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TABOHACBIIEHHOCTh METAJLJIA IIIBOB IIPU MOJABOJHOMN CBAPKE
KOPPO3UOHHO-CTOUKUX CTAJIEM 12X18H10T

Mykola Yu. Kakhovskyi M. 10. KaxoBckuii,
m.kakhovskyi@gmail.com Hayd. COTp.;
ORCID: 0000-0001-7249-0457 C. 0. Makcumos,
Serhyi Yu. Maksimov JI-p TEXH. HAyK

maksimov(@paton.kiev.ua
ORCID: 0000-0002-5788-0753

Paton Electric Welding Institute of NAS of Ukraine, Kyiv
HUnemumym snexkmpocseapru umenu E.O. [lamona HAH Yrpaunvt, e. Kues

Abstract. The influence of water environment on the physical and metallurgical processes of the underwater welding
is being considered. The aim of the performed studies was to identify the influence of water environment on the gas
content in the weld metal made with the flux-cored wire in wet underwater welding of the high-alloy 12H18N10T
steels . The oxidation potential of water, the gas saturation of the weld metal and the mechanical properties of a welded
joint obtained in wet underwater welding is experimentally studied. The effect of the improvement of the weld ap-
pearance, optimization of the amount of gases in the weld metal and absence of defects depending on the number of
the gas and slag forming components in the mixture of the flux-cored wire was stated. The results of the study can be
applied in performing welding and repair works in the mechanized underwater welding of NPP’s elements, ships and
hydraulic engineering structures. The identified trends allow obtaining necessary mechanical characteristics, as well
as the necessary amount of gases in the weld metal.

Keywords: degree of protection; gas saturation; high-alloy chromium and nickel steel; slag system; the alloying sys-
tem; self-shielded flux-cored wire.

AnHoranus. IIpoBeaeHo uccneq0oBaHNE OKUCIUTEIBHOIO MOTEHIMAaa BOJHON Cpefibl, Ta30HACHIILEHHOCTH MeTall-
Jla IIBa ¥ MEXaHWYECKUX CBOMCTB CBAPHOTO COEIMHEHHS, ITOJTYYEHHOTO IPH MOKPOH IOJBOIHOMN CBapKe ONBITHON
MpOBOJIOKOH. PaccMOTpeHOo BIMsHUE BOJHOHN Ccpelbl Ha (PHU3UKO-METALTyPTHIECKIE TPOIecChl AYyTOBOH IMOJBOIHOM
cBapku. Pa3paboTaH KOMIIIEKC METaITyprHYeCKUX M TEXHOIOTMYECKHX MEPONPHUATHH MO OOECIIEUCHHIO KauyecTBa
COEIMHEHUH TP TIOJIBOJTHON CBapKe KOPPO3UOHHO-CTOMKOM cTany aycTeHUTHOTO Kiacca 12X 18H10T.

KiroueBble ¢jI0Ba: CTENEHb 3alllUThI; Ta30HACHIIICHHOCTh; BBICOKOJIETHPOBAaHHbIE XPOMOHHUKEIEBBIE CTaIN; IIJIAKO-
Basl CUCTEMa; CUCTEMA JISTHPOBAHMS; CAMO3AIUTHAS IOPOIIKOBask IPOBOJIOKA.

Anotauis. [IpoBeneHo MOCIHIKEHHS OKHCHIOBAJILHOTO MOTEHIIIady BOJHOTO CEpPENIOBHUIIA, TA30HACHYEHOCTI MeTa-
JIy 1IBa i MEXaHIYHUX BJIIACTHBOCTEH 3BAPHOIO 3'€JJHAHHS, OTPUMAHOTO MPU MOKPOMY IiJIBOHOMY 3BapIOBaHHI J0-
CIITHUM JIpOTOM. PO3IIISIHYTO BILUTUB BOJHOTO CEpelOBHINA Ha (Pi3UKO-METATYPriifHi MPOIECH AYTOBOTO ITiIBOJHOTO
3BaproBaHHsA. P03po0IIEHO KOMILIEKC METATyPriiHUX i TEXHOJIOTIYHUX 3aXOJIB MO0 3a0€3IIeUCHHS SKOCTI 3'€THAHb
TIPH TiIBOTHOMY 3BapIOBaHHI KOPO3iHHOCTIHKOI cTaii aycreHiTHOTO Kiacy 12X 18H10T.

Kir04oBi cj10Ba: CTymiHb 3aXHUCTY; TaA30HACHYCHICTH; BUCOKOJICTOBAHI XPOMOHIKEJIEBI CTali; ITAKOBAa CUCTEMA; CH-
cTeMa JIETYBaHHS, CAaMO3aXUCHHUHN TTOPOIIKOBHI APIT.
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IMOCTAHOBKA ITPOBJIEMBbI

DJeKTPOyroBasi CBapKa 1oj| BOAOH HIMPOKO HpUMe-
HSETCS B KAaYECTBE OCHOBHOTO HHCTPYMEHTA TIPH BBITIOJ-
HEHUH PEMOHTHO-BOCCTAHOBUTEIHHBIX pabOT Ha THI-
POTEXHUYECKHAX COOPYKCHHSAX PA3NIMIHOTO HA3HAYCHUS
[3—6]. IIpu MOKpOI MOABOAHOM CBapKe Ayra TOPUT B 3aM-
KHYTOM 00BEMe Mapora3oBoro Iy3sIps, 00pasyromerocs
3a CYET MPOJYKTOB JIUCCOLMALINY BOJBI, a TAKXKE Cropa-
HUS 1 HCTIAPESHMS TUTABSIIETOCS AIEKTpoa U uaaenus [ 1].
BonsHoii map, COCTaBIAONINI OCHOBY aTMOC(ephI Tapo-
Ta30BOTO MY3bIPS, IIPH BEICOKUX TEMIIEPaTypax TyTrOBOTO
MIPOMEKYTKa JUCCOLIMUPYET ¢ 00pa3oBaHUEM BOJOpOJa
M KMCJIOPOa, YTO MPUBOJHUT K HHTCHCUBHOMY PacTBOpe-
HHIO 3THX T'a30B B MeTaiie mBa. Kak ciencreue, Meraut
CBapOYHOHN BaHHBI OKAa3BIBAETCS IIEPECHIIIEH BOIOPOIOM
(mo 55...60 cM*/100 1), a KHCIOpOm, B3aWMONEHCTBYSI
C pacIUIaBICHHBIM METaJUIOM KaK Ha CTAINH Karlld, TaK
Y Ha CTa/IMU BaHHEI, CIOCOOCTBYET MPAKTHYCCKH MOJTHO-
MY BBITOPaHHUIO BHICOKOAKTHBHBIX JIETHPYIOIHX JJIEMEH-
ToB. CofieprkaHue KUCJIOpO/ia B METaILIE LIBA IOXOAUT 10
0,25 % wmacc. [1]. He BctynuBmuii Bo B3anMoJeicTBHE
C JKeJIe30M M JICTUPYIOIIUMH IPUMECSIMUA KHACIOPOI CO-
EINHACTCS C BOAOPOIOM, 00pasys BOISHOHM map, KOTO-
pbIit OO CHOBA MOCTYMAET B PEaKIMOHHYIO 30HY, JTM00
KOH/ICHCHUPYETCsI Ha CTEHKaX MaporasoBoro Mmy3bIps. Xox
STOM pPC€aKkuu MNOATBEPKAACTCA MNPAKTUYCCKU ITOJIHBIM
OTCYTCTBHEM B OTXOJIINX ra3ax Kuciopoxaa [2].

AHAJIN3 IOCJIEJHUX UCCJIEJOBAHUM
U IYBJIMKALIAI

JU11  ycioBuii MOKpOHM CBAPKM  MaJlOyIIIEPOAMCTBIX
W HU3KOJIETHPOBAHHBIX CTajell MpoIiecchl B3auMOICHCTBUS
METaJIa ¢ Ta3aMU OCBEIICHB! JOCTATOYHO TOMHO. YTO ke
KacaeTcsi CBapKH BBICOKOJIETMPOBAHHBIX CTaJIEH ITO/ BOIOH,
TO MH(OPMALHS 110 STOMY BOIPOCY IOIHOCTBIO OTCYTCTBYET.

HEJIb PABOTBI — onpenenuts BIUSAHHUE BOIHOMN
Cpellbl Ha COAepXKaHUe I'a30B B METaJUle LIBOB, BBINOI-
HEHHBIX MOPOIIKOBOM MPOBOJOKOM MpH MOKpOM moi-
BOJIIHOM CBAapKe BBICOKOJIETMPOBAHHBIX CTaJEd TUIIA
12X18H10T.

HN3JTOKEHUE OCHOBHOI'O MATEPUAJIA

Caapka 00pasIoB BBHITOIHIACH TIOCTOSHHBIM TOKOM
HPSIMOM MOJNSPHOCTH ONBITHBIMH TTOPOIIKOBBEIMH IIPOBO-
nmokaMu nuaMerpoM 1,8 MM B mabopatopHOoM OacceifHe
BOJIOJIa30M-CBapIIMKOM Ha PEeKAMAax Ul1 = 32...34 B;
I, =140...160 A. O6009KOH 1T TIOPOIKOBOH MPOBO-
JOKH CITyXKHJIa KOPPO3HOHHO-CTOHKAsK XOJNOZHOKAaTaHas
aeHTa ¢eppuTHOTO THIA. s MOTyYeHUsI CpaBHUTEIb-

HBIX JaHHBIX o6pa3u1>1 CBApUBAJIMCH TAKIKE U Ha BO3YyXC.

I/IB BBITIOJIHCHHBIX MHOFOCHOﬁHBIX HaIlJIaBOK H3roTaB-
JUBAUCH 00pa3ipl Tua Mu-99 i ra30BOro aHamsa.
MetonoM BaKyyM-TUIABICHUS OIPENEIIUIN COAepKaHNe
KHUCIIOpOJIa, BOAOPO/Ia M a30Ta B HAIUIaBICHHOM MeTallje.

[TepBoHaYaTBHO 1O aHAJIOTHH CO CBAPKOW HA BO3IY-
X€ KOJIMYECTBO Ta30ILIaK000Pa3yIOIIUX KOMIIOHCHTOB
B IIIUXTE TOPOIIKOBOH MPOBOJIOKH BBHIACPKUBAIH B JHA-
ma3zone 8...10 %. OnxHako pe3ynbTaThl HAIUIABOK IOKa-
3aJT¥, YTO [UIAK MOKPBIBAET MOBEPXHOCTH IIBA HEPABHO-
MEpPHO, OTHENBbHBIMU YYacTKaMH, METAaIJl IIBa CHIHHO
okuciieH (tabn. 1). [locTenenHoe yBeaHueHHUE J0NU Ta-
30IIIAK000PA3YFOIINX KOMITOHEHTOB YIYYIIAeT Ka94eCTBO
(hopMHUPOBaHUS HAIUIABICHHOTO METaJlIa 33 CYCT OKPHI-
THS 11IBa CTUIOITHOW KOPKOW HTaKa.

Tabnuya 1. Biusitaue KOJMYECTBA ra30ULIaK006Pa3yOIHX
KOMIIOHEHTOB B LIMXTe IOPOIIKOBOIi NMPOBOJIOKH HA BHeLI-
HHI BH] IIBA

Konuuectro
ra3oliakooopa- .
Cpena P Buennuii Bug
3YIOLIMX KOMIIO-
HEHTOB, % Macc.
Boszmyx 8
Bona 12
Bona 14
Bona 21

Pesynbrarsl aHanu3a conepikaHus ra3oB B MeTalle,
HaIJIaBJIEHHOM Ha BO3JyX€ W IOJ BOAOW MOPOIIKOBOM
poBosIokoH ¢ 8 n 14 % razonumakooOpasyronux KOMIIO-
HEHTOB COOTBETCTBEHHO, IIPUBEICHBI B Ta0M. 2.

Ta6ﬂuua 2. Conepmaﬂne rasoB B HaIVIABJICHHOM MeTaJljie

Cpenma | [N], % macc. | [O], % macc. [H], cM3/100 ©
Bosnyx 0,06 0,05 11,00
Bona 0,03 0,11 26,00

Kak BUAHO M3 NPHUBCACHHBIX HNAaHHBIX, COACPIKAHUC
KHCJIOpOAa U BOAOPOAA HPU CBAPKE IOA BOI[OI71 yBCJIH-
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yyBaeTcs B 2 pa3a. [Ipu 3ToM konuyecTBO Bomopoaa He
MIPEBHIIIAET IPEAes €ro PaCTBOPUMOCTH B ayCTEHUTHOM
MeTajle U HEe BbI3bIBAET ONACeHMs 0Opa3oBaHUs MOP
U CHWXKEHHUSI MEXaHWYECKHX CBOMCTB. bonee kpuTHuHBIM
SIBIISIETCSI COZIEPKAHUE B METAJLIE 1IBa, KUCIOPOAA — yBE-
JIMYEHHUE er0 COJEp)KaHUS yXyIIIaeT BHELIIHWH BHUJ Ha-
IUTAaBJICHHOTO MeTaJllla MU OTPAaHWYMBAET BO3MOXKHOCTh
JIETUPOBaHMS IIBAa JIEMEHTAaMHU C BBICOKUM CPOACTBOM
K KUCIIOPOZY.

H].[O]. % macc.
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Puc. 1. BiusHEEe KOIMMYecTBa Ta30lLIaKOOOPa3yrONMMX KOM-
MOHEHTOB MUXTH P, % Macc. MOPOIIKOBOIl MPOBONIOKK Ha CO-
JepKaHue KUCIOpOoAa M a30Ta B HAIIaBICHHOM MeTalule IpH
CBapKe Ha BO3IyXe

st onpeneneHus cTeneHy OKUCIUTEIbHOTO BO3IEH-
CTBHUS OKpPYXKAIOIIEeH Cpebl Ha MeTaJl I1Ba ObIIIM BBIMIOJI-
HEHbI HAIUIaBKU MOPOIIKOBBIMH IPOBOJIOKAMHU C MHUHH-
MasbHBIM (14 %) 1 MakcumanbsHbIM (21 %) KonnyecTBOM
ra3oIuIako00pa3yIouX KOMIIOHEHTOB B Cpe/iax ¢ pa3Hoi
OKHCITUTEIFHON CIIOCOOHOCTBIO (aproH, BO3AYX, YIIe-

[O], 2% macc.

12 P, % macc

VBenueHHe JONH Ta30luIakoo0pasyommx KOMIIO-
HEHTOB IIUXTHI YAYYIIACT CTEIICHB 3alllMThI PACIUIABICH-
HOTO MeTaluia OT OKpyKarorieit cpemsl. [Ipu cBapke Ha
Bo31yXe (puc. 1) 3T0 XOpoLIO BUAHO Ha IPUMEPE CHUKE-
HHS COMICP)KAaHUs a30Ta B HAIJIABICHHOM MeTaite. B yc-
JIOBHSX CBAPKU IO BOJOH yBEIHYCHHE JIOIH ra30luia-
KOOOpa3yroIIeil COCTABISIFONICH IMXTHI MO3BOIMIIO 3HA-
YUTENHFHO COKPATUTH KOJIMYECTBO KACIOPOa U BOIOPOIA
B MeTaJuIe 1mBa (puc. 2).

(1],

M/ 100 O], % mace.
16 0,18
14 0,16
12 0,14
10 0,12

3 — (H] | 0.10
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0
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Puc. 2. BiusHue KONMYECTBa Ta30ILIAKOOOPa3yIONINX KOM-
TOHEHTOB MIMXTHI MOPOLIKOBOH MPOBOJIOKM Ha COJEp)KaHHUE
KHCJIOpOJia ¥ BOAOPOJA B HAIIABJIICHHOM MeETaJule PH MOKPOi
TIOJIBOJTHOM CBapKe

KHCIBII ra3 U Boaa). Pesyisrarel ompeneneHus comep-
JKaHusl Kucjaopoaa B Metayie mBoB Thuna 06X20H9I2b
npuBeeHbl Ha puc. 3. Kak BUIHO U3 pUCYHKa, yBeJIye-
HHE JIOJIM Ta301IIako00pasyonyx KOMIIOHEHTOB /10 21%
TTO3BOJIMJIO CHU3HUTH COJIEp KaHKMe KHUCIIOpOa 10 YPOBHH,
MTOTYy9aeMOT0 TIPH CBapKe B YITICKUCIIOM Ta3e.

0,12

AproH Bosmyx

VTTMeKMCITRIT Ta3

Boma

Puc. 3. CozeprxaHre KUCIOPO/ia B HAITABICHHOM METaJlIe TIPU CBAapKe B Cpeax ¢ Pa3HON OKUCIHUTENBHON CIIOCOOHOCTHIO:
l — 14 % macc., l —21% wmacc. ra3onnuIakoo0pa3yroImux KOMIIOHEHTOB
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BbIBOJbI

IIpu cBapke nox BOJOH caMO3aIMTHOM IOPOLIKOBOM
npoBosokor u3 cranu tuna 12X18H10T ycraHoBieHo:

1. B otnune oT ycinoBuii CBapKU Ha BO3AyXe KpHUTe-
pHUEM CTENEHH 3allUThl OT OKPY’KAIOIIEH CPeabl CIYKUT
HE coeprKaHUe a30Ta B HAIJIaBIEHHOM METajule, a Co-
JepaKaHNE KUCIOPOAA.

2. dns obecniedeHust coep)kaHus KHUCIOpoia B Ha-
IJIaBICHHOM METAJIE Ha YPOBHE, MOJIy4aeMOM TP CBap-
K€ Ha BO3/IyXe, IO Ta30ILIaK000pa3yroNniX KOMIIOHEH-
TOB B IIMXTE MOPOIIKOBOH ITPOBOJIOKH JOJDKHA OBITH HE
meree 20...22 % macc.

3. CoxepkaHue BOJOpPOJAa B HAIUIABICHHOM Me-
Talsie NpH OO0ECHEeYeHHH JIONM Ta30lLIakoo0pasyro-
mmx KoMHoHeHTOB B muxte 20...22 % He mpeBhIIIaeT
7...8 ¢cM*/100 1, 9TO COOTBETCTBYET 3HAYEHUSM, TTOTyUae-
MBIM IIpH CBapKe Ha BO3YyXE.

4. V36paHHble THI M ONTHMAJILHOE KOJMYECTBO Ta-
301IIaK000Pa3yIOIIMX KOMIIOHEHTOB IIMXThI MTOPOIIKO-
BOM TIPOBOJIOKH OOECIEUYHBAIOT YIOBIECTBOPUTEIHHEIC
CBapOYHO-TEXHOJOTUUECKUE CBOWCTBA IPU NOJBOJHOU
cBapke ctanu 12X18H10T u cogepxanue Kuciopoaa Ha
yposze 0,05...0,06 % macc.
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