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YA
shonskal, 4. Ya.

Reglamentatsiia pravki svarnykh trubchatykh konstruktsii, (Avtogennoe delo,
1946, no. 7, p. 21-23, illus., disgrs., bibliography)

Title tr.: Regulation of straightening of welded tubular structures.

TS227.A166 1946

SO: Aeronauticel Sciences and Aviation in the Soviet Union, Library of
Congress, 1955
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ERR ORI GETRIS

BRODSKIY, A. YA,
PInvestigetion of Straizhtening the Alrcraft Welded Constructions.® -

Sub 14 Apr 47, Moscow Order of the Labor Red Banner Higher Technical School .-
imeni N. B, Bauman :

Dissertations presented for degrees in science and engineering in Moscow
in 1947

S0: Sum No. 457, 18 Apr 55
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nRODSKIY, 2. Ya.

Aug 1947

e e - A e

USSR/Adrframes
Adroraft - Conetruotion

"New Data on the Straishtening of Welded Airplane
Tramee," A. Ya. Brodskiy, 6 o

"Avtogennoye Delo” No 8

Graphs, diagrame and formulae as results gf experi-
ments, Optimum temperature 18 800 to 850° C.

C . t. Rate
ted heating of one spot 18 inefficlent.
igpzzolmg must tz minimm. Tt 1s'not efficient to
maintain high temperatures for a long period of time
in parte to be s5raightened.
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oft of Thin, A Yn Brod-
itogennoo Jinlo, 1048, No. 6, pp. 6-8),  TTitthenn],

t. 0 hetof account of the advaitngen of argon-nre welling
and the theory of the proces, the torches, transformors nned
electrodoa usod aro considored.  Teats aliowed that tungaten
olortrodes wero bottar than earbon for welding stainloss steels,
the permitted dinmetor of olortrade for ateel (028-146 mm.
thick being 2-2.5 mm., and thnt dried aron (18-1407

~—nitrogen) conlkd ho usod antisfactorily. & k.
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YA 19/49T40

BRODSKIY, A. YA.

USSR /Bnginecering Oct 48
Welding, Axo
Weldlng, Autogenous

"Automatic Argon Arc Welding of Thin-Gauge
Metals,” A. Yo, Brodskiy, Cand Tech 8¢i,

NIAT, W.W PP
"Avtogennoye Delo"” No 10

Argon arc welding of thin, stainless-stoel
sheets by band is being successfully introduced
in many plante. Discussos: (1) automatizatiom
of argon arc welding, (2) appliances for auto-
matic argon arc welding, (3) choice of surreat

- . 19/%9ThO -

g\nam»uooﬁum (Conta) oot v

and equipment, and (4) some technical data.
Includes 12 sketches and two tables.
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ANGIT, A. T DOVLEhAi, K. 18. BOQ LOVISISALY, K. l.

V5 itop s Z/ ANA

"Metalwor d Welding Contriveances used in Aircraft Conmstruction," National

Publishing House of the Defense Industry, Moscow, 1949.




Investigation of the Flectrical Characteristics of the Welding Arc in
Argon. A. Ya. Brodsky and 0. M. Tikhodeev (Avtog. Delo, 1949, (3), 1-3)e—
(In Russian). As & result of invesitgation carried out with the tungsten/
chrosium~nickel arc in an atmosphere of argon, the following functions
were deduced: V = £(I), when 1 is constant and V = £{1) when I is constant
(V = voltage, I = current, 1 = length of ths arc.) The relationship
vV » £(1) can be tzken as linear for practical purposes without serious
error. The potential gradient is about $-10 V./cm. The effect of impuri-
t1es in the argon on the voltages of the arc was also studied: with the
tungsten arc, other things being equal, the vcltage would be 1-2 V. higher
using commercial argon (86:6%) as compared with purified argon (97%)e
By taking advantage of this, it appears possible to regulate the heat
intensity of the welding arc by varying the quantity of impurities in
the Argon.-U.J.K.
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0. Yo Neshkove
.;mg, :“:.lah—,g is the rad
flux. Before "'lma'n chesical ol o0
alleyed for ‘hiz 1e ”..1‘1. to spply !hi:‘:?fru alloy Ma-1
r ended. As filler, only '“:nt of Wa-1, grain
sngle ton sone of the welded e tnary alloye—Y:
In the STansitics | e welde Jointe of Bn
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RN Y

aronskrY, A, YA,

‘rgonodugovala svarka v prolzvodstve kompensatorov. (Vestn. Mash., 1950

no. 2, p. 37-40)

Ar arc weld in the production of compensators.
gon e DLC: TN4. V4

S0: Manufacturing and mechanical engineering in the Soviet Union, Library of
Congress, 1953.
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BRODSKIY, A. Ya.

USSR/Metals - Welding

“"Deformation of Wolfram Electrodes in Argon-Shielded
Arc Welding," A. Ya. Brodskiy, Cand Tech Sci, A. V.
Petrov, Engr, Stalin Prize Laureates

"Avtogen Delo" No 9, pp 11l-15

Investigates deformation of wolfram electrodes in
argon medium. Reversible deformation, caused by

thermel expansion of wolfram, is unavoidable. Ir-
reversible deformation, caused by processes of oxi-
dation and sublimation of wolfram oxides, may be
considerably decreased by eliminating turbulent
cwrrents in shielding flow of argon.
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SRADSKY. A-V
* PHASE I TREASURE ISLAND BIBLIOGRAPHICAL REPORT AID 58t - I

. BOOK Call No.: AF501939

Author: BORDSKIY, A. YA,
Full Title: CHNIQUES IN INERT-GAS-SHIELDED ELECTRIC-ARC WELDING

Transliterated Title: Tekhnologlya dugovoy elektrosvarki v
inertnoy srede

PUBLISHING DATA

Originating Agency: None

Publishing House: State Sclentific and Technical Publishing House of
Machine-Building Literature (Mashgiz)

Date: 1951 No. pp.: 166 No. of coples: 6,000

Editorlal Staff
Editor: Glizmanenko, D. L., Kand. of Tech. Scil.

Appraisers: Staff of the Chair "Welding Production", Moscow Higher
Technical School 1m. Bauman
PURPOSE: A manual for technologists and designers wspeclalizing in the
manufacture and design of welded Joints.
TEXT DATA . ‘

Coverage: This book 1s the continuation of the aut-.or's earlier Dugova
elektrosvapka v inertnoy srede (Inert-Gas-Shielded Electric-Arc WeEHIng;,
Mashgiz, 1950. This book describes the electric-arc welding of mag-
nesium, aluminum and copper alloys, silver, thin-sheet 30 KhGSA steel,

APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9"




* Tekhnologiya dugovoy elektrosvarki v inertnoy srede AID 581 - I

low-carbon steel and cast iron, as well as the joint welding of dif-
ferent alloys using hellum and argon gas as a protective atmosphere.
Nitrogen-arc welding is also examined. The book contains data on
the mechanical properties, microstructure and corrosion resistance
of the resulting weld alloys and walding joints. According to the
author, the posslbllity and expedience of using argon and nitrogen
mixtures and nitrogen as a shielding atmosphere for welding stain-
less heat-resisting alloys and copper were deménstrated for the
first time in the Soviet Union. The book 1is provided with illus-
trations, tables and dilagrams.

No. of References: Total 44, Russian 28 (1913-1951)

Facllities: Benardos, N. N., Boytsov, V. V., Nikolayev, G. A., Prof.,
Dr. of Tech. Sci.
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BRODSKIY, A.YA. |

USSR /Engineering - Welding, Jul 51
Processes

"Certain Characteristics of Heat Sources
in Welding Thin Steel Plates,” A. Ya.
Brodskiy, Cand Tech Sci, Laureate of
Stalin Prize

"Avtogen Delo” No 7, pp 16-18

Describes expts to det thermal character-
istics of argon shielded arc and comparing
them with charecteristics of heat sources
in oxyecetylene and atomic hydrogen welding

200742

00513R000307010001-9"

USSR /Engineering - Welding, © Jul 51
Processes (Contd)

processes. Max heat flow vas observed in
argon-arc welding, min flow in oxyacety-
lene process. .

CIA-RDPS6
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_ USSR /Metals - Steel, Velding, Oct 51

Properties

"properties of 18-8 Steel Joints Welded by
Argon-Shielded Arc Method and Other Fusion
Welding Processes," A. Ya. Brodskiy, Cand

Tech Sci, Laureate Stalin Prize

"Avtogen Delo" No 10, pp 6-10

Presents and interprets results of comparative
investigations of welds made by argon-shielded
arc, oxyacetylene and atomic hydrogen arc proc-
esges. Best results in respect to mech proper-
ties and corrosion resistance obtained by

202T81

USSR /Metals - Steel, Welding, Oct 51
Properties (Contd)

argon erc welding. Lowest properties shown by
joints welded by oxyacetylene method.
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PRCRSKIY, A. YA,

—

USSR/Engineering - Welding, Methods Apr 52

" putomatic Argon Arc Welding With Mechanized Feed
of Filler Wire," A. Ya. Brodskiy, Cand Tech Sci,
Laureate of Stalin Prize

nAvtogen Delo” No 4, pp 8-11

Describes procedure and equipment for automatic
welding of articles made of thin stainless steel.
Method permits welding of joints with irreguler
curvilinear shape. Arc length is maintained
const with the aid of mech and elec devices.
Performance of elec devices is based on relation-
saip between length eri vGitage of arc.

212732
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BRODSKIY, A, YA.
USSR/Metsvllurgy ~ Welding, Procecses

"Distortion of Thla Shects in Argon Arc Welding and in Cortnin Other Motrods of Yelding
by Furion,® A, Ye, Brodskiy, Cend Tech Sei, Stelin Prize Laurerte

Avtogen Delo, Yo 12, pp 6-10

Gives results of expts for couparing extent of distortion of 1.¢-2,5 mm sheets, free
during velding by oxyacetylere, etomic hydrogen, rnd argon arc methods, Discussee effect
of geometrical factors, time of holdiz sheets in fixed sirte and hesnt conductivity,
presenting results in graphical formg

PROV ELEASE: 08/23
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BRODSKIY, A.Ya,
Pe——— NS AR S,

Flux weldir, of reinforcement joints with coated electrodes. Avbon:
evar. 6 no.6:65-70 N-D 153, (MLRA 8:4)

1, TaNIIPS,
(Electric welding)
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BRODSK1Y, A.Ya,, kandidat tekhnicheslkikh nauk, laureat Stalinskoy premii.

Ros b

Welding joints of reinforcement bars having dimmeters of 25-40 mm. Biul.stroi,
tekh. 10 no.15:16~17 0 '53, (MLRA 6:10)

1. TSentral'nyy nauchno-issledovatel'skiy ingtitut promyshlennykh sooruzheniy,
(Reinforced concrete construction) (Xlectric welding)

.

G Sl

2

= 5 .
g % 2 S s EERE RER 15 A L e
AROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9




"APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86 00513000307010001 9

BeTin WEFSBERee
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BhO” "IY, A.Ya,

Zlectric Welding

Manual arc weldin

g of the joints of concrete reinforcements with electrede sets,
V.A. Baldin, 4,

Ya. Brodskiy, Aviog.delo 24 no. ik, 1953,

9. Monthly List of Russian Accessions,

Library of Congress, APRIL 1953, Uncl.
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Bessemer stocl for welded irhes.
2 for weld . .
L o A B
“killed Bessemer spect Sk VENNE Dropertica of Al ey g
0.15-0.20'Si, 0,035,058 5 5 o0 15% €, 0.90.0.53 g
with an oper e P05 8, 0.053-0. 035 B werr 0> 2y
0.03 o & pqil-()mil-u’“ steel carrying 0104 ¢, 0 4:'.((:)0“1?‘"&!
tsed 1 not derm U208, 0000015 P, ynions M,
Brittle (o, "scnbcd. Bessenier stee} is stran ;%p..\cl.m
Iatter ‘afte ;'c open-bearth stock atid apes iﬁs ﬂm i
hiStl(‘rill!l);cf:l:’l;::;):{;i;g.R Welded speciinens shc:?r:d”'x?
A I Sre CRSeg3e g i .4
tion point. Data are predenged ;,:;::t' ll\l'\'fl " ?\\Er U\mthx-
7 sy, - Ca
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G3sg/ Enginesring—trgon.are welding
Card 11 Pub, 128-23/33

Authors ' Brodskiy, 4, Ya, » Cand, Tech,

Tiﬂc 7 Lt EARS AR L g

. Sei,; and_Polyakov, E N, &éjnaer
¢ Comparison between the 8Ygon.-

welding tubes of ummm.magnaggiﬁdajﬁ:n. "oetylens methols of

Vest. nash, -34/8, 78-80, Aug 1954

Periodical :
Abstract s

© the more
@ tubes of al agnesiun a.lloy.eo;::m toed

ron Lo produstive and to rodu
® Iors expemsive, Iustrations tahl'eg; g:;hbatter Fork

B ‘Institution 1
. Snbmitted

BRI

APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9"



"APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9

TS Ao SRR LR QO BRI M F A A0 b r O

JussreSGTErESAELRRY
BRODSKY, A.YA,

"Argon-arc Weldin
#elding by Tungsten
elektrodom. ) Mashgiz.l95§. Hlectrodes.” (ArEOHO-Dugovaya svarka vol'. framovym
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BRGDSKIY,A.XE:; POLYAFOV,K.M,

e A

Effect of argon are velding fusion defects

agnesium al}
73-83 J1-ag'ss. o7 butt seam welds.

(Aluninum-nagnoaium alloys--Welding)(Blectric wel

on the strength of
Avtom.svar. 8 no.i4:
(MIRA 8:11)
dirg)
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BR()DSFI”Yf mA Yl.. laureat Stalinskey premii, kandfdat tekhnicheskikh mauk,

Spet welding of relled sectien irem reinfercement bars,

Sber.uat.e
nev.tekh. v strei, 17 ne.9: 26-3¢ 'ss,
cencrete) (Electric welding)

(Reinforced (MIBA9:1)
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Joints v:lth circular cover
la

-Stroi.prom. 33 no.l1: 31-35 Jf'SSt:B o7 hoswy-duty reimege n)ts-
3

1. T&ntrlll na
nykh Soornzhe:{yy, uchno 1ssledovate1'aldy institut promyshlen-
(Reinforced concrete construction)
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BRODSKIY, A,Ya.; KOSYREV, V.P.; SOXOLOVSKIY, P.I,

WAt TG TN S,

Corrugated concrete reinfore t
Strei. prom. 33 no.9:36-38 ; :;5: made
(wnforch concrete)

of low allow 25G5 steel.
(MLBA 9:1)
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QODSKIY.A,_Y&; ZVEGINTSEBVA,K.V., inghener, redaktor; (EUSHZVSKAYA.GZH..
Fedaktor; POPOVA,S.N., tekhnicheskiy redaktor

[Argon-arc welding using tungsten electrodes] Argono-dugovaia
svarka vol'framovym elektrodom. Moskva, Gos,nauchno-tekhn, izd-vo

mashinostroit. lit-ry, 1956. 395 p. (MIRA 9:3)
(Rlectric welding)

CIA-RDP86-00513R000307010001-9
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AID P - 4833
Subject : USSR/Engineering

Card 1/1 Pub. 11 - 6/13
Author ¢ Brodskiy, A. Ya.

T——— ——

Title Determination of the method to be applied in resistance
spot welding of intersecting reinforcement rods.

Periodical : Avtom. svar., 3, 52-57, Mr 1956

Abstract : The autiior presents results of calorimetric research,
and proposes formulae for practical use in spot resistance
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Submerged-melt welding of the concrete reinforcing steel joints

with a continuous slag formation. Stroi.prom. 34 no.11:15-18 N '56,
{(MLBA 9:12)
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(Slag) (VWelding)
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USSR/Welding 135-7-3/16

Brodskiy, A.Ya., Candidate of Technical Scisnces.

The Mechanism of nglagging" in Tank-Welding. (0 mekhanizme

nzashlakovki" pri vannoy svarke).

nwgyarochnoye Proizvodstvo™, 1957, # 7, pp 22-24 (USSR)

The article deals with the “tank-welding" method which had
been suggested long &go by N.G. Slavyanov and has been used in
the USSR for 3-4 years in butt-welding of large-diameter rein-
forcement bars for reinforced concrete constructione.

hod on single phase current and with one
electrode with a steel cramp serving as mold, is now practiced

at the experimental welding plant of the wUHMU MYNr,  This
method was also used for reinforcement welding at the Fuybyshev
Hydroelectric Plant (Kuybyshevgidrostroy). The Technical
Conditions WY 19-51" of the Ministyy of Power Plants raquire a
atrength . limit not below 42 xg/mmé for butt joints of profile
bars of steel "CT.S"[conditional stresses are meant, determined
by dividing the breaking stress by the cross gection area of the
whole basic bar). According to Welding Construction Trust # 65

CIA-RDP86-00513R000307010001-9"
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. TITLE: The Mechanism of "Slagging” in Tank-Welding. (0 mekhanizme
’ nzashlakovki" pri vannoy gvarke).

(evaroohno-montazhnyy trest # 65) of ¢clavstaltkonstruktslya-
where 50 bars welded at the Kuybyshevgidrostrcy have bsen
tested - only 20 of the 50 tested butt jointg disrupted under
load corresponging to stresses of 42-43 kg/mm®, %O joints broke
at 38-41 kg/mm®, and 20 joints - at 25-37 kg/mn®. 90 % of the
joints which failed to pass the test contained defects in the
form of non-fusion over 30 to 60 % of the cross-section areiy
causuwd by."slagging" of the bar butts, i.e: g0lidifying of slag
on tte butts during the initial stage of tank-welding.

At Stelingradgidrostroy, 21 % of 503 welded reinforcement bars
made of steel "(T.5" with a diameter of 22.80 mm, did not pass
the test, mainly due to non=fusion and vglagging" (mostly in the
bottom portion of the joint). According to data from the
Kakhovskaye Hydroelectric Plant, non-fusion and slag inclusions
were also the most frequent defects of butt joints. Electrode
combs which were used for the purpose of increasing productivi-
ty of work, led to even more "glagging" when welding was perform-
ed on the aforementioned steel cramps.

bars and copper cCramp3s, with

Card 2/4 By experimenting with graphite
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TITLE: The Mechanism of n"glagging" in Tank- Welding. (0 mekhanizme
n7ashlakovki" pri vannoy svarke).

cooled copper bars in combination wit a copper cramp, and with
steel bars assembled on & steel brace with copper tubes for wa-

ter cooling brazed to it on the outer side, - the mechanism of
nglagging" was understood and the following conclusions were
made!

1) The "slagging" ocours when the bar butts conduct heat more
intensively than the mold walls.

2) The intensity of "elagging" grows with the intensity of
heat losses of the bar butta, i.e. with the growing bar diameter,
or with growing heat-conductivity factor of dvar material.

3} The degree of "slagging" on the bar butts can be controlleds
for example by applying-heat to the bgrdppytsvanainﬁgper -~
sive cooling of molds, or using molda of materials which are
more heat-conductive than the bar material (for instance coppeT).
The article contains 4 photographs, 1 series of sketches, and
2 bibliographic references (voth Russian).

card 3/4

135-7-9/16
B PL22420001 "UReRDPSE:(Ost SRO6TI07d LobTT5+*"*

PROVED -fﬂﬁgBELEAS
‘ nZashlakovki" pri vannoy svarke).

ASSOCIATION: Central Research Institute for Constructions of the Building
and Architecture Academy. (Tsentral'nyy pauchno-issledovatel’
skiy institut atroitel'nykh xonstruktsii Akademii atroitel!
stva i arkhitektury).
PRESENTED BY:
SUBMITTED:
AVAILABLE: At the Library of Congress.
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RODSKIY, A.Ya.

Reply to engineer L.V. Glebov. Avtom.svar. 10 no.6:83-86
N-D '57.

(MIRA 11:1)

1,TSentral'nyy nauchnq-iseledovatel'skiy institut stroitel'noy
konstruktsii Akademiy stroitel'stva i arkhitektury SSSR.
(Steel, Structural—Welding)
(B1lectric welding)
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PHASE I BOOK EXPLOITATION 1019

Brodskly, A.Ya., Candidate of Technical Sciences

-_—_______..-—-—'—'—"-—

Elektrodugovaya 1 elektroshlakovaya svarka stykov armatury zhelezobetona
(Electric Arc and Electroslag Butt Welding of Concrete Reinforce-
ments) Moscow, Gosstroyizdat, 1958. 140 p. 8,000 copies printed.

Scientific Ed.: Zvegintseva, K.V., Engineer; Ed. of Publishing House:
Skvortsova, I.P.; Tech. Ed.: Toker, A.M.

PURPOSE: This book 1s intended for englneering and technical personnel
employed by design bureaus and construction organlizations. It may
also be used as a textbook for students attending construction and
technical vuzes.

COVERAGE: The author discusses the electric arc and electroslag butt
welding of rods and bars used in reinforced concrete structures.
Basic information on reinforcement steel, strength requirements for
welded joints, and a detailed description of various methods of
welding and their classification are presented. Detailled informa-
tion on engineering and strength properties of various welding

card 1/4
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Electric Arc and Electroslag Butt .Welding (Cont.) 1019

methods are glven as well as an evaluation of these methods.
Generalized data on the selection of a suitable welding method for
given conditions are also presented. Although the basic principle
of electric arc puddle weldlng dates back to the last century,
ﬁreat progress in thls method of welding has been made in the last
or 5 years, according to the author. Experimental work in this
field was and 1s being conducted by the Moskovskoye vyssheye
tekhnicheskoye uchilishche 1lmeni N.Ye. Baumana (Moscow Higher
Technical School imeni N.Ye.Bauman?, the TSNIISK of the Akademiya
stroitel'stva 1 arkhitektury SSSR USSR Academy of Construction and
Architecture), the Opytnyy svarochnyy savod (Experimental Welding
Plant) of the Mosgorsovnarkhoz, the Leningradskiy instutut
inzhenerov- vodnogo transports (Leningrad Institute of Water
Transportation Engineersg, the electric arc welding section of the
USSR Academy of Sclences, the Ural'skiy politekhnicheskly
institut imeni Kirova (Ural Polytechnic Institute imeni Kirov) and
other organizations. These processes have been and are belng
applied 1n the construction of the Kuybyshev, Kakhovka and Stalin-
grad hydroelectric plants. No personalities are mentloned. There

are ZO references, of whlch 67 are Soviet and 3 German.
Ccard 2/
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Electric Arc and Electroslag Butt Welding (Cont.)

TABLE OF CONTENTS:

Introduction

I. General Information
Nature of the puddle-welding process
Classification of the methods of puddle butt-welding
large-diameter rods
Reinforcement steel
Weldability of reinforcement steel
Strength requirements of butt welds

II. Manual Electric Arc Butt Welding (Puddle Welding) of Bars in
Steel Molds
., (Ceneral information
. Single-phase single-electrode welding
. Variations of single-phase single-electrode butt weldlng
with fixtures and saddles
4, Three-phase two-electrode welding
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Electric Arc and Electroslag Buvt Weldlng {Cont.)

5. Single-phase multielectrode welding in steel saddles with
a continuous run-off of the slag

III. Manual Electric Arc Butt Welding (Puddle Welding) in
Copper Molds
1. Jeneral information
2. Single-phase multielectrode welding

LV. Elec¢troslag Welding
1. fReuneral information
2. Manual single-phase single-electrode. welding in copper
molds
3. Manual single-phase single-electrode welding in
refractory molds
4. Automatic and semiautomatic velding

V. Selection of Welding Method
Bibliography
AVAILABLE: Library of Congress GO/whl

1-6-59
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SOV 125-58-3-7/15

Brodskiy, A.Ya., Sokolovskiy, P.I. and Fridman, AL.M,
/—__\

Spot Welding of a Reinforcement Framework with Heat Treat-
ment of Cluster Joints Between the Electrcodes of the Ma-
chine {Tochechnaya svarka armaturnykh karkascv s termich:s®-
koy obrabotkoy uzlov mezhdu elektrodami mashiny) B

Avtomaticheskaya svarka, 1958, Nr 3, pp 50-56 (USSR)

Thus far, reinforcement frames for concrete structures were
are-welded. Experience has shown that contact spot welding
is cheaper and more e¢fficient in the production of reinforce-
ment frames without diagonal links. Hcwever, jcining three
or five periodical-profile "8t 5"-steel bars ints cluster
joints by contact spot welding entails metal hardening at

the joint, caused by fast heating and subsequent fast coocl-
ing. The article gives a detailed description of experi-
ments carried out for the purpose of eliminating this hard-
ening. Engineer V. Yakovleva ook part in the experiments,
The developed technology consists in subseguent heatirng of
the joints to a definite temperature tetween the electrodes
¢of the welding machine and in slow cooling. Details of tech-
nology are given in tuble 3. Chemical compesition of the

i
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SOV 125-58-3-7/1%

Spot Welding of a Reinforcement Framework with Heat Treatment of Ciuster
Joints Between the Electrodes of the Machine

periodic-profile steel used for the experiments is alsc
given, The described method has been put to practical
use in the reinforcement workshop of a Chelyabinsk con-
struction project. Automatic heat treatment between ma-
chine electrodes requires modernization of the standard
welding machines and velding transformers.

There are 3 tables, 1 photo, 2 figures, 5 graphs; 2 sets
of microphotos and 5 Soviet references,

ASSOCIATION: T:oNIISK

SUBMITTED: September 25, 1956

1. Reinforcing steel--Spot welding 2. Spot welds--Effectiveness
3. Welded joints--Heat treatment

Card 2/2
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125-58~5-6/13

On Methods of Evaluating the Resistance of #eld Metal to the
Formation of Hot Cracks in Arc velding (0 metodike otsenki
stoykosti metalla shva protiv obrazovaniya goryachikh treshchin pri

dugovoy svarke )

Avtomaticheskaya Svarka, 1958, Nr 5, pp 41-44 (USSR)

The MVIU method of N.N. Prokhorov and S.A. Kurkin (with
Kurkin's specimen as is shown in figure 1) and the VNII Min-
transmash method of L.A., Fridlyand and K.I, Timofeyev (with
the use of special test machine) were tested on steel "14G2"
and "14KhGS" (GOST 5058-57-standard) and on killed steel
"MSt.3". The test results differed. The author points out
the faults of the Kurkin specimen, which does not reproduce
the actual conditions of the deformation of metal in the pro-

cess of welding.

It is concluded that the VNII Mintransmash

method clearly reveals the changes in the strength of metal
welded to different steels, with the "UP2/45" and "OMM-5"
electrodes. It is suitable for revealing the technological
strength of intercrystalline layers, conditioned by their
chemical composition. The essence of the method is in the

APPROVED FOR RELEASE: 08/22/2000
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125-58-5-6/13

On Methods of Evaluating the Resistance of Weld Metal to the Formation of
Hot Cracks in Arc Welding

ASSOCIATION:

SUBMITTED:

AVAILABLE:

Card 2/2

measurements of the special machine, which permits control

of the rate of deformation of the specimen, by bending it in
the welding process. The method is schematically illustrated
(Fig. 2,3). There are 5 figures and 4 Soviet references.

Tsentral'nyy nauchno-issledovatel'skiy institut stroitel’
nykh konstruktsiy Akademii stroitel'stva i arkhitektury SSSR
(Central Research Institute of Construction Designs of the
USSR Academy of Construction and Architecture)

June 26, 1957

Library of Congress
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50V-135-58-10-6/19
Brodskiy, A.Ya., Candidate of Technical Sciences

New Welding Method by Electric Rivet Fusing (Fovyy sposob
asvarki elektrozaklepkami proplavleniyem)

Svarochnoye proizvodstvo, 1958, Nr 10, pp 18-21 (USSR)

A new welding method is described, developed at TsRIISK by
0.V. XKuznechikov, graduate of the KVTU, and consisting of
the fusing of rivets through 3 or more parts (Fig. 8). The
fundamental parameters of the new welding technology with
a,c. arc feed are: type and dismeter of electrode, second-
ary short-circuit current, electrode deposition, axial load
on the electrode and dimensions of a copper ring serving to
form the electric rivet head. Tests proved that the strength
of weld joints increased with larger electrode diameters
and increased —uzber of welded spots. TFurther investiga-

tions of the new method are being performed and equipment
designed for practical application is being developed.

APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9"
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New Weldiny; lethod by Electric Rivet Fusing SOV-135-58-10-6/19

There are: 1 diagram, 1 circuit diagram, 4 sets of photos,
4 graphs and 3 Soviet references.

ASSOCIATION: Tsentral'nyy nauchno-issledovatel'skiy institut stroitel'-
nykh konstruktsiy Akademii stroitel'stva i arkhitektury
(Central Scientific Research Institute of Construction De-
sign)Attached to the Academy of Construction and Architec-
ture

1. Arc welding--Applications 2. Welded joints--Test results

Card 2/2
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AUTHCR ; Prodskiy, A.Ya. 30V-125-58-10-5/12

TITLE: The Weld-Ability o Low-Alloy XNanganese "14G2" Grade Stecel
(Svarivayemost' nizkolegirovannoy margantsovistoy stali

14G2)

PERIODICAL:

Avtomaticheskaya svarka, 1958, Nr 10, pp 44 - 54 (USSR)

ABSTRACT: Information is presented on investigations to determine
the weldability of "14G2" grade manganese steel in the
manual arc welding process. Roller tests were performed
on slabs from two castings (chemical composition given in
table 1) which were selected by Candidate of Technical
Sciences P,I, Sokolovskiy for the purpose of determining
changes of steel properties with cifferant welding para-
meters, the sensitivity of steel io stress concentrators
in welding and to choose the proper electrodes. It was
concluded that "14G2" steel has satisfactory properties,
Best results were obtained in welding with "E42A" and
"ES5O0A" electrodes. As unsatisfactory deoxidation reduc-

) es the quality of "14c2¢ steel, proper attention should

Card 1,2 be paid to the technology of deoxidizing commercial casts
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30V-125.58-10-5/12

The Weld-Ability of Low-Alloy Manganese "14G2" Grade Steel

ASSOCIATION:

SUBMITTED:

Card 2/2
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of this steel. There are T graphs; 5 tables, 1 diagram
and 5 Soviet references.

Tsentral'nyy nauchno—issledovatel’skiy institut stroitelw

nykh konstruktsiy Akademii stroitel'stva i arkhitektury
S55R (Central Scientific Research Institute of Building

Structures of the USSR Academy of Building and Architec-
ture)

August 24, 1958

1. Manganese steel--Welding 2. Are welding--Electrodes 3. Are
welding--Metallurgical effects
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"APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9

SRR R AR B ?M}ﬁ? e

i

B T e

BRODSK1Y, A.Ya., kand, tekhn. nauk,
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Mothoda for testing weldsd joints of high-strength stsel reinforce-
ments in concrete elements, Biul, stroi. tekh, 15 no.l:16-19 Ja '58,
(MIRA 11:2)
1. TSentral'nyy nauchno-issledovatel'skiy institut stroitel'nykh
konstruktsiy Akademii stroitel'stva i arkhitektury SSSR,
{Reinforced concrete--Testing)

APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9"



"APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9

DRSSPI AT WeSHERIRE

< . BRCDSKIY, A.Ya., kand, tekhn, nauk; YEVOXN'YEY, I.!e., kand, tekhn, nauk;
" I’RIIIIAN. An".. ingh,; mxx V.P.. insh,

Davioce for oontrolling strength of joints in welded reinforcements,
Fov, tekh, i pered, op, v stroi, 20 no,l4:11-12 Ap '58. (MIRA 11:3)
(Beinforced concrete)
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" BRODSKIY, 4.Ys. kand.teldn, nauk

Weldability of low-alloy chromemangmnese silicon steels usad
for steel structures, Nov,tekh.mont. 1 spete.rab., v stroi.
20 no.12:18-21 D '58, (MIRA 12:1)

1. TSentral'nyy nauchno-issledovatel'skiy institut stroitel'nykh
konstruktsiy Akadenmii stroitel'stva i arkhitektury SSSR,
(Steel alloys—Welding)

APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9"



"APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9

ST RIS SRS RSN

BRODSKIY, A.Ya,, kand., tekhn. nauk (Moskva),

Calculating processes of spat contact welding of concrete

reinforcements, Prom. stroi. 36 no.ll:39-40 N '58,
(MIRA 12:1)

(Blectric welding) (Reinforced concrete)
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BRODSK1Y, A.AYa., kend, tekhn,nauk; PODLYASHUK, A.B., inzh., red,

[Welding joints of reinforcemsnts of reinforced concrete
construction elements] Svarks stykov armatury zhelszobetonnykh
konstruktsii, Moskva, 1959. 27 p. (MIRA 13:6)

1, Akademiya stroitel'stva i arkhitektury SSSR. Institut organi-

gzatsil, mekhanizataii i tekhnicheskoy pomoshchi stroitellstwu,

Byuro tekhnicheskoy informatsii., 2, Rukovoditel® avarochnogo

kabineta laboratorii metallicheskikh konstruktsii TSentral'nogo

nauchno~issledovatel'skogo institute stroitel'nykh konstruktsiy

Mkademii stroitel'stva i arkhitektury SSSR (for Brodskiy).
(Reinforced concrete) (Steel--Welding)
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PHASE I BOOK EXPLOITATION sov/5232

Brodﬂmy, AQYB-, ed.

Payke nerzhaveyushchikh staley i zharoprochnykh splavev (Brazing of Stainless
Steels and Heat-Resistant Alloys) Moscow, 1959. 51 p. 5,000 copies printed.
(Series: Moskovskiy Dam nauchno-tekhnicheskoy’ propagandy. Peredovoy opyt
Proizvodstva. Seriya: Progressivnaya tekhnologiya mashinostroyeniys, vyp. 18)

Sponsoring Agency: Obshchestvo PO rasprostraneniyu politicheskikh i nauchnykh
znaniy RSFSR.

Resp. Reviewer.for This Publication: L. M. Garmash; Tech.
Ed.: R.A. Sukhareva.

PURPOSE: This collection of articles is intended for brazers.

COVERAGE: The collection contains three articles discussing general vproblems
encountered in brazing. The joining of thinewalled Pipes and the importance
of flame brazing are given special attention. No personalities are meationed.
The:'e are no references.
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+ Brazing of Stainless Steels (Cont.) SOV/5232
TABLE OF CONTENTS:

Gubin, A.I. Some General Problens in Brazing Stainless Steels and Heat-
Resistant Alloys 3

Kitayev, A.M. Joining Thin-Walled Pipes of 1Khl18NYT Steel 15

Gorokhov, V.A. Flame Brazing With Heat-Resistant [Hard] Solders ko
AVAILABLE: Library of Congress
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S0V/97-59-3-13/15
+ AUTHORS: Brodskiy, A. Ya., and Trofimov, V. I

+,Candidates of
Técﬁnicaf Solences

TITLE: Welding of Reinforcement Joints During Assembly of the
Skeleton of g Multi-Story Industrial Building

PERTODICAL: Beton i zhelezobeton, 1959, Nr 3, pp 138..139 (USsR)

ABSTRACT: Giprostroymaterial Institute devised g Jjoint between solumn
and beam using a "bath" weld in the Hace of ordinary hand
electric arc welding. This new joint was tried out or the
frame ct Karacharovo +imber mill (designed oF A. P. Viasov,
Architect, and v, 1. Trofimov, Candidate of ‘Pechnicai
Sciences) and proved to be much simpler than other msthods
of Jointing (see Fig 2). A detailed description of the cogp.-
Struction of this mill is given (see Fig 1). Fig 2 shows
laying of floor slabs and their tying-in with the besm. The
strength ot joint between the floor slabs end beams is of
the same oTier as the Joint investigated in TsNIPS (8ee S.M.
Krylov: "Problems of Contemporary Reinforced Concrete

Card 1/3 Constructions™, Gosstroyizdat 1952). The method of "bath"
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SOV/97~59~3~i3 15
Welding of Reinforcement Joints During Asgembly of the Skeleton oF
a Multi-Story Industrial Building -

welding joints of reinforcement in a copper foxm using comd
electrodes was worked out between 1952 and 1953 in TSNIFS
by V. A. Baldin and A. Ya. Brodskiy and deseribed in
"Welding of steel reinforcement of reinforced concrete oy
means of comb electrodes" (Avtogennoye delo, Nr 4, 1955).
Fig 3 shows welding together of six bars in one operation by
means or a detachable copper clip. Fig 4 shows joint ready
for welding. The comb electrode used for welding is of
mark UOII-13/45 of 5 mm diemeter, consisting of five units.
The finished weld is illustrated in Fig 5. The arcs are
fed by alternating current STE-32, STE-34 or STN-500 cf 500
amps. Welding of a packet of three 36 mm diameter tods
lasts 8 minutes. The strength of multi-layer reinforcement
welds made under laboratory conditions was tested in thne
Laboratory for Metal Constructioans of the Institute of
Building Constructions ASiA USSR (Laboratoriya metalliche~
skikn konstruktsiy Instituta stroitel'nykh Konstruktsiy
ASiA SSSR) and the values obtained are tabulated on p 138.
The tests complied with norms TU.73-56 and proved that bath
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‘ S0V/9%-59..3-13,15
Welding of Reinforcement Joints During As:embly of ithe Skeletcon c;

a Mualti-Story Industrial Bullding

welding of joints using copper ¢iips and cemb electrodes is
very ei:feotive. Scientific worker A. M. Fridman and welder
A. ¥. Yevsyukov of the Institusa of Building CGeanstructionn
ASiA USSR took part in these investigations. There are 5

figures and 1 table )
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. 18(5), 25(1,3) "ov/135-50-7-7/15
AUTHOR Prodzkiy, A. Ya., Candidate of Technical Sciences
TITLE: Resistance Welding in the Manufacture of Steel Rein-

forcements for Steel-Reinforced Concreie Structures
(Xoniakinays svarka v proizvodstve armatury zhelezo-
tesonnykin konstrukilsiy)

PERICDICATL: Svarochnoye proizvodstvo, 1050, "r 7, pp £3-26(USSR)

ABSTRACT: The author reviews the avnplication of resistance wel-
ding in manufacturing reinforcements for steel-rein-
Torced concrete structures. Ve comprres Soviet wel-
ding machines used for tris vurpose with similar fo-
reign models., Mentioning a large number of Soviet wel-
ding mechines, the author pointc to certain deficien-
cies. He states that the existing Soviet models must
be improved and that the scientific reseerch organi-
zations must develop new »nd more perfect mndels.
There are % photographs, 1 set of graphs gnd 15 refe-

Card /2 rences, 11 of which are Soviet, ? “ermzn, 1 Prench
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QIBUEATER FEay

SOv/128-59-7-7/15
Resistance Welding in the Manufacture of Steel Reinforcements for

Steel-Reinforced Concrete Structures (Kontaktnaya svarka v proiz-
vodstve armatury zhelezobetonnykh konstruktsiy)

and 1 Swiss.

ASSOCIATION: Tsentral'nyy nauchno-issledovatel'skiy institut stroi-
tel'nykh konstruktsiy akademii stroitel'stva i arlkh-
itelctury (Central Scientific Research Institute of
Structural Designs of the Academy of Construction
and Architecture)
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18(5,7) S0V/125-59-5-5/16
AUTHOR: Brodskiy, A.Ya., Candidate of Technical Sciences

. _OTOTRRATy eBe

TITLE: On Using Low Alloyed Silicon-Manganese Steel for Wel-
ded Building Constructions

PERIODICIL: Avtomaticheskaya svarka 1959, Vol 12, Nr 5, (74)
pp 45-54 (TUSSR)

ABSTRACT: The article presents the results of tests for weld-
ability, made with steel +type 15GS. For the investi-
gation three samples of steel 15GS were taken, which
were produced by the factory "Krasnyy Oktyabr'" (Red
October). The contents of carbon in one sample were on
the lower limit of the GOST-5058-57-Standard and in
.another sample nesrer the higher limit. The silicon
concentration of both samples was lower than that de-
manded by the standard. The third sample had a medium
carbon concentration, while the silicon content was on
the lower limit. The fluidity limit of the steel with
the lowest carbon concsntration was at a thickness of

Card 1/4 20 mm, 0.4 - 3,6 kg/mm“, less than demanded. The impact

A
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50V/125-59-5-5/16

On Using Low Alloyed Silicon-Manganese Steel for Welded Building
Constructions

Card 2/4

strength of the samples with low and mediug carbon 5
concentration was at a temperature of - 40° 3 Kgm/cm
lower than demanded by the standard., The results of the
tests were compared with the data of a parallel test,
made with steel NIL2, where also three samples were used.
Here the carbon concentration was nearer the higher
limit, Schedule 1 shows the exact chemical composition
of both types and their mechanical qualities, given by
Candidate of Technical Sciences P.I. Sokolovskiy. Tor
the welding electrodes type UP-2/55, SM-11 and UP-2/45
were used. For the test of sensibility against "ten-
sion concentrator" the tests made by Kintzel' with 30
mm thick samples with sharp incisions (r=0.1 mm) were
used. The results showed, that the samples with high
and medium carbon concentration had a higher sensibili-
ty within the zone of thermic influence than steel type
NI-2. The sample with low carbon concentration and low
silicon concentration was equal to the corresponding
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S0V/125-59-5-5/16

On Using Low Alloyed Silicon-Manganese Steel for Welded Ruilding
Constructions

sample of steel NL2. In other testsit could be seen,
that steel 15GS with 0.12% C and 0.55% Si does not

have a higher reaction {o the natural tension concen-
trator than steel NI2, Steel with medium carbon concen-
tration and a low silicon concentration cannot be wel-
ded satisfactorily, but this steel can be welded well
with a minimum carbon and silicon concentration., It
could be seen in the tests, that steel type 15GS in a
composition corresponding to standard GOST-5058-57 is
not to be used for welded building constructions.
Steels with c¢hanged chemical compositions shall be tes-
ted the same way later on. There are 6 graphs, 4 dia-
grams and 3Soviet references.

ASSOCIATION: Tsentral'nyy nauchno-issledovatel'skiy institut stroi-
tel'nykh konstruktsiy Akademii stroitel'stva i arkhi-
tektury SSSR (Central Scientific Investigation Insti-

Card 3/4 tute of Building Constructions of the Academy of Buil-
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On UsingLow Alloyed Silicon-Manganese S Y 1143
e g Low | g Steel for Welded Ruilding

ding and Architecture USSR),
SUBMITTED: November 3, 1958
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GUSAROY, HN,N., inzh. Prinimeli uchastiye: ANDREYEV, V.V., ingh,:
RABOTHOV, B,A., inzh,; FEDOTOV, L,Ye., inzh,, nsuchnyy red.
BALDIN, V.A., retseuzent; BROLSKIY, A.Ya., kand,tekhn.nauk,
retaenzent; SAVALOV, I1.G., kand.tekhn,neuk, retsenzent; LEVI,
S.S5., kand,tekhn.nauk, retsengent; SOKOLOV, V.S., ksnd,.tekhn,
nesuk, reisenzent; LEBEIEV, Yu,I., retsenzent; RAZUMOVA, X.D.,
inzh,, retsenzent; DOLGIKH, V.G,, inzh,, retsenzent; MAKSIMOV,
X.G., red,izd-vs; PUL'KINA, Ye.A., tekhn.red,

[Provisional instructions on using gamma rays in controlling
welded joints of reinforcements in reinforced-concrete con-
struction elements] Vremennais instruktsiia po kontroliu
svarnykh soedinenii armatury zhslezobetonnykh konstruktsii
prosvechivanien gamma-luchami, Neningrad, Gos.izd-vo lit-xy po
stroit.,, arkhit. i1 stroit.materialem, 1960, 46 p.

(MIRA 14:2)
1, Russia (1923~ U,S.S.R.) Ministerstvo stroitel'stva elektro-
stantsiy. Tekhnicheskoye upravleniye. 2. TSentral'nyy nauchno-
issledovatel'skiy institut stroitel'nykh konstruktsiy (for Baldin,
Brodskiy). 3. Chlen-korrespondent Akademii stroitel'stve i arkhi-
tektury SSSR (for Baldin).l4. VNIIOMS (for Savalov, Levi). 5. TSent-
ral'naya nauchno-issledovatel'sksya laboratoriyas Gosgortekhnadsora
(for Sokolov)., 6. Zamestitel' glavnogo sanitarnogo inspektora,,Ssni-
tarnaya inspektsiya SSSR (for Lebedev), 7. TsNIP Ministerstva stroi-
tel'stva elektrostantsiy (for Ragumova). 8. Trest Sevzapenergo-
montazh (for Dolgikh).
(Gamms rays--Industrisl applications) (Reinforcing bars--Welding)
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8/125/60/000/012/00L /014
A161/A030

AUTHORS: Brodskiy, A.Ya; Fridman, A.M; Yermanck, Ye.Z; Frolov, S.A.

TITLE: Resistance Welding of 30Xn028 Relnforocement Steel for Pre-Stressed Re-
inforced Concrete Structures

PERIODICAL: Avtomaticheskaya svarka, 1960, No. 12, pp. 28 - 36
TEXT: The weldability of 20XT 2C (30KnG23) reinforcement steel in resistaxe

welding machines has been investigaied and prastical rezommendations are giveén.
The standard composition of this steel (GOST 5058-57) 1s3 0.26 - 0.35% C; 0.6 -

-0.9681; 1.2 - 1.6% Mn; 0.6 -~ 0.9% Cr; not above 0.3% N1 and Cu {each): the \/
mechanical properties: conditional yield limit o‘o g,;zéo kg/mmz; ultimate
bén

strength 63> 90 kg/cm®; elongation & c 6%; ing angle 45° in cold state
arcund a mandrel with diameter egual %o 5 diameters of the tested rod. Rods used
for experiments were periodical, with 14 - 28 mm diameter, produced by the Stalino
and Magnitogorsk metallurgical works. Rocund tes% specimens with sharp notch in
different heat affected zones, sc-called UHWNC(TsNIPS specimens) were used with
success first ol all with other reinforoemean* s%e2l, M™Mit had te be replaced with
Menazhe (Russian transliteration) notch epecimens “or 30KhG2S because of 1iis very
high notch sensitivity. . It proved also very sensizive %o inaccurasy of connection
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REFEASRIAE

8/125/60,/000/012/004 /014
A161 /K030

Resistance Welding of 30KhG2S Reinforcement Sieel for Prz-8Stressed Reinforced
Concrete Structures

angle in cross connections as well as to burns in machine grips durlng resistance
welding. I% is recommended *%c pravent burns bty using electrodes with a wide zon-
tact surface, to raise the gripping e=ffort, to carefully clean the surface of
electrodes and rods, and %o reduce the zurrent denzity !n these spots, which is
possible by not only conducting current %o the bottom electrodes buil also to the
upper hold-downs made from copper alloy. In view of the high sensitfivity 2o
heating time with butt welding, preheating should be carried out, {(not toc drasti-
cally) - e.g. continuous fusing is not premissitle - for ckilling in the heab-af-
fected zone reduces strength through ths formasion of martansite sposs (Fig. 3)
which affects deformability and thus causes goracks. The formation of martensite
can be prevented by heat treatment betwsen the elecirodes of resistance welding
machines fitted with special automatic devices. [Abstracter's note: Ko details
of such devices are mentioned]. The optimum welding process conditions were found
in experiments in an ACWU¢p -75 (ASIF-75) welder with a recorder which enabled *he
duration and temperature of preheating, the magnitude of upsetting, the number of
preheating cycles, and the total welding time %o be determined. The optimum
values of the following major parameters were determined: setting length 1 yerT

S

SRR,

SRR %
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8/125/€0,/000/012/004 /014
AF1/A030

Resistance Welding of 30KhG2S Reinforcement Steel for Pre-8tressed Reinforced
Concrete Structures ’

fusion length lgp.y, and upsetting length ioc , as well as the transformer stage.

The optimum process was determined by the shape of the curves of breaking load,

bending angle and impact strength in butt Jolnts. For medium-diameter reinforce-

ment rods the lyer , logy and loc  values must be 2.8; 0.7 and 0.35 respec-
tively. Butt 4 d d  Joints in 20 and 28 mm diameser rods were

so welded in- ASIF-75 and MCp-10C (MSR-100) welders. In spo% welding of cross Jjoins

the weldability of 30KhG2S steel was much lower than of Cr.5 (8t.5),and the high-

est possible mechanical sirength was obtainei with about 2 sec. holding (8+.5 re- .
quires three times as much holding).' With 8t.5 rods, spot welded connes*ions can ——
be obtained with mechanical strength not below the strength of the base metal, re-
gardless of the transformer stage, but in 30KnG2S spot welds the strength can

drop drastically and be very uneven. The cause is the presence of mariensite and
heterogeneous structure. The properties of cross Joints can appearantly be im-

proved by heat treatment in the welding machine (between electrodes) (Ref. 3) (A.

Ya. Brodskiy, P.I. Sokolovskiy. A.M. Fridman, "Avtomaticheskaya svarka®, No. 3,

1958). Conclusions: 1) Resistance welding with 30KhG2S reinforcement sieel is

more difficult than with other Scvie$ reinforcement steel grades, but butt joints
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s/ 125/60/000/012/004 /014
A161/A030

Resistance Welding of 30KhG2S Reinforcement Steel for Pre-3tressed Reinfor ed
Concrete Structures

are possible with ultimate strengih not below the standa-d minimum for this steel.
2) Smooth (r.3 (8t.3) steel rods can be Joined with 30K:G2S rods by spot welding
into cross joints wilthout weakening the rads, Cross Jolnts of 30KhG2S with 20KhG23
have not more than 86% of initial metal s’ rength before welding. 3) Briiileness
is the drawback of all Jointe in 30KnhG2S steel roids mads by resistance welding,
but 1t may be eliminated by heat treatment between elestrodes. There are 6 figuves
and 3 Soviet references,

ASSOCIATIONS: TsNIT stroitel 'nykh konstruktsiy ASiA 839SR {TsNII of Construction
Frameworks AS and A USSR}, A.Va. Rendekiyv and A.M., Fridman: NII
zhelezobeton pri Mosgorispolkeme \Jclensitie Researcn institute for
Reinforced Concrete at Moscow City Exesutive Committee), Ye.Z. Yen
manck:  MVIU imeni Baumana (MVTY imeni Bauman), S & Fenlaw

SUBMITTED: March 3, 1960
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B /4. D200 s/12‘?920/000/04/007/018
DO03/D0O06
AUTHOR: Brodskiy, A.Ya. and Chzhan Syu-Chzhi
IR ACT R, M re Sl X
TITLE: On the Weldability of Certain Structural Aluminum
Alloys
PERICDICAL: Avtomaticheskaya svarka, 1960, Nr 4, pp 36-46 (USSR)
ABSTRACT: Experiments were carried out with aluminum alloxs';’

improvable by heat treatment, with the use of argon
arc process and 5-10 mm thickness of the joined
elements. The purpose was. to check the weldability
of the alloys in such thickness, since they proved
not weldable in 1-3 mm thickness, i.e. the strength
of welds was too low and they ‘?evelope cracks. .
The ingestigated alloys were -'"AMg6" ®"TN8M","V95" and
"V92"." Argon from Balashikhinskiy kislorodnyy za-

vod (Balashikha O§zsen Plantz was used in the ex-
Card 1/4 reriments. etalls ol experimental techniques are
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80266
S/125/60/000/04/007/018
D003/D006

On the Weldability of Certain Structural Aluminum Alloys

given. The following conclusions were made-

1) The "AMgA-M" and "AMg6" can be recommended for
use in welded structures but the "AMg6" developed.
pores in elements over 5 mm in thickness, and
means must still be found to do away with porosity.
The welds of "AMgA-M" had the same mechanical
strength as the base metal. In 10 mm thickness,
welds of the "AMg6" had the. strength of about 70%
of the base metal and welds of the "AlMg6" and 5 mm
thickness was between 80 and 95%. 2) Welds in
alloys improvable by heat treatment made by elec-
troces of the "AMg6" and "AV-K" alloy developed

no cracks although the welded specimens were fixed.
When an infusible electrode was used without fil-

Card 2/4 ler metal cracks formed in molten metal and spread
Tk T ERekd
= ,.%’15’3 2 A ‘?gé-j.e =
=5 & %}@ ; R :@I.;.L‘: RS

APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9"



T £ e o O s e e A o]

/ PPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9

80266
8/125/60/000/04/007/018
D003/DO06

On the Weldability of Certain Structural Aluminum Alloys

into the parent metal. 3) The strength of butt
joints in elements 10 mm thick welded with the "AMgd"
wire was about 60% of the base metal strength. In
elements of the "VOS5A-T" 10 mm thick welded by the
"AMg6" wire, strength was only 50% of the base me-
tal. 4) Heat-affected zone (determined by distri-
bution of hardness) spreads differently in dif-
ferent types and grades of alloys. In the "AMgb"

it did not depend on the arc power in the range of

6000-1%,000 kalories per centimeter weld length
but at more intense arc heabt the zone of lowered
hardness spread further, and the hardness in metal
dropped. In heat-susceptible 1D16A-T" and "VO5A-T"
the zone of heat effect and lowered hardness was
considerably greater and depended directly on the

Card 3/4 arc power. The low-hardness portion in these al-
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80266
5/125/60/000/04/007/018
D0O03/D006

On the Weldability of Certain Structural Aluminum Alloys

loys was within a certain distance of the fusion
zone, and spreading of the fusion zone also depen-
ded on the arc power. .Engineer A.S. Rakhmanov took
part in the experiments. There are 5 graphs, 1 dia-
gram, 2 sets of photographs, 2 tables, and 3 Soviet
references.

ASSOCIATION: Tsentral 'nyy nauchno-issledovatel’skiy institut
. stroitel’nykh konstruktsiy Akademii stroitel’stva
i arkhitektury SSSR (Central Scientific Research

Institute of Constructional Structures of the Aca-

emy oi Lonstruction and Architecture of the USSR)

SUBMITTED: September 14, 1959
Card 4/4
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82289
5/135,/60,/000 /007,/006 /014
A006 /002
1% 7200 'A’, Yo
AUTHOR : Brodskiy/ Candidate of Technical Sciences
N 4
TITLE:; Deep-Fusion Arc Spot Welding\

PERIODICAL:  Svarochnoye proizvedstvo, 196C, No. 7, pp. 18-21

without pilercing the upper elewent being welded
Further experiments to develop this me
V.A, Sinyekovskiy under the supervision of the author. Information is presented

on the results obtained, The experimental investigation was carried out with 6; 8;

10 and 20 mm thick "MCT, 3" (MST.3) strip steel and "B(T. 5' (BST.5) steel, and
(ToA-1/55A" (WONI-17550) (024 and "NOHU1/5" (Cowmiaony iohg o, X
(UP22) (d=5 and 6 mm) electrodes, A laborata

ry welding device shown in Figure 1
was used., The arc was fed from a "TC4-1000" (TSD-1000) transformer. The are

was exclted during the inftial welding stage by a "QCn3 -1" (ospz-1) oscillator,
The deep-fusion welding process is divided into 5 stages; 1) ignition of the arc;
2) beginning of the metal fusion and formation of a closed cavit 35 3) fusion of

Card 1/3

tory assistant
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82289

: 8/135/60 /000 /007 /006 /014
Deep-Fusion Arc Spot Welding AO06 /A002 )

the metal to the required depth; 4) filling of the fused cavity; 5) formation
of a reinforcec head, Changes in the current and voltage depend on the conditions
of the electrode tip and of the coating 1ip formed cn the electrode tip during
the first arc gpot welding, An oscillogram iz glven representing the current
and voltage during the initial fuslon period for three cases: 1) the contact
between the electrode and the surface being welded is a spot: 2) the height of
the 1ip 1s 2.3 mmg 3) the contact surface between the electrode tip and the
metal is large, Characteristice of each stage are given, It is shown that
the use of a "[I( 500" (PS.500) arc feed generator is unfit for deep fusion weld-
ing on d-c, By investigating the correlation between the axial load on the
electrode and fusion characteristics, the author establishes that the axial load
exerts a pronounced effect on the fasion depth, If the loads are below the 1imit
value, inereased axisl load causes a greater fusion depth, A load approaching
the 1imit value reduces the depth of fusion, Under the efr'ect of excess load the
electrode is rent to an angle whose increased inelination reduces the strength of
the coating. The presence of a gap between the elements being welded reduces the
strength of the weld Jeints, The sssembly of the elements must therefore be made
very carefully. Their maximum thickness, which 1s 25 and 30 mm, was determined
Ey teﬁts yith 20; 25 and 20 mm thick uppexr and 6 mm thick bottom plates made of
" (1%G) sheet steel, The jJoint: were free of defects, such as hot cracks,
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due fo the positive effect of a high manganese ocontent in the steel, The loss of
electrode material was determined by chemical analysis, The micro-gas analysis
of the arc atmosphere was made by D,S. Kost%ggova of NII betona 1 zhelezobetona

Akademii stroitel'stva i arkhitektury SSSR (Scientific Research Institute of
Concrete and Reinforced Concrete af;

the Academy of Construction and Architecture
of the USSR), The strength of weld joints performed by the new meiho was teste
on specimens with a different humber and arrangement of the rivet welds, It
shows that highest and most durable strength was produced by two-electrode sre

spot welds with displaced axes, There are 7 figures, 4 tables and 1 Soviet reference,
ASSOCIATION,

TSNII stroitel'nykh konstruktsiy Akademii stroitel'stva i arkhitektury
SSSR (Central Scientific Research Institute of Building Structures
of the U3SR Academy of Censtruction and Architeoture)
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. ' BRODSKIY, A.Ye,, kand,tekhn.pauk; FRIDMAN, A.M., insh,

Arc welding of 30XG2S reinforcing steel for prestressed
reinforced concrete construction elements. Bet.l zhel.-bet,
no.63261=266 Je '60. (MIBA 13:7)
(8teel, Structural~-Welding)
(Reinforced concrete)
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83685
S/135/60/000/010/007/015
12300 iy 2208, abao 2408 A006/A001
AUTHORS: Brodskiy, A. Ya., Candidate of Technical Sciences, Rakhmanov, A. S.,
eer — X
X 4
TITLE: Two-Eleotrode Semi-Automatic Argon-Arc Welding of Aluminum Allgys
PFRIODICAL: Svarochnoye proizvodstvo, 1960, No. 10, pp. 20-24 ) b/k{
TEXT: A method of two-electrode semi-automatic argon arc welding of

aluminum alloys from one feed source was developed with the participation of

1. S. Livshits, Candidate of Technical Sciences, from VNIIST, It was intended to
attain thereby an increase in the orystallizetion time of the seam metal and a
higher welding efficiency. For this purpose the mlm-Q (PShP-9) semi-automatic
machineyfor one-phase two-electrode welding was redesigned at the welding
laborat%ny of the department of metal siructures at TsNIISK. The electric cir-
cuit of the machine remained the same, bu the electrode feed was modified as
follows: +the wires are fed through a flexible hose from two containers to the .
pistol. From the hose thy are supplied to a pulling device consisting of a roll
with two semi-circular grooves and a pinlon gear, Through a hollow pipe the
wires enter a copper current-conducting tip with two eccentric apertures and are
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Two-Electrode Semi-Automatic Argon-Arc Welding of Aluminum Alloys

then supplied through the tip to the welding area, The gap between the electrode
wires and their arrangement in respest to the symmetrical axis of the pistol

may be varled by turning the tip, The optimum gap between the wires was found g
to be 2 mm, It was established by further experiments that the possibility of VX/
regulation was of great importance in developing the welding technology, since

it affected the crystallization time of the welding pool, the width of the seam

and the penetration depth, Tests performed with Aﬁg‘alloy pipes of 377 mm

external diameter proved the good quality of one-pass two-electrode argon~arc

welding under the following conditions: V-shaped unblunted chamfer of the pipe

edges with angles of taper of 30 -~ 500; assembly of the pipes without a gap on -

a backing ring with a shaping groove; welding with 380 - 400 amps current;

12 - 13 m/hour speed; 12 - 15 1/min argon consumption; 300 m/hr electrode feed

and 1.5 mm AMg wire diameter, The wire is degreased and undergoes a special

atching treatment prior to welding, Theaultimate strength of welds preduced

by the described method is 19 - 22 kg/mm~. The developed technolegy provides

for an extended welding current limit and increased coefficient of tuild-up,

raising the efficiency of the process, 1lnvestigations showed that mechanical
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Two-Electrode Semi-Automatic Argon-Arc Welding of Aluminum Alloys

oscillations (about 100 ose/min) of the wires were probably due to the inter-
action of the electric fields originated around the electrodes, Porosity is
sharply reduced, The strength of welds produced by the two-eleotrode welding
process is not below that of Joints made with one electrode. There are 5 figures,
2 tables and 1 Soviet reference,

ASSOCIATION: TsNIISK Akademii stroitel'stva i arkhitektury (TsNIISK of the |)(
Academy of Construction and Architecture) Brodskiy; VNTIST
(Rakhmanov) ,
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PHASE I BOOK EXPLOITATION S0vV/5587
Brodskly, Arkadly Yakovlevich, Candidate of Technical Sciences
m

Svarka armatury zhelezobetonnykh konstruktsiy (Welding of Concrete
Reinforcements) Moscow, Gosstroyizdat, 1961. 378 p. Errata
slip inserted. 8,000 copies printed.

Sponsoring Agency: Akademiya stroitel'stva i arkhitektury SSSR. ™~

Tsentral 'nyy nauchno-1issledovatel 'skiy institut stroitel 'nykh
konstruktsiy,

Reviewer: @, A, Nikolayev, Honored Scientist and Technologist,
Corresponding Membher. Academy of Construction and Architecture
USSR, Professor; Scientific Ed.: D. L. Glizmanenko, Candidate

of Technical Sciences; Ed, of Publishing House: M, N. Kuznetsova;
Tech, Ed.: Ye. L, Temkina.

PURPOSE: This book is intended for engineers and technicians en-
gaged 1n the design and production of welded concrete rein-
forcements and for foremen in plants manufacturing prefabyicated
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Welding of Concrete Reinforcements Sov/5587

ferroconcrete products. It may also be useful to students
speclalizing in construction and welding.

COVERAGE: Basic problems involved in welding concrete reinforcements
are reviewed. The following are discussed: the weldability of
steel by various weiding methods; designs of welded reinforcements
and Joints; specifications for strength of welded Joints; proc-
esses of the resistance butt and spot welding of reinforcements;
elements of thermal calculations; methods for scheduling the spot-
welding regimes for reinforcements; the physicalmetallurgy of weld-
ing; the heat treatment of welded Joints; and results of investi-
gations on the behavior of welded joints in ferroconcrete. Atten-
tlon 1s also gilven to a description of modern equipment for the
resistance welding of concrete reinforcements and to a consider-
ation of the organizaticn.of labor in production and the engineering--
economic efflciency of various welding methods. The author thanks )
G. A. Nikolayev, Honored Scientist and Technologiast of the RSFSR,
Corresponding Member of ASi1A SSSR (Academy of Construction and

Card 2/10

< E%g ;*' z W L R i e T
ROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9"




"APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9

e e

Welding of Concrete Reinforcements S0V/5587

Architecture USSR); M. S. Borishanskiy and S. A, Dmitriyev,
Senior Staff Members of the NIIbetona 1 zhelezobetona

AS1A SSSR (Sclentific Research Institute of

Concrete and Ferroconcrete of the Academy of Construction and
Architecture USSR); and A, M, Fridman, Junior Staff Member,
There are 200 references, mostly Soviet.

TABLE OF CONTENTS:

Foreword

Introduction

Ch. I, Concrete-Reinforcing Steel
1. Types of concrete-reinforting steel
2. Properties of concrete-reinforcing steels
3. Weldabllity of concrete-reinforcing steel

Methods for determining the weldability with the
application of static loading
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A053 /4029

AUTHORS: Brodskiv..A.Xa., Candidate of Technical Sciences, Senior Scientific
Coworker, Fridman, A.M., Junior Scientific Coworker

TITLE: Reply to an Article by A.A. Ulesov and V.Ya. Dul'kin on the Mis-
representation of Electric Arc Bath Welding

PERIGDICAL: Beton i zhelezobeton, 1961, No. 1, pp. 28-30

TEXT: A.A. Ulesov and V.Ya. Dul'kin have raised two questions in their ar-
ticle - one concerning the effectiveness of bath welding in general with re-
gard to butt joints of reinforcement rods - and the other on butt welding of
reinforcement joints in reference to steel of BOXF'ZC(BOKhG2S) grade. Ulesov
and Dul'kin try to solve the question rationally by applying the character-
istics of bath welding of brand Cmn.3 (St.3) and G .5 (St.5) steed to
30KhG25 steel which is a mistake., The experience of Ulesov and Dul'kin are
based on the production of monolithic reinforced (but not prestressed) con-
crete constructions, dealing with field welding of 80-90 mm rods made from
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Reply to an Article by A.A. Ulesov and V.Ya. Dul'kin on the Misrepresentation
of Electric Arc Bath Welding

able grades. On the other hand there exist steel grades, as shown in the
table issued by Mashgiz in 1951, which are only weldable if thermically
treated before or after the welding process. Such are the steels of 3041 C
(30KnGS) and 35 XI'C (35KhGS) grade. Since thermic treatment is not applic-
able on the site, the utilization of such high-grade low-alloy steel for
welding purposes in concrete reinforcement is prohibitive. In commenting on
the statements and proposals of Ulesov and Dul'kin the authors of this ar-
ticle explain the reasons, why bath welding of the butt joints of reinforce-
ment rods is not to be recommended in reinforced concrete structures and ar-
rive at the following conclusions: 1) Steel of 30 KhG2S grade from which
high-grade rods for prestressed reinforced concrete structural elements are
made, having a diameter of 10-32 mm belong according to [QCT 5058-57 (GOST
5058-57) o the number of difficult weldable steels. 2) The butt welding of
the joints of such rods can only be executed in plants, while resistance butt
welding appears to be the most progressive method of welding. 3) In the ab-

Cm.4 (5t.4) and Cm .5 (St.5) carbon steel, which belong to the easily weld- \//
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Reply to an Article by A.A. Ulesov and V.Ya. Dul'kin on the Misrepresentation
of Electric Arc Bath Welding

sence of resistance butt welding machines, reliable butt joints of rods from
30KhG2S steel can be obtained from arc welding by the application of round
bars, in accordance with the technology contained in the "Directives",

4) Bath welding of butt joints of rods from 30KhG2S steel does not ensure
sufficient strength and should therefore not be applied. 5) The utilization
of covers in butt welding of joints of rods from 30 KhG25 steel is permiss-
ible only if there are no other more progressive methods of welding avail-
able. In this connection TsNIISK has developed and introduced a certain num-
ber of methods of mechanized welding of rods made from steel of 5t.3, St.5,
25 2¢ (25628), 35[¢ (3568), 18T 2C (1862S) grades etc (electroslag hand
welding and multi-electrode bath welding methods), TsNIISK is constantly en-
gaged in investigating and developing more progressive and more perfect means
(semi—automa.tic and automatic electroslag welding) for the general welling
method, as worked out by the Institut elektrosvarki im.Petona (Electrowelding
Institute im.Paton)., There is 1 table and 1 Soviet reference.
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27380
s/125/61/ooo/003/bo4/016
Al161/A133

AUTHORS 3 Brodskiy, A.Ya.; Chang Hsiu-chih

TITLE: Effe

PERIODICAL: Avto
TEXT: The

ness, were invest
above a ‘certain 1
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ct of the argon-arc welding conditions on the surface of welds

in the welding of aluminum alloys with consumable electrode

maticheskaya svarka, no. 3, 1961, 27 - 31

causes of wrinkled weld surfaces in welding aluminum alloy parts

in other than aircraft structures, 1i.e,, elements of 5 - 10 mm and higher thick-

igated in experiments. Welding was effected with an automatic

imit, 1t spoils the welds and makes the surface uneven, perous
wrinkle" formation is explained by the bressure of tle arc on

the liquid pool and insufficient argon shielding, the formation of a thick oxide

g of the film together with liquid metal into wrinkles. The
be studied, for welding of thick parts in struectures requires a

strong current. The effect was determined by the welding speed, arc voltage an-

the welding nozzle, argon consumption, distance between the
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5/125/61/000/003/004/016
Effect of the argon-arc welding conditions on.... A161/A133

nozzle end and weld metal surface, internal diameter of nozzle, neck of elsctrode
wire, and diameter of electrode wire. The discussion of every parameter effect
is 1llustrated with a graph. It is siressed that the optimum argon consumption
is found for only one nozzle design, and shculd be corrected for various nozzles,
but the linear dependence stated betwsen the optimum argon consumption and the
inner nozzle diameter will provide an aid for the selection of welding process
data. The conclusion is drawn that the maximum permissible welding current is
possible at the lowest practically possible welding speed, arc voltage and space
between the nozzle end and weld surface, and at an optimum consumption (12 - 25
1/min with an inner nozzle diameter of 16 mm, or 22 - 46 1/min with 30 mm, and 2*('
nozzle incline angle of 80°; an inner nozzle diameter in the range 16 - 40 mu and
the wire neck have slight and about equal effect. There are 7 figures and 4 So-
viet-bloc references.

ASSOCIATION: TsNII stroitel'nykh kenstruktsiy Akademil stroitel'stva 1 arkhitek-
tury SSSR (Central Scientific Research Institute of Structural
Parts Academy of Construction and Architecture of the USSR)

SUBMITTED:  April 4, 1960
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