIO TBEPIOCTh
U MPOYHOCTH [0 CPAaBHEHUIO C OCHOBHBIM MeETall-
oM, OBUTM BBIPE3aHbl HECTaHAAPTHBIC OOpas3Ilbl,
MO3BOJIAIONIME OLEHUTh MEXaHWYECKHE CBOMCTBA
MeTaJula IIBa B pa3In4HbIX 30Hax. Ha puc. 7, a no-
Ka3aHbl HECTAHJAPTHBIC 00Pa3Ibl ¢ HEOOXOIUMBIM
YTOHEHUEM B 30HE METaJula IlBa JJIsl MPOBEICHUS
WCIIBITAHUN HA CTAaTUYECKOE PACTSIKEHHUE.

[To pe3ynpTaTaM MCHBITAHUM CBAPHOIO IIIBa HA
CTaTUYECKOE pacTshKeHue (Tadil. 2) MOXKHO CIeNaTh
BBIBOJI O TOM, YTO IpeJes MPOYHOCTH MeTajula [IBa
B 30HE IJIaBJICHUS JTYTOBBIM MCTOYHHUKOM OKa3ajcs
B CPEHEM BBIIIE, YEM B 30HE IJIaBICHHUS J1a3€PHBIM

a 0

Puc. 7. Tlpumepbl HeCTaHIAPTHBIX 00Pa3OB IS HCIIBI-
TaHWI Ha CTAaTHYECKOE PACTKEHUE 0 UCTIBITAHUH (@)
U TIOCJIC MCIIBITAHUN Ha CTaTHYECKOe pacTshkeHue (0)

Fig. 7. Examples of non-standard specimens for static
tensile testing before (a) and after static tensile testing (6)
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Taonuma 2
Table 2

Pe3y.]'[l>TaT]>I HCIBITAHUI MeTaJLjIa IBa Pa3HbIX 30H CBAPKHA HA CTATHYECKOEC PACTHKCHUE

The test results of weld metal of different welding zones for static tensile strength

Cpennee 3HaueHUE
Obpasen Tum oOpasma Honokenne Hpenen npotroctn rpejiena MpOYHOCTH MPH
paspylIeHus npu pactsxenun, MIla pactskeri, MITa
3.1 laser 2, BIOJTb Meramt mBa 650
4.1 laser 2, BJIOJIb Merasur mBa 767 722
4 laser 2, BIIOJIb Meraj mBa 750
1.1 arc 1, B1OJIL MerTaj mBa 783 755
1 arc 1, BIOJB Meraimn mBa 728
2.1 arctlaser 1, BIOJB Merain mBa 755 755
2 arctlaser 1, Boonb Meramn mBa 754
2.0 arctlaser 3, momepex Meramn mBa 847 269
2.1 arctlaser 3, momnepek Merann mBa 892
1.1 arc 3, momepex Meramn mBa 894 900
1.0 arc 3, momnepex Merann mBa 906
4.1 laser 3, monepex Meramn mBa 875
3.1 laserl 3, momnepex Merann mBa 887 877
4.0 laser 3, monepex Meramn mBa 877
3.0 laser 3, momnepex Merann mBa 867
BM 1 OCHOBHOHM MeTasI 538 538

u3nydeHueM. JlaHHble MCIBITAaHUI 0Opa3IoB, BbI-
pPEe3aHHBIX U3 001acTHU IPaHULBl MEXAY JAyrOBOU U
JIA3€pHON BaHHOM pacruiaBa, OKa3aJauCh HE TaK Of-
HO3HauyHbl. 110 OIyYEeHHBIM JAHHBIM CIIOXKHO CKa-
3aTh O MPOYHOCTHBIX XapaKTEPUCTHKAX 3TOU 30HBI.
O06pasen mox mapkupoBkoir «BM» — obpaserr st
OIpezesieHus Mpeseaa MPOYHOCTH OCHOBHOTO Me-
Taja.

Heo0xoqumMo OTMETHUTB, YTO MO MOTYYECHHBIM
JAHHBIM MCMBITAHUM MpEies IPOYHOCTH IIPU pac-
TSOKCHUH 00pa3lioB B MTOTIEPEYHOM HANpPABICHUU K
CBapHOMY ILIBY BBIILIE IIpeJiea MPOYHOCTH METa-
Ja 1IBa B MPOJOJIBLHOM HaNpaBiIeHUH 0oJiee ueM Ha
100 MlITa.

BBuny nmoaroroBku o6pasnoB Tuma 3 ¢ OBajb-
HBIM YTOHEHHEM B 00JIaCTH MeTaJula [IBa O MPOUC-
xonsmiei nedopmanuu odpasia Bo BpeMs pacTsike-
HUSI CYTUTh HEKOPPEKTHO U3-3a MAJIEHBKON padoueit
yacTh oOpa3ua. B nanHoM ciydae npeznen npoyHo-
CTH IIPU PACTSKEHUH SBJISIETCSI ITIaBHOW XapaKTepu-
CTUKOW B UCIIBITAHUH.

Hamportus, 06pa3iibl, BeIpe3aHHbIE BJI0JIb CBap-
HOTO COEIMHEHMsI M3 pa3HbIX 30H MeTajljia IIBa,
HEeCyT B ce0e JaHHBIE HE TOJBKO O Mpejese mpod-

HOCTH, HO U uH(popManuio o aedopmaruu oopas-
11a IpU HCTIBITaHUAX. B 00pasiax, BEIpe3aHHbIX 110
tuny 1 u 2, neHaputHas CTPyKTypa HampaBieHa
nox yriom ~90° k mpuiiaraeMoMmy HamnpsLKEHHIO
IIpY MCHBITAHUM Ha CTaTUYECKOe pacTskeHue. Ha
puc. 8 MpoaEeMOHCTPUPOBAHBI KPUBBIE, MOTYYEH-
HBIE BO BPEMsI UCIIBITAHUN HA CTAaTUYECKOE PaCTs-
xenue. OTHO3HAYHO OIpeNessieTCs, YTO 00pa3Lbl
30HbI IUIABJIEHUS JIa3€pHBIM M3JIyUYEHUEM MEHEe
TUTACTUYHBI, YeM 00pa3Ilbl 30HbI IJIABJICHUS JTyTO-
BbIM HCTOYHHKOM. [Tomo0HOE MoBeneHne Meramna
IIBa COIVIACYETCA C JaHHBIMU MHMKPOTBEPJOCTH.
B 30He BO3A€HCTBUSA 4YMCTO JIA3€pHBIM M3JIyue-
HUEM, 3HAYCHHUs] MUKPOTBEPAOCTH BBINIE, YEM B
JIPYrUX 30Hax, YTO HE MOXKET HE CKa3aThCs Ha IJIa-
CTUYHOCTH MaTepuara.

OOpa3ipl Ha pacTsiKeHUE, BhIpe3aHHbIE U3 00-
JIACTU TPAHULIBI MKy yTOBOM U JIa3€pHOU BaHHA-
MU paciuiaBa (puc. 8, KpUBbIE KPaCHOTO I[BETA), KaK
OrOBapUBAJIOCh BBIIIE, HE YaJ0Ch UHTEPIPETUPO-
BaTh OfHO3Ha4HO. OJIHA KpHBas JIEKUT B 00OIACTH
IUIACTUYHOCTH 00pa3lioB 30HBI JIA3EPHOTO IJIaBlIe-
HUS1, BTOpas e, HAIPOTHB, — B 30HE TUIABJICHUS Y-
TOBOI'0 UCTOYHHKA.
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Puc. 8. KpuBble UCIBITAHUSI HAa CTAaTUYECKOE PaACTKE-
HUE MeTajla IBa B OOJIACTH BIMSHUSA J1a3epa (CHHHE
KpUBBIE), B 00NacTH BIWSHUS [yTOBOTO HCTOYHHKA
(KpacHbIe KPUBBIE) U B OOJACTH TPAHUIIBI MEXKIY 30HA-
MU BIIASHUS IByX UCTOUHUKOB TETUIA (3€JIEHBIE KPUBBIC)

Fig. 8. Static tensile test curves of the weld metal in

the laser area (blue curves), in the arc source area (red

curves) and in the area of the boundary between the two
heat sources (green curves)

BoIBOABI

HccenenoBana CTpyKTypa U MEXaHUYECKUE CBOM-
CTBAa MeTajlla IIBa TUOPHUIHOW Ja3epHO-IYTOBOM
cBapku. Ha ocHoBaHuu npopenanHoi paboTsl cle-
JIAHBI CJICAYIOLIUE BBIBO/BI.

CrpyKTypa 30H IJIaBIEHUS OT JYyTOBOI'O U J1a3ep-
HOTO MCTOYHHKA HCCIIEJOBAaHHBIX 00PA3IIOB SIBIISET-
Cs HEOJHOPOAHOMU. JleHapuTHas CTPyKTypa IIBa B
00JIaCTH TUIABJIEHUS TYTOBBIM HMCTOYHUKOM IIpE.-
CTaBlieHa OoJiee KPyIHBIMH CTOJIOUaThIMU 3€pHAMM,
4yeM B 00JIACTH TUIABJICHHUS JIa3ePHBIM HCTOYHUKOM.

MukpoTBEepAOCTH METaJlIA 11BA BBIIE 3HAYCHUN
MHUKPOTBEPAOCTH B UCXOJAHOM METAILIE B CPEAHEM
Ha 0,85 I'Tla. Ilpoduas MUKPOTBEPIOCTH OT JIMIIE-
BOW CTOPOHBI IIBA K €r0 KOPHIO, OXBAaTbIBAKOLLUN
JIBE€ 30HBI ILIABJICHUS — JYTOBYIO U Ja3€pHYIO, U3-
MEHSETCS B 3aBUCUMOCTU OT TEIUIOBOM HCTOpUU
CBapOYHOIO Ipouecca.

IIpoBeneHHBIEC UCIIBITAHNS HA CTATUYECKOE pac-
TsOKEHUE MeTajlla IIBa AYTOBOWM M JIa3€pHOM 30H
IUIaBJICHUS PA3IMUHBl MEXTy coOoii. B 3aBucumo-
CTHU OT HAIPABJICHUs POCTA JIEHIPUTOB 110 OTHOLLIE-
HUIO K HAMPSHKEHUIO TIPU UCTIBITAHUSAX HAOIIOAeTC s
aHU30TpoIHKs MeTajuia 1mBa. [loydeHHble 3HaUeHNS
Ipezesia IpOYHOCTU METaJlIa 1IBa BO B3aUMHO I1€p-
NEHIMKYISIPHBIX HAPaBIEHUSAX B 00J1aCTH TyTOBOM
cBapku orinvarorcss Ha 145 Mlla u cocrasmstor
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755 MIla — myst 06pas31oB, BRIPE3aHHBIX BIOJb Ha-
npasieHus cBapku, U 900 MIla — mist 06pasios,
BBIPE3aHHBIX  TEPHEHAUKYISIPHO  HAIPABICHHUIO
cBapku. B oOnmacTu nmazepHON CBapKH OTIMYHE CO-
crapisier 155 Mlla u 3HaueHus npenena MpoYHO-
ctu — 722 u 877 MIla cOOTBETCTBEHHO.

Cnucok JuTeparypbl

1. Methods and apparatus for cutting, welding,
drilling and surface treating: patent 1547172, Great
Britain / W.M. Steen. — Publ. date: 06.06.1979.

2. A comparative study on the microstructure and
properties of copper joint between MIG welding and
laser-MIG hybrid welding / L.-J. Zhang, Q.-L. Bai,
J. Ning, A. Wang, J.-N. Yang, X.-Q. Yin, J.-X. Zhang //
Materials and Design. — 2016. — Vol. 110. — P. 35-50. —
DOI: 10.1016/j.matdes.2016.07.117.

3. Wu S., Xiao R. Effect of high power CO2 and YD :
YAG laser radiation on the characteristics of TIG arc in
atmospherical pressure argon and helium // Optics and
Laser Technology. — 2015. — Vol. 67. — P. 169-175. —
DOI: 10.1016/j.0ptlastec.2014.10.018.

4. Oyyaravelu R., Kuppan P, Arivazhagan N.
Comparative study on metallurgical and mechanical
properties of laser and laser-arc-hybrid welding of HSLA
steel // Materials Today: Proceedings. —2018. —Vol. 5. —
P. 12693-12705. — DOI: 10.1016/j.matpr.2018.02.253.

5. Comparison between hybrid laser-MIG welding
and MIG welding for the invar36 alloy / X. Zhan,
Y. Li, W. Ou, F. Yu, J. Chen, Y. Wei // Optics and
Laser Technology. — 2016. — Vol. 85. — P. 75-84. —
DOI: 10.1016/j.0ptlastec.2016.06.001.

6. Effects of coupling between the laser plasma
and two arcs on metal transfer in CO2 laser double-
wire MIG hybrid welding / L. Hu, J. Huang, Ch. Liu,
X. Liu, D. Hou, Ch. Xu, Y. Zhao // Optics and Laser
Technology. — 2018. — Vol. 105. — P. 152-161. —
DOI: 10.1016/j.0ptlastec.2018.02.044.

7. Yan J., Gao M., Zeng X. Study on microstructure
and mechanical properties of 304 stainless steel joints by
TIG, laser and laser-TIG hybrid welding // Optics and
Lasers in Engineering. — 2010. — Vol. 48. — P. 512-517. —
DOI: 10.1016/j.0ptlaseng.2009.08.009.

8. Process stability during fiber laser-arc hybrid
welding of thick steel plates / I. Bunaziv, J. Frostevarg,
O.M. Akselsen, A.F.H. Kaplan // Optics and Lasers
in Engineering. — 2018. — Vol. 102. — P. 34-44. —
DOI: 10.1016/j.0ptlaseng.2017.10.020.

9. Deep penetration fiber laser-arc hybrid welding
of thick HSLA steel / 1. Bunaziv, O.M. Akselsen,
J. Frostevarg, A.F.H. Kaplan // Journal of Materials
Processing Technology. — 2018. — Vol. 256. — P. 216—
228.—DOI: 10.1016/j.jmatprotec.2018.02.026.



MATERIAL SCIENCE

10. Laser-arc hybrid welding of thick HSLA steel /
I. Bunaziv, O.M. Akselsen, J. Frostevarg, A.F.H. Kaplan.
Journal of Materials Processing Technology. —
2018. — Vol. 259. — P. 75-87. — DOI: 10.1016/j.
jmatprotec.2018.04.019.

11. Casalino G., Campanelli S., Ludovico A.D.
Hybrid welding of AA5754-H111 alloy using a fiber
laser // Advanced Materials Research. — 2012. —
Vol. 628. — P. 193-198. — DOI: 10.4028/www.scientific.
net/amr.628.193.

12. Weld microstructure and shape of laser-arc hybrid
welding/M. Gao, X.Y.Zeng,Q.W.Hu,J. Yan//Scienceand
Technology of Welding and Joining. — 2008. — Vol. 13. —
P. 106-113. — DOI: 10.1179/174329307x249388.

13. Zhang C., Gao M., Zeng X Effect of
microstructural characteristics on high cycle fatigue
properties of laser-arc hybrid welded AA6082 aluminum
alloy // Journal of Materials Processing Technology. —
2016. — Vol. 231. — P. 479-487. — DOI: 10.1016/].
jmatprotec.2016.01.019.

14. Frostevarg J., Kaplan A.F.H. Undercuts in laser
arc hybrid welding // Physics Procedia.—2014.—Vol. 56. —
P. 663-672. — DOI: 10.1016/j.phpro.2014.08.071.

15. Microstructure and mechanical properties of
laser-arc hybrid welding joint of GH909 alloy / T. Liu,
F. Yan, S. Liu, R. Li, Ch. Wang, X. Hu // Optics and
Laser Technology. — 2016. — Vol. 80. — P. 56-66. —
DOI: 10.1016/j.optlastec.2015.12.020.

16. Hybrid laser arc welding of X80 steel: influence
of welding speed and preheating on the microstructure
and mechanical properties / G.Turichin, M. Kuznetsov,
M. Sokolov, A. Salminen// Physics Procedia. —
2015. — Vol. 78. — P. 35-44. — DOI: 10.1016/;.
phpro.2015.11.015.

17. Technology fiber laser-MIG hybrid welding of 5
mm 5083 aluminum alloy / I. Bunaziv, O.M. Akselsen,
A. Salminen, A. Unt // Journal of Materials Processing
Technology. — 2016. — Vol. 233. — P. 107-114.

18. Alzahrani F.S., Abbas I.A. Fractional order
theory in a semiconductor medium photogenerated by
a focused laser beam // Physical Mesomechanics. —
2018. — Vol. 21.— P. 117-123. — DOI: 10.1134/
S1029959918020042.

19. Investigation of arc behaviour and metal transfer
incross arc welding /L. Zhang, S. Su,J. Wang, S.J. Chen //
Journal of Manufacturing Processes. —2019. — Vol. 37. —
P. 124-129. - DOI: 10.1016/J.JMAPRO.2018.11.018.

Konduaukrt narepecon

OBRABOTKA METALLOV %

20. Wu C.S., Zhang H.T, Chen J. Numerical
simulation of keyhole behaviors and fluid dynamics in
laser—gas metal arc hybrid welding of ferrite stainless
steel plates // Journal of Manufacturing Processes. —
2017. — Vol. 25. — P. 235-245. — DOI: 10.1016/j.
jmapro.2016.11.009.

21. Modelling of fluid flow phenomenon in laser +
GMAW hybrid welding of aluminum alloy considering
three phase coupling and arc plasma shear stress /
G. Xu, P. Li, Q. Cao, Q. Hu, X. Gu, B. Du // Optics and
Laser Technology. — 2018. — Vol. 100. — P. 244-255. —
DOI: 10.1016/j.optlastec.2017.10.009.

22. Numerical simulation of droplet shapes in laser-
MIG hybrid welding / Z. Lei, L. Ni, B. Li, K. Zhang //
Optics and Laser Technology. — 2017. — Vol. 88. —
P. 1-10. — DOI: 10.1016/j.optlastec.2016.08.011.

23. Technology numerical simulation of temperature
field fluid flow and weld bead formation in oscillating
single mode laser-GMA hybrid welding / X.S. Gao,
C.S. Wu, S.F. Goecke, H. Kiigler / Journal of Materials
Processing Technology. — 2017. — Vol. 242. — P. 147—-
159. — DOI: 10.1016/j.jmatprotec.2016.11.028.

24. Rana A.K., Paul S.K., Dey PP Effect of
martensite volume fraction on strain partitioning behavior
of dual phase steel // Physical Mesomechanics. —
2018. — Vol. 21.— P. 333-340. — DOI: 10.1134/
$1029959917040070.

25. Correlation of high power laser welding
parameters with real weld geometry and microstructure
S. Liu, G. Mi, F. Yan, C. Wang, P. Jiang // Optics and
Laser Technology. — 2017. — Vol. 94. — p. 59-67. —
DOI: 10.1016/j.optlastec.2017.03.004.

26. Study on microstructures and mechanical
properties of laser-arc hybrid welded S355J2W+N steel /
S. Zhen, Z. Duan, D. Sun, Y. Li, D. Gao, H. Li // Optics
and Laser Technology. — 2014. — Vol. 59. — P. 11-18. —
DOI: 10.1016/j.optlastec.2013.11.021.

27. Laser welding of fusion relevant steels for
the European DEMO / S. Kirk, W. Suder, K. Keogh,
T. Tremethick, A. Loving // Fusion Engineering
and Design. — 2018. — Vol. 136. — P. 612-616. —
DOI: 10.1016/j.fusengdes.2018.03.039.

28. Laser beam welding of dual-phase DP1000
steel / PH.O.M. Alves, M.S.F. Lima, D. Raabe,
H.R.Z. Sandim// Journal of Materials Processing
Technology. — 2018. — Vol. 252. — P. 498-510. —
DOI: 10.1016/j.jmatprotec.2017.10.008.

ABTOPBI 3asBIISIIOT 00 OTCYTCTBUU KOH(IUKTA HHTEPECOB.

© 2019 Aptopsl. M3narensctB0 HOBOCHONPCKOTO TOCYIapPCTBEHHOTO TEXHHYECKOTO YHUBEPCHUTETA. JTa CTAThs JOCTYIIHA 10
mnnen3nu Creative Commons «Attribution» («Atpubynms») 4.0 Becemupnas (https://creativecommons.org/licenses/by/4.0/)

Vol. 21 No. 2 2019 93



% OBRABOTKA METALLOV MATERIAL SCIENCE

Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science. 2019 vol. 21 no. 2 pp. 84-96
ISSN: 1994-6309 (print) / 2541-819X (online)
DOI: 10.17212/1994-6309-2019-21.2-84-96

Obrabotka metallov -
Metal Working and Material Science

TEXHONOTHA
OBOPY/IOBAHKE
" WHETRYNERTH

Journal homepage: http://journals.nstu.ru/obrabotka_metallov

Structure and Mechanical Properties of Weld Metal Formed by Hybrid Laser-Arc
Welding of 13Mn6 Steel

s B ’

Andrey Vorontsov ba Kseniya Osipovich Lo Andrey Chumaevskii "¢ Veronika Utyaganova b
Anton Malyuk >¢ Alexandr Stupakov A Evgeny Kolubaev Le Valery Rubtsov Lh

https://orcid.org/0000-0002-4334-7616, (=] vav@ispms.com, b https://orcid.org/0000-0001-9534-775X, Q osipovich_k@ispms.tsc.ru,
https://orcid.org/0000-0002-1983-4385, Q tch7av@gmail.com, 4 https://orcid.org/0000-0002-2303-8015, Q filaret 2012@mail.ru,
https://orcid.org/0000-0002-7737-4233, Q antohindenis@mail.ru,f https://orcid.org/0000-0002-7899-053X, Q ans52@tpu.ru,

& https://orcid.org/0000-0001-7288-3656, (=] eak@ispms.ru, g https://orcid.org/0000-0003-0348-1869, (=} rvy@ispms.ru
ARTICLE INFO ABSTRACT
Article history: Introduction. Hybrid laser-arc welding (HLAW) is an advanced technique of permanent joint formation. A
Received: 21 February 2019 distinctive feature of this process is the interaction of two heat sources in one melt welding bath. With the help of
Revised: 18 March 2019 this type of welding it is possible to weld thick-walled metal workpieces in one pass without cutting edges at high
Accepted: 11 April 2019 speed. Due to the fact that this welding process involves two heat sources that influence each other in the welding
Available online: 15 June 2019 process and form molten pools with different characteristics and different structure after solidification, the study of
the relationship between the formation of the weld structure and its mechanical properties is still relevant. Research
Keywords: of welds on the example of structural steel 13Mn6 is an important study in welding engineering. The aim of the
Structural steel work is to investigate the structure and mechanical properties of weld metal formed by hybrid laser-arc welding.
HLAW Results and discussion. On the basis of the obtained data it is possible to draw a conclusion that the weld metal
Weld seam structure formed by hybrid laser-arc welding is heterogeneous. The heterogeneity is shown in different directions both in the
Mechanical properties microstructure and in the results of the microhardness study. Measurements of microhardness inside the weld clearly
Weld metal demonstrate the thermal history of the hybrid laser-arc welding process. The boundary area of the two molten pools
has a reduced hardness in comparison to the arc or laser melting zones only. Static tensile tests on the weld metal
Funding: have shown differences between the arc and laser melt pools. Mechanical test results also demonstrated seam metal
This work was financially supported anisotropy in mutually perpendicular directions.

by Russian Federation Ministry of
Education and Science (agreement
No 14.607.21.0190, project identifier
RFMEFI60717X0190)

For citation: Vorontsov A.V., Osipovich K.S., Chumaevskii A.V., Utyaganova V.R., Malyuk A.P., Stupakov A.N., Kolubaev E.A., Rubtsov V.E.
Structure and mechanical properties of weld metal formed by hybrid laser-arc welding of 13Mn6 steel. Obrabotka metallov (tekhnologiya,
oborudovanie, instrumenty) = Metal Working and Material Science, 2019, vol. 21, no. 2, pp. 84-96. DOI: 10.17212/1994-6309-2019-21.2-
84-96. (In Russian).

References

1. Steen W.M. Methods and apparatus for cutting, welding, drilling and surface treating. Patent Great Britain,
no. 1547172, 1979.

2. Zhang L.-J., Bai Q.-L., Ning J., Wang A., Yang J.-N., Yin X.-Q., Zhang J.-X. A comparative study on the
microstructure and properties of copper joint between MIG welding and laser-MIG hybrid welding. Materials and
Design, 2016, vol. 110, pp. 35-50. DOI: 10.1016/j.matdes.2016.07.117.

* Corresponding author

Vorontsov Andrey V., Postgraduate, Junior researcher
Institute of Strength Physics and Materials Science

Siberian Branch of Russian Academy of Science,

2/4 pr. Akademicheskii, Tomsk, 634055, Russian Federation
Tel.: +7 (983) 239-3417, e-mail: vav@ispms.ru

94 Vol. 21 No. 2 2019



MATERIAL SCIENCE OBRABOTKA METALLOV %

3. Wu S., Xiao R. Effect of high power CO2 and Yb: YAG laser radiation on the characteristics of TIG arc in
atmospherical pressure argon and helium. Optics and Laser Technology,2015,vol. 67, pp. 169—175. DOI: 10.1016/].
optlastec.2014.10.018.

4. Oyyaravelu R., Kuppan P., Arivazhagan N. Comparative study on metallurgical and mechanical properties
of laser and laser-arc-hybrid welding of HSLA steel. Materials Today: Proceedings, 2018, vol. 5, pp. 12693—
12705. DOI: 10.1016/j.matpr.2018.02.253.

5.Zhan X., Li Y,, Ou W.,, Yu F., Chen J., Wei Y. Comparison between hybrid laser-MIG welding and
MIG welding for the invar36 alloy. Optics and Laser Technology, 2016, vol. 85, pp. 75-84. DOI: 10.1016/j.
optlastec.2016.06.001.

6. Hu, Lianhai; Huang, Jian; Liu, Chuntao; Liu, Xiaolin; Hou, Debin; Xu, Changling; Zhao, Yang. Effects of
coupling between the laser plasma and two arcs on metal transfer in CO2 laser double-wire MIG hybrid welding.
Optics and Laser Technology, 2018, vol. 105, pp. 152—-161. DOI: 10.1016/j.optlastec.2018.02.044.

7. Yan J., Gao M., Zeng X. Study on microstructure and mechanical properties of 304 stainless steel joints
by TIG, laser and laser-TIG hybrid welding. Optics and Lasers in Engineering, 2010, vol. 48, pp. 512-517.
DOI: 10.1016/j.optlaseng.2009.08.009.

8. Bunaziv 1., Frostevarg J., Akselsen O.M., Kaplan A.F.H. Process stability during fiber laser-arc hybrid
welding of thick steel plates. Optics and Lasers in Engineering, 2018, vol. 102, pp. 34—44. DOI: 10.1016/j.
optlaseng.2017.10.020.

9. Bunaziv 1., Akselsen O.M., Frostevarg J., Kaplan A.F.H. Deep penetration fiber laser-arc hybrid welding
of thick HSLA steel. Journal of Materials Processing Technology, 2018, vol. 256, pp. 216-228. DOI: 10.1016/j.
jmatprotec.2018.02.026.

10. Bunaziv 1., Akselsen O.M., Frostevarg J., Kaplan A.F.H. Laser-arc hybrid welding of thick HSLA steel.
Journal of Materials Processing Technology, 2018, vol. 259, pp. 75-87. DOI: 10.1016/j.jmatprotec.2018.04.019.

11. Casalino G., Campanelli S., Ludovico A.D. Hybrid welding of AA5754-H111 alloy using a fiber laser.
Advanced Materials Research, 2012, vol. 628, pp. 193—198. DOI: 10.4028/www.scientific.net/amr.628.193.

12. Gao M., Zeng X.Y., Hu Q.W., Yan J. Weld microstructure and shape of laser-arc hybrid welding. Science
and Technology of Welding and Joining, 2008, vol. 13, pp. 106—113. DOI: 10.1179/174329307x249388.

13. Zhang C., Gao M., Zeng X. Effect of microstructural characteristics on high cycle fatigue properties of
laser-arc hybrid welded AA6082 aluminum alloy. Journal of Materials Processing Technology, 2016, vol. 231,
pp- 479-487. DOI: 10.1016/j.jmatprotec.2016.01.019.

14. Frostevarg J., Kaplan A.F.H. Undercuts in laser arc hybrid welding. Physics Procedia, 2014, vol. 56,
pp- 663—672. DOI: 10.1016/j.phpro.2014.08.071.

15. Liu T., Yan F., Liu S., Li R., Wang Ch., Hu X. Microstructure and mechanical properties of laser-arc
hybrid welding joint of GH909 alloy. Optics and Laser Technology, 2016, vol. 80, pp. 56-66. DOI: 10.1016/j.
optlastec.2015.12.020.

16. Turichin G., Kuznetsov M., Sokolov M., Salminen A. Hybrid laser arc welding of X80 steel: influence of
welding speed and preheating on the microstructure and mechanical properties. Physics Procedia, 2015, vol. 78,
pp. 35-44. DOI: 10.1016/j.phpro.2015.11.015.

17. Bunaziv I., Akselsen O.M., Salminen A., Unt A. Technology fiber laser-MIG hybrid welding of 5 mm 5083
aluminum alloy. Journal of Materials Processing Technology, 2016, vol. 233, pp. 107—114.

18. Alzahrani F.S., Abbas [.A. Fractional order theory in a semiconductor medium photogenerated by a focused
laser beam. Physical Mesomechanics, 2018, vol. 21, pp. 117-123. DOI: 10.1134/S1029959918020042.

19. Zhang L., Su S., Wang J., Chen S.J. Investigation of arc behaviour and metal transfer in cross arc welding.
Journal of Manufacturing Processes, 2019, vol. 37, pp. 124-129. DOI: 10.1016/J.JMAPRO.2018.11.018.

20. Wu C.S., Zhang H.T., Chen J. Numerical simulation of keyhole behaviors and fluid dynamics in laser—gas
metal arc hybrid welding of ferrite stainless steel plates. Journal of Manufacturing Processes, 2017, vol. 25,
pp. 235-245. DOI: 10.1016/j.jmapro.2016.11.009.

21. Xu G., Li P, Cao Q., Hu Q., Gu X., Du B. Modelling of fluid flow phenomenon in laser + GMAW
hybrid welding of aluminum alloy considering three phase coupling and arc plasma shear stress. Optics and Laser
Technology, 2018, vol. 100, pp. 244-255. DOI: 10.1016/j.optlastec.2017.10.009.

22. Lei Z.,Ni L., Li B., Zhang K. Numerical simulation of droplet shapes in laser-MIG hybrid welding. Optics
and Laser Technology, 2017, vol. 88, pp. 1-10. DOI: 10.1016/j.optlastec.2016.08.011.

Vol. 21 No. 2 2019 95



CM OBRABOTKA METALLOV MATERIAL SCIENCE

23. Gao X.S., Wu C.S., Goecke S.F., Kiigler H. Technology numerical simulation of temperature field, fluid flow
and weld bead formation in oscillating single mode laser-GMA hybrid welding. Journal of Materials Processing
Technology, 2017, vol. 242, pp. 147-159. DOI: 10.1016/j.jmatprotec.2016.11.028.

24. Rana A.K., Paul S.K., Dey P.P. Effect of martensite volume fraction on strain partitioning behavior of dual
phase steel. Physical Mesomechanics, 2018, vol. 21, pp. 333-340. DOI: 10.1134/s1029959917040070.

25.Liu S., Mi G., Yan F., Wang C., Jiang P. Correlation of high power laser welding parameters with real
weld geometry and microstructure. Optics and Laser Technology, 2017, vol. 94, pp. 59—67. DOI: 10.1016/.
optlastec.2017.03.004.

26. Zhen S., Duan Z., Sun D., Li Y., Gao D., Li H. Study on microstructures and mechanical properties
of laser-arc hybrid welded S355J2W+N steel. Optics and Laser Technology, 2014, vol. 59, pp. 11-18.
DOI: 10.1016/j.optlastec.2013.11.021.

27. Kirk S., Suder W., Keogh K., Tremethick T., Loving A. Laser welding of fusion relevant steels for the European
DEMO. Fusion Engineering and Design, 2018, vol. 136, pp. 612—-616. DOI: 10.1016/j.fusengdes.2018.03.039.

28. Alves P.H.O.M., Lima M.S.F., Raabe D., Sandim H.R.Z. Laser beam welding of dual-phase DP1000 steel.
Journal of Materials Processing Technology, 2018, vol. 252, pp. 498-510. DOI: 10.1016/j.jmatprotec.2017.10.008.

Conflicts of Interest
The authors declare no conflict of interest.

© 2019 The Authors. Published by Novosibirsk State Technical University. This is an open access article under the CC BY
license (http://creativecommons.org/licenses/by/4.0/).

96 Vol. 21 No. 2 2019



